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The following supplements should replace 2.0 Specifications in your existing

Ultima/Eagle Operator and Service Manuals.

2.0 SPECIFICATIONS

MODEL LLTIMA B5 EAGLE 35 EAGLE 65 EAGLE 105
FILM CAPACITY: ‘Widthe  2T7{B8cm) 12 e 26 8% B8cm) 4171 DSom)
Gauge: 1, 1.5, amil 1.5, 3, & 10mil 1.8, 3. 5, 10mi 1.8, 3, &, 10mi
Cam Dia: 1° Poly-In 1" Poly-in 17 Poly-in 2,267 Paly-Out
EREED: 1.5 fpm - 10 i 1.5 fom - 8 fem 1.5 fpem - & fpm 1.5 o - 5 fpm
CUMENSIONS: 'L 2 32.5Wx 12H 'Lz 4Wx 12 2L x35Wx 12°H MLy 81 Wx 1TH
{wistand 48°H}
WEIGHT: =t 55 B4l 184
POWER: * 120vac, Biaz, | 5 nmp 120vac, 0hz, |5 amp 120vee, BOhz, |5 amp 20vac, S0~G0hz,
1500watis 1080wats 1LE0watts 15 amp, 231 Owatts
ETANDARDE! UL, CE, CBA Erlwdl UL, CE, CHA listed LA, CE, C5A listed UL, CE, CEA lisled
APPLICATIONS: Teaching Aldes Pressptstsn Barmens Shoe Graphios
Poglers Covers PO P. Displays Winclow Displays
Lisarafune Maraan Prabers Langs Barnars
Lightweight materials Maria Custom Desk Pads Event Graphacs
Placa mats. Trawal Maps Wial Mapa
In=Stom Calalogs. Traching Aides Ontdor Graphecs
‘Window Deaphics Feal Extabs Signa Floce Graphics
P.0LP, Displays Mounbed Deawirgs E Size Drawings
Phado Mouning Tacal: Graphics Couwrt Graphics
Dapt. Signs Telbeoth PEAs Back lit Sigra
Flocr Graphics Taaching Aldas
Ad layoans Mifg. Signags Bus Graphics
WL AR
* Standard Power Supply AREELE  GER
Two Wire Service Plus Ground

Voltage 120 VAC +- 10%
Voltage 220 VAC +/- 3%






IMPORTANT SAFETY INSTRUCTIONS

YOUR SAFETY AS WELL AS THE SAFETY OF OTHERS IS
IMPORTANT TO GBC. INTHIS INSTRUCTION MANUAL
AND ONTHE PRODUCT, YOU WILL FIND IMPORTANT
SAFETY MESSAGES REGARDING THE PRODUCT. READ
THESE MESSAGES CAREFULLY. READ ALL OF THE
INSTRUCTIONS AND SAVE THESE INSTRUCTIONS FOR
LATER USE.

THE SAFETY ALERT SYMBOL PRECEDES EACH

SAFETY MESSAGE IN THIS INSTRUCTION MANUAL.
THE SYMBOL INDICATES A POTENTIAL PERSOMNAL SAFETY
HAZARD TO YOU OR OTHERS, AS WELL AS PRODUCT
OR PROPERTY DAMAGE.
THE FOLLOWING WARNINGS ARE FOUND UPON THE
MODELS 35, 65 AND 105.

THIS SAFETY MESSAGE MEANS THAT YOU COULD BE
SERIOUSLY HURT OR KILLED IF YOU OPEN THE PROD-
UCT AND EXPOSE YOURSELF TO HAZARDOUS VOLTAGE.

ACAUTION

HOT ROLLS.
PINCH PQINT.

THIS SAFETY MESSAGE MEANS THAT YOU COULD B
BURMED AND YOUR FINGERS AND HANDS COULD BE
TRAPPED AND CRUSHED INTHE HOT ROLLERS.
CLOTHING, JEWELRY AND LONG HAIR COULD BE
CAUGHT INTHE ROLLERS AND PULL YOU INTO THEM.

ACUIDADOLLATTENTION ALUTION,

WAVAJA FILOSA. |LAME COURANTE SHARP BLADE.

manas y|Tenlr mains ot
sLEncik |doigts a I'deart.

