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Introduction
The Model T32714 24" Bending Brake is ideal for 
a small workshop environment where the ease of 
use is important. This machine can bend up to 20 
gauge (0.0375 in. or 0.9525mm) mild steel.

For questions or help with this product contact Tech Support at (570) 546-9663 or techsupport@grizzly.com

MODEL T32714
24" BENDING BRAKE

INSTRUCTIONS

To reduce your risk of 
serious injury, read this 
entire manual BEFORE 
using machine.

Figure 1. Model T32714 24" Bending Brake.

Description Qty
A. Bending Brake ............................................ 1 
B. Bending Levers .......................................... 2
C. Hex Wrenches 5, 8mm (Not Shown) ....1 Ea. 

Inventory

NOTICE
If you cannot find an item on this list, care-
fully check around/inside the machine and 
packaging materials. Often, these items get 
lost in packaging materials while unpack-
ing or they are pre-installed at the factory.

Figure 2. Inventory.

B

Needed for Setup
• Safety Glasses ....................................1 Pair
• Cleaner/Degreaser ..................... As Needed
• Disposable Shop Rags ............... As Needed
• Disposable Gloves ..................... As Needed
• Open-End Wrenches 1⁄2" ............................ 2

Specifications
• Maximum Bending Angle ......................130°
• Maximum Bending Capacity ........ 20 Gauge
• Weight ................................................53 lbs.

A
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Workbench Mounting

Figure 4. "Direct Mount" setup.

Machine Base

Workbench

Lag Screw

Flat Washer

Another option is a "direct mount" (see example 
below) where the machine is secured directly to 
the workbench with lag screws and washers.

The base of this machine has mounting holes 
that allow it to be fastened to a workbench or 
other mounting surface to prevent it from moving 
during operation and causing accidental injury or 
damage.

The strongest mounting option is a "Through 
Mount" (see example below) where holes are 
drilled all the way through the workbench—and 
hex bolts, washers, and hex nuts are used to 
secure the machine in place.

Machine Base 

Workbench 

Hex
Bolt

Flat Washer 

Flat Washer 
Lock Washer 

Hex Nut 

Figure 3. "Through Mount" setup.

Cleanup
The unpainted surfaces of your machine are 
coated with a heavy-duty rust preventative that 
prevents corrosion during shipment and storage. 
This rust preventative works extremely well, but it 
will take a little time to clean.

Be patient and do a thorough job cleaning your 
machine. The time you spend doing this now will 
give you a better appreciation for the proper care 
of your machine's unpainted surfaces.

There are many ways to remove this rust preven-
tative, but the following steps work well in a wide 
variety of situations. Always follow the manufac-
turer’s instructions with any cleaning product you 
use and make sure you work in a well-ventilated 
area to minimize exposure to toxic fumes.

Before cleaning, gather the following:
• Disposable rags
• Cleaner/degreaser (WD•40 works well)
• Safety glasses & disposable gloves
• Plastic paint scraper (optional)

Basic steps for removing rust preventative:

1. Put on safety glasses.

2. Coat the rust preventative with a liberal 
amount of cleaner/degreaser, then let it soak 
for 5–10 minutes.

3. Wipe off the surfaces. If your cleaner/
degreaser is effective, the rust preventative 
will wipe off easily. If you have a plastic paint 
scraper, scrape off as much as you can first, 
then wipe off the rest with the rag.

4. Repeat Steps 2–3 as necessary until clean, 
then coat all unpainted surfaces with a quality 
metal protectant to prevent rust.

NOTICE
Avoid harsh solvents like acetone or brake 
parts cleaner that may damage painted sur-
faces. Always test on a small, inconspicu-
ous location first. 

Number of Mounting Holes ............................ 4
Dia. of Mounting Hardware Needed .......... 5⁄16"
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Assembly
The machine must be fully assembled before it 
can be operated. Before beginning the assembly 
process, first clean any parts that are covered or 
coated in rust preventative.

Figure 5. Installing bending lever.

Breaker Bar Hole
(1 of 2)

Bending Lever
(1 of 2)

To assemble machine:

1. Thread (2) bending levers into breaker bar 
holes (see Figure 5).

When a bend is made in sheet metal, the inside 
surface of the bend compresses and the outside 
surface stretches. To bend metal objects accu-
rately, you need to consider the length of each 
bend, especially when more than one bend is 
required. This is called bend allowance. 

The bend allowance is added to the sum of the 
outside dimensions of the workpiece flat surfaces 
to obtain the overall length and width of the blank 
needed to make a particular part. 

