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USE ONLY SINGER’ OILS | | INSTRUCTIONS

FOR USING AND ADJUSTING
and LUBRICANTS SINGER'
They insure freedom from lubricating trouble and

give longer life 1o this machine. ELECTRONIC SEAMER

The following are the correct lubricants for this machine: 2 4 8 2
TYPE B — MANUFACTURING MACHINE OIL, HEAVY GRADE

(INCLUDING TECHMNICAL SUMMARY OF TYPE G26 OSCILLATOR)
When a stainless oil is desired, use:

TYPE D — MANUFACTURING MACHINE OIL, STAINLESS, FOR BONDING THERMOPLASTIC MATERIALS
HEAVY GRADE

NOTE: The above oils are available in 1 quart, 1 gallon
and § gallon cans or in 55 gallon drums.

THE IMPORTANCE OF USING SINGER™* PARTS
IN SINGER MACHINES

The successful operation of SINGER machines can only be
assured if SINGER parts are used. Supplies are available
at oll SINGER Shops for the Manufacturing Trade and mail
orders will receive prompt attention.

TO ALL WHOM IT MAY CONCERN:

The improper placing or renewal of the Trade Mark
“SINGER” or any other of the Trade Marks of The Singer
Manufacturing Company (all of which are duly Registered
Trade Marks) on any machine that has been repaired,
rebuilt, reconditioned or altered in any way whatsoever
outside a SINGER factory or an authorized SINGER agency
is forbidden.

MACHINE 248-2

*A Trade Mark of

Copyright, U. S. A, 1948, 1947 and 1950 THE S!NGER MANUFACTURING CO

by The Singer Manufacturing Company
All Rights Reserved for all Countries




DESCRIPTION

Machine 248-2 is especially designed for bending thermoplastic
materials which are adapted for this method of bonding

This machine is arranged for 115 volt, 50 60 cycle alternating current.
In case this equipment is to be used where current of these characteristics
is not availoble, the matter should be referred to Executive Office.

The tup retary shaft of this machine drives the upper reciprocating
alectr Ao (the bending foot). This bonding foot, in conunction with the
lower, stationary electrode, produces the seam as the result of the high
frequency current passing between these electrodes and through the

materal being bonded.

Dual speed cantrel. The duol speed is regulated by two knobs con-
crriei il ated o the front side of the machine. The upper knob regulates
e oyrens =t fes i action of the under feed disc, and the lower knob,
‘o oriuncton with 1 faot treadle, provides the means for instantly reducing
e cpeed, or st of feeding action, when encountering added thick-

nags. - o mater 2] dyrieg the bonding operation.

The marhine is furnished with both a left and right hand rcller presser,
and urless otherwise ordered, the machine will te equipped with the

right hand reller prescer

A micrematic adjustirent regulates the lift of the upper reciprocating
elecrade (the banding foot).

v
Automatic Tubrication is pravided for the feed clutch.

A tuning unit is located at the under side of the machine bed. This tuning
unit is operated by means of a knob conveniently located at the under
side of the machine bed, ard is ccnnected with a dial indicator cn top of
the mochine bed in direct view of the operator. The manipulation of thie
tuning unit accurately regulates the efectric current for the bonding cperation.

A foot lifter is regularly furnished for the roller presser. A knee lifter
will be furnished in place of the foot lifter, when so ordered.
'
Ralance wheel for ¥ inch V-belt.
The oscillator has® a coaxial tuning unit cable and is equipped
with conveniently located switches and a control knob. and with a switch
fer simultaneously starting the oscillater and the mochine-driving electnic

transmitter,

Teur spare tubes, at no extra charge, are supplied with the osciltarcr.

Space of right of electrode is 11 inches.
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SPEED

The speed of the Electrenic Seamer 248-2 is 2450 R.P i
\ i e tlec e - _P.M, using Pulley
T(é? |690i77 (4" outside diameter) or 3100 R. P. M., using Puliey Nod87"71'§
' . . . . . . ’ -
Soeecz;lg\f( ]e72d;o‘£n?re'\;1) when equipped with Electric Transmitter having o
T}'ve folloving approximate speeds in feet per minute are obtained with
the indicator on the upper feed-regulating knob G2, Fig. 9 sat af ihe
numbers listed below: l ’

Averna e
Feed Regulating Knob Speed in Feet Speed ing:ee'

Settings per Minute per Minute
neo S5 .3
100 8 4
10 . B £ L&
9y 12 4
S 14 7
8-1: 6 L 8
8 18 .9
7% 20 10
7o S22
b 24 12
6 25 12
S5V 27 14
5 2% " 15
4.0, 30 16
4 a2 17
3V 34 18
3 3% 19
- 37 70
2 .39 21
[ 4] 22
| 43 23
44 24
0o 45 25



TO SET UP THE EQUIPMENT

{See Figs. 2 and 3}

Place the machine in the cut-out for same in the table, having the two
hinge studs at R in the holes provided for same in the rear side of the
machine bed, so that the machine may be laid back on the rest pin F

{r converient access to the under side of the machine bed.

Fig. 2 shows the camplete unit with the oscillator E in proper position
cn the fisce ot the right of the stand, where the control bneb and switches

can be ¢ nveniently reached by the operator.

Fig. 3 shows o rear view ¢! this equipment, but with the oscillotor moved
from its operating po-ition tc more clearly show the fcur electricol con-

nections which are as follows:

(H) The cord fram the transmitter A 1o the Singerloht G.
(P) The cable from the oscllator E to the outlet frem which the

clectric current s obtained.