Keep hand and
lingors away.

THIS SAFETY MESSAGE MEANS THAT YOU COULD CUT
YOURSELF IF YOU ARE NOT CAREFUL.

- WARNING: DO NOT ATTEMPT TO SERVICE OR
REPAIR THE EAGLE SERIES LAMINATOR.

WARNING: DO NOT CONNECT THE EAGLE SERIES

LAMINATOR TO AN ELECTRICAL SUPPLY OR
ATTEMPT TO OPERATE THE LAMINATOR UNTIL YOU
HAVE COMPLETELY READ THESE INSTRUCTIONS.
MAINTAIN THESE INSTRUCTIONS IN A CONVENIENT
LOCATION FOR FUTURE REFERENCE.

WARNING: TO GUARD AGAINST INJURY, THE FOL-

LOWING SAFETY PRECAUTIONS MUST BE
OBSERVED IN THE INSTALLATION AND USE OF THE
LAMINATOR.

IMPORTANT SAFEGUARDS

General

Keep hands, long hair, loose clothing, and arlicles such as
necklaces or ties away from the front of the heat and pull
rodlars to avosd entanglement and entrapment.

The heal roliers can reach temperatures over 300°F. Avoid
contact with the heal rollers during operation or shonly
alter power has been removed from the laminator. Do not
use the laminator for other than ils intended purpose..

Do not place the laminalor on an unstable cart, stand or
table. An unstable surface may cause the laminator to fall
resulting in serious bodily injury. Avoid guick slops, exces-
sive lorce and uneven floor surfaces whan moving the
laminator on a carl or stand.

Do not defeat or remaove electrical and mechanical safety
equipment such as inerlocks, shields and guards.

Do nol insert abjects unsuitable for lamination or expose
the equipment 1o quids.

Electrical

The laminator should be connected only to a source of
power as indicated in these instructions and on the serial
plate localed on Ihe rear of the laminator. Contact an
electrician should the attachment plug provided wilh the
laminator not maich the receptacles at your location.

CAUTION: The receptacle must be located near the
equipment and easily accessible.
Disconnect the attachment plug from the receptacle to
which il is connected and keep the power supply cord in
your possession while moving the [aminator.

Do not operate the laminator with a damaged power supply
cord or aftachment plug, upon occurrence of a malfunclion,
or after the laminator has been damaged. Contact GBC's
Technical Service Department or your dealerfdistributor for
assistance.

Service
Pearform only the routine maintenance procedures relerred
1o in these instructions.
WARMING: Do not attempt to service or repair the
laminator. Disconnect the plug from the receplacle
and contact GBC's Technical Department or your
dealer/distributor when one or mare of the following has
occurred,
-The power supply cord or attachment plug is damaged.
-Liguid has been spilled into the laminator.
-The laminator is maltunctioning after baing mishandled,

-The laminator does not operate as described in these
ingtructions,



INSTALLATION

1. Shipping damage should be brought to the immediate
attention of the delivening carrier.

2 Place the GBC Eagle Series 35 or 65 on a slable flat
surface capable of supporting at least 95 1. (44 kg).

The surface should be af least 30 inches high (o assure
comfortable positioning during operation. All four rubber
support feet should be positioned complately on the sup-
poring surface. The supporting surface may also be
large enough 1o hold the matanal 10 be laminated.

3. The Eagle 105 comes with its own stand. However,
should you wish to put it on a table the laminator is
equipped with rubber feet. The table should be capable
of supporing up o 170 ib. (78 ka).

4. The laminator should be located so that exiting film drops
freely to the floor. Accumulation of laminate immediately
behind the laminator as it exits the equipment may cause
the film to wrap around the pull rollers, resulting in a
“lammed” condition.

5. Awvoid bocating the laminator near sources of heat or
cold. Awvoid locating the laminator in the direct path of
iorced, heated or cooled air.,

6. Connect the attachment plug provided with the laminator
1o a suilably grounded outlel only. Aveid connecting
other equipment to the same branch circuit to which the
laminator is connectad, as this may result in nuisance
tripping of circuit breakers or blowing fuses.

