“Handy-Thread” HT-1P
Operatione Maintenances Trouble Shooting

PRODUCTS
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THREAD SIZES the die head and the spindle.

The Handy-Thread machine is ruggedly constructed, and Some die heads have die blocks which can easily be
fully adjustable in every way. The standard machine will curemoved while the die head remains in the machine. This
or roll threads from 1/8" through 5/8" N.C., N.F., or 16mmallows a quick change of thread size or thread lead. Consult
with the proper heads. the instruction manual for your particular brand of die head

ELECTRICAL REQUIREMENTS and proceed accordingly. _ . .

The standard non-reversing machine uses a 1-1/2 HP, To re-install the die head, slip the shank into the spindle
1725 RPM, 115 volt, 60 Hz, single-phase electric motor wit10le. Be sure the flat on the die head shank is exactly in
3-prong grounded plug. It should be plugged into a 3 pron%ﬁe center under the spindle set screw(sYap the die head
grounded receptacle with 20-ampere capacity on 115 volts. 'Qflhély W't_h; SOE hamrger Unﬁ" its base seats against the erf:d

t t tighten t t t
COMPRESSED AIR SUPPLY of the spindle, then tighten the remaining set screw(s) in the

The standard machine requires a compressed air sup indle, drop the die yoke into its slot, pull the yoke latch bar

of 85 PSI minimum gauge pressure, with a flow capacity o the left, and re-mount the cutting fluid guard.

; . Next, select the proper size rod guide bushing which
about 1/2 SCFM (s_tanda_rd cubic feet per minute). If no COMaounts on the carriage plate and twist 1/8th turn clockwise.
pressed air is available in the plant, or a stand alone unit 5o 14 gyjide bushings are about 1/32" larger than the diam-
desired, a small air compressor of 1/2 HP which will deliver,

; eter of the rod to be threaded.
at least 85 PSI should be adequate for most jobs. The comi- Next, unscrew the collet retaining nut on the air chuck

pressor should be used with a receiver (storage tank) of 10 é%d remove the collet. Install a collet for the size rod to be

30 gallons capacity. threaded, re-assemble the collet retaining nut, and tighten.
CUTTING FLUID OR COOLANT CUTTING SINGLE THREADS

Modern chemistry is developing many new and improved For threading only one end of a rod, or for threading the

cutting fluids. Con_tact your local supplle_\r of cutting to_ols if same length on opposite ends of the same rod, first make
you have no special source for purchasing cutting fluid. Th ure there is at least 85 PSI air pressure showing on the

fluid should have a viscosity of no higher than 200 SS : PO
o -~ ) auge. If pressure is low, raise it with the pressure regulator
gated ?t ;OO F)._A(;nl_nlr?humk?f quu_ﬁ:ts agdamax!mtwho ocated beneath the electrical control box. Turn the
quarts IS required In e randy-Thread reservoir. Whela, cont#1" selector switch to its No. 1 (right) position.

filling the reservoir, pour the fluid into the chip pan. It will ¢ jngicator light located inside the selector switch should
drain thr_ough the chlp_scree_n into t_he reservorr. - light. Set the right switch cam (the one on the longer switch
Caution! Do not mix cutting fluids of different kinds 21y 45 the desired thread length by reading the scale at the
because of the possibility of forming gums which will ¢log o0t (operator) end of the switch bar. Tighten the knurled
the pump, the c_oolant tbe, or die head. . cam knob finger tight. If threading a material which requires
If the fluid dlscha_rge tube should .become 0'0996‘?' It Calltting fluid or coolant, turn on the pump selector switch and
usually be cleared with a blow gun without removing it from,, it \ntil fluid begins to flow. Adjust the position of the

the machine. Blow backward through the tube. If necessany,;iq e to direct the full stream of fluid onto the rod just

to remove it for cleaning, unscrew the pipe where it COMe§atqre it enters the die.