Exact allowances can only be obtained by trial 
due to differences in sheet metal hardness, how 
the workpiece is positioned, and difficulties in 
making an exact bend radius. Formulas for calcu-
lating the bend allowance can be found in metal-
working handbooks or the internet.

b

a

a

b

a b

Lt

BA

BA

a b

BD

BD

Lt  = Total workpiece length before bending
a = Required finished height 
b = Required finished length
BA = Bend allowance
BD = Bend deduction

Inside Measurements: Lt  = (a + b) + BA 
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Figure 6. Bend allowance measurements.

Bend Allowance
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Adjusting Setback

Breaker
Bar

Machine

Setback

Clamping
Leaf

Workpiece

Figure 7. Identification of setback.

Setback is the required distance between the 
breaker bar and the clamping leaf to properly 
make the bend (see Figure 7). A number of fac-
tors determine the correct setback distance, such 
as bend allowance, bend radius, and material 
thickness.

Tools Needed Qty
Calipers ............................................................. 1
Hex Wrench 5mm .............................................. 1

To adjust setback:

1. Use calipers to measure distance between 
both ends of clamping leaf and where 
workpiece will contact breaker bar (see 
Figures 8–9).

— If distances measured in Step 1 are equal 
and correct for operation, no adjustment is 
required.

— If distances measured in Step 1 are not 
equal or not correct for operation, proceed 
to Step 2.

2. On side(s) of clamping leaf that need(s) set-
back adjustment, adjust set screw shown in 
Figure 10.

— Tighten set screw to reduce setback.

— Loosen set screw to increase setback.

3. Repeat Steps 1–2 until setback is equal on 
both sides of clamping leaf and correct for 
operation.

Figure 10. Setback adjustment set screw 
location.

There are many sources to help you calculate the 
correct setback for your operation, such as metal-
working handbooks, the internet, or experienced 
sheet metal workers.

Figure 9. Example of measuring setback.

Figure 8. Location of clamping leaf and breaker 
bar.

Breaker Bar

Clamping Leaf
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Figure 11. Example of clamps in open position.

Clamp Handle
(1 of 2) Breaker Bar

Clamping Leaf

— If workpiece is too thick or thin to be 
securely clamped, refer to Adjusting 
Clamps on Page 6 to adjust them before 
proceeding.

2. Release both clamps by pushing handles 
away from you (see Figure 11).

Typical Bending Operation
Use the following steps to perform a typical bend 
on a workpiece. 

Tip: During a bending operation, workpiece scor-
ing may occur. To avoid these marks, keep both 
the clamping leaf and the bending leaf free of 
burrs, and adhere a strip of tape on the workpiece 
over the area that will be bent.

Only bend stock that falls within bending 
capacity of this machine. Stock thicker than 
20 gauge will damage machine when bent.

Items Needed Qty
Masking Tape .................................... As Needed
Marker/Pencil ..................................................... 1
Protractor ........................................................... 1

To perform bending operation:

1. Tape and mark workpiece with location of 
desired bend. 

Do not operate unless machine has been 
securely clamped or mounted to workbench. 
Failure to secure machine before use could 
result in crushing injuries.

Eye injury hazard! Always 
wear safety glasses when 
using this machine.

3. Place workpiece on breaker bar, under 
clamping leaf.

4. Pull clamping handles forward to clamp work-
piece under clamping leaf (see Figure 12).

 Note: Mark from Step 1 should line up with 
front edge of clamping leaf (see Figure 12).

Figure 12. Example of workpiece clamped under 
clamping leaf.

Mark from 
Step 1
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Adjusting Clamps
If changing to a different workpiece thickness, the 
clamps will likely need to be adjusted to securely 
clamp the workpiece.

Items Needed Qty
Hex Wrench 8mm .............................................. 1
Open-End Wrench 24mm .................................. 1

To adjust clamps:

1. Use 8mm hex wrench to keep clamp adjust 
stud from turning and adjust hex nuts shown 
in Figure 14.

Figure 14. Clamp adjusting components.

Clamp Adjust Stud

Adjusting
Hex Nuts

— Turn nuts clockwise for thinner workpiece.

— Turn nuts counterclockwise for thicker 
workpiece.

2. Repeat adjustment from Step 1 on second 
clamp, taking care to adjust both the same 
amount.

5. With workpiece secured by clamping leaf, 
lift bending levers to bend workpiece (see 
Figure 13).

 Tip: Use protractor to measure bend angle.

Bending Lever
(1 of 2)

Workpiece

Figure 13. Example of workpiece ready for 
bending operation.