(K) The cable from the transmitter capocitor box Q, which cable is

rhiaged into the oscillator ot L

(1) The cable from the micro-switch S, ‘Which cable is plugged into
the oscillator at M. 1t s controlled by the treadle B which, when depre-ced,
starts the electric tronsmitter which drives the feed mecharism of the
Electroric Seamer and, at the same time, permits the high frequency cur-
rent from the gscillater to pass to the electrodes of the Electrenic Seamer
only when the machine is running. To apply current to the slectiades
while the machine is not running, use switch T on the front of the oscillater.

(N) The ccaxial cable, one end of which is plugged into the oscil-
lator at O, the cother end being plugged into the tuning unit housing at
the undar side of the machine bed.

Treadle C lifts the roller presser and the bonding fect for the purpose

of inserting material, etc.

Treadle D the compensating feed treadle  <lows the feeding spend

tc accommadate any extra thicknesses of material being bondad.

The pitman for treadle B is adustable for length.

Fig. 2.

Fig. 3.

Front View of SINGER Electronic Seamer on Table 129785 and
Stand 46980, with Electric Transmitter and Oscillator

Rear View of SINGER Electronic Seamer on Table 129785 and
Stand 46980, with Electric Transmitter and Oscillator



TO OIL THE MACHINE

Before starting the machine, disconnect the ccmpencating feed chain
from the foct treadle D, Fig. 2, page 5.

Use "TYPE B" or "TYPE D" OIL, sold only by Singer Sew.rq Machine
Company. See inside front cover for description
of these oils.

Lay the machine bock on the rest pin and fill
the feed -lutch il reservoir U, Fig. 4 which
is attached to the under side of the table to
approximately Y& inch from the top, then tilt the
machine forward to its operating positinn and
reconnect the feed treadle chain to the feed
treadle.

Apply a few drops of oil twice doily 1o the
oiling places indicated by arrews in Fig. 5. The
oiling places are painted with vermilion lacquer.

CAUTION—The o' hcle V, Fig. 5 is for the bond- i
ing foot bar. Too much lubrication at this point
will result in the oil callecting on the bonding
foot, the lower electrcde and the insulating block
to which the lower elsctrode is fastened. Keep
these parts wiped clecn at all times. When the
machine is standirg i¢le for some time as, for instance, cver right, place
a waste piece of the bonding material between the bonding foct and the
lower electrcde to prevent the cil from seeping down upar the lower
electrode, insulating tlock, etc. ‘

Fig. 4
Feed Clutch Qil Reservoir

Fig. 5. Oiling Points in Arm and Machine Bed

TO LUBRICATE THE ELECTRIC TRANSMITTER

The electric transmitter, Fig. 6, which drives the teeding mechanism of

the tlectronic Seamer, is shown in Figs. 2 and 3, page 5, attached t the

under side of the table upon which the Flectroric Seamer s mounted.

T) 4 Eig5 3y

Fig. 6. Lubrication Points on Electric Transmitter

When the ecuipment leaves the factery, the boll bearivas of the feans.
mitter are packed with sufficient lubricart for six manthe oof operat At
least every six months thereafter, these ball be rings must be lukricoted
with BALL BEARING LUBRICANT, sl ~(ly by Sier Cowing KMachine
Company, through the Alemite fitings D4, For this pure e use Grease
Gun 121587 (3 cz. capacity) or Grease Gun 121888 (1t capacing ). Five

strokes with eithar qun at each cf these tws fittings = ffciant,

These grease guns are supplied, on ~rder, ot o charse,

The waste-packed oil reservcir E4 choul | be replenished about every
three months with MOTOR OIL, saold cnly by Singer Sewing Machine
Company.

The bearirgs should receive just ~ncrgh fubricant 1o N the bearng

housings, and no more. Excess lubricart

s farced cut of the bousings
and, coming in contact with the met~r wirdoas, cavies shart oo cuits

and burned-out motors.



TO OPERATE THE MACHINE

With ail connections made a5 instricted gnder “To Set yp the Equip-
mert,”" page 4, turn the powerstzt b W, Fig.. 7, =n the front of the
oscillator, 19 between 52 and ©5 op the sories of numbers surrounding
this knob. Then turn on the power switch X, Fig. 7. The “on” position is
indicated by a yellow light wimediat:l, ahove the switch X. This switch
providas the current for the trorzwitter moter A which drives the Elec-

tron'c Seamar,

et i s AR
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Fig. 8. Roller Presser, Bonding Foot, Lower Electrode and Tuning Dial

Set the upper feed-regulating knch G2, Fig. 9, at the front side of
the machine, at o low speed with which to start, say at about 10 or 104
on the series of numbers surrcunding this knob. The maximum speed g
obtained with the pointer on the knsb ot "O." Lower speeds are obtained
by turning this knch clockwise. See sreed chart on page 3.

b itein ot

£20049 For the first attempts at bondirg, use waste pieces of the material
being bonded, in as mary thicknesses as will be used in the final bond-

ing operation,

Place the material bensath the bonding foot D2, Fig. 8, page 9 and
the roller presser. Release the treadle C, Fig. 7,"page 8, or let down the
hand lifting-lever at the reor side of the machine head, to lower the bond-
ing foot upan the material. Depress the treadle B, Fig. 7 to engage the
transmitter clutch which drives the feed mechanism of the Electronic Seamer

Fig. 7. Front View of Oscillator, Transmitter and Controf Treadles

NOTE—With the switch T "cr. " the high frequency current is constantly
at the electrodes D2 and F2, Fig. 8 2.2 while the machine is rot actually
rerning. Therefore, provision is made, by means of treadle B, Fig. 7, to
apply the high frequency currert to the electrodes only as required for
the bonding operation while the switch Tis in "cff" position.