Eagle 105 Stand Assembly

Please relerence the Stand Assembly sheet provided in
the wiility bag that is shipped with the laminator,

KNOW YOUR GBC EAGLE SERIES
LAMINATOR

A. POWER SWITCH: Figura 1. Loca}ed at the back of the
maching applies power o the laminator. The LCD dizplay
panel will illuminate when position marked “I" is pushed.
The off position, marked “0, removes power from the
laminator.
B. CONTROL PAMEL: Figure 2
Display
READY: Indicates when the laminator has sufficient
heat for the film gauge selected. Flashas when the
lemperalure is close lo the set point.

SPEED: Indicales the speed setling of the matar.

TEMPERATI/RE: Displays the programmed

temparature selting in either Fahrenheil ar Celsius,
Function

PRESET FUNCTIONS: (1.5, 3, 5, 10)

When pushed, these bullons automatically set the

speed and temperature for NAP LAM 1l fim, 20 |b. paper

(copier paper). Refer to the Eagle Series Lamination

Guide for preset condifions.

COLD: Turns power to the heaters off for

cold lamination,

C¥F: Causes the temperature 1o display in
gither Calsius or Fahrenheit.

TEMP (= |: Cwerrides the prase! temperalure,
increasing 10 the desired setfing.

TEMP [~ }: Owerrides the presel lemperature,
cecreasing to the desred setting,

SPEED (= ): This button increases the speed of the
laminator when pressed, ovemriding the preset condition.

SPEED {~ ): This button decreases the speed of the
laminator when pressed, overriding the preset
condition.

MEASURE: Used to read the cument temparature of
the rollers,

AEVEARSE: Reverses roller movement to clear jams
and wrap-ups.

RUN: Activates rollers for normal operation,
STOP: Pushing STOP, slops the rolation of the rollers.

C. FEED TABLE: The Feed Table, Figure 3, is used to
position items for lamination. The laminator will operale
only when the Feed Table and Feed Table Latch are
properly installed.

D. SAFETY SHIELD: Prevents entanglement, entrapment
and inadverient contact with the heat rollers. The lamina-
lor will operate anly when the Safety Shield is located
in the fully locked position. Power to the motor is
removed when the shield is removed.

E.TABLE INTERLOCK LATCH: Usad lo lock the Feed
Table inlo position and activate an interlock switch. The
inmerlock latch is located on the left underside of the Feed
Table, (Figure-3). The table cannotl be removed without
retracting the latch to the right while lifting the table
upwards and away from the laminator. The laminator will
not operate when the table is removed and/or the
interlock latch is retracted.

F. FEED GUIDE: The Feed Guide, Figure 3, permits align-
ment of the itern{s) to be laminated. To pasition the
adjustable guide, loosen the knob on the top of the guide,
slide it to the desired position and tighten the knob to
secure the Feed Guide in place. The Feed Guide is used
1o keep longer items straight. The Feed Guide may also
be used o feed smaller items side by side by positioning
the guide towards the center of the Feed Table and placing
smaller items against each side of the Feed Guide as they
are being introduced into the nip point of the heat roflers.

G. HEAT ROLLERS: Silicone rubber coated steel tubes,
heat the laminating film and compress the heated film to
the items being laminaled. Heat is provided by an intemal
heating element. The heat rollers are mator driven for ease
of loading new film.
H. IDLER BAR: The idier bars, located near each supply
roll, are used 1o direct the film to the heal rollers. The bot-
tom Idier Bar is movable to ease film loading,
L PULL ROLLERS: The pull roflers, located at the back of
Ihe laminalor, are motor driven. They simultaneously pull
the film and improve the quality of the laminated item.
J. CIRCUIT BREAKER: Electrical safety device, located
on the back of the laminatar near the power cord, can be
reset by the operator if tripped (Figure 1).
WARNING: If the breaker trips a second time alter
being resel, contact your local GBC Technical
Resresentative or dealer/distributor lor assistance.



K. FILM SHAFT & CORE ADAPTERS: The film shaft
holds the film supply and the core adapters hold the rolls
of film on the shaft, (Figure 4).

