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Operator and Supervisor Information

This is one of four manuals supplied with your machine. 
 �  Installation Manual
 �  Safety Instructions Manual
 �  Operations Manual
 �  Maintenance Manual

READ ALL MANUALS BEFORE OPERATING MACHINERY.  Operating 
machinery before reading and understanding the contents of all four 
manuals greatly increases the risk of injury.

Each of the four machine manuals describes ‘best practices’ in 
handling, installing, operating and maintaining your machine.  The 
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This manual provides installation information for the following  
Cleveland Steel Tool Ironworkers:

25 Ton 40 Ton 40 Ton C

50 Ton 55 Ton 60 Ton 

65 Ton 75 Ton 100 Ton 

100 Ton DX 120 Ton Elite 110 

Elite 110/65 D.O.

Environmental Requirements at Work Station

The work station environment for your Cleveland Steel Tool Ironworker 
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Receiving the Ironworker

Cleveland Steel Tool Ironworking machinery is fully assembled and 
is shipped either by palletized custom wooden crate or by shrink–
wrapped wooden pallet for ease of transport and receiving. 

Inspect the packaging for damage and follow shipping/receiving instruc-
tions as listed on the packaging prior to receiving the Ironworker into 
your facility.

When receiving your Ironworker, be prepared to safely move your ma-
chinery with a fork-lift rated for the following equipment weights:

Minimum Machinery Weights

 25 Ton  453.6 kg / 1000 lb

 40 Ton  861.8 kg / 1900 lb

 40 Ton C  780.2 kg / 1720 lb

 50 Ton  916.3 kg / 2020 lb

 55 Ton           1124.9 kg / 2480 lb

 60 Ton  1156.7 kg / 2550 lb

 65 Ton  2154.6 kg / 4750 lb

 75 Ton  1859.7 kg / 4100 lb

 100 Ton  2109.2 kg / 4650 lb

 100 Ton DX 2349.6 kg / 5180 lb

 120 Ton  2494.8 kg / 5500 lb

 ELITE 110 2440.3 kg / 5380 lb

 ELITE 110/65 3891.8 kg / 8580 lb

Utilize best practices for fork-lift operation. Handle material as close 
to the drive surface as possible with the widest spread and deepest pen-
etration of forks effective to service the pallet. Forks should be adjusted 
and locked into the safety detent closest to the maximum available fork 
spread.

Unpacking/Moving the Ironworker

Your Cleveland Steel Tool Ironworker includes surface and remotely 
mounted electrical cabling and hydraulic lines. Exercise caution when 
removing the factory supplied packaging. Do not cut electrical wires or 
hydraulic hoses.

1. Unbolt/unpack Ironworker from its pallet using a 3/4” (19.05mm) 
socket. Wear appropriate personal protective equipment.

2. Lift Cleveland Steel Tool machinery using the designated fork lift 
locations and appropriately rated lifting equipment.

3. Move the Ironworker to the prepared workstation. 

Anchoring Ironworker

Anchor the base of the Ironworker to the workstation �oor using four 
1/2” (12.7mm) wedge anchor bolts. Anchorage points are the front and 
rear of the fork-lift tubes. Secure the machinery with lock-nuts.

In the event the machinery needs to be relocated, reverse procedure.

Electrical Connection

Con�rm with a certi�ed electrician that the electrical supply to the 
terminal location powering your Ironworker meets the operating speci-
�cations (page 2) of the machine prior to electrical connection.

Con�rm your electrical supply with the electrical speci�cations of the 
machine or accessory listed (page 2), and located on the Ironworker 
starter box. It is critical that a quali�ed electrician install your 
machinery as your Warranty protection does not cover incorrect 
wiring of electrical components at your site. 

Prior to connecting your machine to the dedicated, protected power 
supply, match work station wiring to the power supply cable (Owner 
supplied) and the starter-box/motor speci�cations on the machinery. 
Install connections appropriately. Check for stability of connections.