See "To Adjust Micro-Switch” poge 24,

and, at the same tinie, operates the micra-switch at the rear side of the
fransmiticr to apply the high frequency current to the electrodes.

CAUTION—The mecehine <hould always be operated at full speed,
i. e, the clutch should not be “slipped” as is common practice when lower
speeds are required in the cperation of sewing machines.



.
Fig. 9. Speed Regulating Knobs
While the material is being fed through, observe the result of the
bonding. If there s no seam, «r bond, or if the seam oppears indefinite,
turn the tuning knob J2, Fig. 10 until o distinct seam appears and the high-
est reading is obtained on the milliammeter Y, Fig. 7. This tuning knob is
conveniently reacched beneath the table.
*
£20067 v

Fig. 10. Tuning Knob ot Under Side of Machine

To datermine definitely whethar or not the plies of material are satis-
factarily bonded, remove the material from the machine and test the seom
by pulling the material away trom the seam. If the material tears at the
seam, while the seam remoins intact, the bonding may be corsidered
sahisfactery. However, if a complete revolution of the tuning knob 42 fails
to produce a satisfactory seam, the need of higher power is indicated.
In such case, turn the powerstot knob W, Fig. 7, page 8 to a somewhat
higher setting and try again until o satisfoctory bond is produced. At this
point observe the number of the mark H2, Fig. 8, page 9 on the tuning
dial V4, Fig. 8, so that the sume tuning can be opplied for further banding
of the same material

CAUTION—If the power setting is ton high, the material will burn < r melt.

The lower speed-reaulating knob R2, Fig. 9, ot the front side ~f the
machine, is for slowing the speed of the feeding action when bonding
additional plies 5 material. Max mum speed is obtained with the pointer
on this krob at "O For lower speeds, turn this knob clockwise.

Set the Inch R2 to produce o low speed and, when extra plas of
material ore encountered during the bonding operation, depress the com-
pensating feed treadle D, Fig. 7. This will slow the feeding action
ond is designed to provide the extra time required for bonding additional
plies of material. Release treodle D after the additional glies of material
have been crossed ond bonding is resumed on the fewer plies of material.

The two screws Z2, Fig. 9, page 10 cre for the purpose of taking
up ony looseness which may devel=p in these knobs.

IMPORTANT-— Several pieces of crocus cloth accompany this equip-
ment. Occaosionclly draw a piece of this grocus cloth back and forth
between the two electrodes while the upper electrode (the bonding foot)
is down upon the lower electrode; then reverse the cloth so that the
bonding surfoce of both of the electrodes will have been aoffected by
this procedure. The purpose is to remove any corrosion which moy occur
on the bhonding <urfuces of the electrodes. Never use emery cloth for
this purpose.
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TO REMOVE AND REPLACE THE BONDING FOOT

Raise lifting lever at rear side
of machine head to raise the presser
bar and the bonding bar. Loosen set
screw K2, Fig. 11 in bending foot D2.
Take out the four screws which fasten
the face plate to the machine head,
to remove the face plate.

Press upward from the under side
of clamp L2 against the tension of
bonding bar spring, and slip the bond-
ing foot from the bonding bar. How-
ever, if this procedure does not pro-
vide sufficient clearance between
lower end of bonding bar and elec-
trode F2 1o permit removal of bonding
foot, loosen the two nuts M2 and N2
ond turn them downward on the bond-
ing bar so that the bar can be raised
slightly higher to permit removal of
the bonding foot.

When replacing bonding foot, turn
nuts M2 and N2 upword sufficiently
to permit bonding bar to descend
fully into the bonding foot when the
lifting lever at rear side of mochine
head is released while the bonding
foot is resting upon the electrode F2.

: B tzouse Tighten et screw K2 while moking
Fig. 11. Removing and Replacing Bonding Foot certain that the bottom of the bond-

Adiusting Bonding Foot Bar ing foot exactly aligns with the elec-
(with Filling Plote Removed) s
trode F2,

Viith banding foot D2 resting on electrode F2, loosen clamp L2 and
raise it until there is o clearance of opproximately 1 16 inch between bond-
ing ber lifting link A2 and clamp L2, then tighten clamp L2 in this new position,

TO SET BONDING FOOT AT CORRECT HEIGHT

In general, the bonding foot D2, Fig. 11 should be set so that, at the
tep of its stroke, as indicated by arrow on balance wheel of arm shaft,
(see Fig. 11A), the spate between the bottom of the bonding foot D2
ond the top of the electrode
F2, Fig. 11 will be approxi-
mately twice that of the thickest
portion of the material being
bonded. However, the space
between the bottom of the
bonding fcot and the top of
the electrode F2 should never

be i2ss than 015 inch regor_d‘ Fig. 1TA. Showing Arrow on Arm Shaft.
less of how thin the material (Indicating Bonding Foot at Top of Stroke)

L

 E17128

Fig. 12, Adjustment for Bonding Foot Bar

may be. An exception to this setting would be when the machine is
adjusted for high feeding speeds, in which cgse the space between the
bottom «f the banding foct and the lower electrode should be caorres-
pondingly increased.

