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IMPORTANT

No sateguard, safety appliance, or device attached to or
forming an integral part of this machine shall be removed
or made ineffective except for the purpose of making
immediate repairs or adjustments.

Any such safeguard, safety appliance, or device
removed or made ineffective during the repair or
adjustment of such machine shall be replaced
immediately upon the completion of such repair or
adjustment.

No machine shall be operated until such repairs or
adjustments have been made and the machine is in good
working condition.

Safety glasses should be worn when operating the
machine. '



FOR GEMUIME REECE REPLACEMENT PARTS CALL TOLL FREE 1-800-237-3323
FOR REECE SALES AND SERVICE CALL TOLL FREE 1-800-367-7332

CORRECTIONS AND ADDITIONS
To Reece Pocket Welting Machine Series 42
(Form Mo. 42-19, Printed 3/82)

Page Datail Change or Add Ta Description (Remarks)
1 B 400332 40-0332-1
21 400072.0-002 41-0072-0-002
1 (Callouts 1 & 2 in lower right box
| 2 are reversed)
2 6 050041 050091
9 410088 42-0089-0-001
13 a0-0718-1-050" 40-0716-2-050"
40-0716-1-051" 40-0716-2-051"
3 8 40-0700-0-151" Foot Asm. (removea)
5 40-00700-0-152* Foot Asm, (remove)
12 see page 7 40-07621
13 see page 7 40-0762:1
21 400717-1-375 40-0717-2-375
4007171500 40-0717-2-500
3 TV 40-0468 4004681
12 40-0782 4007621 {Add Furnished size
8-3/4™ x 5i8™
T Chart 40-0069-0-051 41-0068-0-053 (at 1/2 Double)
40-0069-1-05218) 40-0096-1-0528) (at 3/8 Double)
40-0069-1.051 40-0096-1.051(8) {at 3/8 Double)
41-0069-0-051 40-0096-0-051 {at 3/4, under column
“Support Plale, right)
a Chart All left hand slide Blocks all left hand slide blocks are [change copy)
are in Position "G in position with one set of holes
on top side and towards the
outside edge
all right hang shde plocks Al rignt hang slide blocks are {change copy)
are in FPosition —=A” n position with one set of holes
an topside and 1owards the oul-
side edge
10 az 40-0615 4006151
11 Chart 40-0054-2-625 4040054-0-625 {Under Column “Patch Guide,
page 100
12 33 43-2502 43-2505
14 23 4102291 410228
144, 16 01-4511 01-4411
15 1 40-1005 42-1005
(Callout) 40-08344-1-054 40-0834-1-054 Comp. 45 Asm, left
40-0834-0-058 Comp. 85 Asm, right
16 1 04-1358 01-13590-001 Actuator, R.H.
01-1359-0-002 Actuator, LH.







Page Detail Change or Add To Description (Remark)
] 01-7447 01.74471 Guide, Porcelain
17 a7 T0-0148 06-0170
g9 4208432 Head Cover
{Add callout #89 1o Drawing)
18 32 40-0436-2-001 40-002-2.051 Arm (R.H.)
40-0436-2-052 Arm iL.H.)
19 18 40-0021-1-035 40-0012-1035
40-0012-1-045 40-0012-1-045*
A0-0012-1-045 40-0012-0-045 Center Knile
40-0012-1-045 (Center Knife — iong
lasting edge)
42:0012 Center Knife — long
lasting/back sharpened)
20 02-0950-1-111 Medium (1), Shurloop Scarf (1)
020950-1-112 Heavy (2), Shurloop Scarf (2)
21 25 40-0050-1-050 40-0050-0-050 Call #32 (next to #15)
change 1o #31
C, 12 42-1001 42-1001-1
23 1 4201541050 42-0514-2.050
13 40-0058.5 40-0058-6
15 4000575 40-0057-6
24 Change Looper Holder (pair 1o
to Looper Holder (2 used)
15 01-a008 Lockwasher
24 24 Change to Driven Drum (gdeleta)
17 01-7412
drawing {at callouts #6.1B&19 add ")
27 12 30-0175-0-850 300175
a0 drawing Under "Used on 318", 7 167, &
1/2.. Imodeis, al callout #5, agd
", Alsp add MNote:
Mole: Also available New Long
Lasting Tab Knife 40-0127-1
27 42.0582 40-0582 Bracket. for JIB", 716", &
1127 models
420582 Bracket, for 5/8", 3/4™, &
78" models
3 40-0583 Roller tor 378", 716", &
112" models
41.0583 Rollers, for 5/8”, 314", &
718.. models
41 5 01-4409 01-4004
27 42-0598 40-0598 Coupling*
* Order both 40-0598 & 070420
21 40-C638 Oil Check*
* Remove this oil check if
adding solid state relay
06-0550 to electrical system.
42 21 420598 42.0588 Coupling }
23 42.0912 07-0420 Connector Crderhoh
43 10 016551 01-6551
01-8551 018550
45 51 01-4409 01-4404
47 20 42-0262-0-129 4202621129






Page Datail Change or Add To Description (Remark)
48 [:] 04-1361 04-0489
16 42-0262-0-128 04-0482
28 42.0262 119 42-0262-1-119
a9 66 T0-2081 04-1223-0-004
78 04-0472 04-0472.0:001
20 6 04-0002-0-017
04-0002-0-018 04-0002-0-047 12ZHP, 2081460, 3PH-
S0I60Hz
£t B0 30-0364 Transtarmer
{Add Callout #60 to page 50 at
Transformer next to callout #28)
=¥ 28 04-0385 04-0467
55 7 01-1492 01-148921
56 1 42:0340-0-003 42-0340 Table Top, (L.H.) Full
42-0340-0-003 Tabie Top, (L.H.) Cut Oul
26 04-1283 43-2229 Aubber Bumper
33 04-1061 04-0055
61 i AD-0TE2 4007621 Pad. self aghesive — 8-
4" % S8
14 050387 0503571
15 050092 0500921
B2 1 030091~ 03-0091
2 03-0092 03.0092
a 03-0080" 03.0090
63 8 03.0065" 03-0065
9 03-00668*° 03-0068
10 03-0067" 03-0067
11 03-0162° 03-0e2
3 03-0068"° 03-0068
36 0301186 14" x 518" box End
Hatchet Wrench for use
with Hex key Wrench
Extension
10 03-.0071° 03-0071
65 5 03-0115" 03-0115
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SETTING LINE VOLTAGE

Before connecting the machine to an
available outlet, accurately check
incoming line voltage with a voltmeter
and set dial of Adjustable Transformer
to the closest setting corresponding

to the incoming line voltage.




A2

BACKING PATCH
WELTING PATCH

WELTING MATERIAL

GARMENT
STAY

MATERIAL
\,X

STAY
MATERIAL

Welting mcterial consists of Welting Potch (gar-
ment Bocking Patch (Pellon L-35) and
Stay Material {cotton Silesial. For widths of welt-
ing marerial, refer to chort on Page AJ.

WELTING PATCH-(Garment Material)

Welting patch length is one inch longer than actual
To produce the best effect, potches for
horizontol welts should be cut crosswise to selvage
except where stripes in the maoterial are over 1/4
For vertital or diagonol welts,
potches should be cut paoraliel

materiall,

welt,

of an inch in width,
to the selvage.

WIDTH

~ LENGTH

=1"" + Length of Welt
e ———

42-12/81

BACKING PATCH(Pellon)”

Backing Patch length is the same as Welting Patch,

gne inch longer than the welt. For gouble w~elting

use potches with 1/4 of an inch end slits, For
single welting ond knits, use parches without
end slits.
SLIT /‘ "1
SLIT
LENGTH - 1" - Length of Welt |

* Pellon L-35 bocking moterial is recommended.
This material may be cut in your ewn plont or
may be obtained precut from the Pellen Corp.,

N.Y., N.Y. Specify Reece Welting black
ot white, length, width and with or without
end slifs.



WELTING MATERIAL

STAY MATERIAL

Stay Maoterial is used for pockets on coats and
coat linings. The pocket bag is used in place of
the stay material in moking trouser pockets. Stay
material should be (cofton Silesia) with sizing.
This material is available in rolls of various widths
(refer to chart)with perforations every eight inches.
The perforations aid in allowing the operater to
separate the stay material while the machine is
sewing. Ask your Reece Representative for name
and address of suppliers.

WELTING MATERIAL WIDTHS

SIZE WELTING BACKING STAY
PATCH PATCH MATERIAL
38 2=1 2" ta 2-3/4" 2-1/2" i
2" for Trouser
Application
718 2=1 2" rp 2-374 2-1/2" 2"
2" for Trouser
Application
| el 2=-374" to 3" 2-1/2" 2"
2" for Trouser
Application
5;"8“ 3_1:;4u to 3"];";2" 3_]);‘4” 3”
3/4" 4" tg 4-1/4" 3-1/2 2" - 3"
Overlapping Welt 5-1/4" to 5-1/2" 3" 2" - 3-1/2"
7/8" 4-1/4" 1o 4-1/2" 3=-3/4" *
Single Welt A 3-1/9n |

4212781



A4

WORK LOCATING & DRILL HOLE LA-N_TER_NS

APPLICATIONS

These lanterns were specifically designed to fao-
cilitate work locotion ond increase positioning
occuracy. They project light siots on the garment
which accurately fix the location for positioning
work -locating marks, such os drilled holes, which
cor be opplied to gorment on the cutting toble.

Other types of work-locating marks can, of course,
olso be wrilized; such os darts, seams, slits, chalk

mores, afic.

Inthe production of double-welt sack coar pockets,
for example, utilizing drilled holes for locating
marks, the forward lantern should be positioned
so that when the forward hole is located in the
nairline cross=point, it will acccurately establish
the starting point on every gorment. The rear
hole will provide occurate pocket aolignment as
long as it fells enywhere clong the vertical light
slots of the rear lontern. Thus, the some hole-
drilling pattern moy be used on double-welt work
for all sizes since pocket length is controlled by
the Series 42 machine.

Ceoution should be exercised to aveid drilling
holes in the tob areas of the welt as drilling
may shred or so reduce ¢ tob area thot no
effective rab con be formed,

In single-welt work, the rear hole should be ac-
curctely locoted clso since it becomes the starting
point on alternate pocker cperctions.

\sde——CROSSED | )
HAIRLINES . |

~WORK
LOCATING

MARKS ————

PROJECTION \
M
LANTERNS

MAINTENANCE & ADJUSTMENTS

I. To focus light slets, move lens carriers secured
by screws (A),

2. Vary lantern brocket aongle and bend if ne-
cessary so that folding brushes do not obstruct
lantern projection when clamp foot is raised.

3. Teo sauare light slots with the work, loosen
broce and rotore light os necessary.

4 Lomp should be centered over the reticle to
centralize reticle in projection, and to obtain
meximum intensity.

NOTE: Observe that on some materials the
light slots are clearer as the garment is being
moved 1nfo pcﬂricn. than wnen the garment
rests in position. Therefore, while setting lan-
terns, use o material on which the light slots
are clearly visible in rest position.
teriols used in production need not be used
when setting lanterns.

The ma-

LENS
CARRIER—

Drill hole lonterns placed under Bedplaote cost
o fluorescent glow through the garment to illy-
minate the drill hole oy the garment passes
over the bedplate opening.

47 170



THREADING

AS

Use a good quality, 3 cord, size A mercerized
cotton threcd or its equivaient. The color should
be a bosic shade to match the garment material,
but it need not be an exoct match.

42-12/81



A6 LUBRICATION

4212/81

. MACHINE HEAD ///%

OIL ALL POINTS LIGHTLY

Fill to brim

CLAMPING




LUBRICATION A7

CLUTCH

Lubricate weekly or when sqgueal develops
in the Clutch

IMPORTANT: Brush lint

away from |loopers at least

twice dail ;
ce Y Apply grease to fitting until it begins to come out
trom sides of Clutch Bearing

NOTE: To ecasily reach grease fitting, tuen

Clamp Clearing Switch to "Forwd” {forward]
position causing Clamp table to move to its lor
ward position

TURNING FINGERS
MECHANISM

42-12M81



CONTROL PANEL

AL 10 PuSH 1
START STDF |

©

SELICIER CLAMP S84} T i
E § AM I age 1
LUADHNG 10ADEH SE44
Ui L ure 8
d | z:
Iunn. 1|: f
-uwl
HINGERS
! WP 1§ hl-*-ll M

SEW SOLENOID M

SAFETY FUSE | ____.-r© i

:
SAFETY FUSE | : |’
- |

E‘l ST SRl
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CONTROL PANEL

AS

MAIN SWITCH (Start/Stop)

To start moching == pull out.

To stop machine == push in.

KNEE CONTROL

To manually cctivate Sewing Cycle with Loading
Switch in "Man Front" or "Man Back" position

To manuclly cctivate Turning Fingers with the
Fingers Switch in "Semi" position

Te manuclly activate Loader Motor for repair
purposes.

SELECTOR SWITCH

OFF POSITION With Main Switch pulled
out, the pump, motor ond electricity are turned
off, but the rable light remains on.

PUMP POSITION _Electricity is off while pume
and motor remain on. This pesition is used for
repairing machine and to turn off Sewing Cycle
in event of thread breakage.

P&EFES”IGH-Pwnp is operating ond all

electrical components are set to operation. This
is the position for regular machine operation.

ELEC POSITION _ Electricity is on. Pump and
Motor are off. Used for unlocking Zrive shaft.
This is olso used by servicemer: for repairing and
checking switches.

CLAMP SAFETY SWITCH
NORM POSITION

normally,

REP POSITION Used when repairing
welfs.  Prevents clamp foot from roising and pre-
vents machine from sewing.

Clamp arms function

LOADING SWITCH
MAN BACK POSITION Used when loading

material in the Back position. Also for maonual
operation of clamping, patch folding and sewing.

MAN FRONT POSITION Used when loading
material in the Front pesition. Also for manual
operation of clamping, patch folding and sewing.

AUTO FRONT POSITION — Used in this position
for Automatic Front Loading.

NOTE: Clamp Clearing switch will not operate
when switch in in this position. To use Clamp
Clearing switch for clecring tropped air from
hydraulic lines, first set this switch to "MAN
FROMNT" or "MAMN BACK". Alsoc set Fingers
switch to "SEMI", With switches set as indi-
cated, agir is cleared from lines by alternately
turning Clamp Clearing switch between ih
"FORWARD" and "BACK" positions.

AUTO BACK POSITION — Mot reconimended.

LOADER SEW SWITCH
ON POSITION Functions only when

machine is in outomatic pesition. Machine will
sew outomatically when octivated.

OFF POSITION

automatically.

Machine will norsew

CLAMP CLEARING SWITCH
FORW POSITION

the forward pesition.

BACK POSITION — Clamp table moves to

the back peosition.

Clomp rable moves to

FINGERS SWITCH
SEMI PﬂSITlﬂH___FTngers. will not rise

until Knee Switch is activated. This position
should be used until the operator becomes pro-
ficient in cperating the machine.

AUTO FﬂSITm'H_..Tulning Fingers will rise and

ietract automotically following the sewing cycle.

