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OPERATED
SLIP ROLLERS

OPERATIONS MANUAL 

Sale or distribution of manuals is strictly prohibited without the express written consent of Di-Acro



DISCLAIMER 

DI-ACRO by supplying this manual is not liable for any indirect, incidental, or
consequential damages or injuries sustained or incurred in connection with using the
information in any way contained herein.

DI-ACRO accepts no responsibility or liability resulting from attempts to use this
information.

DI-ACRO does not vouch for or warrant the accuracy, completeness or usefulness
of any information contained herein.
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TO PREVENT SERIOUS BODILY 
INJURY AND DAMAGE TO THE 

MACHINE 

BOLT THE MACHINE TO THE STAND 
AND THE STAND TO THE FLOOR 

PART NO. 030-6504001 

To prevent injury, we at Di-Acro insist that the roller 
be secured to the stand and the stand be fastened to 
the floor. The diagram on page three illustrates the 
pattern in which the 1 /2" diameter bolts should be 
embedded into the floor. When bolting the Di-Acro 
slip roller to the stand, it is recommended that 3/8" 
diameter bolts are used to secure the machine 
properly. Even though the Di-Acro manual and 
power rollers are simple to operate, another word of 
caution is advised. Loose clothing can easily become 
entangled in the rolls if not guarded. 
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Nomenclature

Exploded Assembly 
(Manual Roller) 

Exploded Assembly 
(Drive Group) 

Exploded Assembly 
(Foot Switch) 

Exploded Assembly 
(Roller Group) 
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FLOOR PLAN 
Securing The Roller To A Solid Foundation 

Before the operation, maintenance and a 
few simple procedures are explained about 
the hand and power operated rollers. It is 
important for you to realize that the manual 
and power operated rollers are identical in 
construction except for the obvious differences 
in the length and operation of the rollers due to 
different power sources. 

In the chart below, distances A, B, & C are 
variable depending on the length of the roller 
that the stand will be used with. 

Example: The bolts that secure the length of the 
stand to the floor should be 29 718" for the 24" 
slip roller. 

The idler roll cam on the power roller has 
been substituted by two metal blocks and an 
adjustment gauge on the manual roller. The 
use of small pieces of stock on the manual 
operated roller jus-tlfies this substitution. 
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12" 24" 36" 
A 1615/16 285/10 405/16

B 207/8 297/8 447/8

C 24 33 48 



TECHNICAL DATA 

 MOTOR - 1/3 H.P.
 VOLTAGE -115 volt A.C. single phase 60 cycle
 CURRENT - 4.7 Amperes
 ROLLER SPEED - 15 feet per minute
 CALIBRATED REAR ROLL INDICATORS

motor and all electrical
equipment ( 115 volts for safety).
 WELDED STEEL BASE - extends the full

length of the machine for permanent alignment of
housing, bearings and rolls.
 MAGNETIC BRAKE - provides a positive stop that

enables the operator to work to a scribed line without
having to compensate for roll coasting. The rolls can be
stopped or reversed using the control switch.

HAND OPERATED ROLLERS 

No. 12 No. 24 No. 36 Di-Acro Rollers       
Max. Form. Width 12" 24" 36"

16 gauge  20 gauge  22 gauge 
2" 2" 2" 

Mat. Cap. -Steel      
Diameter or Rolls 
Minimum Radius 1" 1 " 1" 

No Limit No Limit 

15"x40" 15"x52" 
170 230 

    No Limit Maximum Radius
Floor Space 

            15"x181/2" 
         115

(on stand)
Shipping Wt. Lbs.
Stand 
Weight Lbs., Net 86 108 140 

POWER ROLLERS 

No. 24 No. 36 
24" 36" 

20 gauge 22 gauge 
2" 2" 
1 " 1" 

No Limit No Limit 
24"x40" 24"x52" 

425 540 

Di-Acro Rollers 
Max. Forming Width 
Material Cap.-Steel 
Diameter of Rolls 
Minimum Radius 
Maximum Radius 
Floor Space 
Weight Lbs., Net 
Shipping Weight, Lbs. 500 590 

ACCESSORIES 
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The rolls may be grooved at a slight extra 
charge for forming round, flat, square and other 
shaped ductile materials. 

OPERATOR CONTROL and 
FOOTSWITCH CONTROL 

As the operator is facing the upper and lower pinch 
roll on the power driven roller, the on and off switch 
is on the left hand side. This switch enables the 
operator to drive the rollers in a for-ward or reverse 
direction; or to stop the rollers completely if desired. 
The power driven roller is also equipped with a foot 
switch that enables the operator to use both hands to 
feed the stock into the roller. However, the foot 
switch only allows the operator to rotate the rollers in 
a forward direction or to stop the rolling opera-tion. 

