No. 45 IDFAL
BULLET LUBRICATOR and SIZER

The sew No. 45 Lubricator and Sizer employs the same type of
sizing dies used in the No. 1 Lubricator and Sizer, enabling the
owners of the older sets of dies to use them in the No. 45 Tocl.

Increased leverage makes possible easier cperation on large bul-
lers while large guide rods preserve the alignment of the dies.

This new ool 1s firred with a steel greace tube which is used as
an addiicnal guide ro help preserve alignment.

A ratchet rype handle permits accurats regulation of the greace
pressure and at the same ome It is possible 0 have this handle clear
of the operzung handle at all ames.
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The lubricator 1s now designed o be held to the bench by f
screws furnished with each tool, but c2n be held in place by
clamps if desired.
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This machine will lubricate and size at the sime tme.
It coes the work easily and cleanly without soiling the hands.

It rcqmres only ome die to lubrjca:e all length of bL”E’ cf the
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It Jeaves the bullet prefectly true and clean.
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Wich ore suck of our lubricant it grezses 500 of the large and
7,300 of the small bullets.

Instructions for Using

\«VAR\H\'G — Do not operate in ccld weather ungl lubricant has been allowed to rezch room temperarere
of approximacely 70 degrees.

To Insert Stick Lubricant:—Turm ratchet wrench “A” to right (clockwise) unci pres sarc nut 15 free o
threaded pressure screw, lift off wrench “A” and tep castng “B’, pressure nut then can te lifted off of pressure

ew. Place stick of lubricant over pressore screw azd into tube and replace prcsmrc FAL, COmPress ¢ he brass piston

qu\- . \JA —
rng <o that it will enter tebe “O” and tum ratcher wrench 1o left (counter clociovise) while pr f:&,g‘g down on
Pressure nut unol threads on pressure sc n til pressure nut iswithuz e tebe and then replzce
the top casung "B and Wrench “A7 o

To Install Die “H7 and “I"—Ince panch “17 in e “H” with concave end of punch up, piace die It heole in
frame “M” grooved end v, bring down lever hancdle “C” to force die to seat and then tghten ser screw firmuy.

Nexy, insert top punch “G” i holder

fcicckwise) to relleve grease prassure
unntt cresshead “L7 rasses knechon

D die IV g cuched our of frame. 15 &



To Operate:——Ra"se iever handle “C” o greatest height which wiil raise cross bar “L” against knockour red
“17 uncil it rests agains he botrom of die “Fi"”, next tam ratcher handle “A” to left {counter clockwise) unril

must be forced in to fll space before it will

grease pressure is bux?c , if frame is endrely empty che lubricant
1l be felc bv the operator, too much pressure wil

resch the buller. \Vhen space 1s filled the increased pressure wii
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be indicated by grease iezking around die “H”.

Place cast buller in position in center of die “H” on top of botrom punch “I7. Lower lever handle “C” and
force bullet into die “H" correct amount to 4!l uppermost grease groove in bullct This is determined by adjusting
threaded sleeve “K"” of knockout rod “J”, next hold handle firmly down while turning ratchet wrench to left to
force grease in buller grooves, if lever handle is not held down frmly grease will be forced berween base of
huitec and bottom punch “1”. When grease grooves are filled increased .pressure will be noted on ratcher handie,
be sure and have sleeve “K” adjusted high encugh so chat grezse does rot get above tep grease groove.

Force up the buller to ascertain how much of it is being lubricated; if two or more of the top grooves do
receive the grease, ler down the threaded sieeve “K”, then force the buller down again and press in more greace,
afrer which raise the buller again to view md if cop groove suil remains unfilled repeszc the operation uncl zli
rooves are properly filled, without permirting grease to pass the peint of buller, then fasten sleeve “K” with sec-
-rew and proceed.
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Apply no more prassure on grease thzn s required to juse fill the g*oov&s The very jeast pressure that will
the grooves is best. Sometinmes there mav that do not fiil readily cwing to imprisoned
;1if If such bullets are again pressed in and cur of the dis without applying ny mere grease pressure, they will
filled properly. Many ;‘*e’cr to work with the very lightest grease pressure and raise and lower the buller
twice the second umme without any extra pressure. Jt requires bur an instant of ume znd insures perfect work. A
le pracace will sacn enable vou to gauge the pressure on the luhrcanc to the best advancage.

te tions of the groeves
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Asraching Gas Clec :
bench top to seat builer, then sized and |
‘hen bottom punch meerss stop, will finish seating finmly and

Kr—No speciai iterms are required, gas checks should be started by hand and rapped on
ubriczred 1o convent “onul manner. Firm pressure ot bomtom of stroke
3 evenly. Note: —Oniy Lyvman Ideal Gas Checks
v fir ezch other and gas check meal is of correcr
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should be used oo our builets. as the two are cesigned to correctd
thickness for Ideal Sizing Dies. ‘

Excessive sizing will csuse bullets to be sized more on cne side than the other 2ad czn completely oblicerare
the grease grooves. the best results are cbrained when sizing 1 imited to .001 to .002 thousandchs. Too hard or

t30 soft buller allov, aversize bullers, pocr casting and oversize gas checks are ail poines to be checked if bullet

sizing does not give desired results.
Care:—O1l moving parts of press and keep lever handle screw tighr ac all umes ro avoid screw breakage.

IDEAT. HANDBOOK gives additional information of value to the reloader.
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