UP POSITION Turning Fingers stay
in the "UP" position at the end of the sewing
cycle. Used when replocing Tab Knives.

CAUTION:
Turning Fingers are being held in the UP posi-
tion. Damage to the Biush Blodes and ‘ar the
Turning Fingers may result.

MNever turn machine off when

421281



A10

POSITIONS OF CONTROL PANEL SWITCHES FOR

VARIOUS OPERATING PROCEDURES

CONTROL PANEL SWITCHES

OPERATING & = o
PROCEDURES § | g2 : |8 g5 |
- u E i = 8
Eg|2 |52 3 Tz |5 2 2 REMARKS
& & A (W = 24 |T O i
Maonual Front Loading | Storr PAE MNarmal Manual On or Center Autg. ar Clamp Ar:ns will HFF:'EF"'!“'
Pina OFf Semi arl end af l:yc|e i Fl.ngels
2 Sw. iy on "Aurte or Semi.”
Menyal Bock Loeding | Start PAE MNaormaol Manual | Onor Center | Auto. or Clomp Arms will not ”:‘_'I’"E
Back off Santt outo.af cycle end if Fic ¢
2 swilch is an Auts ar Se.
Auramarnc Srare PAE Marmal BAuro, Cn Center Avto. Operate the clamp 1e bock
Front Looding Front position by pedal. Aure,
cycle storts when pedol s
released,
Autc. Bock Looding MOT RECOMMENDED
Te cleor mochine Start | P&E | MNormal Manual | Onar |Forward Semi. Cperate clomp cleoring
af air ar Front OFf and wwiteh ferwerd oend bock,
in hydraulic sysrem Repair or Back Back Machine cannat be
cleored in outo. potition.
Te operate parch Srart PLE Repoir Manual | Onor | Center Any Clamp all the way bock.
loeder arm manually Frant OfFf Position Depress knee swirch 1o
for aligning, ere. or Back start. Relesse knee switch
-1 £.-1- 18
To release drive Start E Nermal Manual | Onor | Cenrer Ay Clamp ail the way bock.
sheft o cperate Front OFF Position Depress knee swirch.
manualiy or Bock
To lock shaft Start E Repair Manual | Oner | Cenrer Any Turn hondwheel ta lock.
Front OFF Positian
or Back
To maoke repairs Start | PRE Repair Any Onor | Center Any Remowe patch when clomp
due to threod Pasition OfF Pasition is forward. Operate clamp
brecking, ete. 1o back position ond insert
new patch. Return clamp
safety switch to nommal,
To raise fingers for Srart PEE Marmal Ay On or Center Up Clamp all the way forwarsd,
changing tab knives or Repair |Pasition OFf
To return fingers Starr P&E | MNormal Any On ar | Center | Auto. or
ta down position, or Repair | Position OFff Semi.

4712181




10.

OPERATING INSTRUCTIONS
MACHINE WARM-UP

Pull out Main Switch and turn Selector switch to “F & E", ten minutes before starting regular operation.

Set Fingers Switch to “"Semi ' position.

Turn Clamp Clearing Switch alternately from “Forward® to ““Back’ position, several times to clear air

from hydraulic lines,

Sew and examine a welt on scrap material before starting regular work.

OPERATING PROCEDURES

MANUAL-BACK LOADING

Fully depress pedal and hoid. This will raise
the clamp foot and send the clamp table 1o 11s
back (sewing) position.

Position stay or pocketing matenal.
Position garment over stay matenal.

Raise pedal stightly until clamp drops but folding

brushes remain open and patch guide 15 10 up
positon,

Place welt and welt backing matenal on brush
folders and under patch guide.

Raise pedal all the way to fold welting material,

If threads are not retrieved by thread pick-up
fingers, draw the thread forward with tweezers

hold with light tension — release as machine
starts 10 sew.

Press Knee Switch 1o start sewing.

Set Fingers Switch to Sermi position and press
Knee Switch again for cutting tabs

Mote: To set machine for Automatic tab
cutting, refer to Control Panel page. °
Switch, Automatic position

Finger

To extract material, depress padal untl clamp
foot rises.

MANUAL-FRONT LOADING

Clamp foot is automatically held in raised
position and Clamp table will remain in its
forward position.

Position stay or pocketing material.
Position garment over stay material,

Depressing and holding pedal all the way
down, will cause clamp foot to drop and

Clamp table to travel to its back lsewing)
positon,

With pedal
remaining

depressed, folding brushes
opened and patch gquide
remaining in its up position, place welt and
welt backing material on brush folders and
under patch guide.

Raise pedal all the way to fold welting
material

If threads are not retrieved by thread pick-up
fingers, with tweezers or similar device, draw
them forward and hold with light tension
release a5 machine s1ar1s 10 Sew.

Press Knee Swilch 10 sew

Set Fingers Switch to Semi position and
press K nee Switch agan for cutting tabs.

Note: To set machine for Automatic tab
cutting, refer to Control Panel page, Fingers
Switch, Automatic position

Upon descent of turning fingers, clampfoot
will automatically rise, allowing matenial to
be removed.

All

42121
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OPERATING PROCEDURES

AUTOMATIC FRONT LOADING POSITION

With the machine in the normal stop position (clamp table forward, clamp foot raised, the welt and

well
1.

2.

backing material placed in the patch tray.}
Trouser pocketing is placed under clamp foot.

Trouser leg is placed under clamp foot.

. Pedal 15 momentarily depressed, lowering the clamp foort, sending the clamp table to its back position,

and activating the automatic cycle.

Upon actuation of the Automatic circuit, the operator should pick up the welt patch and patch
backing to insert in patch tray for the next sewing cycle. The operator should also have sufficient
time to pick up the trouser pocket for the next sewing cycle and as soon as the trouser is ejected, be
ready to position the pocketing.

. When the clamp table reaches its back position, the patch Ioader will load the weit and welt backing

onto the folding brushes.

. As the automatic patch loader is returning to its rest position, the machine will automatically start

sewing,

If the welt patch is not properly loaded into the folding brushes, pressing the pedal will prevent the
machine from starting to sew.

If the machine does not start sewing, the patch ioader arm will continue to oscillate. CAUTION —
Do not shut machine power off by pushing in Main Switch. Doing so will cause clamp table to move 10

its forward position and may cause damage to the patch loader.

It machine does not start sewing, depressing pedal will stop the patch loader arm from oscillating,
Then turn loading switch to its Manual-Front position. Turn machine off.

The automatic patch loader will stop when the patch loading arm reaches its rest position.

. Upon the automatic completion of the sewing and turning fingers cycles, the clamp foot will rise

and the actuation of the air ejectors will remove the trousers from the machine.

. The trouser pocket for the next cycle should be held and readied for positioning as soon as the

work is gjected.

After Step =3, the machine functions are completely automatic providing for increased production by
allowing the operator to prepare for the next cycie while the machine is producing the welt.

42-12/81



OPERATING INSTRUCTIONS

Al13

PROCEDURE FOR RESEWING A WELT

MANUAL FRONT- MANUAL BACK

1. Prevent Turming Fingers from rising:

If the Fingers Switch s set on "Auto”,
quickly pressing the Knee Switch before
sewing cycle 15 completed. will prevent
Turning Fingers from rising. Turning Selec
tor Switch to ""Pump’™ will stop the sewing
cycle and will also prevent the Turming
Fingers from rising.

2. Prevent Clamps trom rising:

When Clamp Table reaches the forward
position, set Clamp Safety to ""Rep’” (re-
pairl position. This will prevent Clamp
Foot from rising and losing posinon of
garment, and will also open sewing curcuit
as a safery feature when rethreading tne
machine.

3. Remove incompleted Patch and Pawch Back:
ing ... It Selector Switch was used 1o prevant
the Turrung Fingers from rising 11 should now
be turned back to the "P & E” positian,

4. Depress pedal to return clamp table to 1ts back
{Start Sewing) position,

5. Retnread Machine.
6. Insert new Patch and Patch Backing material.

7. Set Clamp Safety Switch to “MNarm’ and
resume production of welt.

1.

AUTOMATIC PATCH LOADING

. Prevent Turning Fingers from rising . . .same as

Na. 1 above.

. Set Loading Switch to “Man Front™.

Prevent Clamps from rising . . - same as No. 2
above.

Remove incompleted Patch and Patch back
ing . .. same as No. 3 above.

. Insert new Patch and Patch Backing matenal

nt Pateh Tray.

Depress pedal ta return clamp table to ts
back 'Start Sewing’’ position

Rethread Needle

Depress and haid pedal 1o open patch folders,

. Set Clamp Safety Switch to "MNorm™ position.

Get Loadig Switgh 1o "Auto Front™” pos
tion.

Release peda! and resume production of welt,

CENTER KNIFE

Mormally a center kmife (3)should be replaced
approximately every 5000 pockets depending
upon the material being cut. Within that period
the knife normally requires sharpening once or
twice.

As center kriife begins to dull, @ pronounced
pounding noise will be heard or a raoged center
cut will be made.

A supply of sharpened or new knives should
be kept available at the machine for ready
replacement.

To replace a center knife {3, remove knife
holder {2) by loosening screw (1). Then remove
the pivot pin (6). Be careful not to lose the small
return spring (4) or the retaining “0" ring (5).
Keep one or two extra springs and 0" rings on
hand.

£42-12/81



Al4  OPERATING INSTRUCTIONS

TAB KNIVES

When removing knives, observe the number The back end of the knife should be set against
and location of washers and/or spacers. When the 40-0797 stop as shown.

new knives are installed, the same relationship

must be maintained. /.\
||
|

WASHER

WASHER.
SPACER

Side clearance between the Knife cut and row

of strtches should be maintained at 1°32" 1o 3.64"
TO CHECK: — Sew test patterns on fabric with-

out patch material 1o show location of knife cuts,

1/32"-

s CENTER Cut

- \smcmm}

The tab Krives should cut to a point even with
ends of the two rows of Stitehes as shown.

4212181



ELECTRICAL TROUBLESHOOTING & REPAIR

BASIC TROUBLESHOOTING PROCEDURES

Check that Control Panel Switches are set for
the desired Operation Procedure. See Page Al0.
Determine which function is not operating.

Determining whether Electrical, Hydraulic or
Mechanical System or a combination of these
systems are at fault.

If involved solencid is not operating when trying
to activate function, the cause of malfunction
may be electrical. Refer to Electrical Trouble-
shooting Section aond check the involved circuit.

If involved Solenoid is operating, the cause may
be hydraulic. If determined that pump pressure
exists, the trouble is then mechanical. Refer to
the Mechanical & Hydraulic Section.

IMPORTANT: If solenoids do not operate,
attempt to actuate them manually. [f plunger
snaps into place and it is.determined that the
solenoid is energized, the trouble is then me-
chanical. Refer to the Hydraulic & Mechanical
Section.

4212581






INTRODUCTION TO

AlS

ELECTRICAL TROUBLESHOOTING & REPAIR

GENERAL APPROACH

The general approach to isolation of faults in
the Reece Series 42 Welting Machine is to identify
the circuit in which a maifunction occurs, and to
identify the faulty component which is causing the
malfunction.

The electrical circuits are grouped functionally,
but not physically, according to the function they
perform. Each major funcuon is performed by a
hydraulic or electrical circuit which is actuated by
an electrical solenoid. Movement and timing of the
tunctional parts are mitiated by switches placed to
be actuated in the desired operational sequence.

The ten major functions that are performed in
the Reece series 42 Welting machine are illustrated by
wiring diagrams. The actual circuits are shown in the
wiring schematic on fold out 111

The circuits are isolated by the functions they
perform as follows:

Clamp Circuit

Clamp Table Circuit

Patch Folding Circuit
Patch Loader Motor Circuit
Sew/Center Dense Circuit
End Dense Circuit

Stop Circuit

Thread Pickup Circuit
Turning Fingers Circuit
Unloader Circuit

SO O~ LR —

Examination of the ten wiring diagrams can
provide a basic understanding of their electrical
functions. The electrical functions are presented in
the normal operational sequence of the machine.
When a function cannot be produced in* normal
operation, one of the components {or more) in that
particular wiring diagram can be faulty.

For example, if the clamp will not raise when i1
should, look in the Clamp Circwmit. If the turning
fingers will not raise (or lower) look in the Turning
Fingers diagram. The same approach should be taken
for each apparent failure to function

A procedure for testing the circuits 10 locate o
faulty component is presented in the troubleshooting

charts. This procedure is keyed to the diagrams and
sequential steps by the fallowing code:

For testing malfunctions that are general to the
whole machine, the letter G followed by a sequential

number identifies the procedural stEp,@.@.@.
Btc.

For tests applicable 1o a particular circuit, the
procedural step is identified by a number, from 1 to
10, indicating the circuit being tested in accordance
with the list of diagrams above, followed by a sequen:
tial letter for each step. The test procedure steps in

the Clamp Circuit are.. ,ete., and in the
Turning Fingers Circuit they are{9A ., etc. In

the End Dense Circurt, the steps are numbered @

If a woltage check is specified, the step number
15 enclosed in a circle@, to indicate that power is on;
if a resistance or cantinuity check is specified, the
step number will be enclosed in a :-;uuare@mdic:a:mg

that power 15 off, Procedures for making voltage and
resistance checks are given in paragraphs following,

Wherever these step numbers are noted, they
refer 1o the same step and the same procedure. Those
appearing on the wiring diagrams correspond to the
same numbers on the pictorial diagrams. On the
barner terminal blocks, the left side is ¥, numbered
1¥ through 20Y, and the right side is Z, numbered
1Z through 20Z. The circuit board plug terminals are
the test points and are numbered from TP1 through
TP35 (The letters following these numbers are color
codes. )

WIRE COLOR CODE

W White

¥ - Yellow

O Crange

R Red

P Pink

W Violet
BL Blue

G Green
Gy Groy
BR Brown
BK Black
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A16 INTRODUCTION TO ELECTRICAL TROUBLESHOOTING AND REPAIR

VOLTAGE CHECKS

All dc voltage checks in the Reece Series 42
Weltung Machine are made with respect to ground.
Any standard multimeter or vacuum tube voltmeter

When checking the 115 voit ac circuits, use
extreme caution as the line voltage can be dangerous.
Polarity does not have to be observed when measuring
ac; the black and red probes are interchangeable.
MNormal operating voltage can vary from 115 10 125
volts ac.

can be used, having scales that cover the 24 volt dc
and 115 voit 3¢ ranges. It is suggested that a meter / ) 1
with a 30 or €0 volt dc scale and a 150 volt ac scale ( vOLTS Al

I

tie used. This brings normal readings to midscale | /'_,,__—__,_\ ‘
| / '

i |

where they are most accurate and easy to read.

s \
[ vOuTS DC

o

@

.
/—/
CONTINUITY CHECKS

Continuity checks are made with power off and
the meter on the ohms scale. The x 10 scale 15 recom-
mended for all resistance and continuity checks in the
Reece Series 42 Welting Machine. Much of the or

The safest practice |n making voltage checks is
to make 1he ground connection, either with an
alligator chp lead or the white test jack from 142,
with the power turned off. Then turn on the power
and set up the condition specified in the trouble
shooalivg charl When the condition has been set up,
tuuch the posilive (red) probe to the specified test
pwint ar the specified terminal of the barrer terminagl

RLISTIE N

When measuring 24 volts de, zll voitages are
pHasitive with respect to ground, so the meter should
e set 1o & dc scale, with the negative probe
ronnected 1o ground. otherwise the pointer will de- e

& -,
. p
| J
Hewt yn the wrong cirection and rest hard against the e
shon .
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INTRODUCTION TO ELECTRICAL TROUBLESHOOTING AND REPAIR A].?

cuitry consists of switches and the path of electrical
continuily can be traced through closed confacts
which cannot be seen in the switch. When a switch,
or series of switches (s closed, an electrical path is
present in the circuit. Contimuity 15 indicated by a
reading (with the power off] of zero ohms, since
there 15 no resistance in the path. (One or two ohms
would be considered neghgibte.] 11 a switch is not
closed when i1 should be, a reading of infinite resis:
tance 15 obtained {infinity @on the meter} which is in
fact the resistance of the air gap presented by the
apen switch VWhen a switch 15 known 1o be n the
closed posimon and electnical continuity 15 NOT pre-
sent. the switch s not closing properly and should be
reprlaced. When a switch s known 1o be 0 the open
posingn and continuily 1s present. then the coniacls
are sticking together creating an vndesired closed (or

“th circunt In this case also, the switch should be
replaced

The resistance of most of the solenoids used In
the Reece Series 42 Welting Machine i3 approximately
B0 ohms Any other reading indicates a faulty coil
lexcept for a +5 ohm dewviation). When making resis-
tance readings, however, be sure that other elements
are not included in the circuit. In the SEW/CENTER
DENSE circuit for instance, theére are two solenoids
in parallel {one an 80 ohm coil and the other a 30
ohm coil), and when both are included in the
measurement, the measurement reads approximately
25 ohms.

