




1   Company Profile, Warranty
2   Operator and Supervisor Information
3 Requirements
4-5 Signal Panel Information
6 Installation
7 Machine Front View
8 Machine Back View
9 Machine Side Views
10 Maintenance Precautions and Schedule
11 Operations Diagram
12 Control Panel
13 Electric Stroke Control
14 Flat Bar Shear Station
15 Flat Bar Shear Station Maintenance
16 Angle Shear Station
17 Angle Shear Station Maintenance
18 Optional Tooling - Auto Cut
19 Optional Accessory Light



100 Ton Ironworker
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Company Profile
The Cleveland Steel Tool Company offers a full 
line of high quality, low maintenance hydraulic 
ironworking machines, associated tooling and 
bcb1esocries that are usd tin the seel Tfabrication





Environmental Requirements

The work station environment for your Cleveland Steel 
Tool Ironworker must meet the following minimum          
requirements:

•
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Danger Panel Warning Panel



5

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.



6



7





9

Signal Word Panel

Machine Left Machine Right

Keep 
guards

in place.

Moving 
parts can
cut and 
crush.

SHEAR/
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Your Cleveland Steel Tool Ironworker will benefit 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 personnel. 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. 
Fuses located behind control box. See Figure 1 below.

Hydraulic System

Visually inspect exposed or surface mounted hydraulic 
hoses and fittings for signs of damage. Cut, abraded or 
crushed hydraulic hoses or leaking fittings may present 
a hydraulic fluid hazard to the Operator and damage the 
machinery.

Plug hose ends when working with hydraulic fluids 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, notchers and bar shear blades should be 
evenly gapped and free of nicks, chips or burrs on their 
surface. 

Ironworker operation creates small concussive shocks and 
vibration that may loosen hardware and fasteners over time. 
Inspect fasteners and fittings and tighten where loose.

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

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

Clearances should not be altered. When all 4 cutting 
edges are worn, replace blades.

Remove and replace stationary blade:

1.  Remove the material hold-down assembly from the Iron-
worker frame by removing the return spring and bolts that 
secure the assembly to the Ironworker frame. 

2.  Remove blade bolts located under the feed table. Re-
move the stationary blade.

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

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

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

Remove and replace moving blade: 

1.  Remove the drop-off guard from the rear of the Ironwork-
er frame. 

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

Maintenance - Flat Bar Shear
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Maintenance - Angle Shear Station

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

Clearances should not be altered. When all cutting edges 
are worn, replace blades.

Remove and replace stationary blade: 

1.  Remove the material hold-down assembly from the Iron-
worker 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 stationary 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 re-install in 
blade pocket.

1. 
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Optional Accessory Light

Accessory lighting is available as optional tooling. Designed 
with M12 connections, this super bright LED light plugs in 
to 2014 and newer Ironworkers and has a 100,000 hour 
rating. Super durable lexan lens and magnetic base allow 
you to attach the light on any Ironworker surface. 

Accessory work lights contain magnets -
Magnet Safety Warning!

Disclaimer: Cleveland Steel Tool neither assumes nor accepts any liability for 
damages resulting from the handling or use of magnets. With your purchase, 
the buyer confirms that you have read and understood the following warn-
ings, the buyer agrees that he/she is responsible for all damages and inju-
ries caused by magnets, which may include personal injuries, property and 
magnet damages. The buyer agrees with these terms at time of purchase.

Neodymium magnets are very strong. Handling them with 
care is necessary to prevent personal injuries, property 
damages and magnet damages.

1. Neodymium magnets are brittle; they can be broken or 
can splinter in a collision. One should wear gloves and pro-
tective glasses when handling these magnets, because 
splinters could disengage and fly from the magnets.

2. Normal Neodymium magnets will lose their magnetic 
properties if heated above 175°F (80° C).

3. The strong magnetic fields of neodymium magnets can
damage items such as television, computer monitors, credit 
cards, bank cards, computers, diskettes and other data carri-
ers, video tapes, mechanical watches, hearing aids, loud speak-
ers and VCRs. Pacemakers may be damaged or switch to “Test 
Mode” in the presence of a strong magnetic force, if a pace-
maker is in use, keep a minimum of 3 feet distance.

4. Children should not be allowed to handle neodymium 
magnets as they can be dangerous. Small magnets pose a 
choking hazard and should never be swallowed or inserted 
into any part of the body.

5. Under no circumstances should you try to cut, saw or drill
the Neodymium magnets! The resulting dust from the magnet 
is very flammable.
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Your Ironworker is capable of punching materials as 
listed 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. 
Punches and dies are wearing parts and will need to 
be maintained or replaced over time. Refer page 24 for 
removal and replacement instructions. When changing the 
punch and die during typical operation please observe the 









Your Cleveland Steel Tool Ironworker has been shipped with a 
punch and die installed within the punch station. When worn 
or chipped, the punch and die must be replaced. Observe the 
following procedure when maintaining the ironworker punch 
station. 

