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CLAMPING

Raising and lowering of the Clamp is hydraulically
powered and electrically operated by manually
actuating the pedal. With Main Switch pulled out
to "START" ond control panel switches set for
desired operating procedure, hydraulic oil flows
from pump through the Clamping Valve Block to
the bottem of Clamping Cylinders, pushing pistons

=% Q=0 N

up, which in turn causes Clamp to move fto ifs
down position. When the pedal is partly depressed,
the Clamping Circuit activates the Clamping Sole-
noid. This causes the plunger in Clamping Valve
Block to shift the flow of oil to the top of Clamp-
ing Cylinders, pushing pistons down which in turn
causes Clamp to rise to its up position.

/ CLAMP FOOT

CLAMP PLATE

CLAMPING CYLINDERS

PISTONS
CONTROL CIRCUIT CLAMPING VALVE |||
BOARD BLOCK
CIRCUIT
PEDAL _L_SWHCHES RELAY | oL SOLENOID |l PLUNGER
t — 1 | »
CLAMPING CIRCUIT
PUMP

MAINTENANCE AND ADJUSTMENTS

CLAMPING SPEED

Clamping speed is adjusted by varying the flow of
hydraulic oil to the Clamping Cylinders by means
of the Clamping Speed Metering Screw.

TO ADJUST: To slow clamping action, turn
Clamping Speed Metering Screw in (clockwise).
Turning metering screw out (counterclockwise)
will produce a faster clamping action.

CLAMPING SPEED
METERING SCRE
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CLAMPING

CLAMP PRESSURE

Adjustments should be made with no material under
the clamp. Both clomp arms must be adjusted at
the same time.

1. Release all clamping pressure by loosening the
nuts (A & B) and then backing off screw (C). Pull
Main Switch to "START" and tighten nut (B).

2. Operating Clamp with power "ON", check that
levers (E) are in alignment when Clamp is in the
down position. This alignment is correct when
center of pin (D) is 1-3/4" above clamp plate.

TO ADJUST: Loosen nut (G) and turn piston
rod (H) in or out of clevis (F) until this align-
ment is correct. For
minor correction, turn
piston rod ( H ) with
small plies. For a
greater adjustment, re-
move fittings under the
Clamp Cylinder and
turn piston rod from
bottom by screwdriver
pressing upward while
making this adjustment.

3. Apply clamping pressure by turning screw (C)
inward until it bottoms, then one-half turn further.
Tighten nut (A).

- 4. Check that Clamp holds materidl firmly at all
points.

<
CLAMP PLATE
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If slippage occurs under either side of
the clamp foot, increase pressure on that side by
turning screw (C) slightly further inward, but not

so far that the front of the clomp foot is raised.
If tipping occurs, release the pressure of screw (C)
the minimum necessary on the side that is low to
restore to a level position.

TROUBLESHOOTING
CLAMP FAILS TO HOLD THE WORK

Check pads of clamping mats. Replace if worn.
Check rubber soles of clamp foot. Replace if
worn. Check and readjust clamping pressure if
necessary. If lack of pressure persists, replace
"O" rings in the clamping cylinders.

CLAMP FAILS TO RESPOND TO
PEDAL CONTROL

Check clamping speed adjustment. If sluggishness
persists, replace "O" rings in clamping cylinders.

CLAMP OPERATES SLUGGISHLY

Check that Control Panel is set fo. desired opera-
ting procedure. Check clamp pressure adjustments
for binding. [f trouble still persists, recheck the

Clamping Circuit.

CLAMPING
CYLINDER
CLAMPING MAT
-CLAMP FOOT ;
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CLAMP TABLE TRAVEL

Clamp Table and Intermittent Feeding are hydrauli-
cally powered and ‘electrically operated as follows:

CLAMP CLEARING-BACK (not sewing)

When the Clamp Table is in its forward position,
Clamp Clearing Switch operates the Clamp Table
Control Circuit to energize Clamp Table Solenoid.
This establishes a holding circuit to continue ener=
gizing the solenoid, and lowers the Clamp Table
Plunger, directing oil to the front of the Clamp
Table Control Cylinder. This action moves the
Clamp Table back and maintains this position until
the holding circuit is broken. (Described in the

owing paragraphs.) Sew/Center Dense Valve
Block and End Dense Valve Block are fully open

at this time allowing free flow of oil for fast
movement of the Clamp Table.

CLAMP CLEARING-FORWARD (not sewing)

When the Clamp Table is in its back position,
moving Clamp Clearing Switch to " FORWARD"
breaks the holding circuit. This deenergizes the
clamp table solenoid shifting plunger of the Clamp
Table Control Valve Block up so that oil from the
pump is directed to the rear of Clamp Table Con-
trol Cylinder, causing the Clamp Table to move to
its forward position. Sewing/ Center Dense and
End Dense Valve Blocks are still fully opened,
allowing for fast movement of Clamp Table.

CLAMP TABLE CONTROL CYLINDER—

S = 50|
. \CLAMP TABLE INTERMITTENT
’ CLAMP ROTOR VALVE
| CLEARING
SWITCH | i
v CONT%%hR%RCU” CLAMP TABLE TRAVEL
CIRCUIT VALVE BLOCK
PEDAL [] SWITCHES [ RELAY | L;E‘ SOLENOID —F PLUNGER
CLAMP TABLE CONTROL CIRCUIT e il
KNEE cnRIcun i
oL pFElAY | N
SWITCH SWITCHES > RELAY | B SOLENOID PLUEGER
SEw1l NG/CENTER DENSE CIRCUIT — |
CIRCUIT VALVE BLOCK
SWITCHES > RELAY | I% SOLENOID =L PLUNGER
END D{ENSE CIRCUIT T
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CLAMP TABLE TRAVEL

INTERMITTENT CLAMP TABLE FORWARD
TRAVEL AND STITCH DENSITY

With the Clamp Table in its back position, the
Knee Switch (sewing) is pressed, breaking the
Clamp Table holding circuit by deenergizing the
Clamp Table solenoid thus raising the plunger of
the Clamp Table Valve Block. This allows oil
from front of Clamp Table Control Cylinder to
exhaust through the [ntermittent: Valve.

The Clutch is also engaged when the Knee Switch

is pressed. This causes the rotor of the Intermittent
Valve to turn with the drive shaft regulating the
bleed-out of oil from the front side of the piston
of Clomp Table Control Cylinder. This action

allows the Clamp Table to travel forward only
when needles are out of the work. At the end
of the sewing cycle, both Sew/Dense and End
Dense plungers rise and the rotor of the Intermit=
tent Valve stops. This provides fast final Clamp
Table travel to its forward position.

The End Dense Solenoid is energized and deener-
gized twice during the sewing cycle -- for short
periods at the beginning and end of the sewing
cycle. This provides for closer stitch demsity re-
quired at each end of the welting. The Sew/
Center Dense Solenoid is energized throughout the
cycle and regulates stitching density at the ce
ter of the welting when the End Dense Solenoia
is not energized.

MAINTENANCE AND ADJUSTMENTS

PRICKING-IN TEST

If stitch spacing is in coubt or a skip of the first
stitch persists despite correct adjustment of the
related sewing elements, it would be wise to make
a "pricking=in" test as follows:

1. Install "pricking" needles prepared from
#950 class needles shortened to 1-9/16" overall
and sharpen to a point.

2. Place a sheet of strong paper under clamp
and operate machine through its sewing cycle.

Observe that pattern of stitch spacing conforms to
diagram, if not correct pattern.