The obove adjustment is attained by means of the nuts M2 and N2 as
shown in Fig. 11. First loosen set screw K2, Fig. 11, then loosen lcck nut
M2 ond turn adjusting nut N2 up or down until the desired height of foeot
is obtained, then tighten set screw K2 and turn lock nut M2 firmly et
the adjusting nut N2,

While the foregoing adjustment sets the bondin‘g foot D2 the desired
height above the electrode F2, it does not provide a positive limit of
descent for the bonding foot. Fositive limit of descent i< achieved by
loosening set screw P2, Fig. 12 at the front side of the machine head and
with bonding foot at bottom of stroke, as indicated by position of arrow
on balance wheel end of arm shaft, and turning adjusting screw A4, Fig. 12
up or down until the bonding bar stop plate B4, Fig. 11 contacts the
bottom of the bonding bar lifting braocket C4, Fig. 11.

Whila it is advisable to make use of the adjustment provided by ihe
screw A4, Fig. 12 -to limit the descent of the bonding foot to a
distance slightly below the top surface of the material being bonded
such adjustment is not absolutely necessary,

NOTE—It is not necessary to remove the face plate to make this
adjustment.  The face plate is removed in Fig. 11 only for the purpose
of illustrating the mechanism affected by turning the cdjusting siraw
A4, Fig. 12.
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TO CHANGE FROM RIGHT HAND FEED TO LEFT HAND FEED
The machine can be arranged for either right hand foed or laft hand

fred. Right hond feed is with the feed disc Q2 at the right of the clectrode
F2 asshown in fig. 13. This arrangement is adaplable for use with aftachments.

Fig. 13. Machine Arranged for Right Hand Feed

Left hand feed is with the feed disc Q2 at the left of the elnrtrade F2 as
shown in Fig. 18, paga 18. This arrangement of the feed ic for "froe"
bonding, i e., without the use of attachments.

To change from right hand feed to left hand feed, reme .o thraat
plate and remove roller presser.

Disconnect the compensating feed chain from its treadle (tha treodle
at the extreme right beneath the table). Lay the machine bac. on the
rest pin and remove the tuning knob J2, Fig. 14. Remove the einhl screws
which fasten the cover O2, Fig. 14 1o the tuning unit housing at the under
side ¢f the machine bed.

Fig. 15. Feed Clutch and lower End of Feed Forked Connection
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l.o75en the rwo screws X2, Fig. 16 in the hub of the feed disc; also
leosen the three screws A3, Fig. 15, page 15 in the feed clutch B3, Fig. 15.
Locsen the two screws D3, Fig. 15 in clutch collar €3, Fig. 15, and Ioosen
the two ccrews E3, Fig. 15 in the stop collar F3, Fig. 15. Then, while
holding <irive plate G3, Fig. 15 against the clutch, to prevent the clutch
from springing opart, move the feed shaoft sufficiently 1o the right to per-
mit rem- oal o f for | disc Q?, Flg ]6

w2 Y2 52 Q2 X2
r T' ‘x\ J, /

Fig. 16. Machine Arranged for Right Hand Feed
View at Under Side of Machine Bed

Locsen clamp screw H3, Fig. 16 which holds the wire U2 to the tuning
unit mounting plete. Remove the two Allen head screws Y2, Fig. 16
which fasten irsulating block holder $2 to the under side of machine bed;
then remove the unit consisting of insulating block holder $2, insulating
block W2, electrode F2, Fig. 13, page 14 and wire U2, Be careful not
to injure the wire when remcving this unit from the machine.

Place the feed dist Q2, Fig. 17 on the {=ed shalt, having the hub of
the disc to the left as shown in Fig. 17; then place the unit consisting of
block kolder 82, insulating block W2, electrode F2, Fig. 18, page 18
ond wire U2, in position against the under side of the machine bed and
to the right of the feed disc as shown in Fig. 17.  Fasten this unit in place
with the two Allen head screws Y2, having these two screws in the holes
Y3, Fig. 13.

NOTE—The holes Z3, Fig. 13 are for the Allen head screws when the
machine is arranged for right hand feed.

Lol

. £17674

Fig. 17. Machine Arranged for Left Hand Feed
View at Under Side of Machine Bed

Fusten the wire U2 to the tuning unit clamp by means of the screw
H3 as shown above.

CAUTION-~Nake certain that this wire does not touch any metal part
of the wachine, except the proper connections at its ends,

Now maove the feed shaft to the left where one of the two screws
X2, Fig. 17, in the hub of the feed disc, will bear against the left hand
one cf the two flats at this end of the shaft. Tighten one of these two
screws cgainst the left hand flat, and tighten the other screw against the
shaft. The feed disc Q2 should be set with relation to the 'cwer
electrode F2, Fig. 13, so that the space between the electrode F2 and
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the feed disc Q2 will be 050 inck. (When it is fourd necessary to reduce
this distance to less than .050 inch, vse thie rubber-covered, ron-metallic
feed disc especially designed for this purpase). Tighten the tw screws in
the clutch collar C3, Fig. 15, page 15 against the drive plat. G3, Fig. 15.
Tighten one of the three screws A3, Fig. 15, in the clutch B3, Fig. 15,
ogvmwnst the flat 2n the shoft, and tighten the other two screws aaainst the
shaft.  With the stop collar F3, Fig. 15 against the bushing ot the right
hand end <f the feed shaft, tighten the two screws E3.