Turn off power to machine by depressing 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 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, first 
confirm 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.
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Punch Station - Maintenance

 Guarding removed for clarity
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PUNCHES

DIES

1

1-1/4

241 Punch Tip
Available up to 4-1/2"

241 Tip Holder







28

The 100 Ton Cleveland Steel Tool Ironworker can accommo-
date an 12" Press Brake. Press Brake tooling will allow for the 
graduated bending of 1/16", 3/16", 1/8" and 1/4" flat stock 
up to 90 degrees. This tooling is most effective when oper-
ated with the factory installed Electric Stroke Control feature. 

Setup                                                                           

Press Brake tooling can be accommodated in either the open 
station or punch station of the machine. Press Brake tooling  
includes one mounting bracket to secure the “punch” to the 
center of the machine, one “punch”, one “4-way die”, and 
two bottom brackets that secure the “die” to the base table. 
The moving “center” of the ironworker, pushes the top punch 
into the shaped die to bend the specified material. If ordered 
as a factory installed option, your Press Brake assembly is 
setup for immediate operation. If ordered as an option, the 







31Turn off power to machine by depressing the red stop / 
off button and lockout upstream power at the main elec-
trical panel.
Observe the following procedure when maintaining the Iron -worker Coper Notcher station. Remove and replace moving blade: 
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Optional Tooling - Rod Shear/Multi-Shear
Install the assembly:

1.  Remove all tooling and guarding from the appropriate 
punch station or open station. 

2.  Place the Rod Shear or Multi-Shear assembly on the Iron-
worker support table with the push block in line with the 
moving center.

3. Loosely secure the table from the underside of the base 
with four 1/2" bolts and washers (provided). 

4. Check for push block and moving center alignment by 
powering on the machine and slowly inching down the 
center to meet the push block with the foot pedal. Power 
the machine off. 

5. In the event that the push block and top die are not 
aligned, simply loosen the bolts under the table allowing 
the tooling to be moved to center the push block with the 
moving center. When aligned, tighten the table bolts to 
secure the table.

6. Power the machine on and jog the center down. The 
moving blade will close or bypass the fixed blade. The 
push block should not come in contact with the die hous-
ing. 

Safe Operation

Observe the following guidelines when operating any Rod 
Shear or Multi-Shear Tooling

• Never exceed the capacities of the machine or tooling as 
listed at the tooling station.

• Keep the tooling clean. 

• Do not stack cut material.

• Perform complete shearing operations only – partial cuts 
may jam the tooling and could result in breakage and op-
erator injury.

• Use shearing aids when working with small items at the 
Rod Shear or Multi-Shear Tooling station.

Rod Shear/Multi-Shear Operation

1. Clear the work area of any tools or debris prior to powering 
the machine on.

2. Turn the Ironworker on and insert material through the 
tooling guard and into the blade area. Position your 
material for the desired cut. 

3. Clear your hands from the working area and depress the 
foot pedal to activate the tooling station.

4. 

foot pedal to activa10xt<FEFF000autoj
Eican y
EMt materian <</Lan 
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Turn off power to machine by depressing the red stop/off 
button and lockout upstream power at the main electrical 
panel.

Clearances should not be altered. When all cutting edges 
are worn, replace blades.
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100 Ton Exploded View
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100 Ton Parts List
ITEM NO. PART NUMBER DESCRIPTION Default/QTY.
2 CE100 Center Assy 100 Ton 1

3 CO504 Cover -  Motor Assy 
75,100T 1

4 CY5010-01 Cylinder 60,75,100T 1

5 CY0102-04 Pin 
Assy Cylinder Pin For 5011 Cyl 2

6 TA447 Drop Off Table Assy 
75,100T 1

7 Elec. Enclosure Electrical Encl. Call for Part 
Number 1

9 GRD620 Guard Assy - Angle 
Holddown 100T 1

10 HD602 Holddown -  Sleeve Assy 
65-120T 1

11 HD603  Handwheel Assy 65-120T 1

12 HD428 Holddown Bolt Assy- Flat 
65-100DLX 1

13 GRD518 Guard Assy - Front Link 
75,100T 1

14 GRD499 Guard - Cyl Cover Frt 
75,100,100DLX 1

15 GB701-00 Guide Block 75,100T 5

16 GB429 Guide Block Top Stroke 
Contro 65,75,100Tl 1

17 GB659 Guide Bock Bottom Back 
65,75,100T 2

20 PS65-15 Pin -  Guide Top Btm 65-
100,E11065 4

21 GIB10015-04761 Nut -  Gib Pin 50-120T 12

22 GIB0128-04GL Gib Assy - Greaseless  25 - 
120T 12
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