2nd Prick

— 1 . h
of Needles 12-14 Stitches per inc

over center position

..

X556 evenly spaced sﬁtches\)‘

STITCH DENSITY AND CLAMP TABLE
TRAVEL SPEED

These adjustments must be made in the follow=
ing order with the machine at normal operating
temperature.
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CLAMP TABLE TRAVEL SPEED (not sewing)

Clamp Table should operate at moderate speed.
Turn meter screw (A) out (counterclockwise) for
faster travel. Turn in (clockwise) for slower travel.

CENTER STITCH DENSITY

Recommended density is 12 to 14 stitches per inch.
Turning metering screw (B) in (clockwise) for more
stitches. Turn out (counterclockwise) for fewer

stitches.
END STITCH DENSITY

Recommended density is 22 to 24 stitches per inch.
Turn metering screw (C) in (clockwise) for more
stitches. Turn out (counterclockwise) for fewer
stitches.




CLAMP TABLE TRAVEL

All

CLAMP TABLE SLIDES

Slides which ride on Clomp Table Tracks should
be adjusted to raise the Clamp Table sufficiently
to prevent rubbing against the Bedplate.

TO ADJUST: Set slides by turning eccentric
screws to set the Clamp Table to obtain the
proper clearance.

ECCENTRIC
CLAMP SCREW

INTERMITTENT VALVE

Adhere to the following procedure when removing
or installing the Intermittent Valve.

TO DISASSEMBLE

1. Remove Timing Switch Bracket (D). Do not
disturb setting by removing switch from bracket.

2. With Drive Shaft in

move Rollpin (K).

3. Disconnect both of
the hydraulic tubes from
the |Intermittent Valve.

4. Disconnect Pin (F)
from Connecting Rod.

5. Disconnect Pin (G)
allowing Looper Arm to
hang free.

4. Remove (4) screws
holding the intermittent
Valve to Bedplate.

7. Intermittent Valve
can now be removed from
Drive Shaft by turning
the valve down toward
the front of machine and
pulling to the right.

8. Remove Rollpin (E)
and crank Block (L) from
Intermittent Valve.

"Locked" Position, re-

CONNECTING

REAR LEVER

ROD

4~ LOOPER

LOOPER ARM

?. Before removing End Cover (H) and Rotor,
eliminate all sharp edges on Rotor Shaft and wipe
clean to avoid damage to Qil Seals (J).

LOOPER

ARM INTERMITTENT

VALVE

TIMING
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CLAMP TABLE TRAVEL

TO REASSEMBLE

1. Before reassembling the Intermittent Valve,
clean and remove any sharp edges from replace-
ment parts in order to avoid damage to Qil Seals.
Also check that Cover Gasket and all Qil Seals
are all in good condition.

2. Replace Crank Block (L) and Rollpin (E).

3. Replace Intermittent Valve on Drive Shaft and
attach valve to Bedplate. Do not tighten screw
at this time. ;

4. Replace Rollpin (K).

5. Connect the Looper Arm to Looper Drive with
Pin (G).

é. Attach the Connecting Rod to the Rear Lever
with Pin (F).

7. Rotate Drive Shaft to allow the Intermittent
Valve to center itself. Tighten all screws.

8. Attach hydraulic tubes to Intermittent Valve.

9. Reassemble Timing Switch Bracket (D) on Bed-
plate. If necessary, check Timing Switch setting
(Page A56).

TROUBLE SHOOTING
CLAMP TABLE FAILS TO TRAVEL

Check for mechanical obstructions to Clamp Table
movement.

Check for broken piston rod of Clamp Table Travel
Cylinder, Assembly.
Check Cl'cmp Table Control Circuit.

Check Drive Shaft. If Drive Shaft has been dis-
assembled, Intermittent Valve may be 180 degrees
out of time, which is cutting off oil supply to
Clamp Table Travel Cylinder. See Drive Shaft
Assembly.

CLAMP TABLE TRAVEL SLOWLY
OR IRREGULARLY |

Clear air from hydraulic system by turning the
Clamp Clearing Switch from FORWARD to BACK

positions several times.

42-12/81

Detach Clamp Table from piston rod and check that
Clamp Table moves freely by manual operation.

Check End Density, Center Density and Clamp
Table Travel metering screws and, if necessary,
readjust.

Check Clamp Table Control Circuit and Stitch
Density Circuit.

If trouble persists, replace all Quad and "O"
Rings in Clomp Table Travel Cylinder.

CLAMP TABLE MAKES LONG FEED STROKF
AT LAST STITCH

Check adjustments of the Stop Motion and the
Timing Switch.

See that Qil Check in Center Density Manifold

Block is properly placed. Qil check moves to slow

plunger on its return to the “"UP" position.
NOTE: The plungers in the manifold valve
blocks are not completely interchangeable. In
order to avoid possible confusion, remove and
replace plungers one at a time.

CLAMP TABLE CONTINUOUOUSLY TRAVELS
BETWEEN FORWARD AND BACKWARD
POSITION AND SEWING WILL NOT STOP

Check adjustments of the Length Switch and the
Timing Switch.

Check that the Length Switch is actuated before
the Length Safety Switch.

CLAMP ARMS CHATTER WHEN CLAMP
TABLE IS OPERATED BY CLAMP
CLEARING SWITCH

Check for broken or weak springs on solenoid at
Clamp Table Manifold Valve Block.

Check Clomp Table Control Circuit.



CLAMP TABLE TRAVEL A3

Any evidence of shine marks on the sleeve
should be removed with emery cloth as this
indicates high spofs which may cause sticking.

FIRST STITCH SKIPS DUE TO SLOW
STARTING OF CLAMP TABLE

1. A partial vacuum created between Sleeve and
Rear Cylinder Cap may delay the initial sewing
travel of the Feed Piston.

2. Too little tension on the Clamp Table Solenoid
Springs (K) or a sticking "O" Ring on the Clamp
Feed Plunger can create a hesitation in the initial

tion, there is no
hesitation in the
Clamp Table
Travel during the
last inch of rear=
ward travel. Any
hesitation noted
at this point indi-
cates that the fit
of the Sleeve into the Cap is too tight caus-

GROQVES

T0 ADJUST:

Check that, as | REAR CYLINDER CAP i

the Clamp Table In addiiio;‘o to us= MANIFOLD CLAMP
; . . i By VALVE FEED

s returning to flf}e ing a new "O

'start /sew" posi- PLUNGER

Ring on the plun-
ger, the tension
of the Solenoid
Springs ( K) can
be increased by
screwing  Spring

Anchors (L) far=- GLAMP\‘
ther into Manifold TABLE .

Valve Block to SOLENOID
spesd up release \
of Clamp Table

ing a similar hesitation when the Sleeve starts
forward out of the Cap. Using a small three
cornered file, cut two light relief grooves 3
lengthwise and opposite each other in the in-
side diameter of the cap opening. The grooves
should not exceed .015 inches in depth. |If
the grooves are cut too deeply, a pounding
action will result each time the Clamp Table
is sent back because the cushion of oil, between
the Sleeve and the Cap, will dissipate too
quickly.

Solenoid.

. The setting of the Clutch Dog Switch is critical
in that the Clamp Table Back Helding Circuit must
be broken as quickly as possible after the Start-Sew
Solenoid is energized.