If wiring through a plug/socket connection at the work station, 
match work station wiring to the socket (Owner supplied), plug 
(Owner supplied) and the power supply cable (Owner supplied) to the  
starter-box / motor speci�cations on the machinery. Install connec-
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Reasonable, common sense safety precautions should be observed 
when maintaining the Ironworker or hydraulic accessory tool.  The fol-
lowing precautions are described in order of their hazard.

Electrical Hazard
 Dangerous high voltages are present inside the electrical enclosure   
 of this product. Only quali�ed, authorized, maintenance or service   
 personnel should gain access to the electrical panel.

Lockout Power
 Danger, circuits are live. Lockout / tagout upstream power source   
 before any maintenance activity is performed.

Shear / Crush Hazard
 Moving parts can cut and crush. Keep hands clear when servicing   
 and maintaining the Ironworker.

Hydraulic Fluid Hazard
 Hydraulic hoses are under pressure. Pressurized �uid can pierce   
 skin and cause severe injury. To avoid physical hazard, always wear   
 personal protective equipment when servicing / maintaining the   
 Ironworker.

Do Not Operate With Guard Removed
 Physical barriers and guards have been designed and installed to   
 protect the operator/maintenance personnel from moving parts   
 that can pinch, cut and crush. If it is necessary to remove guarding   
 when servicing the Ironworker, immediately replace guards after ser  
 vice and prior to power being restored to the machinery.

Refer to Manuals
 For safe installation, operation and maintenance of the machine, 
 read:
  Installation Manual
  Safety Instructions Manual
  Operations Manual
  Maintenance Manual

Wear Personal Protective Equipment
 To avoid physical hazard wear protective eyewear, clothing, gloves,   
 footwear, head-gear and hearing protection.

Slipping, Tripping and Falling
 During routine maintenance hydraulic �uid could spill outside of the   
 machine footprint. Plug hose ends when working with hydraulic   
 �uids and clean up spills near the machinery in a timely manner.

Your Cleveland Steel Tool Ironworker will bene�t from reasonable 
care and periodic maintenance. Reasonable care includes daily 
visual observation, general maintenance daily, weekly, monthly 
and at hourly milestone intervals by operator/maintenance per-
sonnel. Perform inspections and maintenance of the electrical, 
hydraulic, and mechanical systems of the Ironworker and any 
optional Cleveland Steel Tool hydraulic accessory connected to 
the Ironworker as follows:

Daily/Shift Change Visual Observation

Electrical System
Visually inspect incoming power and exposed surface conduit  or cabling 
on the Ironworker for signs of damage. Cut, abraded or crushed electrical 
cords may present an electrical hazard to the Operator and damage the 
machinery. Replace fuses as necessary with same type and rating. 
See Figure 1 below.

Hydraulic System
Visually inspect exposed or surface mounted hydraulic hoses and �t-
tings for signs of damage. Cut, abraded or crushed hydraulic hoses or 
leaking �ttings may present a hydraulic �uid hazard to the Operator 
and damage the machinery.

Plug hose ends when working with hydraulic �uids and clean up spills 
near the machinery in a timely manner to reduce the likelihood of 
spills, trips and falls.

Mechanical System
Visually inspect guards and material hold-downs protecting moving 
parts. Guards and material hold-downs must remain on the machine 
for safe operation. Clear any material obstructions at the work stations 
prior to visually inspecting moving parts of the machine. Cycle the 
machine. Machine should operate  smoothly in hydraulic extend and 
retract mode.

Observe mechanical operating clearances. Punches, dies, angle shear, 
notcher and bar shear blades should be evenly gapped and free of 
nicks, chips or burrs in their surface. 
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Failure of any element of the daily/shift change visual obser-
vation will require maintenance of the affected Ironworker or 
accessory componentry. Please follow the following mainte-
nance procedures.

General Maintenance - Daily

 Lockout power to machine.

 Clean your Ironworker daily with a brush and soft cloth lighly 
moistened with a mild, water based detergent solution. Remove 
�lings, dirt, dust and grime and excess lubricant from working 
surfaces. All clean surfaces must be fully dry before powering up 
machine.

 Grease all machine guides and pins supplied with a GREASE 
DAILY designation with NLGI Grade 2 (NLGI Service GC-LB) or 
equivalent premium, heavy duty lubricant.

