
Specifications
Workpiece Width ............................................ 18"
Workpiece Thickness ................................ 22 Ga
Mounting Bolt Hole Diameter ..........................  1⁄4"
Press Plate Size ................18" x 11⁄2" x 1⁄4", 22 1⁄2º
Weight .................................................... 8.25 lbs

MODEL T23125
18" MINI MIGHTY 

BENDER
INSTRUCTIONS

If you need help with your new tool, call our Tech 
Support at: (570) 546-9663.

CoPyriGHT © SEPTEMBEr, 2010 By Grizzly inDuSTrial, inC.
WaRNING: NO pORTION Of THIS MaNUaL MaY BE REpRODUCED IN aNY SHapE

 OR fORM WITHOUT THE WRITTEN appROvaL Of GRIzzLY INDUSTRIaL, INC.
 For MoDElS ManuFaCTurED aFTEr 8/10 #Cr13242 PrinTED in CHina.

figure 1. Model T23125.

Installation 
Mount the bender to a workbench through 
the four 1⁄4" holes in the base. Since mounting 
surface thickness is site specific, hardware is not 
included. 

While a bit more time consuming, the strongest 
mounting option is a through-mount setup where 
the holes are drilled through the workbench, and 
hex bolts, washers, and hex nuts are used to 
fasten the bender to the workbench surface. 

another option for mounting is a direct mount 
where the machine is simply fastened to the 
workbench using lag screws. This option is faster 
but can be less secure.

Damage to your eyes, hands and feet could 
result from using this machine without prop-
er protective gear. always wear safety glass-
es, leather gloves, and steel toe footwear 
when operating this machine.

The bending brake on this 
machine presents a pinch-
ing hazard. Make sure no 
body part or clothing is near 
the area where metal bend-
ing occurs. failure to follow 
this warning may result in 
fingers being crushed or 
severed, leading to severe 
personal injury.

Introduction 
The Model T23125 is a bench-mounted bender 
that is equipped with a 22 1⁄2º dual-edged press 
plate. This tool when used in combination with a 
set of C-clamps, will bend mild sheet metal up to 
22 gauge thick and 18" wide.



Operation
Bending sheet metal slightly changes the length 
of the workpiece. The compensation for this 
change is called bend allowance. Typically, bend 
allowance must be determined when planning 
the starting length of the workpiece and position 
of your scribe lines. if bend allowance is ignored, 
your project or its bent sides may be longer or 
shorter than you originally intended, depending on 
whether you measure from the outside or inside of 
the bend (see figure 2).

figure  2. understanding how bend allowance 
affects starting workpiece length. 
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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 

Outside Measurements: Lt  = (a + b) – BD 
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The distance needed to account for bend allow-
ance is mainly affected by workpiece thickness 
and bend radius. Since the Model T23125 only 
bends thin sheet metal with tight radii, bend allow-
ance will only minimally affect projects made with 
this machine and may not even be noticeable. 

To learn more about bend allowance and how to 
calculate it, refer to Machinery's Handbook or the 
internet.

To complete a typical bend operation:
1. Calculate the appropriate bend allowances if 

desired, and draw or scribe a bend line in the 
sheet metal where the bend will occur.

2. Put on the appropriate safety gear such as 
safety glasses, leather gloves, and protective 
boots.

3. lower the moving plate so the work levers 
are parallel with the workbench surface. 

4. With the bend line facing upwards, insert and 
position the workpiece so the line aligns with 
the rear edge of the support plate. 

5. Place the press plate on the workpiece, so 
the edge lines up with the bend line drawn.

—To achieve a sharp bend, the press plate 
angle must face up. 

—To achieve a smooth softer bend, the press 
plate angle must face down. 

6. using C-clamps, clamp the press plate, work-
piece, and the support plate together.

7. With steady movement and pressure, lift both 
work levers upward and away from the work-
bench surface to the desired angle, as shown 
in figure 3.

8. remove the C-clamps, lower the work levers 
back to the parallel position near the work-
bench surface, and remove the workpiece.

9. When finished, lubricate all bare metal sur-
faces with a good machine oil that prevents 
rust and oxidation.

figure 3. Typical completed bend operation.
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