Fasten the cover O2, Fig. 14, page 15 to the turing unit housing by
means of the eight screws as shcwn in Fig. 14, then replace the tuning
urit knob J2, Fig. 14 to the tuning unit shoft.

Fig. 18. Machine Arronged for Left Hand Feed

Return the maochine to its upward position and ottach the left hand
rolfer presser to the presser bar. The roller presser must te et with
relotion to the under feed disc Q2, as instructed on poaae 12 under “To
Remove, Replace and Adjust Roller Fresser.”

Attach the lower end of the compensating feed chain to the com-
pensating feed treadle.

19

TO REMOVE, REPLACE AND ADJUST ROLLER PRESSER

Femove tha face plate. Raise the presser bar by means o the liftir 3 lever

at the rear side of the machine heod and, with the roller presser C2 turned

up as shown below, remove the roller presser screw 13, Fig. 20. Fig. !

shows the raller presser for right hand fecd, while Fiq. 205 showe raller
presser for left hand feed.

Fig. 20. Roller Presser for
Left Hond Feed
(With Filler Plate ~amoved)

Fig. 19. Roller Presser for
Right Hand Feed

Loosen clamping screw F4, Fig. 20 and turn the presser bar, a small por-
tion of which is visible ot G4, Fig. 20, in the oppasie direction so that the
seat for the roller presser will face to tha right or to the laft depending
upon which of the two roller pressers is to _be attached  Then tighten
clamping screw F4 and attach the roller presser to tha presser bar by
means of the screw J3. The roller C2 must be adivsted so that the inner
edge K3 of its rim exactly coincides with the edge L3 of the rim of the
feed disc Q2, with the feed disc .050 inch fran the lower slactreds F2.
The edge L3 of the feed disc and the edye K3 of the re''sr presser, are
the edges nearest the lower electrode F2.

To adijust for alignment of the edge of the rollor C2 with the edao L3
of the feed disc, loosen rut M3, Fig. 19 and turn the screw N3 in or ~ut
When correct adjustment is obtained, tighten nut M3,



TO TIME THE FEED

Feeding of the material should occur only while the bonding foot

D2, Fig. 21 is off the materinl being bonded. The machine is correctly

L7060

Fig. 21. Timing the Feed

CAUTION—No feed-
irg movement should
occur while the bonding
fcot rests upon the

material being bonded.

Upon completion of
this adyustment, replace

the arm <ide cover.

timedwhenit[eovesfhefocicry,
ond there should be no naces.
sity for retiming.

However, should it later be
considered necessary 43 retima
the machine, proceed ae fe o,

Remove the two screws which
fasten the arm side cover 1o
the rear side of the machira
arm, thenloosenthe two soris
O3, Fig. 22 in the fuad oo
tric W3, Fig. 22.

While holding the feod ve.
centric W3, Fig. 22, turn tha
arm shaft, by mea of the bal.
ance wheel, until the ur fer
feed disc Q2, Fig. 21 m .
only while the bonding fact i
off the materinl buiny b pd e

Fig. 22. Timing the Feed

et e e e < —
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TO REMOVE AND REPLACE THE FEED ECCENTRIC

Take out the two screws which fasten arm side cover to muchine arm,
and remove arm side cover to gain access 1o the two screws O3, Fig. 23
n the feed eccentric collar.

Fig. 23. Feed Eccentric ond

Upper End of Feed Forked Connection
Fig. 24

Removing Balance Wheel

Turn bolance wheel until the two screws O3 are accessible throun
arm side cover cpening as shown in Fig. 23, and locsen these two screws.

Loosen the two screws R3, Fig. 24 in balance wheel belt gronve ond
remove balonce wheel. Lay machine back on the rest pin and remc vo
screw sted nut T3, Fig. 25 and screw stud U3, Fig. 25 from lower eri
feed forked connection V3, Figs. 23 and 25 so that the feed forked con-
nection can be pushed downward to release the feed eccentric cleave
53, Fig. 23 and feed eccentric W3, Fig. 23. The feed eccentric W3 can
then be removed from balance wheel end of arm shaft.

When moking replacement, reverse
the foregoing operaticns for removcl,
making certain, when replacing bal-
ance wheel, that one of the two
screws R3, Fig. 24 bottoms in the
groove for same in the arm shaft,
before tightening these two screws.

U3 IMPORTANT—Whenever 1= bal-
ance wheel has been turned, while
the feed eccentric screws O3 cre
. loosened, the feed eccentric must

Fig. 25 be retimed. See "To Time the Feed,”
Lower End of Feed Forked Connection page 20.
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TO REMOVE AND REPLACE THE ELECTRODE-INSULATING BLOCK

Should the electrode-insulating block W2, Figs. 26 and 27 become
burned as the result of faulty control of the voltags, it will be necessary
to replace the block with a rew cre.

F_pc-rv

Fig. 27. Electrode Block with
Electrode
Removed from Mochine

Renizve throat plate and
remove the two screws Y2 to

Fig. 26. Electrode Block in Ploce in Machine détach the electrode F2 and
Left Hand Feed wire U2.

£ 29069

Fig. 28. Tuning Krob and Tuning Unit Housing Cover

Lay the machine back on the rest pin and remeve the tuning unit knob
J2, then remove the eight screws which fasten cover O2, thus removing
the cover from the tuning ur't housing.

loosen clamping screw H3, Fig. 29 and dotach wire U2 fr-m the
tuning unit. Remove the two screv,w X3, Fig. 29.