FRONT AND REAR 
ADJUSTMENT SCREWS 

The four adjusting screws (two located in the front 
and two located in the rear) have been built into the 
left and right side frames. 
The two front adjusting screws enable the operator 
to raise or lower the pinch roll, so that the correct 
gap between the upper and lower pinch roll may be 
obtained to feed the desired stock into the machine. 
The left and right rear adjusting screws assist the 
operator in raising or lowering the idler roll which 
determines the degree of bend in the stock that is 
being fed through the machine. The right and left 
side frames are each equipped with a scale to aid 
the operator in determining the correct angle of bend 
in the stock. 

TECHNICAL DATA 



HOW TO FORM CIRCLES IN JUST 
TWO PASSES. 

LENGTH OF MATERIAL - necessary to form 
the desired size circle is the first consideration 
in circle forming. To determine approximate length 
of material needed - use the formula C= 1 D. C 
is Circumference. 1 equals 3.1417. D is 
Diameter. For exam-ple, to find the length of 
material needed (C or Circumference) to form a 
circle 4" in dia-meter multiply 3. 1 4 1 7 by 4". 
Result - 12.5667 is the circumference or 
approxi-mate length of material needed. Cut a 
few pieces of material to this length for test 
forming. Material may have to be lengthened or 
shortened depending upon results of the test 
forming run. 

TO ADJUST ROLLER - for material thick-ness 
loosen the thumb screw to the right of the 
adjusting screws. Turn the adjusting screws to 
raise or lower the lower pinch roll. Insert the 
material between the rolls from the front of the 
machine and set rolls so the material fits 
tightly. Re-tighten the thumb screws and 
remove the material from between the rolls. 

TO ADJUST THE ROLLER - for the dia-meter 
of circle to be formed; raise the idler roll by 
pulling the cam lever toward the oper-ator until 
the idler roll seems to "fall into place". Loosen 
the thumb screws next to the rear adjusting 
screws on the back of the roller. Set the idler 
roll by turning the rear adjusting screws. After 
the idler roll has been set for the desired 
angle of bend, tighten the thumb screws. 

NO EXACT FORMULA - can be followed when 
making this adjustment because material 
"springback" varies with the kind of material being 
formed. Only by test forming several pieces can 
the correct adjustments be obtained. Rolls must 
be adjusted exactly parallel or the material will 
spiral during the rolling process. 

TO OPERATE ROLLER - after diameter 
adjustments have been made, insert 
material from front of roller and turn 
operating handle in a clockwise direction 
until about half of the material has passed 
through the rolls; if roller is power operated 
make sure that the upper pinch roll is 
rotating in a counter clockwise direction. 
Then, while feeding material, raise the idler 
roll. Continue turning until a half circle 
has been formed. It is important that you 
operate the roller while engaging the cam 
lever, for if the cam lever is engaged 
while the rolls are not turning, a 
noticeable flat spot or line will be formed 
across the width of the material. 

AFTER HALF CIRCLE - has been formed, 
re-insert the formed end of the material 
into the roller (as illustrated) and turn 
operating handle in a clockwise direction 
to form a complete circle. If roller is 
power operated turn switch in a position 
that allows the upper pinch roll to 
rotate in a counter clockwise direction. 
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FORMING CIRCLES 



TO REMOVE THE FORMED PART - lift 
clamp handle and slide the support lever 
handle to the right. The upper pinch roll will 
rise. Slide the material off roll. If the 
material is not long enough or if the 
formed part is not the proper diameter, 
additional samples will have to be made. 
Thousands of identical parts can be 
precisely duplicated when proper 
adjustments of the roller have been made. 

REVERSE ROLLING

6 

CIRCLES - the same diameter as the 
diameter of the rolls and slightly larger, can 
be formed with the Di-Acro Roller in just one 
pass. To make the adjustment for material 
thickness and to determine the length of 
material needed, see the instructions given 
under "How To Form Circles In Just Two 
Passes". 

BENDS CAN BE LOCATED AT ANY 
POINT IN METAL 

TO OPERATE - insert material to be
formed from the rear of the machine. Ma-
terial should be inserted in the machine 
so that the rolls just "nip" the end of the 
mater-ial. Then, place the idler roll into 
operating position and operate machine so 
that the upper pinch roll rotates in a 
clockwise direction. If adjustments are 
correct and the material is the right length, a 
perfect circle is formed. 

FLAT MATERIAL - can be rolled part way 
through the rolls and bent by raising the idler 
roll using the cam lever. Disengaging 
the cam lever lowers the idler roll, and 
the material again passes through the 
rolls without being bent. It is possible to 
form a wide variety of shapes with the 
Di-AcroRoller. 

SHAPING METAL 



NOMENCLATURE 
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EXPLODED ASSEMBLY
(Drive Group)
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EXPLODED ASSEMBLY
(Foot Switch)

10



EXPLODED ASSEMBLY
(Roller Group)
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