L. LOCKING COLLARS: Used on the film roll shalls to
prevent the rolls of film from shiffing side to side.

M. FILM WEB: Laminaling film loaded inte the machine.

M. NIP POINT: The point at which the top and bottom
rollers come into contact. The Nip Point of the heat rollers
is the place at which the items for lamination are intro-
duced into the laminator.
0. ROLLER PRESSURE HANDLE: Adjusts the amaunt
of roller pressure needed for various laminating and
mounting applications, (Figure 5).

Laminating: adhere in multiple layers.

Mounting: bond to a frame or support.

Heavy Gauge: laminating films thicker than 1.5 mil £ 38 mic
P. REAR SLITTER: Used to cut off the laminated wab,
(Figure 1).
Q. FILM TENSION ADJUSTMENT: Allows the operator o
increase or decrease film web tension as needed 1o
reduce curl and wrinkles, (Figure 15).
FA. TAKE UP ASSEMBLY: Rewinds the release liner of
the pressure sensitive films, mounting films and used foll.
Comes standard on the Eagle 105 and is optional for the
Eagle 38/Eagle 65 models.

<> |15 the start position of the take up assembly switch.

@ I5s the stop position of the take up assembly switch.

OPERATING INSTRUCTIONS

1. Turn the laminater on (1) &t the main power switch located
at tha back of the machine (Figura 1).

2. CAUTION: Make sure the safety shield and fead
tray are in their proper positions,

3. The laminator will automatically default to the COLD set-
ting which is used for PSA (pressure sensitive adhesiva)
film. For thermal film press the bution that corresponds
to 1.5, 3, 5, or 10 MIL film. The laminator will automati-
cally set the speed and temperature for the respective
MAP Hl film and 20 Ib. bond paper (copler paper). If you
are using MAP | film the heat and speed seftings will be
different. Refer lo the Eagle Seres Lamination Guide
chart in section LAMINATION GUIDE AND THE aRT OF
LAMINATING for these settings. The settings in the
guide are suggested starting points and will vary with
different types of items to be laminated.

4. Do not begin laminating until the READY LCD illumi-
nates. The nomnal warm-up time is approximately 10
minutes,

5. Position the item{z) to ba laminated on the Feed Table.

6. Press the AUN button. The rollers will begin to turn.
Wait for the heat line to disappear, than push the itemi(s)
into the nip point of the heat rollers. Additional lems can
be laminated without stopping and starting the laminator,

7. Should a jam occur (wrap-up), press the STOP button,
Refer to Ihe section CLEARING A FILM JAM for specific
instructions.

8. Stop the laminator when all of the items have completely
exited the rear of the machine,

8. Allow the laminator to remain powered if it is anticipated
that it will be used within a short period of tima.

FEED TABLE REMOVAL
Refer 1o Figure 3 and follow the procedures fo remove the
feed table:

1. Lift the safety shield 1o its full upright position.
2. Slide the Feed Tabile latch 1o the right.
3. Lift the table upwards and away from the laminator.

FILM LOADING & THREADING

Refer to Figure & or the film treading diagram on the feed
tabla of the laminator for Mustrations of propery loaded film.
The Eagle 35 and 65 use Poly-In film on 1° cores. Poly-In
means the adhesive side of the film is on the inside of the
web (Figure 6). The Eagle 105 uses Poly-Out film on 2
1/4" cores and the adhesive is rofled on the cutside of the
web, The shiny side of clear film must contact the heat
rollers. The dull side of the film contains the adhesive.
Uise extreme caution when loading delustered (matte) film
as both sides appear dull.

The top and bottorn rolls of laminating film must be of the
same width and be present simultaneacusly. A small
amount of adhesive will "squeeze out™ during lamination.
Hardened adhesive deposits can damage the heat roliers,
To avoid any damage, rotate the rollers at slowest speed if
the READY LCD is not lluminated. Refer io the section
entitied CARING FOR THE EAGLE SERIES LAMINATOR
for instructions regarding removal of the accumulated
adhesiva,

Adhasive will deposit on the rollers it
-Only one roll s used.
-Different widths of rolls are loaded together.
-Either roll is loaded adhesive side against a heal rofler.

-One or both rolis of film are allowed to run completely
off its core.