General Maintenance - Weekly

 Lockout power to machine.

 Check blade tolerance. Maintain .010 clearance between �xed and 
movable shear blades on 40, 50, 55, 60 and 65 Ton models at all 
times. Maintain .015 clearance between �xed and movable shear 
blades on 75, 100, 100D, 120 Ton. 110 Elite and 110/65 DO Elite 
models at all times. Insert a feeler gauge between �xed and mov-
able blades to verify proper blade clearance and shear tolerance. 
Adjust  tolerance of shear blades by relieving the locking nuts that 
secure the gib-pins to the Ironworker frame. Once loose, rotate gib-
pins to push the operating center against the frame. Gap the angle 
and bar shear blades with the speci�ed clearance and tighten the 
gib-pin lock nuts. Failure to maintain proper clearance will result in 
lower quality cuts, damage to blade, blade pockets and the poten-
tial to damage the Ironworker frame.

General Maintenance - Monthly
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Your Ironworker may include a bar/plate shear as a standard fea-
ture. When maintained within tolerance, the bar/plate shear will 
provide a distortion and burr free shear cut to mild steel bar or 
plate stock. Shear blades are wearing parts and need to be main-
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Your Ironworker may include an angle iron shear as a standard 
feature. When maintained within tolerance, the angle iron shear 
will provide a distortion and burr free shear cut to mild steel angle 
iron. Angle iron shear blades are wearing parts and need to be 
maintained or replaced over time. When worn or chipped, shear 
blades must be replaced. Observe the following procedure when 
maintaining the Ironworker bar shear station.

Turn off power to machine by pressing the red stop/off button 
and lockout upstream power at the main electrical panel.

Remove and replace stationary blade: 

1.  Remove the material hold-down assembly from the Ironworker 
frame by removing the bolts that secure the guard / hold-down 
assembly to the Ironworker frame. 

2.  Remove blade bolts located behind the guard. Remove the station-
ary blades.

3.  With blades removed, clean blade pocket of any dirt or debris.

4.  Your shear blades have multiple cutting surfaces that can be used 
prior to full replacement of the part. Rotate the stationary blades to 
new cutting surface and reinstall in blade pocket.

5.  Tighten the stationary blades back into the blade pocket.

6.  Replace and secure the material hold-down and guarding to the 
Ironworker frame.

Remove and replace moving blade: 

1.  Remove the angle shear drop-off guard from the rear of the Iron-
worker frame. 

2.  Power on the machine and inch the moving center down to reveal 
blade bolts for the moving blade.

3.  With bolts exposed, turn machine off and disconnect from power 
source.

4.  Remove blade bolts and remove blade from the blade pocket.

5.  With blade removed, clean blade pocket of any dirt or debris.

6.  Your shear blades have multiple cutting surfaces and two radius 
options that can be used prior to full replacement of the part. Ro-
tate the movable blade to the appropriate radius and new cutting 
surface and reinstall in blade pocket. See diagram (above) for cor-
rect radius designation.

7.  Tighten the movable blade back into the blade pocket. 

8.  Replace the drop-off guard to the rear of the Ironworker frame.

9.  Return the machine to power and turn on to automatically return 
the moving center to its neutral position.

10.  With a feeler gauge, check shear blade for correct operating clear-
ance. 

• Maintain .010 clearance between �xed and movable shear 
blades on 40, 50, 55, 60 and 65 Ton models at all times. 

• Maintain .015 clearance between �xed and movable shear 
blades on 75, 100, 100D, E110, E110 / 65 and 120 Ton mod-
els at all times. 

11. Adjust  tolerance of shear blades by relieving the locking nuts that 
secure the gib-pins to the Ironworker frame. Once loose, rotate gib-
pins to push the operating center against the frame. Gap the angle 
and bar shear blades with the speci�ed clearance and tighten the 
gib-pin lock nuts. 

 Failure to maintain proper clearance will result in lower qual-
ity cuts, damage to blades, blade pockets and the potential to 
damage the Ironworker frame.