In the STOP circuit if the reading includes the
satery lamp, the lamp filament will add resistance to
the reading. Follow the troubleshooting charts care-
fully when checking the circuit. If a reading is in
dr 1, disconnect one side of the element to avoid a
pasailel circuit measurement.

ALTERNATE TEST POINTS

The 1est points that are indicatec in the trouble-
shooting chart procedural steps are snown on ihe
wiring diagrams to give a clear understanding of what
is being measured in a circuit. In some cases, there are
additional test points where the same rigasurement
can be made. |n these cases the alternate test points
in the circuits are at the same electrical point but a
different physical point due to the wire routing and
connections. Making the same tests at the alternate
points. can be useful to reveal breaks in the wires,
short circuits, or lopse connections.

For this reason, with each wiring diagram there
is also a table of main and alternate test points. The
alternate test points can be used whenever 1t 15
necessary or desirable tosolate troubles in the wiring
circuits. When the alternate test point specified 15 a
wire nut, be especially careful 10 frace the wire
correctly from the main 125t point specitied. Do nat
make checks at the alternate test points unless they
are necessary. The location of the wire nuts can be
determined by the abbreviations used as follows:

WHNC - Wire nut in cabinet
WHNH - Wire nut in head
WNJB - Wire nut in junction bax
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SETTING LINE VOLTAGE

Before connecting the machine to an
available outlet, accurately check
incoming line voltage with a voltmeter

and set dial of Adjustable Transformer
to the closest setting corresponding

to the incoming line voltage.
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G. GENERAL TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Electrical circuit and
motor dead

MAIN SWITCH — Pull to Start
SELECTOR e—P&E

Circuit breakers open. Close ar
replace.

Same as above

MAIN SWITCH _Push to Stop
SELECTOR _P&E

&) @

Set meter to the X 10 ohms scale and
check for continuity between 14Y/16Y
and 17¥/19Y_If a reading is obtained
lone or two ohms) the B amp fuse is
good. |f meter reads to infinity (00),
replace fuse.

115 volt ac circuit
“ead (probable
SNOrt circuit)

MAIN SWITCH _ Pull to Start
SELECTORee— P& E

Set voltmeter to the 150 volt ac scale,
Check between 16Y and 18Y. |f 115

volts is present, the transformer is good.

Perform step

NOTE: If a short circuit is present,
isolate by removing fuse, Part No.
050058 from large transformer. |f the
short circuit is still present, it is in the
motor, high voltage side of the adjust-
able transformer, main switch, seiectar
switch or circuit board. If short circuit
is not discovered there, it can be either
in the machine wiring to solenoids or
in the front panel components.

24 volt de cireuit
dead

Same as above

Check 24 volts Circuit fuse before
making this test.

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 142, Connect the positive probe to
2Z. Voltage should read 24 volts de.
If no voltage is present, replace trans
former Part No. 04-0271.

24 volts de not
available. (possible
short circuit)

MAIN SWITCH —Pull to Start
SELECTOR P&E

Check lower fuse on front panel. |f
blown, replace and test for short circuit
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G. GENERAL TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

24 vclts de not
available — possible
short circuit.
{continued)

MAIN SWITCH  Push to Stop
Check to make certain that the
fuse isa 6/10 ampere fuse,

Part No. 0404786,

GE Check for short circuit in 24 volt system
by the following procedure:

{1

(2)
(3]
14)

(5]

{6)

Insert new Transformer Safery

6/10 amp. fuse (04-0476)

Remaove Control Circuit Board
Disconnect red wire from large
capacitor (22,000 uf)

Disconnect one red wire coming
fram the 24 volt Transformer at

the Diode Bride Rectifier.

Connect a 24 vaolt test lamp in series
berween the red wire, just discon-
nected and the rectifier terminal
from which it has just been re-
moved. {Use Lamp, 04-0253-0-380
mounted in Lamp Holder, 04-0252-
0-008 for 24 Vaolt test lamp)

Pull Main Switch 1o On, and Selec
tor Switch to “E” or "P & E". If

24 volt test lamp lights, there is a
short circuit in the 24 volt system.
Make a continuity check through
all switches and wiring until the
short is located. Make a visual check
in the area of the Clamp Table For-
ward switch and also where the ma-
chine harness goes through the table
frame. Move the harness to help lo-
cate possible chafed-wire shorts.
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1. CLAMPING CIRCUIT

GENERAL DESCRIPTION

The clamp circuit rarses the clamp or lowers it
during the operating cycle [ 11 while the clamp table 15
i tne front or back position, {2} at the beginning of
the cycle for loading and (3) at the end of the cycle
for ejecnion. In the MAN BACK and AUTO BACK
lpading modes of operation, depressing Clamp Switch
(pedal] will raise the clamp for loading.

in the MAN FHRONT. AUTO FRONT, and
AUTO BACK logading modes of operation, the clamp
can be raised and held in the raised position in three
g rent ways:

{1} Set control panel FINGERS switch to
SEM| and press knee actuator. The fingers
will raise, closing the Fingers Down switch
and will then come down closing the Auto
Clamp Up switch and raising the clamp.

(2) Set control panel FINGERS switch 10 up
and then to AUTO or SEMI. The same
will happen as in {1).

(3] With the LOADING switch set on MAN
FRONT. set the control panel FINGERS
switch to AUTO and set the control panel
CLAMP CLEARING switch to BACK, then
FORWD. Clamp will move back and
then forward : the fingers will raise and then
go down; the clamp will raise automatically
as the Clamp table reaches the forward
position.

The clamp can be lowered to its normal, clamp
down position by depressing Clamp Switch {pedal)
lon MAN FRONT and AUTO FRONT].

The CLAMPING CIRCUIT wiring diagram
shows the circuit elements that are invoived in
operation of the clamp to move it up or down  at'
various points in the operating sequence. A mal-
function is indicated by failure of the clamp to
respond properly to the switch controls. This
diagram will serve as an aid in isolating the cause of
a malfunction to one of the elements represented
in the wiring diagram. Procedure for correction of
any malfunction is given following the circuit
description.

CIRCUIT DESCRIPTION

The clamping solenoid is energized when the
115 voit ac circuit is completed through triac TRS.
The triac conducts the 115 volts ac when 24 volts
dc is applied to its gate terminal.

LOADING switch in MAN BACK or AUTO
BACK: The 24 volts dc that triggers triac TRE into
conduction is available through the CLAMP SAF ETY
switch (NORM position), Clamp Switch (pedal )
{depressed), LOADING switch, Clutch Dog switch,
and Fingers Down Safety switch,

LOADING switch MAN FRONT, AUTO FRONT
or BACK: In these positions, the clamp will raise
automatically as the turming fingers return to the
down position. The 24 volts dc is available througn
Auto Clamp Up refay RL7. As the turning fingers nise
and actuate the Fingers Down switch, relay RL7 is
closed. Voltage is then available through Clamp Table
Farward switch, LOADING switch, and the contacts
of relay RL7. As the turming fingers return to the
down position, the Auto Clamp Up switch 1s actuated
making voltage available through the Auto Clamp Up
switch, the Clamp Switen ( pedal)  Lin the normal,
not actuated position], the Clamp Safety switch 10
triac TRO.

The 24 volts dc on the RL7 contacts s also
returned to the RL7 coil through blocking diode
SR10 which acts as a holding circuil to keep the coil
energized and the contacts closed. This will hold the
clamp in the up position until the circuit 1s broken by
actuation of Clamp Switch (pedal). Releasing this
Clamp switch will allow clamp to raise again. The
helding circuit will break when the table forward
switch is deactuated.
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1. CLAMP CIRCUIT WIRING DIAGRAM

TO UNLOADER S 6 =
SAFETY
BL CIRCUIT BOARDS SWITCH ®@
— see page A5 0= 14y
AUTO. CLAMP UP °
SWITCH CLAMP {pedal) e~ LE
oy  SWITCH &
Y ° BL BL | L -
— T Tl Y o
™23 | TP20 ﬁjm tpy|  SOLENOID
N B = Q_ - 1
AUTO. CLAMP UP Y-BK cLawp up !
' RELAY RS TRIAC
7 TRY
e d
]
SR10 1
L’q_‘ y CIRCUIT BOARD
/ / 29 N\ 7
R N
vV, N = = -
6 [TPI8 TPg
7
ov|  Fincers
DOWN BR 16Y
| | o Sl s Com0e
(16X F -
p- o]
A /E E @ ’;’;&'T" ALTERNATE
W N , poiNT|  TEST POINTS
BK 1Y | None
FIN Z\ﬁ 3!
GERS SWITCH o o PATCH 2 | TP6
e ol o % SWITCH 4 | None
3K e i 5Y | wnG
ol pa 16 | 14Y, 15Y, WNH, WNJB
_— \ R 77 | 1P9
i FINGERS ——1 W-G7 r— y AN 122 | TP20
i 8 EEF?%I"H ) =0 142 | TP25, TP26, 17Y-19Y
SWITCH SWITCH CLUTCH DOG TP18| None
(D) SWITCH Tea) Reas
E“ l\\\ . TP27| WNJB

R
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1. CLAMP CIRCUIT TROUBLESHOOTING CHART

A23

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Clamp will niot raise.

MAIN SWITCH _ Pull to Start
SELECTOR ____P&E
LOADING MAN BACK

Check with voltmeter on the 50 volit dc
scale. Connect negative probe to ground
or 142 and the positive probe to 4Y. [f
a 24 volt dc reading is obtained, the
Fingers Down Safety switch is good. If
not, replace switch.

Same as above

Same as above

Connect negative probe 1o ground or

|14Z and positive probe to 1Y If 24 volts
dc is obtained, the Clutch Dog switch is
goad. If not, replace switch.

Same as above

Same as above, also:
Close Clamp switch | pedal}

With the voltmeter on the 50 volt dc
scale, connect the negative probe to 142
and the positive probe 1o 122, 1f 2 24
volt de reading is obtained, this will indi
cate that the LOADING switch, the
CLAMP SAFETY switch, and the Clamp
switch [ pedal ) are good. If no

voltage 1s indicated make a contmuily
check through each switch and replace
the faulty one,

Same as above

Same as above

Set the voltmeter to the 150 volt ac
scale, and check the voltage between
16Y and TP27. It should read 115 volls,
ac. If it does, it indicates that the com
ponents on the circuit board are good.
Perform next step.

Same as above

MAIN SWITCH _Push 1o Stop

Set the meter to the X 10 ohms scale,
and check between 168Y and TP27 The
reading should be approximately 80
ohms, |f it s not, replace the clamp
salenoid

mp goes up at
Wwrong time,

MAIN SWITCH _Pull to Start
CLAMP TABLE __Back
SELECTOR. ___ELEC

Set voltmeter to the 50 volt dec scale
Connect the negative probe 1o ground
ar 147, and the positive probe 1o BY

If valtage 1s present trouble isin one or
both of the UNLOADING circuit
boards or the automatc clamp up cir
cuil, FReplace faulty board

Clamp tends to jump
up before fingers
rise,

MAIN SWITCH —Pull 1o Start

CLAMP TAELE —_Forward

FINGERS _______SEMI"

SELECTOR ___P&E

LOADING MAN FRONT
*Do not allow fingers ta raise
and activate the auto clamp
up circult.

Set voltmeter ta the 50 volt'dc scale
Connect the negative probe 1o ground
or 14Z and the positive probe 1o 5Y

If no voltage reading is obtained, the
Auto Clamp Up relay (RL7) and the
Fingers Down switch are good 11 24
volts de is present, the circuil board or
the Fingers Down switch is bad. Make
a continuity check through the switch
and, il bad, replace. If the switch s
good, replace the circuit board
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1. CLAMP CIRCUIT TROUBLESHOOTING CHART

Clamp will not raise
automatically when
it shoulid.

MAIN SWITCH Pull to Start
SELECTOR P&E
CLAMP TABLE___ Forward
LOADING MAN FRONT

)

Set voltmeter 1o the 50 volt do scale.
Caonnect the negative probe to ground
or 14Z and the positive probe 1o 2.
If a 24 volt dc reading is obtained, the
Clamp Table Forward switch is good.
If not. replace switch.

Same as above

Same as above

0,

Set the voltmeter to the 50 volt de
scale. Connect the negative probe to
14Z and the positive probe 10 72, If a
24 volt dec reading s obtained the
LOADING switch i1s good. [f not,
replace switch.

Same as above

Same as above,
also: FINGERS

up

Set voltmeter to the 50 volt de scale.
Connect the negative probe to ground
or 147 and the positive probe to TP18.
If a 24 volt de reading 15 obtained, the
Fingers Down switch is good. |f not,
replace switch,

Same as above

Same as above,
also: FINGERS

SEMI or AUTOD

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground

or 14Z and the positive probe to TP23.

If a 24 volt dc reading is obtained, the
circuit board components and the
FINGERS DOWN switch are good. If not,
check switch and then replace board

if necessary.

Same as above

Same as above

Set the voltmeter to the 50 volt de
scale. Connect the negative probe 1o
14Z and the positive probe 1o 8Y, If a
24 volt dc reading is obtained, the Auto
Clamp-Up switch 1s good. If not, re
place switch,

Same as above

Same as above,
also:

CLAMP
SAFETY
NORM

Set the voltmeter o the 50 volt de
scale. Connect the negative probe to
ground or 142 and the positive probe
1o 122 if a 24 volt dc reading is ob-
tained, the CLAMP SAFETY switch
15 good. If not, replace the switch.