Always change the top and bottorn supply rolls at tha
same time. MNear the end of each roll of GEC laminating
film is a label stating *Waming-End of Roll", The appear-
ance of this label on either the top or bottom roll requires
that new rolls of film be installed as soon as the item
presently being laminated completely axits the rear of tha
laminator. Do not inveduce any additional itams into the
laminator whan the waming label is visible.

Method Using Film Threading Card

The following procedure uses the film threading card pro-
vided with new rolls of GBC film. The laminater should ba
cool to the touch before proceeding.

1. Tum the main power switch on (I). Remove feed table.
2. Cut remaining top and bottom film webs between sup-
ply rolls and heat rollers. Be careful not to cut the

heat rollers.
3. Raise the safety shield fo upright position, and pull the
top pieca of film down.



4. Do not allow remaining film to pass through the lamina-
tor if there Is any exposed liguefied or tacky adhesive.
Liquefled or tacky adhesive will deposit on the heat
rollers if the following procedure is not observed.
Grab hold of the web, (top and bottom film), and install
feed table under the web. Lower the safety shield and
press the SPEED (~-) button to indicate 3 or less en
the display panel. Hold down the RUN and REVERSE
buttens together and guide the web out the front of the
l[aminator. Make certain no exposed adhesive contacts
the heat roliers and the film complately exits the laminator.

Release the buttons and press STOP after the web
has cleared the heat rollers,

Lift safety shield 1o the full upright position.
Remove tha fead table.
Lower the bottom idler bar, (Figure 7).

Rermove tha bottomn film shaft by sliding the shaft to the
right until the left side of the shalt clears the hex shaped
* brake hub. Loosen locking screw on left retaining collar
of filrn supply shaft, and slide coliar off, Pull shafi par-
fially out of film tube, then push back in 1o knock out
left core adapter. Pull shaft all the way out and rotate
fube 180 degrees. Use shaft to knock out remaining
core adapler.

10. Slide one core adapter Into right side of new roll of film
ensuring that the film will unroll from the bottom on
Poly-In film and from the top for Poly-Out film. Slide
the film shaft into the core adapter and tube from the
fight side. Place the other core adapter on the shaft
protruding from the left side then replace retaining collar.
Tighten locking screw.

11. Unrall 2 #, (61 em) of film. Push the leading edge
under and arcund bottom film guide. Slide film guide
back into place and drape film over the front support
for the fead table, (Figure &).

12. Remove top film supply roll from laminator. Repeat
steps 9 and 10 from above ensuring the film will unroll
from the bottom after the film supply shah is placed
back on the laminator,

13. Unroll 2 fi. (61 cm) of film, Drape the film over the top
idler bar and complately cover both heat rollers,
(Figure 2).

14, Slide the fead tray under the piece of film that is
drapad over the bottomn roll, Reinstall the feed table so
that the bottom roll of film ks resting on the tray.

15. Slide the threading card betwean the lead tray and tha
film web lying on the tray, and gently push into the nip
area of the haat rollers (Figure 10).

16. Lower safety shigld then push the RUN button. Watch
the leading edge of the threading card to ensure that it
enters the nip area of the heat rollars and is being pulled
into the laminator. The card will guide the web of both
film rolls into the heat rollers. Push the STOP bution
once the threading card has axited the rear of tha
faminator.

17. Check film alignment, See section antitled FILM
ALIGNMENT PROCEDURE for instructions if installed
film needs alignment.

tn

Ll

CAUTION THE FOLLOWING PROCEDURE IS
PERFORMED WHILE THE LAMINATOR IS HOT.
USE EXTREME CAUTION. AVOID CONTACT WITH THE

HEAT ROLLERS.

Meihod For Tacking New Film to Existing Film

The following describes a method for loading film whereby
the existing film present on the heat rollers may be used in
place of the threading card to draw the new film through
the laminator. The adhesive of the existing film must be
tacky or liquefied. Leading edges of the new film will be
overlapped onto the tacky adhesive of the old film. The
axisting film and the new film will be pulled through the
laminatar together.