6. Open clamps and clamping leaf and remove 
workpiece.

Crushing hazard! Always 
keep hands clear when 
using this machine.
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Radius Bending
Radius bending is most commonly used to make 
cylinders and cones, both of which are formed by 
making a series of small, closely-spaced bends in 
the workpiece.

For cylinders, the bends are evenly spaced and 
parallel to the workpiece edges while cones have 
a series of uneven bends that are not parallel to 
the edges (see Figure 15).

Even Bends

Uneven Bends

Figure 15. A typical cylinder and cone.

Use this information as well as the steps listed in 
Typical Bending Operation beginning on Page 
5 to radius bend.

If you cannot get your bends close enough 
together for your operation, remove the fasteners 
shown in Figure 16 to remove the bending leaf 
from the breaker bar. Removing the bending leaf 
will decrease the overall bending capacity but will 
also allow for very tight tolerances.

Figure 16. Location of bending leaf fasteners.

x 4

Pan & Box Bending
When bending a piece of flat metal into a box, 
you will need to make multiple bends on the same 
workpiece. While you will use the same procedure 
as described in Typical Bending Operation on 
Page 5, you will also need to consider the clear-
ance needed to clamp and bend the remaining 
sides of the workpiece without interfering with 
your first bend (see Figure 17).

Use the following steps to bend a four-sided pan 
or box and provide the necessary clearance for 
subsequent bends.

Note: The Model T32714 is only capable of bend-
ing pans/boxes that have 90 degree angles.

1st Bend 
Interferes !

Figure 17. No clamping clearance for first bend.

Only bend stock that falls within bending 
capacity of this machine. Bending stock 
thicker than 20 gauge will damage machine.

Do not operate unless machine has been 
securely clamped or mounted to workbench. 
Failure to secure machine before use could 
result in crushing injuries.

Eye injury hazard! Always 
wear safety glasses when 
using this machine.
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1st Bend Outside
of Clamping Area

Items Needed Qty
Masking Tape .................................... As Needed
Marker/Pencil ..................................................... 1
Protractor or Machinist's Square ....................... 1
Scrap Wood Block ............................................. 1

To perform pan and box bending:

1. Follow Steps 1–6 of Typical Bending 
Operation beginning on Page 5 to perform 
first bend (see Figure 18).

2. Rotate workpiece 90 degrees clockwise to 
tape and mark workpiece with location of 
second bend. 

3. Place workpiece on breaker bar, under clamp-
ing leaf, so first bend falls outside of clamping 
area (see Figure 19). 

4. Pull clamping handles forward to clamp work-
piece under clamping leaf (see Figure 19).

Figure 18. Typical workpiece after first bend.

Figure 19. Clamping clearance for first bend.

Crushing hazard! Always 
keep hands clear when 
using this machine.

5. With workpiece secured by clamping leaf, lift 
bending levers to perform second bend.

6. Open clamps and clamping leaf and remove 
workpiece.

7. Rotate workpiece 90 degrees clockwise to 
tape and mark workpiece with location of 
third bend. 

8. Place workpiece on breaker bar, under 
clamping leaf, so second bend falls outside 
of clamping area (see Figure 20). 

2nd Bend Outside
of Clamping Area

Figure 20. Clamping clearance for second bend.

9. With workpiece secured by clamping leaf, lift 
bending levers to perform third bend.

10. Open clamps and clamping leaf and remove 
workpiece.

11. Rotate workpiece 90 degrees clockwise to 
tape and mark workpiece with location of final 
bend. 

12. Tap corner of first bend with scrap wood 
block to temporarily flatten for final bend (see 
Figure 21).

Figure 21. Typical workpiece ready for final 
bend.
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Lubrication
When lubricating this machine, first clean the 
components. This step is critical because grime 
and dust build up on lubricated components, 
which makes them hard to move. Simply adding 
more lubricant will not result in smooth moving 
parts.

Lubricate the pivot points indicated in Figure 24 
with a few drops of light machine oil whenever you 
notice resistance when bending.

13. Place workpiece on breaker bar, under 
clamping leaf, so third bend falls outside of 
clamping area (see Figure 22). 

3rd Bend Outside
of Clamping Area

Tapped Corner
Clamped

Figure 22. Clamping clearance for final bend.

 Note: Tapped corner from Step 12 must be 
flat enough that workpiece can be clamped in 
next step. 

14. With workpiece secured by clamping leaf, lift 
bending levers to perform final bend.

15. Open clamps and clamping leaf and remove 
workpiece.

16. Tap corner from Step 12 back into place (see 
Figure 23).

Figure 23. Typical finished box.

Figure 24. Location of pivot points.
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MODEL T32714

24" BENDING BRAKE

Max. Bending Capacity: 20 Ga. Mild Steel

Max. Workpiece Width: 24"

Bending Range: 0°–135º

Weight: 55 lbs.