Same as above

Same as above

Repeat steps 10 and 1E
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2. CLAMP TABLE CONTROL CIRCUIT

GENERAL DESCRIPTION

The function of the Clamp Table control circurt
Is to move the clamp table to the back position for
start of the sew function. The Clamp Table can be
moved to the back position in two ways:

(1) By turning the CLAMP CLEARING switch
an the frant panel to the BACK position.
[LOADING switch must be in the MAN
FRONT or MAN BACK pasition. )

{2) By closing Clamp Table Back | pedal | switch

In each case, the Clamp Table is returned 1o the
forward position by breaking the holding circut. In
the first case this is done by turming the CLAMP
C "ARING switch to FORWD and in the second
case, the holding circuit is broken when the sew cycle
starts, by deactuatian of the Clutch Dog switch

CIRCUIT DESCRIPTION

The CLAMP TABLE solenoid operates on 115
voits ac when its circuit 15 completed through Clamp
Table triac TRS. Triac TRS will conduct the 115
volts ac when 24 volts de 15 apphed to 115 gate
terminal. The 24 volts dc 15 apphed directly 1o the
gate erminal of TRS and to the coil and contacts of
Clamp Table Back relay (ARLS! when Clamp Table
Back switch is closed. This 24 volts dc comes
through the Fingers Down Satety switch when the
fingers are down and the switch is closed.

- A25

When the RLS coil 15 energized, the contacts
close and allow 24 vaolts de through blocking diode
SR8 which 15 a holding circuit that kz2eps the conl
energized and the triac gated and holcs the Clamp
Table in the back positton. This circurt v completed
through the CLAMP CLEARING switch, the Clutch
Dog switch (which 15 closed when the machine ts not
sewingl and the Fingers Down Safety switch

When the CLAMP CLEARING switch is set to
the BACK position, it will provide a path for 24 volts
dc to the RLS coil. The 24 volts de will be available
through the Fingers Down Safety switch, Clutzh
Dog switch and the CLAMP CLEARING switch to
the RL5 coil.

When the Clamp Table = not in the forward
position, 24 volts dc is available to the RLS coil 1o
hold it back unul the circuit 1s opened by the Clutch
Dog switch or CLAMP CLEARING switch when
actuated manually to the FORWD positon.

The Length Safety switch will close and hold the
Clamp Tabie back in an oscillating condition whenever
the sewing circutt does not function properiy. This
will prevent oversewing of the pocket.
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2. CLAMPTABLE CIRCUIT WIRING DIAGRAM

_ v— CIRCUIT BOARD -1
from Auto Sew circuit, COMPONEN m
see 5-SEW/DENSE CIRCUIT, s @ @ @
page A38.
A w4 yR s b ;e LS
—r \I\ 4 <
SR7
BK TP2
LENGTH | o (g
e ) ) '
H 6 TP14
00 T
GY
v —hloimid .
GY of % | | srs
62 . TP8 <
_v.‘@/;"'( CLAMPTABLE
CLAMP CLEARING ° f o | RLS —
SWITCH @) & W
° | LOADING , /7 CLAMP- : 15Y
o | L| [==] o i e ?
TABLE ° 1 (@) CLAMPTABLE
TRS
e . - SOLENOID  |w
SWITCH 5 )
o o W-G 1 R5
'——
A e '
N -
| 75 Y
o o] PATCH 142
/ Y SWITCH ﬂ}
W 4 r 22 17-19Y
Oy 9 O | | amerwre
o PﬂlHTS TEST FDIHTS
WE f 1Y None
© 4y None
FINGERS DOWN CLUTCH DO 16Y | 14Y, 15Y, WNH,
SAFETY SWITCH SWITCH ¢ WNJB
62 | P8
T e g [T
147 | TP25,TP26, 17-19Y,
FRAME
TP2 | None
TP31 | WNB
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2. CLAMP TABLE CIRCUIT TROUBLESHOOTING CHART A 27

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Clamp Table will
not go to back
position.

MAIN SWITCH Pull to Start
SELECTOR_ _ PRE
LOADING MAN FRONT
or
MAN BACK

@

Set the voltmeter to 50 volts de. Con-
nect the negative probe to ground or
14Z and the positive probe to 4Y. |f

a 24 volt dc reading is obtained, the
Fingers Down Safety switch is good. |f
not, replace switch.

Same as above

Same as above, also;
Close Clamp Table,
Back Switch

{ pedall

With the voltmeter set to the 50 volts dc
scale, connect the negative probe to
ground or 14Z and the positive probe to
97, If a 24 volt dc reading 1s obtained.,
Clamp Table . Back Switch (pedall is
good. If not, replace switch.

Same as-above

Same as above

Set voltmeter to the 150 volt ac scale.
Connect ane probe to 168Y and the
other probe to TR31. If a reading of
115 volts ac is obtained, the circuit
board components are good. |f not,
replace circuit board.

Same as above MAIN SWITCH Push 1o Stop 'ﬁ] Set the meter to the X 10 ohms scale.
"~ Connect the probes to 16Y and TP31.
The meter should read approx:mately
B0 ohms. If it does not, replace the
clamp table solenoid.
Clamp Table will MAIN SWITCH Pull to Start @ Set the voltmeter to the 50 volt de scale.
not stay back, SELECTOR__.__P&E Connect the negative probe 1o ground or
LOADING MAN FRONT 142 and the positive probe to 1Y, If a
ar 24 volt de reading 15 obtained, the Clutch
MAN BACK Dog switch 1s good. |f not, replace switch,

Same as above

Same as above

With the negative probe still connected
to 14Z, connect the positive probe to
6Z. A 24 volt dc reading indicates that
the CLAMP CLEARING switch is good.
It this reading is not obtained, replace
the switch.

Check at Alternate TPB., A 24 volt dc
reading indicates circuit board is good.
If not replace circuit board.
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2. CLAMP TABLE TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Clamp Table will not
feed forward while
SEwWing.

MAIN SWITCH Pull 1o Start
SELECTOR ___ P&E
CLAMP TABLE ____Back
LOADING MAN BACK
Close and release knee switch,

@

Connect the negative probe to ground
or 142 and the positive probe to 1Y,

If no voitage reading is obtained, the
Clutch Dog switch is good. |f a voltage
reading is obtained, replace the switch.

NOTE. If clamp table will not feed
forward while sewing, connect the
negative probe to ground or 142

and the positive probe to 92. If a

24 volt dc reading is obtained, either
Clamp Table, Back Switch {pedal) or
the Length Safety switch are faulty.
Make a continuity check through each,
and replace faulty switch,

Same as above

Same as above

Set the voltmeter to the 150 volt ac scale.
Connect one probe 1o 168Y and the other
probe 1o TP31. If 115 volts ac is present,
replace the circuit board.

Length Safety not
returning table

MAIN SWITCH —__ Pull to Start

CLAMP TABLE —__ Back

LOADING  ___ MAN BACK

SELECTOR . __..__ELEC

Actuate knee switch 1o energize
start sewing solenoid.

Set voltmeter 1o 50 volt de scale. Con-
nect the negative probe 1o ground or
142, and the positive probe to 92Z.
Manually close the Length Safety Switch.
A reading of 24 volts dc should be ob-
tained. |f voltage 15 not present, reset

the Length Safety switch actuator block.

Same as above

Same as above

Set the voltmeter to the 50 volt de scale.
Connect the negative probe to ground or
14Z and the positive probe to TP2. I1fa
24 volt dec reading is obtained, check the
Sew/Center Dense Circuit @ '

Clamp Table returns

10 back position at
end of sewing cycle,

[Reference only)

Check adjustment of Lenath Safety
switch in relation to Length switch,
| Refer to Switch Adjustment Section.)
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3. PATCH FOLDING CIRCUIT

GENERAL DESCRIPTION

The function of the Patch Folding circuit 1s to
open the patch folder (brushes) for parch loading.
The patch folder may be opened when the Clamp
Table is in the AUTO FRONT or AUTO BACK
cosition. The patch folder {brushes) can be opened in
any of the following ways:

(1} With the Clamp Table in the back position,
closing Patch Switch (pedal) will open the
pawch folder {brushes).

[2] Whenever the Clamp Table moves forward
and the Clamp Table Forward switch
closes, the patch folder {brushes) will cpen.

il Whenever the LOADING switch s in the
AUTO FRONT position, and the Clamp
Table moves 1o the back position, the
patch folder (brushes) will szay apen until
the pateh is automatically inserteq: znd will
nen close when the Patch Loager switeh is
actuated.

CIRCUIT DESCRIPTION

The patch solenoid 15 energized by 115 volts ac
when its 115 volt circuit 1s completed th rough friac
TR4. The triac conducts the 115 volts ac when 24
wolts de is applied to its gate terminal. The 24 voits de
1o operate the triac may be received through three
different patns depending upon the funectional ooera-
tion of the machine.

- A29

Whenever the Clamp Table moves forward, and
closes Clamp Table Forward switch, 24 volts de 15
supplied directly through blocking diode SA3 1o the
TR4 gate terminal, With the LOADING switch in the
AUTO FRONT position, a holding circuit is st up
through Patch switch (pedal) by energizing refay RL4
and closing the relay contacts, making & holding
circuil through the Clamp Table Forward switch
{deactivated), Patch Loader switch and RL4 relay.
The paten folder (brushes) will remain open until the
patch loader arm actuates the patch loader switch, or
when the Table Clamp Forward switch is deactivated.

The 24 volts dc for the holding circuit s
supplied through the Table Forward switch in the
back position, the LOADING switch wm AUTO
position, the Patch Loader switch in the narmaily
clesed position, and blocking diode SR2.

Whenever Clamp Table is back, and the Fingers
Down Safety switch is ciosed, the 24 volts 1o energize
1o RL4 coil and triac TR4 will be supplied when
Patch Switch (pedal) is closed. and the paich folder
[brushes) will open.
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CIRCUIT BOARD
i W e COMPONENTS
W-BK PATCH FOLDING | © ¢ °©
RELAY RL4
PATCH 5 3
LOADER /
SWITCH ' yall \ TR4
= vwv—@
LOADER [ 5
MOTOR I
SWITCH
5 } ésns F:‘4$
l\\/
| WBL TP6 irpu
PATCH a
o o \\u Z SWITCH X
" GF)
LOADING
swircy |5 BLW 2"'
@ 3¢  DENSE FINGERS
START DOWN
SWITCH SWITCH
SWITCH
W * ®
BLW — 2
W.G w
CLAMPTABLE [ BK FINGERS [ J_@
FORWARD DOWN
SWITCH SAFETY
SWITCH

3. PATCH FOLDING CIRCUIT WIRING DIAGRAM

PATCH
FOLDING
SOLENOID

AN | AuTERNaTE
boiNTs | TEST POINTS
1Y | None
2 | P8
3Y None
4y None
16Y | 14Y, 15V, WH
Wi
sz | TP
sz | TPLl
147 | TP25,TP26, 17-19Y
TP32 | WNUB
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3. PATCH FOLDING CIRCUIT TROUBLESHOOTING CHART

A3l

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Patch folders not
open in frant
position

MAIN SWITCH
SELECTOR

Full to Start
P&E

Set voltmeter to the 50 voit dc scale.
Connect the negative probe 1o ground
or 142 and the positive probe 1o 2Y.
If a 24 volt dc reading is obtained. the
Clamp Table Forward switch is good. ,
If not, replace switch.

Same as above

Same as above

Set voltmeter to the 150 volt ac scale,
Connect ane probe to 16Y and the other
probe to TP32, If the meter reads 115
volts ac, the circuit board components
are good. |f not, replace circuit board.

Same as above

MAIN SWITCH Push to Stop

8]

Set the meter to the X 10 ohms scale.
Connect the probes berween 16 and
TP32. The meter should read approxi-
mately BO ahms. If it does not. replace
the patch folding solenoid.

Patch folders will not
open when Patch
swilch [pedal ) s
closed

MAIN SWITCH ___ Pull to Start
CLAMP TABLE_  Back
SELECTOR P&E

@)

Set voltmeter to the 50 volt dc scale,
Connect the negative probe to ground
or 14Z and the positive probe 10 4,
tf @ 24 volt de reading is obtained. the
Fingers Down Safety switch is good.
If not, replace switeh.

Same as above

Same a5 above

Set voltmeter to the 50 volt de scale,
Connect the negative probe to ground or
142 and the positive probe to 1Y, If a
24 volt de reading is obtained. the Clutch
Dog switch is good. If not, replace
switch,

Sam 5 abowve

Same as above, also:
LOADING MAN FRONT
ar

MAN BACK

Patch switen Closad

Set voltmeter to the 50 volt dec scale.
Connect the negative probe to ground or
142 and the positive probe to 82, If a
24 volt de reading is obtained, the Patch
switch {pedal} is good. If not, replace
switch.
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3. PATCH FOLDING CIRCUIT TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Paich folders will not
close when loader
arm goes n.

MAIN SWITCH _ Pull to Start
CLAMP TABLE __Back
SELECTOR ___ ELEC
LOADIMNG — AUTO FRONT

®

Set voltmeter 1o the 50 volt dc scale.
Connect the negative probe to ground
or 142, and the positive probe 10 52,
The meter should read 24 volts de until
the loader arm goes all the way 1n. At
this point the circuit should open. | it
does rot, reset the Patch Loader switch.

Patch foiders will not
stay open on AUTO
cycle

MAIN SWITCH __Pull to Start
SELECTOR P&E
LOADING AUTO FRONT

Set voltmeter to the 50 volt dc scale,
Connect the negative probe ta ground

“or 142 ang the positive probe to 3Y.

If a 24 voit de reading 15 obtained, the
Table Forward switch is good, I} not,
replace switch.

Same a5 above

Same as above
CLAMP TABLE - Back

Set voltmeter ta the 50 volt dc scale.
Connect the negative probe to ground
or 142 and the positive prohe to 52,

If a 24 volt dc reading is obtained. the
LOADING switch and the Paich Loader
switch are good. |f not, replace faulty
switch. Check for 24 volts dc art
Alternate TP7. If 24 volts de is present.
replace circuit board.

a7 12iE




4. AUTOMATIC PATCH LOADING CIRCUIT* A33

GENERAL DESCRIPTION

The automatic patch loader motor circuit is an
automatic feasture of the Reece Series 42 Welting
Machine which aliows automatic feeding of patches
for increased production speed. |t operates with the
LOADING switch set to AUTO FRONT or AUTO
BACK positions, for normal operation. It can be
Operated in the MAN FRONT and MAN BACK
position of the LOADING switch for the purpose of
adjusting the position of the drive.

It is actuated to start when the Automatic
Patch Loader {auto) Start switch (APL Motor Start-
auto Switch) is closed: which happens when the
Clamp table is all the way back. When the loading
ar  wings into position 1o load a patch, it closes the
Patch Loader switch, which breaks the patch open
holding circuit and closes the patch folder {brushes),
Position of the arm s controlled by an eccentric cam
on the loader motor. The arm then reverses direction
and starts back. On the way back it actuates the Auto
Sewing switch andg starts the machine sewing, When
the arm reaches the rest position it opens the Loader
Motor switch which breaks the circuit to the motor
and stops it

For adjustment purposes, the loader motor can
be operated with the Control panel LOADING switch
in the MAN FRONT or MAN BACK positions. The
CLAMP SAFETY switch is in the BEP position and
the motor i1s actuated by the knee control. The arm
moves anly while the knee control is pressed, and it
can be actuated in small increments by repeated
pressing of the knee switch.