TO ADJUST: Check this adjustment by referring
to the Electrical Components Section under the
Clutch Dog Switch.
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PATCH FOLDING

Patch Folding is hydraulically powered and elec-
trically operated. Operating the pedal controls
the electrical circuit which energizes the solenoid
of the Patch Folding Circuit. This solenoid controls
a manifold plunger which shifts the flow of oil to

top of the Patch Folding Cylinder. This pushes
piston down to lower the Patch Guide and to close
the Patch Folders. Energizing the Solenoid and
the resulting valve movement, directs oil to the
This pushes

bottom of the Patch Folding Cylinder.
the piston up to raise the Patch Guide and open
the Patch Folders.

the Patch Folding Cylinder. When solenoid is de-
energized, plunger movement causes oil to flow to

o | e PATCH GUIDE (UP)
o[ LL_U FOLDING
> BRUSHES
= (OPEN)
PATCH FOLDING PISTON
CYLINDER—__
CONTROL CIRCUIT PATCH FOLDING |
BOARD VALVE BLOCK
CIRCUIT
PEDAL |l opiTCHES | N [ SOLENOID | PLUNGER
PATCH FOLDING CIRCUIT

PUMP

MAINTENANCE AND ADJUSTMENTS

PATCH FOLDING

PATCH FOLDING SPEED METERING SCREW

Speed of Patch Guide and Patch Folders is adjusted
by varying the flow of hydraulic oil to the Patch
Folding Cylinder by means of the Patch Folding
Metering Screw.

TO ADJUST: Turning Patch Folding Metering
Screw in (clockwise) slows movement. Turning
this metering screw out (counterclockwise) pro=
duces o faster patch folding action.
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PATCH FOLDING

PATCH GUIDES

IMPORTANT:  THE PATCH GUIDE IS FACTORY
POSITIONED FOR EXACT CENTRALIZATION.
DO NOT CHANGE LOCATION OF THE HINGE
BRACKETS

ELIMINATION OF SIDE PLAY

If play exists between the Patch Guide and the
Patch Guide Arm, tighten screws (A) sufficiently
for slight restroining of the Patch Guide. If play
exists between the Patch Guide Arm and Hinge
Brackets, loosen only one Hinge Bracket and,
while pressing brackets together, retighten screws
(B). As long as one Hinge Bracket remains fixed,
Patch Guide Arm will remain centralized.

LEVELING OF PATCH GUIDE

The bottom surface of the Patch Guide should rest
flat on the top surface of the Throat Plate. For
front to back alignment, adjust by screw (C).
For crosswise alignment, adjustment is made by
bending Patch Guide Arm as needed.

PATCH GUIDE/THROAT PLATE ALIGNMENT

Align Patch Guide by screws (D) so that knife
slot is in line with center slot of Throat Plate. If
Patch Guide cannot be aligned by screws (D) then
reposition entire Patch Guide Arm by means of
screws (L), then adjust Patch Guide by means of
screws (D).

PATCH FOLDING BRUSHES

The Patch Folding Brushes must be adjusted to fold
the Welting and Backing Material snugly into the

- corners of Patch Guide (see insert, page A-77).

The material must also fit evenly against entire
length of Patch Guide.

PRELIMINARY CHECK POINTS

Check Patch Guide adjustment. Patch Folding
Brush Blades must be correct for the weight of
welting material, Refer to Foldout |, "Corres-
ponding Replacement Parts for Reece Series 42
Welting Machine at the rear of this Manual.

=

PATCH GUIDE

PATCH FOLDING
BRUSHES

PATCH GUIDE

A L
= e

PATCH GUIDE =3 -

ARM

/\HINGE BRACKET
PATCH *\

/G ﬂj

THROAT
PLATE

I

BEDA

CENTER SLOT

PATCH GUIDE ARM

~1/32"" greater than distance X
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PATCH FOLDING

VERTICAL ADJUSTMENTS

Adjust the front edge of the Brush Biades to the
lowest level that will fold the Welting and Back-
ing Material snugly into the corners of the Patch
Guide.

TO ADJUST:
of screws (E).

Rear end of Brush Blades must then be set 1/32"
higher than the front edge of Brush Blades.

TO ADJUST: Combination of loosening and
tightening screws (F & G) will vary height of
rear end of Brush Blades. To raise rear end,
loosen screw (G) and tighten (F). To lower,
loosen screw (F) and tighten (G).

HORIZONTAL ADJUSTMENTS

The Brush Blades must close porallel to the Patch
Guide and with clearance on each side of the
Patch Guide equal to the thickness of Welting and
Backing Material . To assure accurate performance,
it is essential that the correct relationship exists
between the Patch Folding Arms, Slide Blocks,
Slide Bracket and Clevis. Refer to Foldout |l at
the rear of this maonual so that proper settings
are established before performing the following

Obtain this setting by means

adjustments.
TO ADJUST: After proper settings are ob-
tained, it may still be necessary to re-establish
parallel relationship between Brush Blades and
Patch Guide by means of screws (F}.
Further adjustment for more or less clearance bet-
ween Patch Guide and Brush Blades can be obtained
y turning Piston Rod in or out of Clevis.
TO ADJUST: Loosen Nut (J)
pair of pliers (03-0123 ignition

and using a
turn

pliers)

Piston Rod in or out of | & —7=
Clevis. Keep pliers [
close to Nut (J) when L = L
making adjustment.
Clearance (M) varies

with Patch Guide set- ’ M
ting used when Patch
Folding Brush Arms are
in the closed position. YL

IMPORTANT:  Patch Fol- ]
ding Brushes must not
deflect Patch Guide when
Welting and Backing ma-
terial is being folded. If
this occurs, uneven wel-
ting or needle breakage
may result.

0e
L

o®

CLEVIS 4
\

PISTON
ROD

e

INSTALLATION OF PATCH FOLDING BRUSH BLADES

Install Potch Folding Brush Blades by loosening
screws (K) at both ends of Patch Folding Brush.
Install Brush Blade to full depth of slot in Pivet.
Tighten screw (K) at one end of Brush. Then
placing hex wrench in Pivot at the other end of
Brush turn to drow the Brush Blade taut. Finally
tighten remaining screw (K).

turn to tighten

PATCH
FOLDING
BRUSH
BLADE K

BRUSH
BLADE

WELTING

PATCH FOLDING
BRUSHES

BRUSH BLAD —

PATCH FCLDING
BRUSH ARMS
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PATCH FOLDING

TROUBLESHOOTING

WELTING AND BACKING PATCHES
ARE NOT PROPERLY FOLDED

Check the Patch Guide and Patch Folding Brushes
Adjustments.

Check information on pages 7-9.

PATCH GUIDE AND PATCH FOLDERS
DO NOT OPERATE AT DESIRED SPEED

Check Patch Folding Adjustments. If sluggishness
persists at maximum speed (metering screw all the
way out), check oil level in pump. If sluggishness
still persists, replace "O" rings in the Patch Fold-
ing Cylinder,

PATCH FOLDERS FAIL TO RESPOND
TO PEDAL CONTROL

Check the following points:

That the Control Panel is set for the de: ed
operating procedure.

Qil in pump is at proper level.

No binding or interference exists in the Patch
Guide or Patch Folding mechanism.

Recheck Patch Guide and Patch Folding Brushes

adjustment,

If trouble still persists, recheck the Patch Fold-
ing circuit.

42-12/81

WELTING PATCH DOES NOT TRAVEL
PROPERLY ALONG PATCH GUIDE

Check Patch Guide Adjustments.

Check condition of Patch Guide. There should
be no nicks or scratches that would prevent the
Welting Patch from sliding off the Patch Guide.
The tail.end of the Patch Guide must be smooth
and have sufficeint radius to allow the forming of
the Welt ond also to allow the Welt to travel
smoothly on to the Patch Guide.