1. Preheat the laminator. Remove the feed tray.

2. Cut rernaining top and botiom film webs between the
supply rolls and heat rollars.

2. Raise safety shield to full upright position,

4, Do not allow the adhesive side of the film fo contact the
heat or pull rellers. Liquefied or tacky adhesive
deposited on heat rollers will require the rollers to be
cleaned per the section antitied CARING FOR THE
GBC EAGLE SERIES LAMINATOR.

5. Remove bottom film supply roll from laminator and
lower bottorm film guida.

6. To load new film on film supply shafts repeat steps 9
Em:d‘m in subsection Methed Using Film Threading

ard.

7. Unrcll enough film from the bottom roll of film to slide
under the bottom idier bar and tack to the existing film.
Slide the botlom idler bar back into place and replace
supply roll shaft.

B. Replace the lop supply roll shaft and unrell encugh film
to tack 1o the existing top roll of film.

8. Install feed table and lower safety shiskd.

10. Press SLOW button for slowest speed setting and
press the RUN bution.

11. Observa the film being pulled through the laminator to
assure that the remaining existing film and the new film
are advancing concumently. Any separation between
the films will require stopping the motor immediatehy
and the situation corrected.

12. Press the STOP button once the newly threaded film is
completaly exiting the laminator.

MOUNTING
Tips For Threading Pressure Sensitive Film

1. Use kraft paper whanewver the flems 1o be laminated
are narrower than the film you are using or you can not
consistently feed the items without a gap.

2. Thread the film completely through the machine before
you eut the release liner and connect it to the take up
roller.

3. Whenever possible, pull the remaining web of film cut
the frunt of the laminalor after the finished item has
been removed,



Pre Treating Mounting Boards
You may wish to pre coat mounting boards ahead of time
with pressure sensitive mounting film.

1.
2

Load the laminator as shown in Figure 11.

If the boards ara the same width as the pre coat film or
you can consistently feed the boards butted together,
no special precaufions are necessary. If not, kratt
paper must be loaded on the bottomn film supply shaft
to protect the heal rollers,

Adjust the Roller Pressure Handle to the proper mounting
setting. Mo heat required.

Stad a leader board into the rollers. Stop the motor
before it clears the rollers. Butt the leading edge of the
next board against he trailing edge of the leader board
and press RUN, Continue feeding one board after
another keaping pressure on them to prevent gaps
from forming. i you have loaded kraft paper, it is not
necessary to use a leader board or worry about gaps.

Mounting and Overlamination
This process requires a previously laminated tem and a
PSApre treated mounting board. Refer o Figure 12,

2
a.

S

Fold back the firgt inch of ralease liner on the board
and attach the the leading of the print fo the exposed
adhesive.

. Adjust the Roller Pressure handle to the proper setting.

Place the leading edge of the board and print on the
feed table, press the RUN butten.

Guide the board into the rollars as squarely as possible.

Once the board has cleared the back of the maching,
press the STOP button and cut the web,

Decaling; PSA or Thermal film - Two Passes

This two pass operation requires pressure sensitive lami-
nating film on the top supply shaft and pressure sansitive
mounting film on the bottom supply shaft or thermal lami-
nating film on the top and thermal mounting film on the
bottom.

First Pass
Load the laminator as shown in Figure 13.

2. Adjust the Raller Pressure handle to the proper

laminating setting.
Place the item 1o ba laminaled on the feed table, then
press the RUN button.

. Guide the item Into the heat rollers.
. Onece the item has cleared the back of the machine,

prass the STOP button. Remaowve the web and tim out
the encapsulated product.

Second Pass

Raler ta Figure 14 for the second pass process.

1.

2,

i

Adjust the rofler pressure handle to the propar
Mounting setting and set the motor speed to 3,

Peel back the leading edge of the release liner of tha
laminated item approximately 4 inches,

Place the itern on the mount board. Tack the exposed
edge of the item, from the cenler out, to the leading
edge of the beand.

4

5.

&.

7.

Butt the: leading edge of the board up against the heat
rofiers.

Drape the encapsulated itern over the heat shield and
top roll of film.

Press the RUN button and immediately grasp the
release liner for separation as the board Is pulled into
the rollers. Do not allow the release liner to be pull
into the rollers.