CIRCUIT DESCRIPTION

The Patch Loader Motor operates on 115 valts
ac when its circuit is completed through triac TR7.
Triae TR7 conducts 115 volts ac when 24 roltsde s
2pplied 1o its gate terminal,

In normal operation of the patch loade: maotor,
the Control Panel LOADING Switch is sat to AUTO
FRONT. When the Clamp Table goes back, it actuates
the APL Motor Start (auto) switch to start the loader
mator. The 24 volts de is then supplied through the
Fingers Down Safety Switch, the Cluteh Dog Switch,
and Patch Switch (pedal) which is in the normally
closed position. As shown in the wiring diagram, the
24 volts dc then goes through blocking diode SR1,
and APL Motor Auto Start Switch) and LOADING
Switch Contacts A, through the Auto Sewina switch
{in the normally closed position, and then to the gate
terminal of the triac,)

In automatic operation, Patch Switch pedal)
8CIs as 3 safery switch to stop an automaric cycle in
the event that a paich is not loaded properly, and 1f
depressed before Auto Sewing switch is actuared.

The Patch Loader motor holding circuit is mage
by supplying 24 volts dc from the Clamp Table
Forward switch through Control panel LOADING
switch contacts B, and the Loader Motor switch. o
the triac. The circuit is broken when the arm actuates
the Loader Motar switeh back at the rest position.

When the loader motor is operated with the
LOADING switch in the MAN FRONT or MAN
BACK paosition, pressing the knee Control compietes
2 path through the CLAMP SAFETY switch (in the
REP position) from the Length and Clamp Table
Farward switches.
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4. AUTOMATIC PATCH LOADING CIRCUIT WIRING DIAGRAM

r

CIRCUIT BOARD APL I %
COMPONENTS MOTOR
|:
|
SR1 I
| > TP25
— Yy
e e = - \Z __I
Y5 Y 1eig P2 Y-1e5
BLNOTR 1Y
i V| AlTo START 13Z () APL MOTOR i RY
MANUAL START | & ! g
SWITCH ] SwitcH | "
S¥Te plos b r
o
102 1) O CLAMP
SAFETY 10Y 14Y
BR-W | 1 SWITCH AUTOMATIC
PATCH v.BK V.R- PATCH LOADER
SWITCH i
LOADER Y.BL @ 0
e MOTOR ° o py 48
° L ‘ S:WTCH 06 ¢ o
AUTO SEW 0
o] SWITCH
Ly @ oaomng  SRYT Qv W
WBL|  swiTcH |
1y @) ‘f-[;/ BOI u\ig! ? g{.’}}% 5 17Y.19Y 16Y
BKW | i ,&
O | ' BR-Y 24VDC 115 VAC
L g s MAIN
° P leLutcH DENSE START  DENSE FINISH TEST T@ggg’%
f 00G SWITCH SWITCH ﬁ:mrs L
% = o] LENGTH
SH i ° \ SWITCH 3y None
3Y 4y None
k3 —F 7 7Y | Nome
WG oY  |None
w  CBLWT =il 0y (1P
5 X o] CLAMPTABLE 4Y |15, Hljfg’ WNH,
FORWARD B TP:’
FINGERS DOWN SWITCH £ B
SAFETY SWITCH O oL
R - 147 (TP25, TP26, 17-19Y,
¥ FRAME
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4. AUTOMATIC PATCH LOADING CIRCUIT TROUBLESHOOTING

A35

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Paich Loader will not
start.

MAIN SWITCH Pull to Start
SELECTOR PEE

CLAMP TABLE ___ Back
LOADING AUTO FRONT

Set voltmeter to the 50 volt de scale.
Connect the negative probe to ground
or 142, and the positive probe to 4Y.
It a 24 volt dc reading is obtained, the
Fingers Down Safety switch is good.
If not, replace switch.

Same as above

Same as above

Connect the negative probe to ground
or 142, and the positive probe to 1Y.
If a 24 volt dc reading is obtained, the
Clutch Dog switch is good. |f not,
replace switch.

Same as above

Same as above

Connect the negative prabe to ground
or 142, and the positive probe 1o 102.
If a 24 volt dc reading is obtained, the
Patch switch [pedal) isgood. If
not, replace switch.

Same as above

Same as above

Connect the negative probe to ground

or 14Z, and the positive probe to 7Y.

If a 24 volt dc reading is obtained, the
APL Mator {auto) Start switch is good. |f
not, replace switch,

Same as above

Same as above

Connect the negative probe 1o ground
or 142, and the positive probe to 132,
It a 24 volt dec reading is obtained, the
Loader Maotor switch and the Auto
Sewing switch are both good. If not,
replace taulty switch. (The Auto
Sewing switch would most probably
be the faulty one.

Same as above

Same as above

Set the voltmeter to the 150 volt ac
scale. Connect the probes to 14Y and
10¥. If a reading of 115 volts ac i1s
obtained, the circuit board components
are good. If not, replace board.

Same as above

MAIN SWITCH

Push 1o Stop

Set the meter to the X 10 ohms scale.
Connect the probes to 14Y and 10Y,
If a reacine of approximately 10 ohms
is obt: :ea, tne Patch Loader Motar is
good. % n~:, replace motor,
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A 36 4. AUTOMATIC PATCH LOADING CIRCUIT TROUBLESHOOTING

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Machine Starts
sewing when loader
arm goes in.

MAIN SWITCH __ Pull to Start
CLAMP TABLE __ Back
SELECTOR ELEC
LOADING AUTO FRONT

VISUAL CHECK. Roller lever on Auto—
matic Sew switch is closing when arm

goes in. Readjust switch (See page

ASE .} Also check Patch Folding Safety
switch.

Patch Loader Motor
does not stop when
machine is sewing.

MAIN SWITCH __ Full to Start
SELECTOR PE&E
LOADING AUTO FRONT
LOADER SEW ___ ON

Remove patch tray arm.

CLAMP TABLE __ Back

Sewing circuit energized

Set voltmeter to the 50 voit dc scale,
Connec* the negative probe to ground
or 14Z and the positive probe to 132,
The 24 volt de circuit should be broken
when the Loader Motor switch is
actuated. If it is not, replace the Loader
Motor switch.

Same as above

Same as above

VISUAL CHECK. Check motor brake
to see that motor does not coast beyond
the opening of Loader Motor switch.

Machine fails 1o sew
after Pateh Loader
Motor Circuit is
checked.

(Reference anly)

See Sew/Center Dense Circuit Trouble-
shooting Chart page A39.

Paich loader will not
start in MANUAL
operation for
maintenance
adjustments.

MAIN SWITCH ___ Pull to Start
SELECTOR FRE
LOADING ___ _  MAN FRONT
CLAMP SAFETY_ REP

CLAMP TABLE __ Back

Knee switch. ____  Closed

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 142 and the positive probe 1o 9Y.
If a 24 volt de reading is obtained, the
Length switch is good. If not, replace
switch.

Same as above

Same as above

Set voltmeter to the 50 volt de scale.
Connect the negative probe to ground
er 14Z and the positive probe to 132,
If a 24 volt de reading is obtained, the
APL Motor Manual Start Switch and
CLAMP SAFETY switch are good. If
not, replace faulty switch,
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3. SEW/CENTER DENSE CIRCUIT

GENERAL DESCRIPTION

The sew circuit starts the sewing function and
Operates the machine in sew mode until length and
timing switches shifts operation back to the normal
stop condition. The center dense circuit operates
with the sew circuit to control the normal density of
the stitches. The End circuit operates at the begin
ning and end of the sew cyele to provide increased
stitch density, The sew function i started manually
by the actuation of the knee control, and is started
automatically when Auto Sewing switch is closed
by movement of the loader arm.

CIRCUIT DESCRIPTION

The start sewing and center dense solenoids are
energized at the same uime when the 115 volt ac cir-
cuit 1s completed through sewy/center dense triac TR2.
A 0.6 ampere safety fuse in series berween the triac
and coil protects the start sewing solengid from
current overicad. This circuit is wired ta aperate in
conmjunction with the stop circuit so that it is always
controlied by either sew or stop

The sewsstop relay (RL2) is a double contact
relay which remains normally in 3 closed lstopl posi
lion whenever the sew circuit is not compieted. In
this condition, 24 volts dc is always applied to keep
the stop solenoid energized and prevent sewing.

Sewing is initiated by the kneecontrol or Aurto
=ewing switch when Clamp table is in BACK position
and there are no safety circuits open 1o prevent opera-
tion of triac TR2,

The sew solenoid is energized when the 24 voits
dc s shifted from the stop circuit to the sew circuit
by shifting of the RL2 contacts from the stop
position to the sew position. The RLZ coil is
energized when the contacts of RL3 are closed. RL3
is closed when 24 vdc is applied to its coil through
the Fingers Down Safety switch, the Clutch Dag
switch, Patch switch |pedal), APL Motor (auta) Start
Switch and the LOADING switch. From this point
the voltage path depends on the position of the
LOADING switch. In the AUTO positions voltage is
available through the Auto Sewing switch, the Loader
Sew switch, the Patch Folding Safery switch, and
diode SRS to the coil of RL3. In the MAN positions,
voltage is available through the Knee Sewing switch,
the Patch Folding Safety switch, and diode SRS to
the coil of RL3.

When the coil is energized, a holding circuit is
made by providing 24 volts de from Clamp Table
Forward switch through the Length, Timing, and
CLAMP SAFETY switches to the contacts of RL3.
The 24 voits de from the RL3 contacts is also re-
turned, through diode SR6, to the coil of AL as a
holding volrage.

A path for 24 volts dc is also provided through
diode SR7 to Clamp table control circuit to hold
table back while sewing as long as the Length Safety
switch remains closed. This prevents oversewing of
the pocket in the event the Length or Timing switch
fails 1o stop the sewing and the Length Safety switch
is actuared.
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d. SEW/CENTER DENSE CIRCUIT WIRING DIAGRAM

CIRCUIT BOARD COMPONENTS wem

Y.8K
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[ — - SWICH SR6
5] o : < LOADER A2y |
b SEW P2 P o
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- | SAFETY SWITCH E‘f
(=] o 4]
1 W‘R"(@ TP4
|
LOADING  SEWING il |
SWITCH  SWITCH i
@ YR - YR PS5 l
BK-W o 1A cLamP sareTy y TP19
‘ SWITCH —(—
@ = APL MOTOR
gum START -
7Y WITCH
o BKM & =
@_ R 1r3.%
12 W
sl 3 . aa-W@ |
BRY ? msE = sp12 |°©
' =1 TIMING PATCH [ 101 | .
SWITCH SWITCH f’ | VS
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i l M 1"%
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POINTS 0z | 115
¥ | None 147 | TP25, TP26, 17-19Y,
k) § None FRAME
4 | None 162 | wNIB
7Y None 47 TP5
9 | None TP2 | None
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2. oc/CenTEr DENSE CIRCUIT
TROUBLESHOOTING CHART

- A39

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Machine fails to sew
in manual positions

MAIN SWITCH __ Push to Stop

Set meter on X 10 ohms scale and check
for continuity between 11Y and 12Y.
If & reading is obtained (one or two
ohms| the 0.6 ampere fuse is good. If
meter reads infinity (@ ), replace fuse.

Same as above

MAIN SWITCH ___ Pull to S1am

SELECTOR PEE

CLAMP TABLE — Back

LOADING______ MAN BACK
or

CLAMP SAFETY__Normal

MAN FRONT

Set voltmeter to the 50 volt dc scaie,
Connect the negative probe to ground
or 14Z and the positive probe to 4%
If a 24 volt dc reading is obtained, the
Fingers Down Safety switch is good.
If not_ replace switch.

Same as above

Same as above

Set the voltmeter 1o the 30 valt dc scale
Connect the negative probe to ground or
14Z and the positive probe to 1Y If a
24 voit de reading 1s obtained, the Cluich
Dog switch 15 good. If not, replace switch

Same a5 above

Same as above

Connect the negative probe 1o ground or
14Z and the positive probe to 102, If a
24 volt dc reading 15 obtained, the Patch
switch (pedal) is good. |f not, replace
switch.

Same as above

Same as above

Connect the negative probe 1o ground or
14Z and the positive probe to TP19. If a
24 volt de reading is obtained, diode SR1
is good. If not, replace the circuit board.
Connect the positive probe to 7Y. If 24
volts dc is still not present, replace the
AFL Motor Auto Start switch.

Same as above

Same as above, also:
Close Knee switch

Set the voltmeter to the 50 volt oc scale
Connect the negative probe to ground or
142, and the positive prabe to 162. 1f a
24 yolt dc reading is obtained, the
LOADING switch and sewing switch are
good, If not, replace first one switch,
then the other if necessary and recheck.

Same as above

Same as above

Set the voltmeter to the 50 volt dec scale.
Connect the negative probe 1o ground or
147 and the positive probe to TP4, If a
24 volt dc reading is obtained, the Patch
Folding Safety Switch isgood. If not,
replace switch,

Same as above

Same as above, also;

Set the voltmeter to the 50 volt dc scale.
Connect the negative probe te ground or
14Z and the positive probe 1o 3Y, Ifa
24 volt de reading is obtained, the Clamp
Table Forward switch is good. If not,
replace switch,
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5. SEW/CENTER DENSE CIRCUIT
TROUBLESHOOTING CHART

4212/

Same as above

Same as above

®

Set the voltmerer to the 50 volt de scale.
Connect the negative probe to ground or
142 and the positive probe 1o 8Y. If a2
24 voit dc reading is obtained, the Length
switch is good. If not. replace switch.

Same as above

Same as above

®

Set the voltmeter 1o the 50 volt de scale.
Connect the negative probe to ground or
14Z and the nositive probe 1o 4Z. i a
24 volt dc reading is obtained, the Clarnp
Safery switch is good. If not, replace
the switch.

Same as above

Same as above, also:
Press Knea Control

®

Set the voltmeter to the 50 volt dc scale,
Connect the negative probe to ground or
14Z and the positive probe to TPZ. if a
24 volt de reading is obtained, the circuit
poard components are good. |f not, re:
place circuit board.

Same 35 apove

MAIN SWITCH _ Push to Stop

tal
o

Set the meter to the X 10 ohms scale.
Connect the probes between 15% and
12¥. The meter should read approxi-
mately 25 ohms, If it does both Center
Dense and Start Sewing solenoids are
good. If the meter reads approximately
80 ohms, replace the Start Sewing sole-
noid. |f the meter reads 30 ohms, re-
place the center dense solenoid.