When using material that is slippery and difficult
to hold (i.e., lining material ), small pads of
adhesive-backed urethane foam should be placed
on the Brush Blades. Check that the pads do not
extend beyond the length of the Patch Guide.



ATY
AUTOMATIC PATCH LOADING

Automatic Patch Loading is electrically controlled Patch Folders will fold Welting and Backing
and operated. Material around Patch Guide.
With Control Panel Switches set for the desired Patch Tray will return to ifs rest position.

operating procedure and with Patch Tray loaded
with Welting and Backing Material, pressing the
Pedal will start the following automatic sequence: Patches will be turned and Tabs cut.

Sewing and Center Cutting will be completed.

Clamp will lower on Stay and Work Material. Upon completion of the Sewing and Turning,

’ . 4 a ill ri th i .
Clamp Table will travel to its rear position. , the Clamp will riss and ‘this ‘Work is remaved

Automatic Patch Loader will load Welting and
Backing Material into position.

CONTROL CIRCUIT

CIRCUIT s LOADER
‘ BACKING
MATERIAL

AUTOMATIC PATCH LOADING CIRCUIT F’T"F\{W

MAINTENANCE AND ADJUSTMENTS
PATCH LOADER AND STOP In order to make these adjustments, the Automatic

Patch Loader should be set to operate manually.
»r proper Loading and Folding of the Welting and

Backing Patches, the following conditions must Set the Control Panel Switches as follows:
be met: MEIN: soeenmmensy Pull to Start

1. Smooth and uninterrupted movement of the Selector «..voness P&E

Patch Loader Arm.

’ | tety ... Rep.

2. The Arm should not be deflected or bind as Glomg: Satety °F

it contacts the Stop. ' Loading wew e s oo ove Man. Front

3. Sides of the.Patch Tray should be parallel loader Sew....... Off

with the sides of the Patch Guide.

4. A 1/2" clearance between the Needles and
the inside edge of Back Block when Patch Tray
is in loading position.

Clamp Clearing ... Center

Fingers..ceccvasee Semi

5. Patch Guide must be centered in the opening
of the patch tray.
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AUTOMATIC PATCH LOADING

ADJUSTMENT PROCEDURES

1. Return Clamp Table to its back position.
2. loosen Stop by means of Screw (A).

3. locate extreme forward movement of Loader
Arm by operating Knee Control. Opercte the
Knee Control several times to determine its most
forward point.

4. With the Patch Loader in this position, set the
Loader Arm so that sides of Patch Tray are parallel
with side of Patch Guide.

5. Set Stop to lightly contact the Loader Arm
while Arm is in loading position. Operate Patch
Loader several times at this setting, checking that
no bounce or binding exists as the Loader Arm
makes contact with the Stop.

6. With the Loader Arm held against Stop (Spring
Clip 03-0193 may be used for this purpose) set
inside edge of Back Block of Patch Tray 1/2"
from needles.

TO ADJUST: Loosen screws (E) to obtain this
setting. This 1/2" setting can also be obtained
by loosening nuts (C) and repositioning entire
Patch Loader Motor Assembly.

While making these adjustments, maintain the
parallel relationship between the Patch Guide and
the sides of the Patch Tray. After obtaining the
adjustments, operate the Automatic Patch Loader
several times to check that no binding exists.

LOADER ARM

TRAY
PLATE

~

s

PATCH GUIDE AND PATCH TRAY
ALIGNMENT

Patch Guide must be centered between Left and
Right Tray Plates of Patch Tray.
TO ADJUST: Loosen screws (D) and set Adjust-=
ing Slide to obtain proper setting.

Clearance between underside of Patch Tray and
top of brushes should be approximately 1/16"
to 3/32".
TO ADJUST: Loosen screw (B) to raise or lower
loader Arm. Take care not to lose previous
Loader Arm and Stop adjustment.

PATCH TRAY—=,
'Y g-

—T‘—r @
BRUSH BLADE

1716- |
PATCH HOLDER

332"

PATCH GUIDE
Patch Holder is used to keep the Welting and
Backing Patches in place as they are being carried

to the loading position.
The distance (X) from the PATCH HOLDER

Patch Holder and front
edge of Left Tray Plate
should be slightly more
than the thickness of the
Welting and Backing

Patches. This is to allow easy insertion of Welting
and Backing material and also to prevent interfer-

ence with Patch Folding.

~t- PATCH
GUIDE

-t—PAT\CH GUIDE
e— NEEDLE

£—;~— BACK BLOCK A

_ ;k\/i_____,



AUTOMATIC PATCH LOADING

A8l

TROUBLESHOOTING

MACHINE WILL NOT SEW AND
LOADER ARM CONTINUES
TO OSCILLATE

Automatic Sew Switch is not actuating when Loader
Amm returns to its rest position. (See page AS58)

WELTING PATCHES ARE NOT
BEING SQUARELY FOLDED

Check that Patch Guide and Patch Tray are par-
allel when Loader Arm is in Loading Position.
(See page AB80.)

AUTOMATIC PATCH LOADER BINDS
OR REMAINS IN LOADING POSITION

Incorrect relationship between the Stop and Patch
Loader Am. (See page A80.)

PATCH LOADER ARM MOVES
BACKWARDS BEFORE STARTING
FORWARD TO LOADING POSITION

Loader Motor Switch is being actuated prematurely
(i.e., before Loader Arm has reached rest posi-
tion). (See page AS8)

CAUTION: Do not disconnect power source or
push Main Switch in to stop machine while the
Loader Am is in Loading position. Damage fo
the Loader Arm and Loader Motor may result
as Clamp Table travels forward.
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SEWING

The Sewing Mechanism is belt driven and electri=- Table Travel. Sewing then continues until the
cally operated. When the Knee Switch is pressed,  circuit automatically actuates the Stop Sewing
the Sew/Center Dense Circuit actuates the Start Solenoid, disengaging the Clutch and latching the
Sewing Solenoid, engaging the Drive Shaft Clutch Stop Motion with the Needle Bar in its Up position.
to start the sewing and related intermittent Clamp

NEEDLE BAR-—.__ D

‘& = DRIVE
SHAFT

CLUTCH
CONTROL CIRCUIT —
BOARD gl -
ANEE | | CIRcuIT | &L L
SWITCH [ SWITCHES [~ "L_RELAY _j—
START |
| SOLENOID MOTOR

SEWING/CENTER DENSE CIRCUIT

MAINTENANCE AND ADJUSTMENTS

the Needle Bar at the start of the next sewing
cycle.
TO ADJUST: Loosen Screws (E) and position
Actuator (F)} to open Tension Bar (D) when the
Clamp Table is forward.

NEEDLE
BAR

THREAD TENSION

Adjust Tensions (A) for
minimum tightness that
will firmly set stitching.

STARTING THREAD

For more starting thread
move thread guide (B) on|: =
tension rocker (C). For
less starting thraed move
thread guide (B) down on
tension rocker (C).

THREAD RELEASE FOR FIRST STITCH

Tension Bar (D) should open when the Clamp Table
reaches the extreme forward position, and remain
in that position until closed by the descent of

42-12/81
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SEWING

THREAD LOOP SIZE

The proper size of the Thread Loop for average
sewing conditions is obtained by setting the top
of Plate (H), one and @ half inches above the
top surface of Machine Head.