Return the machine to its upright peosition anc, thrsugh the throat plate
opening, remove insulating block W2,

tay the machine back on the rest pin ond fasten the replocement
electrode block W2 to the block holder S2 by means of the two screws
X3, then, from the top of the machine bed, paoss the wire U2 downward
through the rear one of the two hols T2, and facter the elactrode F2, Fig. 26

UZ H3 19528

Fig. 29. Underside View Showing Electrode Block and
Block Holder in Place in Mdchine

to the electrode block W2, by the front one of the two screws V2. Attach
the loop at the end of the wire U2 to th+ alectrade F2 by means of the
rear one of the two sirews V2 thus, at the same time, completing the
attachment of the electrode to the eioctrode inoilating black,

At the under side ¢f the machine td, attach the lower end of the
wire U2 to the tuning unit by means of the clamping screw H3, Fig. 29;
then attach the tuning unit housiny cover O2 to the tuning unit housing
by means of the eight fastening screws. &rtach the knob J2 to the tuning
unit shaft.
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TQ ADJUST THE MICRO-SWITCH

Before shipment, the micro-switch S, Figs. 30 and 31 is properly adjusted
with relation to the transmitter to which it is connected. However, upon
receipt of the equipment, a check should be made to determine that the
micro-switch acts just as soon os the machine starts f-eding, and ceases
functioning when the machine stops feeding. The red light on the front
ol the oscillator shows when tre micro-switch is "on.”" It goes out when

the micro-switch is "off.”

If the machine feeds the mzterial before the micro-switch is on, there
will be no seam until the micro-switch starts to act. f thic switch acts
before the machine starts feec’ =g the moteriol, the beginning of the seam

will ke too pronounced ond net censistent with the rest of the seam.

E17747

Fig. 30 Fig. 31. Micro-Switch Removed from Transmitter

Micro-Switch Attached to Transmitter to Show Adjusting Nuts and Screw

To adjust, proceed' os follows: loosen the two nuts H4, Figs. 30 and 31
and turn adjusting screw J4 clockwise or counter-clockwise until preper
contact is made betweén the smoll roller K4, Fig. 31 and the cam on the
yoke of the transmitter. Then tighten the two nuts H4.

If the above adjustment cf the micro-switch, by meaons of adjusting
screw J4, should prove inadequate, additional adjustment is obtained by
loosening the two screws which fasten the switch bracket L4 to the trans-
mitter. These two screws are not shown in these illustrations, but their
location is indicated by the holes M4 and N4,
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TO SET THE BONDING BAR LIFTING BRACKET ROLLER
WITH RELATION TO
THE BONDING BAR LIFTING ECCENTRIC

If, for any reason such as adjustment or replocament, the twe screws
P4, Fig. 32 should be loosened, it is essential that the lifting bracket roller,
a small portion of which appears at R4, in Fig. 32, be positioned exactly
in fine with the bonding bar lifting eccentric (not shown in Fig. 32). Fig. 33,
shows the lifting bracket C4 with roller R4 attached; also the bersing bar
lifting eccentric S4 which is attached to the front end of the are <haft

dr 20062

Fig. 32 Fig. 33. Bonding Bar Lifting Bracket a0:i Roller
Bonding Bar Lifting Bracket and Roller and Bonding Bar Lifting Eccentri
in Place in Machine Removed from Machine

The contocting surfaces, respectively, of the roller R4 and «rcentric
S4 must be exactly in line with each other so that the eccentric S4 wil]
impart a complete rolling action to the roller R4, otherwice the two sur-
faces wiil rub together, thus causing excestsive wear.

-

After making certoin that these two surfaces are in exact clignmient
with each other, as instructed above, and with the eccentric S4 in its high
position, a clearorce of 050 inch should be established betweer the
bording foot and the lower electrode while the bonding bar is fully insarted
into the bonding fcct, tighten the two screws P4,

NOTE—This is th2 correct setting for the bonding bar.

For bonding foot adjustment, follow the instructions on pages 12 and 13.
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TECHNICAL SUMMARY

OF

TYPE G26 ELECTRONIC OSCILLATOR

DESCRIPTION

The SINGER Electronic Oscillator Type G26 has been designed for use
with the SINGER Electronic Sesmer in the fabrication of articles of thermo-
plastic film by means of high frequency electronic bonding.

ELECTRICAL CHARACTERISTICS

Power Qutput oo, 100 Watts
Frequency. ... L .. .62 Megacycles

Power Supply Requirements:
115 Volts, £0 60 Cycles, single phase.
Cepable ¢f supplying 350 watts ot 85 per cent. power factor.

(NOTE:—An odditional 450 watts are necessary for the SINGER Electric
Transmitter).

TUBE COMPLEMENT

Oscillator . . 2 TYPE 809
Rectifier. .. ... .. T 2 TYPE B&6 BESA

MECHANICAL SPECIFICATIONS

Dimensions:
Meight. ... ... i 25 inches
Width. .. ... L. e 122V inches
Depth. ... .. ... .. L ... ... .13V inches
Weight ... ... 100 Ibs. (approx.)

OSCILLATOR CONSTRUCTION

All components of the oscillator, except the coaxial coble and the
output coupling unit, are mounted in a steel cabinet equipped with carry-
ing handles.
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Tte following items, illustrated in Fig. 34, are located on the front
panel of the oscillator: plate circuit milliammeter M1; "OM-OFF" [,ower
supply switch S1; power control T4; spot seal switch $2; “FILAMENMT-OM™
indicator light 1-2; and "PLATE-ON" indicator light 1-1. Output cormertor
J2 is located on the left hand side of the cabinet.