After tha board has cleared the rollers press the STOP
butten and cut the web,

Mounting Only
This process requires a PSA pre treated board only. Refer
to Overlamination and Mounting, (Figure 12).

Running Foll

Please consult you local GBC sales representative or your
dealer/distributor before attempting to run foil through the
laminator,

FILM ALIGNMENT PROCEDURE

The film supply shafts of the GBC Eagle Series Laminators
come with pre drilled holes on the right side, {Figura 4).
The Eagle 35 is drilled for 9° (21 cm) and 12* (31 em) film
widihs. The Eagle 65 is drilled for 8" (21 cm), 12° (31 cm),
18° (46 cm), and 25" (64 cm) film widths and tha Eagle
105 has one extra hole for 37° (85 cm) film. Loosen the
locking screw on the right side retaining collar and move 1o
the comresponding haole to match the width of your roll of
film. Tighten the locking screw in the pre drilled hole,

FILM TENSION ADJUSTMENT

Proper film tension, known as brake tension, is the mini-
mum amount required to efiminate wrinkles in tha finished
item. The film tension is set at the factory. Tension adjust-
rments are not necessary If you are using 1.5 or 3 mil GBC
film unless the laminaticn is curling up or down, Generally,
5 and 10 mil flm require mare tension; and, as the film roll
becomes smaller, tension increases, requiring more adjust-
ments. Film tension should be checked occasionally 1o
assure that the adjustment is comect.

The film should be taut. A properly adjusted roll of film
should not require excessive force 1o wm by hand. Film
tension should be enough to intreduce a miner amount of
drag as the film unrolls, Insufficient tension causes wnn-
klas, while 1o much lension causes stretching (necking).
Uneven tension between the top and bottorn rolls create
curd. Too much upper tension creates upward curd. Too
much tension on the boftomn causes downward curl.

1. The machine is equipped with exiernal tension knobs

located on the left side, (Figure 15). Tuming tha knobs
clockwise incraases the tension while counterclockwise
decrease the tanskon,

2. Laminate some test samples to check for proper tension.

Further adjust if necessary.

CLEARING A FILM JAM (Wrap-up)

Film jams (wrap-ups) may occur if the film is loaded back-
wards or if the area st which film exits the equipment is
blocked. The film, when jammed, wraps arcund heat or
pull rollers. To clear & jam it is necessary to rotals the



rollers in the reverse direction. When pressed, the
REVERSE button on the contrel panel will cause the
rodlers to reverse. To clear a jam:

1. Immediately slop the laminator by pressing the STOP
bution,

2. Set the speed indicator to 2.
3, Raize the safety shield and remove the feed tray
4. Cut the top and botlom fim webs.

5. Grasp the loose ends of the web, pull straight and install
the feed tray so the web is on top of the tray. Lower the
safety shield. Press and hold down the RUN and
REVERSE butions together, guide the film out of the
heat rollers.

6. Once the jam has cleared the heat rollers, press the
STOP button.

7. Thread the film per section FILM LOADING &
THREADING.

SPEED/TEMPERATURE GUIDE AND THE ART OF
LAMINATION

Do not attempt to laminate abrasive or metal objects
such as staples, paper clips and glitler, as they may
damage the heat or pull rollers.

Do not force items into the nip area of tha haat rollers.
An item that Is not easily drawn Into the laminater by the
heat rollers Is probably too thick to laminate.

Wrinkles may result if an aiempt is made to reposition
an item once it has been grasped by the heat rollers.

Do not stop the laminator before an item has completely
exited the pull rollers. Even a momentary stop will cause
a mark (heat line) on the laminated item.

Good, consistent lamination is a result of combining proper
heat, tension and dwall time. Dwell time is controlled by
the speed of the motor and is defined as the amount of
time the material 1o be laminated is compressad between
the haat rollers. When one of the film gauge buttons is
selected the laminator auiomatically sets the speed and
temperature for that film and 20 |b. paper (copler paper).

Az a general rule, thicker items and film need to run at
slower speeds because they extract more heat from the
nollers at a quicker rate. Setting the speed control al slower
setlings gives the laminator longer dwell time thus allowing
proper lamination of thick items. Thinner lems, such as
standard copler paper (20 |b. bond) and tissue paper,
exiract less heat from the rollers and can be run at faster
speads.