NEEDLE BAR HEIGHT SETTING

When the Needle Bar is at the top of its stroke,
the points of the Needles should be 1-1/4 inches
above the top surface of the Throat Plate.

TO ADJUST: With Stop Motion locked and the
Clamp Table forward, insert Gauge (03-0145)
under the Patch Guide to rest on the Throat

Plate. By loosening screw (J), set Needle
J -
NEEDLE MACHINE
BAR HEAD
NEEDLE
HOLDER\.‘\ ————
CAUGE
03-0145— 'g’///NEEDLES
/PATCH GUIDE
T T
THROAT PLATE— e

42-12/81

Holder to rest on top of the Gauge. Before
tightening screw (J), check that Needle Holder
is square with Machine Head.

that excessive play exists in the
check the Rocker Arm Assembly,

In the event
Needle Bar,
(poge AB88).

THROAT PLATE

Throat Plate should be positioned so that the Cen-
ter Knife enters the cutting slot of the Throat Plate
evenly over the entire arc of its swina. The
Needles should enter needle slots of the Throat
Plate with thread clearance on both sides of slots
and slight clearance at end of slots.

CENTER
KNIFE

NEEDLES

TO ADJUST: With Clamp Table in its rear
position, Clamp Safety Switch set to NORM,
depress Pedal half way to open Folding Brushes
ond set Selector Switch ro ELEC. This will
leave Folding Brushes open, allowing for re=-
of Patch Guide. Manually operate
sewing* and cbserve Needles and Center Knife
locations in Throat Plate slots. Move knife
back and forth to check alignment. Then
slightly loosen screws (K) and tap the Throat
Plate into the required ‘position. Tighten all
screws and replace Patch Guide.

moval

*In order to operate sewing manually, first
remove wire from Normal Open pole of
Patch Safety Switch and connect it to Nor-
mal Closed pole of same switch. Now by
pressing the Knee Switch, the Drive Shaft
will be released, permitting manual sewing
operation.

IMPORTANT: Be sure to return wire after
adjustments are made and before returning
to normal operation.
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LOOPERS

The following diagrams illustrate the sequence of Looper and Needle action for each stitch.

LOOPER
HOLDER

““hen the Needles rise
/64" = 1/8" from the
bottom of their stroke,
the Looper points should
enter thread loops --

As action continues, the
loops should slide to the
heel of the Looper --

stroke,
needle should enter the
thread loops --

On the down

Just before being cast
on to the Needles.

TO MANUALLY OPERATE SEWING

To Manually Operate Sewing == Pull Main Switch
to START. Send Clamp Table to back position,
set Selector Switch to ELEC. and Clamp Safety
Switch to NORM. (Reverse Patch Safety Switch
wire as previously described under Throat Plate,
(page AB4), Press Knee Switch and turn Hand-
wheel in the direction of the arrow stamped on
its face. To observe the thread action for more
than one stitch, the Clamp Table must be manually
~aved forward approximately 1/16 inch each time
.2 Needles reach the top of their stroke.

PRELIMINARY CHECK POINTS

Check that the Needles are straight and set as
high as they will go in the Needle Holder.

Check Needle Baor and Throat Plate settings.
Check for any end play in Looper Shaft.

LOOPER SHAFT ASSEMBLY

The Looper Shaft is fixed in position when the
Bearing Blocks are installed. The front edge of
Looper Shaft should be exactly 3/32 inch back of
the needle points. This distance can be con-
veniently checked by moving the Looper Holders

to one side and using the 03-0145 Gauge for

measurement.

TO ADJUST: If this measurement has been
disturbed, proceed as follows to obtain correct
setting.

1. Loosen Machine Head.
2. Drive out Locating Pin through Bedplate.

3. Position Machine Head to obtain required
Looper Shaft/Needle setting.

4. Retighten Machine Head screws.

5. Do not attempt to re=-install Locating Pins.

NEEDLES\H

BEARING
BLOCKS

2 \LOOP ER SHAFT

GAUGE

42-12/81
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SEWING

LOOPER HOLDER ALIGNMENT

Looper Holders should be positioned with the cen-
ter of screws (L) in line with the Needles.

TO ADJUST: Loosen screws (L) and position

as required.

NEEDLES—

LOOPER HOLDERS%%

LOOPER SETTING TO NEEDLES

When the Needle Bar has risen 7/64" to 1/8"
from the bottom of its stroke, the Looper Points
should be central with the Needle Blades and just
clearing their sides.

42-12/81

TO ADJUST: Using o sccle for measurement,
turn Hendwheel until tne Needle Bar has risen

NEEDLE RISE
7"54” . 1”'8”

HEEL

LOOPER
HOLDER

7/64" to 1/8" from the bottom of its stroke.
While maintaining this position, and without
disturbing the sidewise location of the Looper
Holders, loosen screw (L) and position Looper
Points central with the Needle Blades. Then
loosen screws (M) and adjust Loopers to just
clear the inner sides of the Needles. Needles
should pass as close as possible to heel of
loopers without deflection.

LOOPER

SIDE

NEEDLE BLADE

THREAD LOOP ADJUSTMENT

Thread Lloop size is varied by adjusting the height
of Adjusting Plate.

TO ADJUST: For normal sewing conditions on
all weights of materials, the thread lines should
come into contact with the Adjusting Plate 1/8"
before the Needle Bar reaches the bottom of
its stroke.

IMPORTANT: Do not raise the Adjusting Plate
so high that the Thread tightens excessively
when sliding off the Loopers.

ADJUSTING PLATE

NEEDLE BAR
THREAD
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THREAD PICK-UP FINGERS

When the Thread Pickup Solencid is momentarily
energized, the Pickup Fingers are designed to pass
just beneath and just beyond the Needles, grasp=
ing the still taut thread before trimming occurs.

TO ADJUST: Press the Thread Pickup Solenoid
plunger by finger pressure until it bottoms.
The Thread Pickup Fingers should then be in a
position shown in insert. Set screws (N) are
provided to align the center of the hooks with
the needle points.

Soft plastic Sleeves are installed over the Thread
Pickup Fingers.

TO ADJUST: Move the Sleeve backward or

forward to obtain the proper thread tension.

NEEDLE S
/PO'"T‘ \ ( LINK
116 | )sLEEvE ||
mmum—j— ( ;

FINGERS

TIMING CENTER DENSE SOLENOID

If the preceding adjustments are correct, but the
Thread Pickup Fingers are operating after Thread
is trimmed, check the Center Dense Solenoid.

P

jer must return to "up" position very slowly.

TO ADJUST: Back off Spring Anchors two full
turns and recheck plunger action. If plunger
still returns too quickly, air may be trapped
in the Manifold Block. While the machine is
actually sewing, loosen and quickly retighten
the two screws holding Plate. Repeat this pro-
cedure until all air is bled from the system and
the plunger "returns" slowly.

DENSE

SPRING
MANIFOLD
ANCHOR BLOCK
PLATE
SOLENOID

THREAD PICK-UP
PLUNGER SOLENOID
Check Thread pick-up fingers
travel by pressing here <
not at the bottom of link

| | STOP

Lo Adjust stop to prevent
_ Spring (P) from

‘ ‘ contacting (Q)

THREAD TRIMMING

Thread Trimming takes place as the Clamp Table
moves forward at the end of the sewing cycle.
This movement brings the inside legs of the Thread
Loops into contact with the Trimming Knife, cut-
ting the thread as shown. The trimmed ends should
be approximately 3/8" long as shown in insert.