As shown in Fig. 35, all the components of the oscillator are readily
accessible when the hinged rear door is opened.

Fig. 34. Front View of Oscillator

CIRCUITS

The complete electrical circuit of the oscillater is shown in the
schematic diagram, Fig. 36.

CONTROL AND POWER SUPPLY

The incoming 115volt 50 &0 cycle, single phase power supply is connected
to the equipment through the three-wire power line receptacle J1 which
is located at the lower right hand corner of the rear panel of the cabinet.
Power for the SINGER Electric Transmitter is obtained from the receptacle
J5, Fig. 34, located at the bottom of the left hand side of the cebinet.
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Power to the equipment is controlled by cperation cf the "ON-OFF”
"POWER" switch S1. This switch is equipped with a magnetically operated
cut-out which provides protection to the equipment in the event of a short

T4 : (}‘ICZ
RO L1

1A O
— . c

Flr_;[ | 1

K3} bty

K4 s

g Tl

5 Fig. 35. Rear View of Interior

circuit or heavy overload. Added protection to the motor circuit is pro-
vided by a 15 ampere plug fuse Fl, which is easily replacechble. Protection
for the mercury vopor rectifier tubes is provided by the time deloy rclay
K3. This refay is adjusted to insure a 30-second delay between the appli-
cation of filament powdr ond bonding power. When the "POWER" switch
is placed in the "ON" position, the SINGER Electric Transmitter Motor
will run, filaments of all tubes will be energized and the "POWER-ON"
indicator lamp 1-2 will light. At the same time the coil of the time delay
relay K3 will be energized. After a delay of approximately 30 seconds,
the contacts of this relay will close and complete the circuit to the plate
contactor K1, applying a plate voltage to the oscillator tube anodes. Clos-
ing the contacts of the "SPOT-SEAL,” switch S$2 will cemplete the cathode
circuit of the oscillator by closing relay K4.

Operation of the Electronic Seamer produces the same result, by clos-
ing the micro switch located on the SINGER Electric Transmitter.
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HIGH FREQUENCY

The high frequency circuit employed in the equipment is fuctory tuned
and consists of a self-excited oscillator in which two ascilator tules are
connected for push-pull operation in a tuned-plate, tuned-grid circuit,
The plate circuit consists of a variable condenser C2 and coil L1, while
C11 and L2 comprise the grid circuit. The total plate current for both
tubes is indicated on the O-300 milliammeter M1.

The output circuit consists of a two-turn pick up coil L3 which is induc-
tively coupled to the plate tank coil LT and is terminated at the connecti - J2.

INSTALLATION OF OSCILLATOR

After the equipment has been unpacked the Inllowing procedure <+~ uid

be followed:

1. Remove the four retaining screws clong the right hand side o the
rear door so that the door moy be swung cpen.  As shipnz, tha
equipment is wired for 115 volt, 60 cycle operaticr. The cor: wc-
tions within this equipment will require no charge unless the linn
voltage is less than 110 or more than 120. If the measured liee . 1t
oge is either less than 110 or more than 120, mate the £ - g
changes: Transfer the leads from the terminals marked 115 ¢n teans
formers T1, T2 and T3 to the terminals on these transformers which
are marked nearest in value to the measured line vcltage.

IMPORTANT: Remove scotch tape on relays Ki, K2 and K4, vsed
to keep relays from vibrating during shipment.

2. Install the four vacuum tubes. The sockets for the two type
866 B66A rectifier tubes V3 and V4 are lecated or the bartom of
the cabinet. These tubes are inserted by aligning 1he pin oo the
tube base with the locating slot in the socket chall. A siiobtr taving
to the right locks the tube properly in its socket. Do not cttt the
plate cap connectors to the top of the rectifier tubes. For best
results, the two oscillator tubes V1 and VZ should be a matzhed
pair sold by Singer Sewing Machine Company far use in the
SINGER Electronic Oscillater.  Insert the oscllator tubes e the
sockets on the high frequency oscillator chasciz located reor
the top of the cabinet. These tubes cre inserted <o that the pin
on the tube base faces the right side as viewed throuoh rear deor.
The two plate connectors should be glaced securely on the caps
of the top of the oscillator tubes. It is imporiant that the tcbes
are seated firmly in their sockets.

3. Close the rear door, replace screws and insert the three-wire
power cord in its receptacle J1. Insert the three-wire cap into
a power line cutlet of suitable voltage ond frequency. The " SPOT.
SEAL" Switch $2 should be "OFF" ond the power contrc! T4
should be at ZERQO. Then operate the "ON-OFF" line switch Sl
to the "ON" position. Allow the power to remain on for about
30 minutes. This step is necessary to drive mercury glebules from
the filaments of the rectifier tubes and to distribute the vapor
properly within those tubes. This initial warm-up need ncot be
repeated unless the rectifier tubes have been replaced or other-
wise disturbed.
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4. After the rectifier tubes V3 and V4 have been aged us outlined in
step 3, operate the "ON.CFF" switch to the "OFF" position and
disconnect the power supply cord from the equipment. Then open
the rear door and attach the plate cap connectors to the top of the
rectifier tubes V3 ond V4. Close door, replace screws, and
re-connect the power supply cord. Connect the cooxial cable to
its connector J2, on the upper left-hand side of the cabinet. The
other end of this coble attaches to the connector below the bed
of the bonding machine head. Insert the SINGER Electric Trans-
mitter cord connector in its receptacle J5 located on the lower
left-hand side of the cabinet. The polarized plug from the trans-
mitter should be inserted in the receptacle J3 located immediately
above J5. The equipment is now ready for operation.