12. Replace and secure the material guard and hold-down assembly to 
the Ironworker frame.

Angle Shear
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Your Ironworker includes a standard or oversized  pedestal punch 
and die assembly installed within the punch station. When worn 
or chipped, the punch and die must be replaced. Observe the fol-
lowing procedure when maintaining the Ironworker punch station. 

Turn off power to machine by pressing the red stop/off button 
and lockout upstream power at the main electrical panel.

Maintain as follows: 

1.  Swing the Punch Stripper up or away from the punch by loosening 
the stripper assembly bolts.

2.  Remove punch by loosening the punch nut assembly with factory 
supplied wrench.

3.  Remove die by loosening the set screw at the front edge of the 
punch table and then lifting die from the die holder. If the die resists 
removal gently tap the die from the underside of the punch table to 
loosen the die for removal.

4.  Install new die and tighten set screw. If loading a shaped die, align 
the whistle spot with the set screw and tighten.

5.  Install new punch and tighten punch nut with wrench. If using a 
shaped punch, align the locating keystock of the punch with the 
corresponding slot within the punch stem assembly and tighten the 
punch nut with the wrench.

6. Check for punch and die alignment by powering up the machine 
and inching down the punch to meet the die with the foot pedal. 
Check to see that the punch is centered in the die.

7. In the event that the punch and die are not aligned, �rst con�rm 
that the punch is seated properly in the punch nut assembly. If not 
seated properly, repeat step 5 . If seated properly, loosen the bolts 
under the die table allowing the table to be moved to center the die. 
When aligned, tighten the table bolts to secure the table and repeat 

 kness37 ( )]TJ
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Your Ironworker may include an optional oversized punch and 
die assembly installed within the punch station. When worn or 
chipped, the punch and die must be replaced. Observe the fol-
lowing procedure when maintaining the Ironworker punch station. 

Turn off power to machine by pressing the red stop/off button 
and lockout upstream power at the main electrical panel.

Maintain as follows: 

1.  Swing the Punch Stripper up or away from the punch by loosening 
the stripper assembly bolts.

2.  Remove punch by loosening the punch nut assembly with factory 
supplied wrench.

3.  Remove die by loosening the set screw at the side of the punch 
table and then lifting die from the die holder. If the die resists re-
moval gently tap the die from the underside of the punch table to 
loosen the die for removal.

4.  Install new die and tighten set screw. If loading a shaped die, align 
the whistle spot with the set screw and tighten.

5.  Install new punch and tighten punch nut with wrench. If using a 
shaped punch, align the locating keystock of the punch with the 
corresponding slot within the punch stem assembly and tighten the 
punch nut with the wrench.

6. Check for punch and die alignment by powering up the machine 
and inching down the punch to meet the die with the foot pedal. 
Check to see that the punch is centered in the die.

7. In the event that the punch and die are not aligned, �rst con�rm 
that the punch is seated properly in the punch nut assembly. If not 
seated properly, repeat step 5 . If seated properly, loosen the bolts 
under the die table allowing the table to be moved to center the die. 
When aligned, tighten the table bolts to secure the table and repeat 
step 6. 

8.  Swing the stripper bar back in place allowing for minimal clearance 
between the top of the material and the bottom of the stripper and 
tighten the stripper bolts.

Punch and Die Operating Clearances 
Maintain the following clearance between punch and die:
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Your Cleveland Steel Tool Ironworker may include a 241 punch 
and die assembly installed within the punch station. When worn 
or chipped, the punch and die must be replaced. Observe the fol-
lowing procedure when maintaining the Ironworker punch station. 
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Grease Daily

Operations Diagram •  Machine Back

Rear Cylinder Guard

Flat Bar Shear 
Rear Drop Off 

Angle Shear Station
Rear Drop Off
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Operations Diagram •  Machine Left

Punch Station

Lockout Switch

Power Cable
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Cleveland Steel Tool Ironworkers feature a centrally located, integrated 
Control Panel. Hazardous voltage is present within the control pan-
el. 
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Your Ironworker may include a bar shear as a standard feature. 
The bar shear will provide a distortion and burr free shear cut 
to mild steel bar stock as listed in the Ironworker Speci�cations 
as well as described on the capacity labels positioned at the Bar 
Shear Station. The Bar Shear allows for straight or angled cutting 
operations. The material hold down adjusts with a simple hand 
crank to safely restrain the material being cut. 