Machine fails 1o sew
17 AUTD DOSITIONS.

| MAIN SWITCH _ Push 1o Stop
Close Auto Sewing switch

Open switch,

Set meter 10 the X10 ohms scale. Make
a continuity check through terminais
{from yellow wire with green stripe 1o
white wire with red stripe). |If cantinuity
is present, the switch 15 good in closed
position. Repeat between yellow wire
with green stripe 10 vellow wire with
black stripe. If continuity 15 present
Auto Sewing switch is good in normal
position. If continuity is not present in
both positions replace Auto Sewing
switch.

Machine {2ils 1o sew
N Auto posItions,

MalN SWITCH _ Push to Stop
LOADING AUTO FRONT

SN |

Set meter 1o the X 10 ohms scale. Make
continuity check through terminals of
the LOADING switch at the black/
wihite striped wire and the yellow/green
striped wire. if continuity is present,
the LOADING switch 15 good. If not,
replace switch

Same 25 zbove

MAIN SWITCH — Pull 1o Start
LOADING AUTO FRONT
CLAMP TABLE — Back

Auto Sewing Switch __ Closad
LOADER SEW _ON

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground or
142 and the positive probe to 162. Ifa
24 valt dc reading is obtained, the
LOADER SEW panel switch is good. |If
not, replace switch.

Machine starts sewing
whnen loader arm
goes in,

{Relerence only)

See Patch Loader Motor Circuit @

Maching fails 1o sew
and Parch Loader
keens running.

{Reference only)

See Patch Loader Motor Circunt @

IF MACHINE FAILS TO STOP SEWING,
REFER TO STOP CIRCUIT @




6. END DENSE CIRCUIT

GENERAL DESCRIPTION

The function of the end dense circuit is to
change the stitching at the start and at the end of the
stitching cycle (ends of the pocket) from normal
density (center group long stitches) to end density
fine stitches. This is accomplished by energizing the
end dense solenoid at the start of the stitching cycle
ana just before it reaches the end and stops sewing.
This solenoid operates to control the density of the
stitch at the beginning and end of the sewing cycle,
by alternately operating through the Dense Start and
Dense Finish switches for time controlled durations.

CIRCUIT DESCRIPTION

The end dense solenoid is energized when its
115 volt ac circuit s campleted through triac TRS.

A4l

Triac TR8 conducts the 115 volts ac when 24 volts
dc is applied to its gate terminal.

The dense start circuit directs 24 volts de to
triac TR8 through the Clamp Table Forward and
Dense Start switches when the Clamp table is in the
back position. The Dense Start switch is actuated
when the clamp table travels forward a short distance
in a sewing cycle and opens the dense start circuit,
thereby de-energizing the end dense solenoid.

The Dense Finish switch is actuated at the end
of the pocket sewing cycle. It is ganged with the
Length switch and actuated by the same lever when a
block set on a roller bracket passes over the switch
arm.

= | 15Y

6. END DENSE CIRCUIT |
WIRING DIAGRAM

CIRCUIT BOARD R R 0
CONPONENTS [ DO

END DENSE 0
| SOLENOID

TR8
D 6D

BL BL P22 , 14Y
\ / \(‘"‘ .
° —+ | 16Y
DENSE * | penisH | 115 VAC
START FINISH c5
L3 SWITCH SWITCH |
BE L
a‘fé/ <) O L— %IP ALTERNATE
@ poiNTs|  TEST POINTS
/( 3y None

BLW™ =7 cLamprasLe
FORWARD
SWITCH

O
A=

14Y, 15Y, WNH,

= W ,‘.I 3
o WNIB

142 | TP25, TP26, 17-19Y,

FRAME
TP22 | None
TP28 | WNJB

=

24 V0C
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A42 6. END DENSE CIRCUIT - TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Mo End Dense at start

MAIN SWITCH Pull to Start
SELECTOR ___P&E
CLAMP TABLE Back

Set voltmeter to the 50 voit dc scale.
Connect the negative probe to ground
or 14Z, and the positive probe to 3Y,
If a 24 volt dc reading is obtained, the
Clamp Table Forward switch is good.
If not, replace switch.

Same as above

Same as above

Set the voltmeter to the 50 volt de scale.
Connect the negative probe to ground
or 142 and the positive probe to TP22,
If a 24 volit de reading is obtained, the
Dense Start Switch is good. If not, re-
place the switch.

Same as above

Same as above

Set the voltmeter to the 150 volt ac
scale. Connect the probes to 16% and
TP28. If a 115 volt reading is cbtained,
the circuit board components are good.
If not, replace the circuit board.

Same as above

MAIN SWITCH Push to Stop

Set the meter to the X 10 ohms scale.
Connect the probes to 16Y and TP28,
The meter should read approximately
80 ohms. If it does not, replace the
end dense solenoid.

No End Dense at
finish.

MAIN SWITCH Pull to Start
CLAMP TABLE _____ Back
SELECTOR _ELEC

Pull Clamp Table forward one half
inch.

Set the voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 14Z and the positive probe 1o TP22,
Close the Dense Finish switch by hand.
The meter should read 24 volts de. 1f it
does not, reset the Dense Finish switch,

Dense stitch through
whole cycle.

Same as above

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 14Z and the positive probe to TP22.
If a 24 volt de reading is obtained, make
a continuity check through the Dense
Start and Dense Finish switches and
replace faulty switch. (Continuity
through either switch in this check indi-
cates sticking contacts.)
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7. STOP SEWING CIRCUIT

CIRCUIT DESCRIPTION

The stop sewing circuit operates in conjunction
with the sew circuit. Whenever stop sewing solenoid is
energized, the machine will not sew.

GENERAL DESCRIPTION

The stop solenoid is energized when the 115 volt
ac circuit is completed through triac TR3. Triac TR3
conducts 115 volts ac to complete the circuit when
24 volts de is applied to its gate terminal, which takes
place when the sew/stop relay (RL2) contacts are in
the normal stop position {RL2 coil not energized). A
75-watt safety bulb is wired in series in the solenoid

1. STOP SEWING CIRCUIT

A43

circuit to absorb abnormal amounts of current that
may develop in the stop solenoid coil when the
solenoid draws its maximum current

The sew relay, RL3, contacts remain closed, and
the sew circuit functions when 24 volts dc is received
through clamp safety, Timing, and Clamp Table
Forward Switches. When machine is sewing, a holding
circuit is provided through the Length, Timing, and
Clamp Safety switches, Sew Relay RL3, and Diode
SRB, to the coil of Relay RL2 to stop sewing. The
Length switch opens one leg of the 24 volt dc circuit,
and the timing switch controls the final stopping.
When these switches are open, the sew relay contacts
will open, reestablishing the stop relay condition in
which the contacts are closed to conduct 24 volts dc
to triac TR3, thereby energizing the stop solenoid.

WIRING DIAGRAM -

CIRCUIT BOARD
COMPONENTS | STOP SEWING
SOLENOID

D

®® TP33-

CLAMP SAFETY .

DE’ o |RL3

SWITCH = SR6 XA

R3 13Y

P o

j:,RLE

oY & P25
T@—' 0 | AT L =
— 14Y
BRY—""_ !
2 [ 1 TMING : —> t0 TR2 — see
! = SWITCH Circuit 5 ”.f'ng 16Y
Y A — — page A38
> 3 5 | ALl MAIN
. Teer | ALTERNATE
BLW CLAMPTABLE | . points| TEST POINTS
o o Eﬁmfn RAAS 9Y | None
™3 13Y  |WNIB
BLW O BLW ’A\D W — i E— — — 15Y ME,‘}JEE?,WHH.
LENGTH  DENSE TP25, TP26, 19Y
WITCH  FINISH 5 2 = FRAME
SWITCH 17 TP33 |[WNJB
47 [ TPS
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A44 7. STOP SEWING CIRCUIT TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Machine will not stop
sewing

MAIN SWITCH Pull to Start

CLAMP TABLE ___ Back _

LOADING MAN BACK

SELECTOR ____ ELEC

Knee control: actuated

{Energize sewing circuit by de-
pressing knee control
mamentarily.}

@

Set the meter to the X10 ohms scale,
Connect the probes to the yellow and
orange test jacks near the drive shaft and
theck the adjustment of the timing switch
(See switch adjustment section. |

Same as above

Same as above

Set the voltmeter to the 50'volt dc scale,
Connect the negative probe to ground or
142 and the positive probe to 9Y. The
meter should read 24 volts de. This cir-
cuit must be broken when Length swite
is held open; then the voltmeter read-
ing will drop to zero. If circuit is

broken and start sewing solenoid is still
energized, replace the circuit board.

Same as above

Set the voltmeter to the 150 volt ac scale.
Connect the probes between 15Y and
TP33. If a reading of 115 volts ac is ab-
tained, the circuit board components

are good. If not, replace the circuit
board.

Sarne as above

MAIN SWITCH Pull to Start
(Mot sewing)
MAIN SWITCH Push to Stop

Set the meter to the X 10 ohms scale.
Connect the probes between 13Y and
TP33. If a reading of approximately

30 ohms is obtained the stop sewing
solenoid 1s good. |f not, replace solenond.,

Same as above

Same as above

Check for continuity through bulb be-
tween 15%Y and 13%. Meter should read
approximately 10 chms. If not, replace
with good bulb.
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8. THREAD PICKUP CIRCUIT

GENERAL DESCRIPTION

The function of the thread pickup circuit is to
operate the thread pickup fingers when sewing stops
but before the thread is trimmed. The thread pickup
switch is momentarily actuated by overthrow of the
clutch dog stop motion as soon as the stop solenoid is
energized. When the pickup fingers operate, they pick
up the ends of thread after each sewing cycle in
readiness for the next sewing cycle.

CIRCUIT DESCRIPTION

The thread pickup solenoid is energized by 115 volts ac
whean its circuit is completed through triac TR1.
T. . TR1 conducts the 115 volts ac when 24 volts
dc is applied to its gate terminal,

3. THREAD PICKUP CIRCUIT
WIRING DIAGRAM

A4S

Triac TR1 conducts the 115 volts ac when 24 volts dc
is applied to its gate terminal.

The 24 volts de is applied directly to the gate
terminal of TR1 from the source through the
contacts of pickup relay RL1 when the coil of RL1 is
energized. The 24 volts dc which energizes the coil of
RL1 comes through Thread Pickup switch, the
Length switch, Interlock switch (when the machine
head cover is completely closed), and Clamp Table
Forward switch, when the Thread Pickup switch is
momentarily closed at end of sew cycle. When it
energizes the coil, it also charges capacitor C3. The
capacitor discharges slowly, holding the contacts of
pickup relay closed long enough to assure the proper
action of the pickup solenoid.

24 yolts dc that energizes thread pickup relay
coil reaches the Thread Pickup switch through the
Length switch. |

— THREAD PICKUP
1Z R I 13 GIRCUIT BOARD SOLENOID
%, (< CoMPONENTS (CAXBB)EC) ;-B].x‘\ BC
THREAD PICKUP o £ o|ru > @{J
SWITCH TP35
— % Lm | Y oK
I y Y LA A] I
/ TRI IS%%DEK °
] | ¢ g
| 18 8C
C3 15Y
R BR Rl 0
- - 14
CLAMPTABLE 17Y-19Y o
0 ° o© FORWARD —
W | SWITCH :
: LW %‘? ALTERNATE
LENGTH DENSE TEST POINTS
SWITCH FINISH 5’ POINTS
SWITCH R 15Y |14y, 16Y, WNH, WNIB
rf 147 | TP25, TP26, 17-19Y, FRAME
TP1 | None
TP35 | WNH, WNJB
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A46 8. THREAD PICK UP CIRCUIT TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Mo thread pickup

MAIN SWITCH Pull to Start
CLAMP TABLE __ Back
LOADING MAN BACK
SELECTOR ___ELEC

Set the voltmeter to the 57 volt dc scale.
Connect the negative probe-to ground or
142 and the positive probe to TP1. Close
the l.ength and Pickup switches. If a 24
volt dc reading is obtained, the Length
and Pickup switches are goed. |If not,
make a continuity check through each
switch and replace faulty switch.

If.thread pickup solenoid stays ener-
gized, replace the circuit board.

Same as above

Same as above

Set voltmeter to the 115 volt ac scale.
Connect the probes between 15Y and
TP35. If areading of 115 volts ac is
obtained, the circuit board components
are good. |f not, replace circuit board,

Same as anove

MAIN SWITCH

Interlock switch held closed
by Machine Head Cover.

Push to Stop

| BC |

Set the meter to the X 10 ohms scale.
Connect the probes berween 15Y and
TPR35. If a reading of approximarely 80
ohms is obtained, the Thread Pickup
solenoid and Interlock switch are good.
If not, replace either or both of the
solenoid and switch,

If Thread Pickup solenoid does not ener-
gize fully or for a long time, replace
circuit board.
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9. TURNING FINGERS CIRCUIT

GENERAL DESCRIPTION

The turning fingers perform two functions, They
rise through the center cut in the material, cutting
tabsat the ends of the sewn pocket and on the down
stroke they turn the welt patch to the inside of the
pocket. The fingers can be actuated to move up
in three ways:

{1} Semi-automatically, when the kneecontrol
is pressed, the fingers will rise and returnto
the down position.

12} Automatically, at the end of a sew cycie,

the fingers will rise and return to the down

position,

{3} By turning the control panel FINGERS

switch to the UP position. The fingers will

rise,

If it is desired to raise the fingers to change the
biades, this can be done by setting the control panei
FINGERS switch to UP. They can be lowered again
by turning the frent panel FINGERS switch back to
SEMI or AUTO.

CIRCUIT DESCRIPTION

The turning fingers solenoid is energized when the
115 volt ac circuit is completed through triac TRE.
The triac conducts the 115 volts ac when 24 volirts dc
is applied to its gate terminal,

When the turning fingers are raised by setting
the front panel FINGERS switch to AUTOQ, the
voltage is available through the same path as in the
SEMI position. The turning fingers will raise auto-
matically when the Fingers Up switch is actuated.

When the Fingers Up switch is actuated, the
turning fingers will stay in the raised position through
means of a holding circuit provided through the
Fingers Down switch.

When the contacts of relay RLE are closed, a
holding circuit is provided to the coil of relay RLE
through the Fingers Down switch.

When the turning fingers are raised by setting
the front panel FINGERS switch to the UP position,
the 24 volts dc is applied directly to the triac and the
coil of the fingers up relay (RLB) through the Clamp
Table Forward switch, if the table is in the forward
position.

When the turning fingers are raised by setting
the front panel FINGERS switch to the SEM! posi-
tion, with the clamp table all the way forward, 24
voltage is applied to triac TRG6 through the Clamp
Table Forward.FINGERS. Turning and the Thread
Monitor switches to relay RLG.