out of the rr'1ach|ne_ base plate and pull the tube out. Insert the rod to be threaded through the rod guide bush-
Caution! Running the pump without cutting fluid  j 4 anq collet, stopping it against the swing stop arm. Gently

may damage it. If fluid is not desired for threading cer- s, the carriage toward the die hegd.not bump the rod

tain materlal_s, turn the pump off with the selector switch  jht5 the die head because it may chip the chasers.

on the electric control box. o _ After engaging the rod into the die head about 1/8", the
If the cutting fluid is too thick (viscosity too high), the (o4 will be pulled along by the die until the switch cam is

pump may have difficulty in picking it up when the machinecgniacted, at which time the die head will be automatically
is first started and the fluid is cold. This may happen eveBpened by the die head air cylinder.

with thinner fluids in cold weather. _ Caution! Do not start to thread unless there is at least
Caution! Do not use flammable or aromatic solvents gg pg) ajr pressure The gauge is mounted on the collet air
to thin the cutting fluid because of the danger of fire. valve. Without sufficient air pressure the collet will not
REMOVE/INSTALL DIE HEAD clamp the rod securely, and the die head will not open when
To install or remove a complete die head, remove cuttinghe switch cam is actuated. If, after starting to thread, you
fluid guard and loosen (about 2 turns) the socket set screw(d)scover the air pressure to be less than 85 PSI, turn off the
in the spindle behind the die head. Move the die yoke latchlectric motor as quickly as possible to prevent the collet
bar to the right and lift the bronze die yoke out of its groovdrom jamming into the die head. Use the "Stop" push button
in the die head. The die head is now ready to be removed loy the control box.
pulling it toward the operator. Do not hammer on the die Note: For threading rods which are shorter than about 7"
head if it is tight; drive a thin wedge or screwdriver betweerong, the rods must be inserted into the collet from the oppo-
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site side. In this case the rod guide bushings and the swingrriage plate.

stop assembly are not used. The accessory twist-on stop rod The standard machine uses standard No. 11 collets.
assembly (furnished with each Handy-Thread machine) i$hese are not furnished unless specified on your order.
inserted in place of the rod guide bushing, and adjusted f®ound collets in increments of 1/64" in diameter from 1/8"
provide a stop of the proper depth as the rod is inserted intbrough 13/16" are available from AAA Products. Larger
the collet. Rods as short as 1" long can be threaded in thisds, up to 1" in diameter, can be held by using an optional
way. The swing stop assembly may be left in place whilespecial collet sleeve, collet retaining nut, and using a stan-
threading short rods, or if a large number of short rods are ward No. 21 collet. For information contact the Jiffy Products
be threaded, the complete swing stop assembly can be taki@ivision of AAA Products International. Special collets to
off by loosening the two socket head screws on the top of theold hex and square rods are also available from the factory.

stop rod bracket. . THREADING SPEEDS

In using the accessory twist-on rod stop assembly, the The kind of material, its hardness, and its diameter will
measuring rules on the switch bar will not be usable. A triajetermine the maximum spindle RPM which can be used.
cut will have to be made, and if the thread length is too shorfpne standard machine is assembled with motor and spindle
the switch cam will have to be re-set for a slightly longer,jieys to have a speed of 400 RPM on the spindle. This is a
thread. After a Ilt_tle experience _the correct length will begood speed for a wide range of threading jobs, for cold rolled
produced on the first or second trial. (low carbon) steel up to 1/2" in diameter with the right cut-