Bar shears are factory tuned to proper clearances and are ready to 
begin shearing operations.

Shear blades are wearing parts and will need to be maintained 
or replaced over time. Refer to the Maintenance Manual for blade 
maintenance, removal and replacement.

Safe Operation

Observe the following guidelines when operating the Bar Shear Station:

• Never exceed the capacities of the machine or tooling as described 
in the Ironworker speci�cations or listed at the tooling station.

• Maintain correct operating clearance at bar shear and angle shear 
stations. Refer to the Maintenance Manual for tolerance adjust-
ment instructions. Failure to maintain proper blade clearance will 
damage shear blades and shear blade support.

• Fully engage the material hold-down with the material being cut. 

• Do not stack material to cut in the shear station.

• Perform complete shear operations only – partial shear cuts may 
jam the drop off side of the frame and could result in breakage and 
operator injury.

• Use shearing aids when working with small items at the shear sta-
tion.

Bar Shear Operation

1. Clear bar shear station of any tools or debris prior to powering the 
machine on.

2. Turn machine on. The shear blades will be in their neutral position. 
Place bar stock on the feed table and push the material under the 
material hold-down. Position your desired cut mark adjacent to the 
moving shear blade.

3. Secure the bar stock in the material hold-down by engaging the 
handscrew into the material.

4. Clear your hands from the working area and press the foot pedal to 
activate the shear station. 

5. When the cut is complete, release the foot pedal to automatically 
return the shear blades to their neutral position. Reverse the hand 
screw to raise the manual material hold-down and remove your 
material.

Bar Shear Station
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Your Ironworker is capable of punching materials as listed in the 
Ironworker Speci�cations as well as described on the capacity 
labels positioned adjacent to the Punch station.

Setup 

Your Cleveland Steel Tool Ironworker has been shipped with a punch 
and die installed within the punch station. Punch and dies are wearing 
parts and will need to be maintained or replaced over time. Refer to the 
Maintenance Manual for removal and replacement instructions. When 
changing the punch and die during typical operation please observe the 
following steps.

Turn off power to machine by depressing the red stop/off button or 
lockout upstream power at the main electrical panel.

1.  Swing Stripper Bar away by loosening 4 bolts (2 on either side 
of punch station) with a 3/4” wrench. After swinging Stripper Bar 
away, re-tighten one bolt to prevent it falling back on you.

2.  Remove punch by loosening the punch nut assembly with factory 
supplied wrench.

3.  Remove die by loosening the set screw at the side or front edge of 
the punch table and then lifting die from the die holder. If the die 
resists removal gently tap the die from the underside of the punch 
table to loosen the die for removal.

4.  Install new die and tighten set screw. If loading a shaped die, align 
the whistle spot with the set screw and tighten.

5.  
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Optional Notcher tooling will provide a distortion and burr free, 
three-sided shear cut to mild steel bar, plate, or angle stock as list-
ed in the Ironworker Speci�cations as well as the capacity labels 
positioned adjacent to the Notching Station. The optional Notcher 
tooling for an Cleveland Steel Tool Ironworker allows for shaped, 
straight or angled notch cutting applications.

Setup

Optional tooling and accessories �t within the open station of the 
machine. Optional Notcher tooling is equipped with one, three-sided 
top notcher blade and three, four-sided bottom blades. The top blade 
is mounted to the moving “center” of the Ironworker, while the bottom 
three blades are secured into a base housing. If ordered as a factory 
installed option, your notcher assembly is 10 u01 24mlttoT
0he open sron.  
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Most Cleveland Steel Tool Ironworkers allow for Oversize Punch 
tooling to be installed in either the punch station or the open sta-
tion. Refer to Ironworker Accessories speci�cations for capacities 
of oversize punch tooling. 