Specifications

WARNING!

Mfd. for Grizzly in China

To reduce the risk of serious injury when using machine:

 1. Read and understand owner’s manual before operating.

 2. Always wear ANSI-approved eye protection and protective gloves when 

handling sheet metal. Chamfer and deburr sharp metal edges.

 3. Securely mount machine to stable workbench or stand before use.

 4. Do not exceed rated capacity or bend material machine is not intended to bend.

 5. Do not use breaker bar to gain leverage.

 6. Keep hands/fingers clear of clamping area when operating.

 7. Do not operate under influence of drugs, alcohol or when tired.

 8. Prevent unauthorized use by children or untrained users. 

S/N

Date

PINCH HAZARD!

Keep hands away 

from clamp area 

when clamping or 

bending.

EYE/HAND

INJURY HAZARD!

Always wear safety 

glasses and 

protective gloves 

when using.
To reduce risk of death 

or serious injury, read 

manual BEFORE using 

machine.

To get a new manual, 

call (800) 523-4777 or 

go to www.grizzly.com.

WARNING!
WARNING!

WARNING!

25

26

27

Parts Breakdown & List

REF PART # DESCRIPTION REF PART # DESCRIPTION
1 PT32714001 CLAMP HANDLE GRIP 15 PT32714015 BODY
2 PT32714002 SET SCREW M10-1.5 X 50 CONE-PT 16 PT32714016 BREAKER BAR
3 PT32714003 HEX NUT M16-2 THIN 17 PT32714017 BENDING LEVER
4 PT32714004 HEX BOLT M10-1.5 X 35 18 PT32714018 BENDING LEAF
5 PT32714005 HEX NUT M10-1.5 19 PT32714019 HEX BOLT M8-1.25 X 16
6 PT32714006 FLAT WASHER 10MM 20 PT32714020 LEVER HANDLE GRIP
7 PT32714007 CLAMP (R) 21 PT32714021 CLAMP (L)
8 PT32714008 CLAMP STUD M16-2 X 90 22 PT32714022 FLAT WASHER 8MM
9 PT32714009 HEX NUT M16-2 23 PT32714023 HEX WRENCH 8MM
10 PT32714010 CLAMPING LEAF 24 PT32714024 HEX WRENCH 5MM
11 PT32714011 HEX NUT M10-1.5 THIN 25 PT32714025 MACHINE ID LABEL
12 PT32714012 SET SCREW M6-1 X 8 26 PT32714026 COMBO WARNING LABEL
13 PT32714013 PIVOT PIN 27 PT32714027 TOUCH-UP PAINT, GRIZZLY GREEN
14 PT32714014 BUSHING

Please Note: We do our best to stock replacement parts whenever possible, but we cannot guarantee that all parts shown here 
are available for purchase. Call (800) 523-4777 or visit our online parts store at www.grizzly.com to check for availability.



WARRANTY & RETURNS
Grizzly Industrial, Inc. warrants every product it sells for a period of 1 year to the original purchaser from 
the date of purchase. This warranty does not apply to defects due directly or indirectly to misuse, abuse, 
negligence, accidents, repairs or alterations or lack of maintenance. This is Grizzly’s sole written warranty 
and any and all warranties that may be implied by law, including any merchantability or fitness, for any par-
ticular purpose, are hereby limited to the duration of this written warranty. We do not warrant or represent 
that the merchandise complies with the provisions of any law or acts unless the manufacturer so warrants. 
In no event shall Grizzly’s liability under this warranty exceed the purchase price paid for the product and 
any legal actions brought against Grizzly shall be tried in the State of Washington, County of Whatcom.

We shall in no event be liable for death, injuries to persons or property or for incidental, contingent, special, 
or consequential damages arising from the use of our products.

The manufacturers reserve the right to change specifications at any time because they constantly strive to 
achieve better quality equipment. We make every effort to ensure that our products meet high quality and 
durability standards and we hope you never need to use this warranty.

In the event you need to use this warranty, contact us by mail or phone and give us all the details. We will 
then issue you a “Return Number,’’ which must be clearly posted on the outside as well as the inside of 
the carton. We will not accept any item back without this number. Proof of purchase must accompany the 
merchandise. 

Please feel free to write or call us if you have any questions about the machine or the manual. 

Thank you again for your business and continued support. We hope to serve you again soon.

To take advantage of this warranty, you must register it at https://www.grizzly.com/forms/warranty, or 
you can scan the QR code below to be automatically directed to our warranty registration page. Enter all 
applicable information for the product.

WARRANTY