OPERATION OF OSCILLATOR

After all cord connections have been made as described, the equip-
ment may be placed in operation by operating the "ON-OFF" power
switch 81 to the "ON" position. The "POWER-ON" light (yellow 12) will
light and the SINGER Electric Transmitter Motor will run. Bonding power
will be available after the 30 seconds time delay imposed by the time
delay reloy K3. This delay is necessary in order that the tubes reach
operating temperature before plote voltage is applied.

After the elapsed time delay, bonding power may be applied by oper-
ating either the foot treadle on the machine for continuous banding, or by
operating the "SPOT-SEAL" switch $2 on the generator front panel for
spot sealing. The amount of bondirg power is controlled by the "POWER"
controt T4 on the oscillator panel. When bonding power is applied, the
"POWER-ON" red light I-1 will operate, and the plate current milliammeter
M1 will give an indication. The tuning control C9 (also shown ot J2, Fig. 28,
page 22), located on the underside of the machine head should be adjusted
so that a maximum reading is obtained on the milliommeter. This adjustment
should be made while the machine is bonding continuously at the desired
speed with the "POWER" contro! set at approximately 30 to 40 on the
dial. After a maximum reading is cbtained on the milliammeter has been
obtained, the "POWER" control may be advanced clockwise until a satis-
factory bond results. The amount of power required will, of course, depend
on the bonding speed and the physical ‘and electrical characteristics of
the moterial being bonded more power being required for thicker
material and higher speeds.

MAINTENANCE DF OSCILLATOR

With ordinary care, little service will be required to keep this equip-
ment in operation. However, a regular schedule of inspection should
be established.

it is desiroble that the equipment be kept clean and free from dust, and
for this purpose a small electric hand blower may be used to advantage.
Relay contocts moy be cleaned by applying carbon tetrachloride with a
soft brush.

After cleaning, the contacts may be burnished with o burnishing tool.
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When it becemes necessary to replace oscillator tubes, due to a
failure of one or both, replace both tubes with o motched pair sold by
Singer Sewing Machine Company. To replac but one tube would cause
the new tube to carry the greater part of the load, thereby substantially
reducing its life.
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Schematic Wiring Diagram for SINGER Electronic Oscillator
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LIST OF PARTS AS DESIGNATED BY SYMBOLS IM NIGURE 36

Symbo!
Number

Cl
C2
(-4.5-6-7

8
c9
Crl
Fl
11-2
3
J2-4
13

LC

Items not assigned part numbers are not available

Part
Number

195574
195575
195576
195577

195579
195463
195460
195581
195582
195583
175580
195584
195585
195586
195587

195588

195589
195590

195447
195591

195592
195593
195594
195595
195596
195597
195598
195599
195600
195601

195602
195603
195604
195451

195452
195445
195446
195511

Description

Condenser, Filter 4 MFD, 1500 V.D. C. .

Condenser, Variable, Plate Tank. ... .. ... ..
Condenser, Filoment By-Pass 10,000 M tMID .

Condenser, Meter By-Pass 0.001 MFD .
Condenser, Variable, Output Tuning . .
Condenser, Variable, Grid Tuning. . .
15 Ampere Fuse .. ... ... .. ... . ... .
Lamp, Indicator, 120 V., 6 Watts. .
Receptocle, Line Input. . . ... ... ..
Receptacle, Co-axia! Cable .
Receptacle, Foot Switch. ... . ..
Receptacle, Motor. . .. ... . . .
Relay, Plate Contactor. . ... .. S
Retay, D. C., Overfoad . . . ... .. ..
Relay, Time Delay . .. .. .. ... .. ..
Relay, Keying. ......... .. .. . . .
Coil, Oscillator Plate Tank. .. ... ..
Coil, Oscillator Grid Tank. . .. .. ..

Coil, Output Coupling. .. ... .. ..

Choke, Rectifier Filter
Coil, Output Tuning........... ...
Choke, Plate . . ... ... ... .. ...
Meter, 0-300 MAD.C.. ... ... ... ..
Plug, Co-oxial Cable. .. .« .. ... ...
Cable, Co-axial,Connectors . . . .. ..

Resistor, Grid 2000 Ohms, 25 Watts.
Resistor, Bleeder 75,000 Ohms, 50 Watts . . . .. ...

Switch, Line Brecoker
Switch, Spot Seal . .. ... ...
Switch, Door Interlock

Transformer, Oscillator Filoment. . .. .

Transformer, Rectifier Filament . . .. . .. . .. . .

Transformer, Plate. . ... .. ... .. .
Transformer, Powerstat
Socket, Rectifier. . .. ... ... . ... ..
Socket, Oscillator. . . ........... ...
Socket Indicator, Red Light. . ... .. ..
Socket Indicator, Yellow Light
SocketRing. . ........... ... ...
Oscillotor Tubes, TYPE 809

Rectifier Tubes, TYPE 866 866A . .. . . . ... .. ...
Cable Input,Connectors. .. ... ... . ... ......

Adapter Plug, 2.to 3 Wire. .. .. .. ..
Co-axial Cable Tuning Unit. . . . . ..

Unit

- In o

]

for replocement.
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