Setup

Oversize punch tooling includes an oversize punch stripper’ oversize 
punch holder assembly, oversized die table or oversized pedestal die 
table and an oversized wrench. Punch and dies are wearing parts and will 
need to be maintained or replaced over time. Refer to the Maintenance 
Manual for removal and replacement instructions. When installiing over-
size punch and die tooling please observe the following steps.

Turn off power to machine by depressing the red stop / off button 
or lockout upstream power at the main electrical panel.

Install the oversize punch holder:

1.  Oversize punch tooling can be installed in either the punch station 
or the opposite, open station end of the Ironworker. Remove exist-
ing tooling or debris from installation site.

2. Install oversize punch block /stem assembly to the moving center 
with hardware provided. Tighten assembly to moving center.

3. Insert oversize punch in oversize punch nut and thread onto over-
size punch block /stem assembly. Tighten with wrench provided. 
If using a shaped punch, align the locating keystock of the punch 
with the corresponding slot within the punch stem assembly and 
tighten the punch nut with the wrench.

Install the oversize pedestal die table:

1. Clear the Ironworker base table of any debris.

2. Install the oversize die table with the die opening facing away 
from the Ironworker. Align the slotted holes of the die table with 
the base table holes and insert hardware provided. 

3. With die table hardware loosely installed, insert die into die holder 
and secure with set screw.

4. Turn Ironworker on and inch down the punch to meet the die with 
the foot pedal jog control. Check to see that the punch is centered 
within the die. 

5. 
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Optional Tooling - 241 Punch

Your Ironworker is capable of punching materials as listed in the 
Ironworker Speci�cations as well as described on the capacity la-
bels positioned at the Punch Station. 

Setup

241 Punch tooling �ts within the open or standard punch station of the 
machine. 241 Punch tooling includes an oversize punch stripper, punch 
holder assembly, die table and wrench. Punch and dies are wearing 
parts and will need to be maintained or replaced over time. Refer to the 
Maintenance Manual for removal and replacement instructions. When 
installing 241 punch and die tooling please observe the following steps.  

Turn off power to machine by depressing the red stop / off button 
or lockout upstream power at the main electrical panel.

Install the punch holder:

1.  Clear any tooling or debris from the tooling installation site.

2.  Secure the 241 punch holder to the operating center by �rst re-
moving the stud from the holder. Place the holder to the operating 
center with the tapped hole positioned to the outside of the center. 
Install holder with two 1/2” SHCS bolts and tighten. Install stud to 
holder with four 3/8” SHCS bolts and tighten. 

Install the die table:

1. Place the 241 die table and slug chute on the support table base 
and loosely install four 1/2” bolts (provided) through the underside 
of the support table into the 241 die table.

2. Install new oversize die and tighten set screw. If loading a shaped 
die, align the whistle spot with the set screw and tighten.

3. Install new 241 punch and tighten with spanner wrench. If using 
a shaped punch, align the locating keystock (not provided) of the 
punch with the corresponding slot within the punch stem assem-
bly and tighten the punch nut with the wrench.

4. Check for punch and die alignment by powering up the machine 
and slowly inching down the punch to meet the die with the foot 
pedal. Check to see that the punch is centered in the die. Turn off 
power to machine.

5. In the event that the punch and die are not aligned, simply loosen 
the bolts under the table allowing the table to be moved to center 
the die. When aligned, tighten the table bolts to secure the table.

6. Install and secure the 241 stripper bar to the ironworker frame 
allowing for minimal clearance between the top of the material to 
be punched and the bottom of the stripper.

Safe Operation

Observe the following guidelines when operating the 241 Punch Station.

• Follow manufacturers punch and die clearance recommendations 
as shown (Figure1, Punch Operation) in this manual.

• Never exceed the capacities of the machine or tooling as 
described in the Ironworker speci�cations or listed at the tooling 
station.

• The thickness of the material you are punching should not exceed 
the diameter of the punch being used 

• Check punch and die alignment after every tooling change or 
extended punch operation.