A47
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A48 9. TURNING FINGERS CIRCUIT WIRING DIAGRAM

CIRCUIT BOARD

- COMPONENTS s
WK
THREAD TP16 RLG
MONTOR | © PT— @20 o Il |
SWITCH 15
+—>H
P ' /
oL .
THREAD [ P17 ¥5m
MONITOR |
(%) |
L TURNING
. SRI4 |  R6 FINGERS
A SOLENOID
-Il.v-"
W-BL P
L TP10
TURNING 2
SWITCH Y
Y6-S (36)
152
W @uz Y
FINGERS
UP SWITCH FINGERS 24v0C 115 VAC
p SWITCH TEST ALTERNATE
' @ POINTS TEST POINTS
(%) R | 2v | Tes
8 | wWnJB
o] (V) 18Y | 15Y. 16Y, WN-JB
$EH 11Z | TP17.TP16, WN-IB
Q\q BK 142 | Tp25,TP26, 17-19Y,
d f ) = FRAME
2y o 157 None
R 172 | None
o TP10 | None
. TP30 | WN-JB
FINGER SWITCH SR IBLE
FORWARD SWITCH
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9. TURNING FINGERS CIRCUIT TROUBLESHOOTING CHART  A49

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Turning fingers will
not raise in
FINGERS UP
position.

Set voltmeter to the 50 voit dc scale.
Connect the negative probe to ground
or 142 and the positive probe to 112.
If a 24 volt de reading is obtained, the
FINGERS switch is good in the UP
position. If not, replace switch.

Same as above

Set voltmeter to the 150 volt ac scale.
Connect the probes to 18Y and TP30.
If a reading of 115 volts ac is obtained,
the circuit board components are good.
If not, replace circuit board.

Same as above

(ac |
L

Set the meter to the X 10 ohms scale.
Connect the probes to 14Y and TP30.
If a reading of approximately 80 ohms
is obtained, the fingers solenoid is good.
If not, replace solenoid.

Turning Fingers will
noat rise in
FINGERS SEMI
position.

MAIN SWITCH Pull to Start
SELECTOR_______PA&E
CLAMP TABLE Forward
FINGERS up

Same as above

MAIN SWITCH Push to Stop
MAIN SWITCH Pull 1o Start
SELECTOR P&E
CLAMP TABLE ____ Forward
FINGERS SEMI

Press Knee control

(o)

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 14Z and the positive probe 1o BY.

If a reading of 24 volts dc is obtained,
the FINGERS switch is good in the
SEMI position, and the Turning switch

| Knee ) contacts are good. If no reading
1s abtained, check each switch and re-
place the faulty one.

Same as above

Same as above, also:
Close thread monitor switches

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 14Z and the positive probe 1o 112Z.
If a 24 volt dc reading is obtained, the
Thread Monitor switches are good. [f
not, replace faulty switch.

Repeat steps @ f and | 8C

Turning fingers will
not rise automati-
cally in FINGERS
AUTO position.

MAIN SWITCH Pull to Start
SELECTOR PRE
FINGERS ___________ AUTO

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 14Z and the positive probe to 172,
If a reading of 24 volts dc is obtained,
the FINGE RS switch is good in the
AUTO position.




A50 9. TURNING FINGERS CIRCUIT TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Same as above

Same as above, also:
Close Fingers Up switch

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 142 ard the positive probe to 15Z.
If a reading of 24 volts dc is obtained,
the Fingers Up switch is good. |f not,
replace switch.

NOTE: Table Forward switch must

close while Fingers Up switch is actuated.
See Switch Adjustments.

Same as above

Same as above

Set voltmeter to the 50 volt ac scale,
Connect the negative probe to ground
or 14Z and the positive probe 10 8Y.
If a reading of 24 volts de is obtained,
the Knee {Turning) Switch is good. I
not, replace switeh.

Repeat steps , , o | and

0

Turning Fingers start
to go up, but will
not go up all the
way.

MAIN SWITCH Pull to Start
SELECTOR P&E
FINGERS SEMI

Depress Knee switch momentarily,

Set voltmeter to the 50 volt de scale.
Connect the negative probe 1o ground

or 14Z and the positive probe to TP10.
If a reading of 24 volts dc is obtained,
the Fingers Down switch is good. If not,
replace switch.

Same as above

Same as above

Set valtmeter to the 150 voit ac scale.
Connect the probes to 14Y and TP30,
If a reading of 115 volts ac is obtained,
the circuit board components are good,
If not, replace circuit board.

Turning Fingers will
not go down.

MAIN SWITCH ____ Pull 1o Start
SELECTOR P&E
CLAMP TABLE Forward
Fingers raised by malfunction,

Set voltmeter to the 50 volt dc scale
Connect the negative probe 1o ground
or 142 and the positive probe 1o 112,
If a reading of 24 volts dc is obtained,
check the Fingers Down switch, the
FINGERS (panel) switch in the UP
position, the Fingers Up switch, and
the Knee (Turning) Switch. Replace
faulty switch.

Turning fingers
vibrate in UP
position.

Malfunction

Check for short in Turning Fingers
circuit in area of Fingers Down switch.
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10. UNLOADER CIRCUIT

GENERAL DESCRIPTION

The unloader circuit operates in conjunction
with the Automatic Clamp up control circuit. When
the clamp raises automatically, the auto clamp up
relay (RL7) remains energized, holding the clamp up
and supplying 24 volts dc to actuate the air jet nozzle
of the unloading circuit. There are two identical cir-
cuits which operate simultaneously for a controlled
length of time. One air jet nozzle is mounted on the
machine top surface to the right of the clamp table
and blows the completed material out to the left.
The other air jet nozzle is mounted above material
holder and blows the completed material down to a
hanging pesition,

CIRCUIT DESCRIPTION

Each unloading circuit consists of 2 solenoid
operated air jet nozzle, a triac, two relays and a time-

A5l

constant controlled capacitor which supplies the
voltage to energize the holding relay for the correct
duration of time. The unioader operates whenever the
clamp table is in the forward position and the
clamp arms are raised automatically.

Twenty-four volts dc is available through the
contacts of relay RL7 and the Auto Clamp Up swiich
to Unloader triac TR10, through the control com-
ponents on the unloader circuit board.

. The length of time the air solenoid is energized
is varied through the potentiometer. Normal adjust
ment is to have as short a blast as possible on the
right hand nozzle and a slightly longer blast on left
hand nozzle.

— —

CIRCUIT BOARD
COMPONENTS

' RL8

RLS

Ist UNLOADER
SOLENOID

R10

o | Yl

el T
"""

nd UNLOADER
SOLENOID

COMPONENTS

16Y

R10

&‘“W"REU

cl0—J =

> from Clamp Switch
—see page A22
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A52

10.

UNLOADER CIRCUIT TROUBLESHOOTING CHART

SYMPTOM

MACHINE CONDITIONS

TEST-REMEDY

Mo air blast for
material removal

MAIN SWITCH — Pull to Start

SELECTOR_____P&E
CLAMP TABLE Back
CLAMP Up

S,

Set voltmeter to the 50 volt dc scale,
Connect the negative probe to ground

or 14Z and the positive probe 1o 22,

If a 24 volt dc reading is obtained,
power supply is good and voltage is
available to the unloader circuit charging
capacitor,

Same as above

Send turning fingers up and down.
This will operate clamp up.

Set voltmeter to the 50 volt dc scale.
Connect the negative probe to ground
or 14Z and the positive probe to 5Y.
I1f a 24 volt dc reading is not obtained,

see Clamp Circuit @

Same as above

Same as above

Set voltmeter to the 150 volt ac scale.
Disconnect the orange (O) wire from
the unloader circuit board to the sole-
noid valves. Connect the leads between
16Y and the orange (O] wire from the
board and check for 115 volts ac when
the clamp goes up. |f voltage is present
and no air blast, replace solenoid valve.
If no voltage is present, replace unloader
circuit board.

|f air does not wrn off, replace unloader
circuit board.

21281




ELECTRICAL COMPONENTS - SETTINGS & ADJUSTMENTS AS3

MAIN SWITCH
START/STOP—_ |

CLAMP SAFETY SW~_| 0

GOAMIEIXIO

SELECTOR SW-
LOADING SW:

(5N] 3
A0 |
LOADER SEW SW—|

CLAMP CLEARING
SW.

V1)) ,
FINGERS SW— |

SEW SULEN(}V
FUSE -

24 V. CW
“USE

UNLOADING CIRCUIT
BOARDS

E

I~ ronTed T
CONTROL
CIRCUIT

CIRCUIT
BREAKERS

| -AC
| || Pc. BoaRD NTACTOR
| iTEST POINTS—
IFIER
.G6 |
=Z|
ﬁ*'l
| BE5
[l {i] MAIN
Fdﬂ M| REAR VIEW OF WA
CONTROL START/STOP
D* PSR SELECTOR
— CLAMP SAFETY~4.
‘
LOADER SEW
FINGERS LOADING
CLAMP
CLEARING
REAR VIEW - APL MOTOR
OF KNEE MANUAL START
CONTROL SEWING SWITCH
TURNING -*:'-:.a..L
D@ \ &
-y
9K)

421281



A54  ELecTRICAL COMPONENTS- SETTINGS AND ADJUSTMENTS

Before adjusting switches, pull Main (Stop/Start) Switch out and send Clomp Table to its back
position by turning Clamp Clearing Switch to Back. Set Selector Switch to "Elec.”. Energize
Sewing cycle by pressing Knee Control. This will eliminate clomp table feed pressure and per=
mit the Clamp Table to be moved forward manually. It will also encble switzhes to actuate
their corresponding solencids to simplify checking switch adjustments.

FINGERS UP sw. GDXG0XGR) CLAMP TABLE FoRWARD switch (BERGHGHER

Forward movement of _ Forword movement of roller bracker (B) must click
actuator (A) must click switch before the Fingers Up switch is octuated.
this switch after or while Bend switch lever as required.

bracket (8) has actuated IMPORTANT: Fingers will not
Clamp Table Forward

operate automatically unless
Switch:
DENSE START SW
APL MOTOR
auTO START sw.GDAD) See &
Set switch arm Insert =<
/4

this adjustment is correct.
high on bracket / 3

so that switch

clicks when contacted
by forward movement LENGTH SAFETY
SWITCH

of reller bracket (C).
Position switeh to click

Both switches must be
set to click at when contacted by forward

C

same time. movement of actuator (D).
A minimum of 3/8" must be
maintained between the center
line of the Length Switch roll and
the Length Sofety Switch roll.
Fi
@ DENSE FINISH- LENGTH SWITCHES

AUTOMATIC
CLAMP UP

SWITCH T\ ) f F
FINGERS DEWN_’_W DD DR e —
X

See facing page

SAFETY SWITCH FINGERS DOWN

ARDAAEE)

Set switches to click

SWITCH ;
Set this switch m\\(_j{,
just before lever (E) click just before !
reaches bottom of rolls (F) reach £ b
its stroke. top of slots in =
cam plate

IMPORTANT: Switches click twice == once when
the lever is depressed ond again when the lever
is relessed. The click points coan be heard at

close range or may be felt by placing o finger AUTOMATIC
lightly on the fulcrum poipt of the switch lever. CLAMP UP
NOTE: All adjustments refer to the First click SWITCH It}
of the switch. FINGERS DOWN
SAFETY SWITCH-_!
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ELECTRICAL COMPONENTS - SETTINGS AND ADJUSTMENTS __ADD

DENSE FINISH & LENGTH SWITCH
"OFF THE MACHINE" ADJUSTMENTS -  Holding

o scale against front of switch unit, check the

click points of both switches os follows:
When switch unit lever is depressed 1/14" the
Dense Finish switch must click, When lever is
further depressed on additional 3/32" , the Length
switch must click. This unit is pre=set for this
timing, but if reclignment is necessary, do so
by mears of the adjusting screws.

ADJUSTING

SCREWS ROLL

LENGTH
SWITCH

"ON THE MACHINE" ADJUSTMENTS - Install the

switch unit on machine to the following settings:
It must be high encugh on its brocket so that
the forward movement of octuator clicks both
switches, and the roll remains in contoct with
the cctuctor os long os possible. See Thread
Fickup switch adjustment.

» not set too high or the ciamp circuit will
be broken when the clamp ftoble trovels bock
fo Ustort sewing" position, causing the clomp
to fall momentarily. When adjustment is correct,
there will be five or six dense stitches before
stopping ot the end of the sewing eycle.

ACTUATORZ,
DENSE FINISH 25

SWITCH

SWITCH

CLUTCH DOG SWITCH

Set switch to click within 1/8" movement of clutch
dog. This adjustment can only be mode when
clamp table is in the rear position, stop motion is
locked, and the cluteh solencid is raised monually.

CLUTCH DOG

SEWING

THREAD PICK-UP SWITCH

The overthrow of the stop motion is sufficient to

momentarily actuate this switch.
Adjust switch so thot it clicks on ond off with
approximately 1/14" actuotor movement. It is
very important that this switch “click” off or
else damage to the Thread Pickup Fingers and
needles may result. If interference cecurs bet-
ween switch lever and spacer, bend the lever
slightly te cleor spacer.

THREAD
PICK-UP
SWITCH
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AS6

ELECTRICAL COMPONENTS- SETTINGS AND ADJUSTMENTS

TIMING SWITCH

The Clutch Dog (Bumper) must be "triggered" of
the correct moment to engage the Cluteh Releose
Dog without "fly-over". See page A92, Clutch
Dog (Bumper) Adjustment. Accurate odjustment of
both Timing Switch ond Eccentric is essential to
stop the sewing at the correct time. Before start-

ing oadjustments, set the Control Panel in the

following position:
Main Pull to Stort
Selector P&E
Clamp Safety MNormal
Loading Man. Front or Back
Loader Any Position
Clamp Clearing Center *
Fingers Any Position

Press pedal to send Clamp Table to its bock position
{* or by Clamp Cleoring Switch). MNow, move
Selector Switch frem P & E position to ELEC. posi-
tion and Press Knee Control to release Drive Shaft.
TO ADJUST: Check thot timing switch lever
is riding on the high point of eccentric (point
between the set screws) and that the switch has
been octuated. (This indicotes that the Stop
Sew Circuit is now "OPEN"). |f not, readjust
switch or eccentric, Press hondwheel in ond
turn counter clockwise, The switch should
click (this indicates that the Stop Sew Circuit
is now "CLOSED" }and should remain " CLOSED"
for 23 of o drive shaft revolution. The switch
should then click "OPEN" and remain "OPEN"
for 1/3 of a drive shaft revolution. If not,
reposition switch to obtain this setting. Accu-
rate timing of clutch dog (bumper) is obtoined

TIMING SWITCH

4212/81

by moving the eccentric. The switch must click
"CLOSE" when the needle bar rises to 1/4 inch
from the top of its stroke. Reposition eccentric
as necessary .

NMOTE: If Clicks connet be felt or heard, test
jacks are provided at the Timing Switch to check
the switch electrically. The timing switch is wired
from its normally closed pole (NC) through relays
(RL3 & RL2, see page A43) to the Stop Sewing
Solenoid. When the timing switch is actuated by
the high point of the eccentric, this circuit to the
relays is open and there will be o reading ocross
the voltmeter, becouse the jacks ore wired ocross
the common pole and normally open (NQO) pole,
which would complete o circuit through the volt-
meter when the switchis actuated by the eccentric.