IMPORTANT: Never operate with o dull knife
that breaks the thread close to the last stitch
as this may result in a raveling back of the
stitching.

TRIMMING

TRIMMED
ENDS —

SHARPENING TRIMMING KNIFE

Loosen screws (R) and remove Knife Holder and
stone Trimming Knife to a keen edge, maintaining
the bevel on the underside of the edge. (It is
not necessary to remove Knife from Holder.} Reset
the Knife Holder, keeping the Knife as close as
possible to the Loopers without touching them and
tighten screws (R) securely.
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SEWING

ROCKER ROD TAKE UP

Take-up on Rocker Rods is accomplished by rotat-
ing the Front Shaft (Eccentric). Tighten rods by
turning front shaft so that arrow moves toward the
front of machine. Loosen rods by turning front
shaft so that arrow points to rear.

TO ADJUST: First remove the Needle Holder,
Pin (S) ond loosen nut on front shaft. Turn
shaft toward rear of machine until Needle Bar
moves up and down freely. Now move arrow
toward the front until a slight dragging effect
is obtained in the movement of the needle bar.
Secure front shaft in this position. If arrow is
turned entirely to its forward position, and this
sefting cannot be obtained, Rocker Rods will
nave to be readjusted or replaced.

ROCKER ROD REPLACEMENT

While in most cases only one of the Rocker Rods
will actually require replacement, change both
Rocker Rods, accompanying connectors and nuts
at the same time.

TO ADJUST: Turn arrow on Front Shaft to point
toward rear of machine. Remove Needle Bar,
Front Shaft, Rear Shaft and Pin (S). Be careful
not to lose the small key in the Front Shaft,
Withdraw the Rocker Rod assembly. Before dis-
assembling, set new rods to exactly match ol.
rod setting. Remove old rods from Front and

Rear Rocker Levers and reassemble with the new
Rocker Rods.

Reinstall Rocker Rod Assembly with arrow of Front
Shaft pointing to the rear of machine. Adjust for
Rocker Rod take-up as previously described.

1 FRONT
ROCKER

REAR

ROCKER RODS ~ ROCKER 3
4 LEVER LEVER )
0 Sl TN \\ \ N
S =

NEEDLE HOLDER

L N100PERS

- | (
T NEEDLE BAR \ECCENTRI_C STUD T REAR STUD

CONNECTING ROD

T 000000000000 00

\
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CENTER CUTTING

While Center Cutting is not part of Sewing, it is
actuated primarily by the action of the Needle
Bar. Therefore the maintenance and adjustments
of the Center Cutting is covered in this section.

When the Center Knife Rod is assembled, Clevis
and Stop should be adjusted as shown in diagram.
The Center Knife must enter and swing centrally
in the cutting slot of the Throat Plate. (See
Throat Plate adjustment.) Center Knife must also
start and finish cutting about 3/16 inch in from
the ends of the rows of stitching.

CLEVIS

(§ mm——

End of Rod flush with inside surface

'/\CENTER KNIFE ROD/\

Position stop with 2 or 3 screw
thread showing beyond nut

QIARTING cut

CENTER CUT\ FINISH curD

¥J}\\STITCHWG

CENTER KNIFE - CLAMP TABLE FORWARD
ADJUSTMENTS

With the Clamp Table in the forward position and
the Main Switch pushed into Stop:

1. Remove Needle Holder and adjust screw (U)
so that Knife Blade is 3,16 inch forward of the
center line of the Needles. Reinstall Needle
Holder.

2. Position the front edge of Bracket 5/8 inch
behind the center line of the Needles.

3. Adjust the Rear Block so that Lever (V) is
vertical. If additional adjustment is required,

Stop may be adjusted slightly on the Center
Knife Red.

Steps 1 through 3 establish the Finish Cut position
of the Center Knife. The lower end of Lever (V)
must not be in a position to contact the tail of
the Center Knife as the knife enters the work on
the finish cut.

CLEVIS

‘e

k-

\\v Vertical or slightly
canted to rear.

"~ CENTER KNIFE

e,

i‘: ‘*x - ———NEEDLES
3 ’! 5

= -+

-1

_ BRACKET g &CENTER

K‘—REAR STOP@

KNIFE BLOCK

ROD
\.
CLAMP
TABLE
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CENTER KNIFE - CLAMP TABLE BACK
ADJUSTMENTS

Check that Center Knife/ Clomp Table Forward
Adjustments are correct before proceeding to the

fol

lowing adjustments,

4. Turn the Clamp Clearing Switch to BACK
position and push Clamp Table to the extreme
back position. While holding this position,
check that the end of Lever (V) can be pressed
backward approximately 1/16 inch. If not,
adjust Plate forward as required.

5. With the Clomp Table still held in the ex-
treme rear position, unlock the Stop Motion

and turn the Handwheel until the Needles are
at the bottom of their stroke. Press the upper
end of Center Knife forward at point (W) and
check that approximately 3/32 inch clearance
exists at point (X). If not, adjust Front Block
as required to obtain this clearance.  This
adjustment establishes the Starting Cut position.

6. Recheck Step 4 for the 1/16 inch movement
of Lever (V).

SHARPENING THE CENTER KNIFE

Remove Needle Holder and stone the knife to a
keen edge whenever necessary to maintain good
cutting. In daily operation, the Knife normally
requires sharpening twice a week.

NEEDLE

BAR CENTER KNIFE RODA\
[ £ |

FRONT BLOCK

¥V 1/16" rearward movement
X 3/32'" clearance
W 1/16"* forward movement

CENTER KNIFE

NEEDLE
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REMOVAL OF CLUTCH SPRING

1. With machine in Stop position, remove Needle
Holder and Upper Belts from Motor Pulley.

2. Remove screw (A) from Left Hinge, also remove
End Support and Bearing. Then remove Pulley by
turning it in direction of arrow while withdrawing

Pulley.

3. Unlatch Stop Motion.

4. Remove lock Ring, Clutch Spring, Clutch re-
lease Dog, and Driven Drum. To remove Clutch
Spring, it may be necessary to pry the Clutch Dog
outward with a screwdriver inserted between the
Clutch Release Dog and Clutch Dog Stop.

RELEASE
DOG
CLUTCH
D0G
STOP

INSTALLATION OF CLUTCH SPRING

1. Start Spring on Guide Stud of loading Tool.
Then position Spring and Guide Stud in Collar of

DRIVEN

Driven Drum Stop

CLUTCH
SPRING

loading Tool with end of Spring engaged in the
Collar Stop. -

2. Start Spring on Driven Drum using the handle
of a 5/8 inch wrench. Turn Collar in direction
of arrow and press Spring toward Driven Drum until
other end of Spring engages Driven Drum Stop.

3. Remove the Guide Stud and place the Spring

and Driven Drum on the Drive Shaft. Engage the
DRIVE CLUTCH DRIVEN DRUM
SHAFT
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Driven Drum in the Clutch Sheave. Insert the
Sleeve of Loading Tool on Drive Shaft and start
into Spring. Once started, hold Sleeve with 5/8
inch wrench while turning Drive Shaft by means
of Hondwheel until the Sleeve is fully engaged
in the Spring.

4. Remove the assembled unit (Sleeve, Spring
and Driven Drum) and install the Clutch Release
Dog. Reinstall the assembled unit so that the
Driven Drum is engaged in the Clutch Sheave and
the end of the Spring faces toward you. Then
position the Clutch Release Dog with the top of
the Dog approximately 1/2 inch from the top
shoulder of the Clutch Sheave. Seat the Spring
by tapping it lightly with the small end of the
loading tool Collar. Install the Lock Ring against
the Spring so that it engages the splines of the
Clutch Release Dog. Thick end of Ring is up
against the end of Spring.