ALTERNATE THREADING ting fluid. Larger rods of this material can usually be

Alternate threading is the cutting of threads on opposit¢hreaded at this speed although die chaser life may be
ends of the same rod to different lengths. The machine carduced. However, on long production runs, spindle speed
be set to alternately produce a shorter, then a longer threahould be reduced on rods larger than 1/2" in diameter. It is
The operator can thread a rod on one end then withdraw duite important that the proper amount of the right cutting
and re-insert the opposite end for a different length threadluid be used and that it be directed on the rod as close as
To set the Handy-Thread machine for alternate threadingyossible to the place where the material enters the die.
first turn the "Alt-Cont-#1" selector switch to its "Alt" (left) If rods of less than 3/8" diameter are to be threaded in
position. The indicator light will light only on every other quantity, the spindle speed can be increased by replacing the
carriage stroke. When it lights, the next thread length will benotor pulley with one of larger diameter. We recommend
that set on the right switch bar cam, usually the longer threagbur die manufacturer be consulted for best surface speed of
length. Next, set the left switch bar cam for the shorter and particular material along with recommendations on lubri-
the right switch bar cam for the longer thread length. As theant or coolant .
machine comes from the factory, the shorter switch bar cam For threading harder materials such as stainless steel or
can be set for up to 3-1/2" and the right switch bar cam fohigher carbon steel, the spindle should be run at a slower
up to 6" thread length. speed. The standard pulley supplied on standard units may

CONTINUOUS THREADING be replaced with an optional pulley. These are standard tim-

Continuous threading is the cutting of threads longer thald belt pulleys for a 1" wide belt, and can be purchased
6”. To set the Handy-Thread machine for continuous threacgither from the factory or from a local power transmission
ing, first turn the "Alt-Cont-#1" selector switch to its "Cont." dealer. It is unimportant to change the pulleys for a short run
(middle) position. During this mode only the right switch bar©f small rods. . _ _
cam is active. When the length set on the right switch bar is FOr best production rate the machine should be run, if
reached the chuck is opened and the head remains clos@@Ssible, at the highest RPM or surface speed (SFM) recom-
Caution: at this time the rod will spin, so provisions must bénénded by the head manufacturer. When running at higher
made to insure operator safety. When the carriage is returnéeeedsy partlcular_ly on Iarge dlameter _rods, or when thread-
to the neutral (back) position, the chuck will close on the pat#'d harder materials, it is especially important to use the
and allow an additional length of rod to be threaded. Condght amount of the right cutting fluid and to see that it is
tinue to cycle the length of the rod you wish threaded. Jugtirected properly.
prior the last cycle of the desired threaded length, switch the CHANGING BELT AND/OR PULLEYS
“Alt-Cont-#1" switch to “#1” (left) position. When the right Remove the drive belt guard and loosen the belt tension
switch bar is reached this time, the head will open. Turn of&djusting knobs. Remove the belt and the motor pulley.
the machine to stop the rotation of the head and to release thmstall the replacement pulley. Align the motor and spindle
rod from the chuck. It is important to turn off the machinepulleys, then tighten the pulley screws. Install the belt, then
prior returning the carriage the neutral position to prevenadjust the belt tension knobs to produce a light tension on the
damage to the threads. To determine the setting for the righelt. Install the belt guardCaution! Do not operate the
switch bar, divide the length of the desired thread in to evemachine without the belt guard in place.

cycles less than 6” (ie. to cut a 15.75” thread, set the switch YEARLY MAINTENANCE
bar to 5.25” and run for 3 cycles). The cutting fluid reservoir should be cleaned about once
HANDY-THREAD ACCESSORIES a year for normal use. For access to the reservoir, remove the