The WAIT LCD may illuminate if the speed is set foo fast
for the material being laminated. Elther lower the speed
setting or press the STOP button and wait until the
READY LCD fluminates.

Operation of the laminator for more than thirty minutes at a
time may necessitate a lower speed setting. It is recom-
manded thal, during periods of long runs, the items being
laminated are altermnated between thick and thin. Do not
eombine thick and thin lems at the same time, as this
will result in a poor edge seal around the thinner material.
It you are unsure that the laminator is set at the proper

spead for the item 1o be laminated, run a lest plece (scrap)
of the same or similar material through the laminator. This
procedure is recommend because rofating the heat prior 1o
lamination will more evenly distribute the heat. Make
spead adjustmenis if necessary.

The Eagle Series Lamination guide provides general
guidelines for suggested heal and speed settings to use
with certain material and laminating film combinations. A
guide is located on the left side cover of the unit and in the
front of this manual, This Is only a general reference
guide. Different settings may be suitable as the warm up
time, lamination time and materials change.

CARING FOR THE GBC EAGLE SERIES LAMINATOR

GRBC offers Cleaning kits as well as Extended Maintenance
Agreements. Contact your local GBC Service Representalive
or your dealer/distributor for additicnal information.
The only maintenance required is fo periodically claan the
heat rollers. The following procedure will help keep the
heat rollers frea of adhasive that has been deposited along
the edge of the laminating flm. Proper alignment of the
rolls of film reduces the amount of "squeeze out”,
Do not attempt to laminate adhesives marked
"Flammable".
Do not larminate glitter andfor metallic lems. Damage to
the rollers may result.

Cleaning The Heat Rollers

CAUTION: THE FOLLOWING PROCEDURE IS

PERFORMED WHILE THE LAMINATOR IS HOT.

USE EXTREME CAUTION.

WARNING: Do not apply any cleaning fluids or sol-

vents to the rollers. Some solvents and fluids could
ignite on heated rollers.

» Mever claan rollers with sharp or pointed objects.

* Hardened adhesive deposits on the rollers can cause
damage to the rollers. Rotate the rollers at the lowest
speed setting on the contral panal.

1. Remove the film from the laminater following the proce-
dure outlined in sleps 1 through 5 of the saction FILM
LOADING AND THREADIMG, Method Using Film
Treading Card.

2. Press the STOP button.

3. Prehaat the laminator until the READY LCD illuminates.

4. Rub the top and bottom heat rollers with & 3M™ Scotch-
Brite™ pad .

5. Install the feed table and lower tha safety shield.

6. Press the RUN button o rotate the heat rollers to an
unclean portion. Press the STOP button. Continue this

process until the complete surface of both rollers are
clean.

7. Follow the procedure in section FILM LOADING AND
THREADING, Method Using Film Threading Gard o
refoad the laminator.

*NOTE: Do not usa matal scouring pads to clean tha

rollers.
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HAP-LM I [T
SToa it FRESE POSTIONS NARUAL SETTINGS
TENP SPEED TEMP SPEED TEMP SPEED
1.5mil (38mc) | 248F (120C) | 8 | 290F (43¢Q) | 7
20b. Imil (75mc) | 239F (115C) | 6 | 270F (32C) | 5
B0 | Smil(125mc) | 230F (110C) | 5 | 230F (110C) | 4
10mil (250me) | 221F (10sC) | 3 | 221F qosc) | 2
1.5mil (38mc) | 248F (1200 | 6 | 295F (146C) | 7 -
80k, 3mil (75mc) | 239F (115C) | 5 | 275F (135C) | S
BWD | Smil (125mc) | 230F (110C) | 3 | 235F (113C) | 4
10mil (250me) | 221F (10sc) | 2 | 226F qosc) | 2
1.5mil (38mc) | 248F (120C) | 5 | 300F (149C) | 6
wee | 3mil (7Smo) | 239F (115C) | 4 | 275F (135C) | 4
poard | Smil(125me) | 230F (110C) | 2 | 235F (113C) | 3
10 mil (250 me) | 221F (105C) | 2 | 226F (108C) | 2
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