CLUTCH SHEAVE

SLEEVE
SPRING

5. Holding the Lock Ring in place (use a 3/4 inch
Wrench so that it bears against the two ends of
Lock Ring), lock up machine and remove Sleeve
of loading Tool by turning it counterclockwise.

6. Replace Pulley slowly until contact is made,
then snap it into place with pressure.

42-12/81

STOP MOTION
CLUTCH DOG ADJUSTMENTS

There should be approximately 1/16 inch clear-
ance between the Clutch Release Dog and Clutch
Dog Sheave . ,
TO ADJUST: With machine in Stop Position,
turn Adjusting Screw until this 1/16 inch clear=
- ance is established. Tighten Nuts (B) together
until the surface of the outer nut is flush with
the end of Stud. This establishes the correct
pressure on .the set of Spring Washers.

CLUTCH
SHEAVE

CLUTCH
RELEASE
DOG

STUD
B

WASHERS
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TROUBLESHOOTING

SEWING FAILS TO START OR STOP
AT PROPER TIME

Check Stop Motion adjustment, See page A92.
Check Sew/Center Dense Circuit, See page A37.

GENERAL SKIPPING OR OTHER
STITCHING TROUBLES

Check Maintemance and Adjustments of Sewing
Section, See pages A83 - A92.

OCCASIONAL SKIPPING

Air in hydraulic lines may be causing erratic
Clamp Table Travel. Clear air from hydraulic
system by turning the Clamp Clearing Switch from
FORWARD to BACK position several times. If air
continues to build up excessively in the hydraulic
system, check for oil leakoge and eliminate any
that exists. Also, check that hydraulic oil in
pump is at the proper level.

Failure to lock the first stitch, when not related
to incorrect sewing adjustment (see pages A83 -
A92) may be caused by hesitation in the Clamp
Table Travel Cylinder as it sstarts its forward
motion. Refer to Clamp Table Travel Trouble-
shooting (see pages A72 - A73) for causes and
corrections of this condition.

LAST STITCH IS LONG INSTEAD OF SHORT

If thread is breaking at the last stitch instead of
being cut to proper length by the Trimming Knife,
and sharpening does not correct the situation, use
a stronger thread. Also, check that Thread Ten-
sions are not excessive (See page A83).

LAST STITCH NOT PROPERLY LOCKED

Check Stop Motion adjustment (See page A92).
Check Timing Switch adjustment (See page AS56).
Make sure that Qil Check is functioning properly
in the Center Dense Manifold Block.

The function of this Qil Check is to slow the action
of the plunger when returning to its "Up" position.
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TURNING FINGERS & TAB CUTTING

Operation of the Turning Fingers for Patch Turning
and Tab Cutting is hydraulically operated and
electrically controlled by the Fingers Switch of
the Control Panel as follows:

SEMI-AUTOMATIC (SEMI) POSITION

When the Clamp Table reaches its forward position,

pressing Knee Switch closes the Turning Fingers’

Circuit to energize the Solenoid.

This raises the plunger in the Manifold Valve
Block, directing hydraulic fluid from the Pump
to the bottom of the Turning Fingers Cylinder,
moving the piston and Turning Fingers Up. When
the piston reaches the top of its stroke, the cir-
cuit outomatically de-energizes the Solenoid. This
lowers the plunger of the Manifold Valve Block,
which in turn directs hydraulic fluid to the top of

TAB KNIVES\F -
I

the Turning Fingers Cylinder, moving the piston
and Turning Fingers Down.

AUTOMATIC (AUTO) POSITION

When the Clamp Table reaches forward position,
the circuit automatically energizes the Solenoid
to operate the Turning Fingers the same as de-
scribed for Semi-Automatic.

TURNING FINGERS REMAIN UP
(UP) POSITION

This position is provided for changing the Tab
Knives. QOperation is the same as Semi-Automatic
Position, except that Fingers will remain Up as
long as the Fingers Switch is set at the "Up"
position.

TURNING FINGERS
CYLINDERw

=

TURNING FINGERS— 3 "5 7 == |
- TE T3 = PISTON : ‘
s :L_% = _5\7.1 Tf
—%-—- V'-—J
FINGERS
AUTO |
=P CONTROL CIRCUIT TURNING FINGER
- BOARD VALVE BLOCK
o RELAY L _SOLENOID | o PLUNGER
TURNING FINGERS CIRCUIT
PUMP

421281
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TURNING FINGERS & TAB CUTTING

MAINTENANCE AND ADJUSTMENTS

Turning Fingers may be operated manually by re-
leasing hydraulic pressure to Turning Fingers Cylin-
der. First, bring Clamp Table to its "all the way
forward" position and then set Selector Switch to
its "E" (Electric only) position. Turning Fingers
may now be operated manually.

IMPORTANT: Clamp Table must be kept in its
"all the way forward" position when manually
operating the Turning Fingers. Clamp Table
has a tendency to slide back as the Turning
Fingers are being manually operated. This
could trap the Turning Fingers in the Up posi-
tion. To prevent this, Clamp Table must be
manually or otherwise kept from sliding back.
A convenient way to assure that Clamp Table
does not move is to place the 11/16 inch by
3/4 inch open end wrench (03-0086) between
the Machine Head and Clamp Table, when the
Clamp Table is all the way forward.

To remove the entire Turning Finger Mechanism
without disturbing the existing setting, remove
screws (A).

Patch Turning and Tab Cutting should be accurately
centered with respect to the two rows of stitches
and the center cut. To establish and maintain
these positions, adjustments should be made in the
following order:

1. POSITION OF ROLLS IN CAM SLOTS

Rolls should be at least 1/8 inch from ends of
Cam Slots when Turning Fingers are in their Up
or Down position.

TO ADJUST: Loosen Nut (B) and screw Piston
Rod up or down to obtain this 1/8 inch clear-
ance. If this clearance cannot be obtained,
remove Cap and install a (01-4439) washer
between Cap and Piston.

P T~ CAM SLOTS

PISTON
ROD

-12/81

TURNING
- FINGERS

PISTON ROD

2. PLAY IN TURNING FINGERS
ASSEMBLY

Turning Fingers should operate with minimum side
or end play.

TO ADJUST: Loosen screws (C) and back off
screws (D) about 1/8 inch turn. Then re-
tighten screws (C) and check for play. Re-
peat this adjustment until play is eliminated
without binding the movement of the Turning
Fingers. If side play remains after end play
has been eliminated, replace Guide Plates and
any other worn parts.




TURNING FINGERS & TAB CUTTING
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3. CLAMPING MATS

Inner edges of Clamping Mats must be parallel
and equidistant from the sides of the Throat Plate.
For thin to medium material, Mats should just clear
sides of Throat Plates. For heavier materials, mats
should be set outward the minimum amount neces-
sary to turn the welt without straining the material.

TO ADJUST: Loosen screws (E) and set the
Clamping Mats the required distance from the
Throat Plate.

CLAMPING MATy /E

7

£/ CLAMPING MAT—"

4. CENTERING OF TURNING FINGERS
ASSEMBLY

Lower ends of Turning Fingers should be centrally
located between the Clamping Mats when the Turn=-
ing Fingers are at the top of their stroke.

TO ADJUST: Loosen screws (F) and position
Turning Fingers Assembly as required.