• 
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Operator and Supervisor Information

This is one of four manuals supplied with your machine. 
 •  Installation Manual
 •  Safety Instructions Manual
 •  Operations Manual
 •  Maintenance Manual

READ ALL MANUALS BEFORE OPERATING MACHINERY.  Operating 
machinery before reading and understanding the contents of all four 
manuals greatly increases the risk of injury.

Each of the four machine manuals describes ‘best practices’ in han-
dling, installing, operating and maintaining your machine.  The contents 
of each manual is subject to change without notice due to improvements 
in the machinery or changes in National or International standards. 

All rights reserved.  Reproduction of this manual in any form, in whole or 
in part, is not permitted without the written consent of Cleveland Steel 
Tool.

Keep all manuals close to the machine to allow for easy reference when 
necessary.

Provide operators with suf�cient training and education in the basic 
functions of the machine prior to machine operation.

Do not allow for operation of the machine by unquali�ed personnel.  
Cleveland Steel Tool is not liable for accidents arising from unskilled, 
untrained operation.

Do not modify or change the machine without written authorization from 
Cleveland Steel Tool.  Unauthorized modi�cation to a machine may result 
in serious operator injury, machine damage and will void your machine 
warranty.

Never leave a powered machine unattended.  Turn machinery OFF be-
fore walking away.

This machine is manufactured for use by able bodied and able minded 
operators only.  Never operate machinery when tired or under the in�u-
ence of drugs or alcohol.

Do not resell, relocate or export to a destination other than to the original 
point of sale.  Cleveland Steel Tool has designed this machine to meet 
the standards of the original receiving country and is not liable for meet-
ing any governing body or performance standards beyond those of the 
original receiving country. 
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Signal Word Panel • Machine Right

Keep 
guards

in place.

Moving  
parts can
cut and 
crush.

SHEAR/
CRUSH

HAZARD
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Danger Panel Warning Panel

Electrical Hazard
This is the electrical hazard symbol. It 
indicates there are dangerous high volt-
ages present inside the enclosure of this 
product. ONLY quali�ed, authorized, main-
tenance, service or Certi�ed Electricians 
should gain access to electrical panel. Do 
not operate this equipment from any power 
source that does not match the voltage 
rating stamped on the equipment. Refer to 
the Manufacturer’s Identi�cation Label for 
operational requirements.

Lockout Power
Danger circuits are live. Lockout/Tagout the 
upstream power source. Lockout/Tagout 
machinery according to Employer proce-
dures.

Voltage (Varies by consumer requirement)

Indication of operating power requirements. 
This product should be operated only from 
the type of source indicated on the manu-
facturer’s identi�cation label Installation 
should be in compliance with applicable 
sections of the National Electric Code. 
Consult your local building code before 
installing.

Phase (Varies by consumer requirement)

Indication of electrical phase requirements. 
This product should be operated only from 
the type of source indicated on the manu-
facturer’s identi�cation label Installation 
should be in compliance with applicable 
sections of the National Electric Code. 
Consult your local building code before 
installing.

Horsepower (Varies by model)

Indication of horsepower requirements. This 
product should be operated only from the 
type of source indicated on the manufactur-
er’s identi�cation label Installation should 
be in compliance with applicable sections 
of the National Electric Code. Consult your 
local building code before installing.

Hertz (Varies by consumer requirement)

Indication of electrical cycles per second.  
This product should be operated only from 
the type of source indicated on the manu-
facturer’s identi�cation label Installation 
should be in compliance with applicable 
sections of the National Electric Code. 
Consult your local building code before 
installing.



7

Notice Panel

Ironworker Operation
This manual outlines the basic functions 
associated with typical Ironworker opera-
tions and is neither intended to create a 
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Additional Graphic 
Information

Electronics
Electronic equipment must be recycled as 
required by local environmental law. Do not 
dispose of by adding to the municipal waste 
stream.

Metal
Metal components must be recycled as 
required by local environmental law. Do not 
dispose of by adding to the municipal waste 
stream.




	IW40C_Ironworker 40C_installation_CST
	IW40C_Ironworker 40C_maintenance_CST
	IW40C_Ironworker 40C_operations_CST
	IW40C_Ironworker 40C_safety_CST