Standard accessories furnished with the Handy-Threatthree 3/8" socket head cap screws and one flat head screw in
machine include five sizes of quick-change rod guide bushhe side of the pan which hold the machine base plate to the
ings, each with a hole slightly larger than the rod to bean. It will be necessary to remove the belt guard for access
threaded. These bushings are for supporting the rod and the two screws in the rear. Since all parts are attached to
guiding it into the collet. Also included is the accessory rodhe base plate, the entire assembly can be lifted clear when
stop for use in threading very short rods. This stop is used the four screws are removed.
place of the swing stop for short rods, and twists on to the Caution! When re-installing the base plate assembly, be
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sure the washers between the base plate and the pan ardé@ad models will require periodic disassembly, cleaning, and
place. These washers give the base plate a 3-point susp@iling to remove gum and rust. The need for cleaning will be
sion so any movement or twisting of the pan will not caus®bvious from the sluggish opening and closing of the die
machine mis-alignment. head.
The spindle head bearings should be greased at least once Centering Die Head Horizontally on the Collet . If
a year of normal use. Use a good grade of bearing grease danghould become necessary to re-center the die head on the
apply it sparingly. collet in a horizontal direction, slightly loosen the four 1/2"
Lubricate in the air line by disconnecting it at the regula-hex head bolts which hold the main spindle bearing blocks to
tor outlet and squirting in a small amount of light machinethe machine base plate. Tap both bearings to the left or right
oil - no more than 20 drops - then re-connecting the line. Das required.
not put oil in the regulator. The main spindle should measure parallel to the ball
MONTHLY MAINTENANCE bushing rod so that when a straight rod is chucked in the col-
Lubricate the ball bushing blocks and yoke slide whichet it will hit the center of the die head when the carriage is
are located on the right side of the machine, by squirting in Bushed toward the die head. After making this adjustment,
small amount of light maching oil - no more than 20 drops. firmly tighten the four hex head bolts. .
Wipe a few drops of oil on the under side of the stop cam Centering Collet Vertically on the Die Head . Rais-
rod and on the carriage support rod on the left side when fal?g or lowering the collet so it will be in alignment with the
ing the machine. Put a drop of oil on the swing stop hingélie head is done with the two cams (upper and lower) which
bolt, and a drop on the switch bars behind the ball bushingupport the carriage plate. These are located near the opera-
block. Wipe the switch cam bars with a slightly oily rag. Puttor, on the left side of the machine.
one drop of oil on each 60° hinge at the bottom of the switch Recommended adjusting procedure is to take a headless
bar assembly. bolt and screw it into the closed die until about 1" of its
Remove the collet retaining nut and take out the colletunthreaded end is protruding out of the die. Disconnect air
The collet sleeve should then pull out easily. Put a light cogiressure or unplug the electrical power so the collet will not
of grease on the collet sleeve, both inside and out, thetlose. Push the carriage forward and adjust the carriage sup-
re-assemble. port cams so the collet will slide freely over the headless
Remove the belt guard and check the belt for tension. Rolt. Each cam is adjusted by slightly loosening the socket
should be just tight enough to be snug on the pulleys but nbgad cap screw going through its center, then rotating the
“fiddle-string" tight. 5/8" hex cam to the desired position. Tighten the screw while
Put a few drops of oil on the bronze die opening yoke anfolding the cam to keep it from rotating. When properly
on the latch bar slot and on the 5/8" round die yoke shaft. S@gljusted, there should be no up and down play in the car-
your die head instruction manual for die head lubrication. rage.

Replacing an Electric Limit Switch . There are three
HANDY-THREAD MACHINE ADJUSTMENTS . ;
The Handy-Thread machine is built for long life and rug-IMit switches, and any one of them can be replaced by

ged daily use; the die head chasers are the only parts WhiE‘HT‘OV‘”g the four 1/4" s_ock_et head cap screws holding the
may have to be replaced on a regular basis. The followin witch assembly. The switching as_sembly can then be moved
simple adjustments may be required occasionally: ack and out from under the switch cam collar. Turn the

Air Pressure . The air line pressure should be adjustedSWitCh assembly on its side to remove a switch. All switches
until the air pressure gauge on top of the air clamp Valvgrev(\?r?wron SVY'tC_h No.fZ—1|SG|D5_5—B7_—Kr.I |
reads at least 85 PSI. This adjustment is made on the pres- '/"en rep aé:mg a aﬁ_ty Imit S\mtc emO\;e only Ioneth
sure regulator which is located under the electric control boXV/'€ at a time. Connect this wire to the same terminal on the

After setting the pressure, cycle the machine once withodteW Switch before removing another wire.
cutting threads, to be sure the pressure has stabilized. The three limit switches can be identified as follows: the

Drop Stop . This is set at the factory 6-1/8" from the ON€ mounted crosswise to the others operates the collet sole-
stop rod mounting bracket. The length of thread cut when th@0id air valve (the one with a gauge mounted on t) and also
switch cams are set, can be varied about 1/8" plus or mind —cock_s the die head _through _the do_uble solenoid air valve.
by loosening the two socket head cap head cap screws in th8€ Switch next to it (in the middle) is actuated by the left
left side of the stop rod mounting bracket, then sliding théWitch cam bar. When actuated, it opens the die when thread
stop rod in or out until thread lengths cut on a test rod corre€Ngth is reached, but is operative only when the

spond to the length to which the switch cams are set on th&l-Cont-#1" selector switch on the control box is in its
switch bar rules. Alt" (left) position for alternately threading to different