TURNING
FINGERS
CLAMPING
CLAMPING MAT MAT
— A L

5. POSITION OF TAB KNIVES
& TURNING FINGERS

Refer to page 30 of the Illustrated Parts Section
for Turning Fingers Assembly for each model .

TAB KNIVES

Install new Knife with washers and/or spacers

as specified on page 16.

TAB KNIVE TAB KNIFE
-~
\J‘i
WASHER/ WASHER /
SPACER SPACER

Set back edge of Tab Knife flush with inner

surface of Turning Finger.

Back edge of
Tab Knife

TURNING
FINGERS

42-12/81
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VERTICAL ADJUSTMENTS

Raise Turning Fingers manually until Rolls are in
horizontal section of Cam Slots. Position top of
Turning Fingers even with top surface of Clamp-
-ing Mats,

TO ADJUST: Adjustment is made by turn-
ing screws (G).

TURNING CLAMPING MATS
FINGER. '

6. TEST ON PRODUCTION MATERIAL

H!|G The preceding adjustments are standard for most
fabrics and materials. If materials are very thin,
slippery or stretchy, compensating adjustments may
be needed as covered in the Trouble Shooting sec-
tion.

tif'—lil"i'lljw;;plr“[c'.

/ LI—ZL’—]/_L | 7.TURNING FINGERS SPEED ADJUSTMENT

@ Turning Fingers may operate at any reasonable

speed that does not jar or strain the mechanism.

Screw outward for faster speed, or inward for

L : j slower speed.

HORIZONTAL ADJUSTMENTS

Front and rear Turning Fingers should be positioned
so that Tab Cuts are exactly even with ends of
stitching and also equidistant from sides of Stitch-
ing. Side clearance between Tab Knives and
stitching must be 1/32 inch to 3/64 inch. If not,
change washers as required to obtain desired spac=
ing. Tips of center Turning Fingers (without Tab
Knives) should rise in line with front and rear
Turning Fingers. :
T0 ADJUST: Sew test pattern on firm fabric
without patch material to show location of
knife cuts. Endwise adjustments of Turning
Fingers ore made by means of screws (H).
Sidewise adjustments are made by bending the
Turning Fingers slightly as required.

Q‘ r-' /‘\AL . TO ADJUST: Turn Turning Fingers Metering

TURNING

FINGERS

METERING
SCREW

(1)
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TROUBLESHOOTING

TURNING FINGERS FAIL TO OPERATE

Check for mechanical obstructions or binding in
Turning Finger Assembly.

Back off and readjust Metering Screw (J).
Check Turning Finger Circuit.

FINGERS STICK ON DOWN STROKE

Material too heavy to turn through space between
Clomp Mats. Set Mats further apart or try one
ize narrower Turning Knurls.

It Turning Fingers lack power, replace all "O"
Rings in Turning Finger Cylinder Assembly.

WELTS FAILTC TURN PROPERLY

Check that Patches and Patch Backing are the
correct size.

Set Tab Knives, Turning Fingers and Clomp Mats
to standard adjustments. If material is very thin,
use wider Turning Knurls or, if very thick, use
narrower Knurls. Set Front and Rear Turning Fin-
gers slightly higher and lower to determine which
position gives best turning resulfs at ends of welt.

[ENDS OF WELTS .
10T SQUARE ]

Tab Knives dull or unequally positioned on Fingers.
Replace Knives, setting back edges flush with back
surfaces of Fingers.

Rows of stitching uneven at ends. Check that
needles are straight and that there is no skipping
of stitches when the sewing starts.

Turning Fingers bent or not properly centered. Re-
adjust as required.

CORNERS OF =
WELTS OPEN <

Tab Knives cutting too far. Adjust Knives and

Turning Fingers.
End Turning Fingers set too high, causing material

to tear at corners. Recadjust as required.

Clamping Mats set too close, causing material to

clog and tear at the corners. Recdjust as required.

Turning Knufls too wide. Install narrower Knurls.

TABS NOT FULLY -
TURNED UNDER

Tab Knives cutting too short. Replace Knives if
dull. Otherwise, adjust positions of Knives and
Turning Fingers.

If the condition occurs intermittently at the back
tab, sew test patterns without patch material to
see if stitching always stops at the same point in
relation to the tab cuts. If not, adjust Stop Motion
and Timing Switch. Check Sewing Circuit.

SHORT TABS

Tab Knives cutting too short.
dull. Otherwise, adjust positions of Turning Fin-
ers and Knives.

Replace Knives if

Center cut too long. Adjust Center Knife.

STITCHES SHOWING ON FRONY
OF WELT

One stitch will be slightiy exposed at each corner
of the pocket welt, but side stitching should be
well concealed. |If not, tensions are too loose
or Clamping Mats are set too close together. The
thread should be approximately the same color as
the garment material.
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UNLOADING

The Work Unloader consisting of two air nozzles,
is designed to remove the work from under the
clamp and onto the Trouser Clamp Rack at the
completion of the welt. It is electrically con-

trolled by two Unloader Circuits.

Set Loader Switch for "Auto Front, Auto Back or
Manual Front" and the Finger Switch for "Auto™.
At the completion of the Welt (Clamp Table for-
ward and Clamp up) the downward action of the
Turning Finger Mechanism wili close the Automatic
Clamp Up Switch which in turn will activate the

TROUSER
CLAMP 2nd AIR
RACK

4 NOZZLE

LAMP-Up
LAMP TABLE-all the way forward

Unloader Circuits.

N

§ /m AIR NOZZLE
;._ — — v = — Ty e = ____]
Y WORK \
UNLOADER CIRCUITS
TURNING

FINGERS

Ist UNLOADER CIRCUIT

MELH I CIRCUIT
i COMPONENTS"F

RELAY

LF SOLENOID == PLUNGER

it

AIR

2nd UNLOADER CIRCUIT

CIRCUIT

CLAMP UP

I

SOLENOID

L PLUNGER

T/

SWITCH

| COMPONENTS["T_RELAY K

MAINTENANCE AND ADJUSTMENTS

The Unloader requires an air supply of between
90 and 100 p.s.i.

The two Unloader solenoids must be set for maxi-
mum air flow.

TO ADJUST: Turn screws (A) all the
way out to obtain the greatest air flow.
(Normally, once established, these settings
need not be changed.)

The ideal condition for the air jets is to have
them set for the shortest possible duration needed
to carry the work away from the machine. Air
remaining on after the work is removed, is unnec-
essary and only delays operator from starting the
next welt.
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UNLOADING

Also, the second jet should be set to last slightly
longer than the first jet. This is to assure that
work will be completely carried onto the Trouser
Clamp Rack.

TO ADJUST: Duration of air jets is set by
turning adjusting slots (B} of potentiometers.
Turning counterclockwise increases duration of
air jets. Turning clockwise decreases the
duration.

i@

LI

(RA [
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TROUBLESHOOTING
NO AIR PASSING THROUGH UNLOADER

Check Air Supply.

Check adjustments on Unloader solenoids.

Check that the Automatic Clamp Up switch is
being actuated by the downward movement of the
Turning Fingers mechanism.

WORK NOT BEING COMPLETELY EJECTED

Check for mechanical obstructions.
Check solenoids for maximum air flow.

Check that Adjustable Potentiometers are set to
provide sufficient time for air to eject work.

Check that Adjustable Potentiometers are set to al-
low Second Jet to remain on longer than First Jet,

AIR JETS REMAINING ON TOO LONG

Check that Adjustable Potentiometers are set for
shortest possible duration.