Switch Bars . Each of the two switch bars can be l€ngths on oppos_ite ends of the same rod. The third switch
adjusted to make the thread length longer or shorter by 1/1§/S0 opens the die when actuated. It opens the die on every
each way. This is done by loosening the lock nuts on eadf'éading operation when the "Alt-Cont-#1" switch is set in
end of the switch bars, then loosening one socket set scrdty NO- 1 (right) position and on every other threading opera-
and tightening the other. These 60° socket set screws shodign When the "Alt-Cont-#1" switch is set in its "Alt" (left)
be set so there is no side movement or end play, but so tR@s'tion.
switch bar will rock freely; then tighten the lock nuts and TROUBLE SHOOTING
check the movement again. The Handy-Thread machine is designed for very simple

Die Head Adjustments . Refer to the die head instruc- operation but is constructed ruggedly for long and trouble
tion manual for the brand and model of the die head beinfyee operation if the maintenance suggestions in this bulletin
used. are followed. If the machine should ever become inoperative,

Note: When using water soluble cutting fluids, all diethe following suggestions may prove helpful:

Bulletin A-138-3 — August 1998



Mechanical Problems . A visual inspection will usu- the piston seal may affect cylinder performance; its ability to
ally reveal any problem due to mechanical breakage, misecurely clamp the collet on a rod, or ability to open or close
alignment, loose belt tension, broken belt, etc. If the motothe die head. Abnormal piston seal leakage on the die close
seems to be running overloaded, check for dull or chippedylinder will cause air to leak out of the exhaust port(s) of its
die chasers. solenoid control valve during the time the cylinder piston is

Compressed Air Problems . (a). Make sure the pres- not moving. On the collet clamp cylinder, if seal is worn out
sure gauge shows at least 85 PSI before engaging a rod intis will be evident by air coming out under the clamp cylin-
the die. The machine will work at higher pressures up to der base, but only when the collet is clamped.
recommended 120 PSI maximum. However, the collet may : , :
not securely hold large diameter rods on pressures less than The piston seal can be replaced by first removing the set

85 PSI. Adjust the pressure with the regulator located unde crew and unscrewing the head off of the clamp cylinder.

neath the electrical control box mportant! This is a left hand thread!

(b). If the air cylinder(s) will not open and/or close the
die head or collet, make sure the solenoid valves which con-TROUBLE SHOOTING THE ELECTRICAL CIRCUIT

trol these cylinders are working properly. To make sure the The electric motor and the coolant pump on the standard
main spool in a solenoid valve is shifting when the solenoidHandy-Thread machine operate on 120 or 220 volts, 60 Hz.
is energized, an air pressure gauge may be teed into the ol other circuits operate on approximately 24 volts D-C
inder port on the valve or directly into the cylinder, which-obtained from the power supply line through a transformer
ever place is more convenient. If no gauge is available, a poanhd rectifier in the control box. The 24 volt circuit is pro-
fitting on the valve or cylinder may be slightly loosened totected with a 1 amp fuse for 220 volt or a 2 amp fuse for 120
create an air leak at the fitting. Air leakage at a fitting is arvolt service. Low voltage operation provides greater safety
indication that air pressure is on it. Replacement seal kits afer the operator or service technician and renders the control
available for the solenoid valves. circuits less susceptible to short circuiting if accidentally

(c). Piston and/or rod seals in the cylinders may eventusplashed with coolant. D-C operation gives more positive
ally have to be replaced. They may be purchased from thmontrol of solenoid valves, with better switching repeatabil-
factory as complete overhaul kits. Severe internal leakage dy.

Manufactured by Jiffy PRODUCTS DIVISION
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