STOP SEWING CIRCUIT
"CLOSED" fer 2/3 of
Drive Shaft revolution
o reading on voltmeter)

ne o

i

STOP SEWING
CIRCUIT "OPEN"
for 1/3 of drive
shaft revelution,
ireading on
voltmeter)

TIMING
SWITCH

it

Pt
A

KNEE CONTROL

APL MOTOR MANUAL
START /SEW
SWITCH
TURNING SWITCH GDGHEDGKIER)




ELECTRICAL COMPONENTS - SETTINGS AND ADJUSTMENTS AS7

PEDAL SWITCHES

STANDING

SITTING

18

CLAMP SWITC |~ _L—cLamP
\-"l, W T TABLE
”"‘J\,J/:/ BACK

SWITCH

Longer
distant
toward
front

SWITCH

Shorter
distant

toward
front

THREAD MONITORING SWITCHES

These switches ore wired in series ccross the Turn-
ing Fingers circuit. If thread brecks, the opening
of either of these switches will keep the turning
fingers from raising, thus allowing the operator
to moke repairs.

TO ADJUST: Set switches on bracket to ossure
activation when threads are tout ot the end of
the sewing cycle. Set dampers to cause switches
to click on or off when actuated or relecsed by
thread movement.

THREAD Dampers
MONITORING ¢
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A58  ELECTRICAL COMPONENTS - SETTINGS AND ADJUSTMENTS

AUTOMATIC SEW SWITCH

As the patch loader is returning to ifs rest position,
ofter loading patches, screw (H) actuates Auto-
matic Sew switch, which starts the sewing cycle.
Settings must be so that switch clicks when patch
loader arm is traveling in the direction of arrow,
and potch tray is clear of patch folding mechanism.
TO ADJUST: Set patch loader arm to meet above
conditions by loosening collor. Rotate and set
collar to actuate Automatic Sew switch when
patch loader am is ot above described position.
CAUTION: The Automatic Sew switch is set in

o fixed position and is not odjustable.

AUTOMATIC SEW SWITCH

LOADER MOTOR SWITCH

When the patch loader arm returns to its rest pasi-
tion, screw (J) octuates the iooder motar switch,
which in turn stops the loader motor. In combing-
tion with the broking mechanism and this switch,
the patch lcader arm must come to o complete stop
as soon os this switch is actuared.

TO ADJUST: With patcn loader arm in rest
position, adjust screw (J) to click Loader Motor
switch. After switch clicks, check that there
is 1/16" additional travel of patch loader arm.
This is to ossure that the switch remains actuated
in order to prevent the premature starting of
the loader motor.

LOADER
MOTOR
SWITCH
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PATCH LOADER SWITCH

When patch loader arm reaches loading position,
screw (K) will actuate Patch Loader switch, caus=
ing the patch folding brushes to close. This switch
hos a strong internal spring which is very effective
i preventing deflection when the patch loader
arm contacts stop.

TO ADJUST: Position screw (K) so that it causes
the Patch Loader switch to click when the patch
tray is in loading position. |MPORTANT: Check
that switch plunger has 1/64" additional travel
after patch loader arm has reoched its loading
position. This added movement is necessary to
prevent jamming plunger into body of switch.
If necessary, loosen nut (L) ond reposition the
switch on Lracket to obtain 1/64" movement.

PATCH LOADER

PATCH FOLDING SAFETY SWITCH

This switch is connected in series with the Sew/
Center Dense Circuit. It is actuated by the clos-
ing of the Folding Brushes when the Clamp Table
is in or cpproaching its rear position. Its func-
tion is to prevent sewing from starting until the
Brush Blades are between the needle slots and sides
of the Potch Guide.

TO ADJUST: The following procedure is for
obtgining the proper timing of switch actuation
in relation to the position of the Brush Blades.

I. Operate Clamp Toble to its back position
allowing Clomp Arms to drop ond Folding
Brushes to remain open, while keeping Pedal
depressed.

2. Stop flow of oil to Patch Folding Cylinder
by turning Patch Folding metering screw (see
page &1)until Brushes remain open when the
Pedal is releosed.

3. Turn Patch Folding metering screw out,
which will couse Folding Brushe: to slowly
close. Listen for actuation (click) af swirch.
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4. Click of switch must occur when Brush
Blades ore approximately 1/32 of an inch
from the sides of the Paotch Guide. This
odjustment may wvary slightly depending on
the thickness of the material being used.

BRUSH BLADE |
(F‘ATEH GUIDE . '

| =
rm
m
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—
rm
[
=
=
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5
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When moking these adjustments or replocing o

switeh, the Pump and Motor must be turned OFF.

Proceed as follows:=
I. Send Clomp Table to its forward position.
2. Set Selector Switch to ELEC. position.
3. Turn Clemp Cleering Switch te BACK
position, Clamp Toble will not move be-
cause of position of Selecter Switeh but the
Clomp Toble Travel Sclencid will be ener-
gized permitting monucl mavement of the
Clomp Table.
4. Menuslly close Folding 3rushes.
5. Holding Folding Brushes close, manually
move Clamp Toble to rear pesition.
6. Switch should octuote iclick) when
Clamp Table is 1/16 of on inch from its
extreme rear position.
TO ADJUST: Set switch position on
Bracket by meons of screws (M}, Obtain
bock and forth setting of ccruater by
means of screw [(N).

PATCH FOLDING
SAFETY SWITCH

50

PATCH LOADER MOTOR BRAKING

When moking the following adjustments, set the
Control Panel switches as follows:

Main . . « « . . Pull to Srart
Selector. .P&E
Clomp Sofety . Repaoir
Loading . . « - Maon. Frenat
Looder 5ew. . . . Off

Clamp Clearing . Center
Fingers . . Any Position

Broking is used to instontly stop the rotor o5 soon
as the motor has been de-energized. This prevents
overthrow of the Patch Looder Arm when reaching
its rest posifion.

With Clomp Toble all the way back, momentarily
press Knee Swirch. Relegse os soon as the Patch
Loader Arm has trovelled o short distance. |If there
is any overthrow or "gliding" of the Parch Locaer
Arm ofter the Knee Swirch is releosed, cdjust Potch
Looder Motor Braking.

TO ADJUST:

1. Remove oil cups and moter cover.

2. Press ond release the Knee Switeh while
cbserving action of rotor at point (P).

3. If there is overthrow, turn the adjusting
screw (Q) clockwise for more oraking action.
The downward movement of the rotor should
be aopproximately 1/64 of an inch when the
Patch Loocder Motor is energized.

CAUTION:

Excessive broking will couse the

Patch locder Motor to overheat and binding

iy

may occur.

~——PATCH
LOADER
MOTOR

46|
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INTERLOCK SWITCH

This switch is wired in series with Thread Pick=
up Circuit. Its purpose is to prevent the actuation
of the Thread Pick-up Solenoid if the machine
head cover is not completely closed.
TO ADJUST: Switch should be set on its broc-
ket to "click" open os scon os machine head
cover is raised,

INTERLOCK
SWITCH

STOP/START SOLENOID

THREAD PICK-UP
SOLENOID

STOP/SEW
" SOLENOID

)

< START/SEW
»J_ SOLENOID

CENTER [§
DENSE )

-PATCH
-END
DEIIEH’SE TURNING

42-12/81
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A62 WIRE CONNECTIONS AND TEST POINTS
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A64  sINGLE PHASE POWER SUPPLY WIRING DIAGRAM
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MULTIPLE PHASE POWER SUPPLY WIRING DIAGRAM A65
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CLAMPING

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

up, which in turn caouses Clomp to move fo ifs
down position. When the pedal is partly depressed,
the Clamping Circuit activates the Clamping Sole-
noid. This couses the plunger in Clomping 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 ARMS
Y/CU’IMF FOOT

—— E———== C|AMP PLATE
K

CLAMPING CYLINDERS

PISTONS
CONTROL CIRCUIT CLAMPING VALVE ||
BOARD BLOCK
PEDAL —l- Gl L RELAY oL SOLENOID Ll PLUNGER
k- SWITCHES — —— |
CLAMPING CIRCUIT
PUMP

MAINTENANCE AND ADJUSTMENTS

CLAMPING SPEED

Clamping speed is odjusted by varying the flow of
hydraulic oil to the Clomping Cylinders by means
of the Clomping 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 SCR

42-12/81
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CLAMPING

CLAMP PRESSURE

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

1. Release all clomping 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" cbove clamp plate.

TO ADIUST: 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 clomping pressure by turning screw (C)
inward until it bottoms, then one=half turn further.
Tighten nut (A).

4. Check that Clomp holds materidl firmly at all
points. If slippage occurs under either side of
the clamp foot, increase pressure on that side by
turning screw (C) slightly further inward, but not

CLAMP ARM

1
CLAMP PLATE

2128

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

TROUBLESHOOTING
CLAMP FAILS TO HOLD THE WORK

Check pads of clamping mats. Replace if worn.
Check rubber soles of clomp foot. Replace if
Check and readjust clomping pressure if
necessary. |f lack of pressure pemists, 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 clomping cylinders.

CLAMP OPERATES SLUGGISHLY

Check that Control Panel is set fo. desired opero-
ting procedure. Check clamp pressure adjustments
for binding. If trouble still persists, recheck the
Clemping Circuit,

WwWorn.

CLAMPING
CYLINDER

CLAMPING MAT
CLAMP FOOT
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CLAMP TABLE TRAVEL

Clemp Table and Intermittent Feeding are hydrauli=
colly 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 Solencid.
This establishes a holding circuit to continue ener-
gizing the solencid, ond lowers the Clamp Table
Plunger, directing oil to the front of the Clamp
Table Control Cylinder. This cction moves the
Clomp Teble back and maintains this position until
the holding circuit is broken. (Described in the

owing parogrophs.) Sew/Center Dense Valve
Block ond End Dense Valve Block eore fully open

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

CLAMP CLEARING-FORWARD (not sewing)

When the Clomp Table is in its back position,
moving Clemp 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 reor of Clamp Table Con-
trol Cylinder, cousing the Clamp Table to move to
its forward position, Sewing/ Center Dense and
End Dense Vaolve Blocks are still fully opened,
allowing for fast movement of Clamp Table.

CLAMP TABLE CONTROL CLINDER—~.

7 ’r ]
— _ b_Jd
" CLAMP TABLE INTERMITTENT
’ CLAMP ROTOR VALVE
CLEARING
| SWITCH
CONTROL CIRCUIT L)
s CLAMP TABLE TRAVEL
R cmL__cun VALVE BLOCK
PEDAL ] SWITCHES » RELAY | "+ SOLENOID H PLUNGER
o E——— : g — " — e —
CLAMP TABLE CONTROL CIRCUIT -
I SEWING/DENSE
KNEE | | CIRCUT ot
SWITCH  [f SWITCHES —T—__RELAY —{ SOLENOID |- PLUNGES
SEWING/CENTER DENSE CIRCUIT —
END DENSE
VALVE BLOCK
I
il r} RELAY [Ji_smmnm s PLUNGER
~ " e —
END DENSE CIRCUIT e

4212
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CLAMP TABLE TRAVEL

INTERMITTENT CLAMP TABLE FORWARD
TRAVEL AND STITCH DENSITY

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

The Clutch is also engoged when the Knee Switch
is pressed. This couses 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 Cloamp Table Control Cylinder. This action

ollows the Clamp Toble to travel forward only
when needles are out of the work. At the end
of the sewing cycle, both Sew/Dense ond End
Dense plungers rise and the rotor of the Intermit-
tent Valve stops. This provides fost 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 ot the beginning and end of the sewing
cycle. This provides for closer stitch density 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 aoubt or a skip of the first
stitch persists despite correct odjustment of the
related sewing elements, it would be wise to make
o "pricking=in" test as follows:

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

2. Ploce o sheet of strong paper under clomp
and operate machine through ifs sewing cycle.

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

2nd Prick

of Needles 12-14 Stitches per inch

over center posifion

an -

R__—5-% evenly spaced SﬁtthES\j

STITCH DENSITY AND CLAMP TABLE
TRAVEL SPEED

These adjustments must be made in the follow-
ing order with the machine at normal operating
temperature .

42-12/81

CLAMP TABLE TRAVEL SPEED (not sewing)

Clomp Toble 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 Clamp 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
SCREW

CLAMP

INTERMITTENT VALVE

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

T0 DISASSEMBLE

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

2. With Drive Shaft in "Locked" Fosition, re=-
move Rollpin (K).

REAR LEVER

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

4. Disconnect Pin (F)
from Connecting Rod.

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

CONNECTING
ROD

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

LOOPER
DRIVE

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 Bleek (L) from
Intermittent Valve.

LOOPER ARM

9. Before removing End Cover (H) ond Roter,
eliminate all sharp edges on Rotor Shaft end wipe
cleon to ovoid domage to Qil Seals (J).

LOOPER |\ TERMITTENT

VALVE

TIMING

4212/81
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CLAMP TABLE TRAVEL

TO REASSEMBLE

1. Before reassembling the Intermittent Valve,
clean and remove any shorp edges from reploce~
ment parts in order to avoid domage to Oil Seals.
Also check that Cover Gasket and all Qil Seals
are all in good condition.

2. Replace Crank Block (L) end Rellpin (E).

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

4. Replace Rollpin (K).

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

6. Attach the Connecting Rod to the Reor Lever
with Pin (F).

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

B. Attach hydraulic tubes to Intermittent Valve.

9. Reassemble Timing Switch Bracket (D) on Bed-
plote. |If necessary, check Timing Switch setting
(Page AS56).

TROUBLE SHOOTING
CLAMP TABLE FAILS TO TRAVEL

Check for mechanical sbstructions to Clamp Table
movement.

Check for broken piston rod of Clomp Table Travel
Cylinder. Assembly.

%
Check Clamp Table Contrel Cireuit.
Check Drive Shaft. If Drive Shaft hos been dis-
assembled, Intermittent Valve may be 180 degrees
out of time, which is cutting off oil supply to

Clamp Toble Travel Cylinder. 5ee Drive Shaft
Assembly.

CLAMP TABLE TRAVEL SLOWLY
OR IRREGULARLY

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

positions several times.

4212/81

Detach Clemp Table from piston rod and check thot
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 Cireuit.

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

CLAMP TABLE MAKES LONG FEED STROKF
AT LAST STITCH

Check odjustments 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.
NMOTE: The plungers in the manifold valve
blocks are not completely interchangeable. In
order to ovoid 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 odjustments of the Llength Switch and the
Timing Switch.

Check that the Length Switch is octuated before
the Length Saofety Switch.

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

Check for broken or weak springs on solencid at
Clomp Table Manifald Velve Block.

Check Clomp Table Control Circuit.



CLAMP TABLE TRAVEL

AT3

FIRST STITCH SKIPS DUE TO SLOW

1.

STARTING OF CLAMP TABLE

& partial vacuum created between Sleeve and

Rear Cylinder Cap may delay the initial sewing

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

2. Too little tension on the Clamp Toble Sclencid

trovel of the Feed Piston.

T0 ADJUST:

REAR CYLINDER CAFP

Springs (K) or a sticking "O" Ring on the Clamp
Feed Plunger can create o hesitation in the initial
clamp forward feed.

Check that, as
the Clomp Table
is returning to the
"start /sew" posi=-
tion, there is no
hesitation in the
Clamp Table
Travel during the
lost 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-
ing @ similer hesitation when the Sleeve starts
forward out of the Cap. Using o small three
cornered file, cut two light relief grooves
lengthwise and opposite each other in the in-
side diometer of the cop cpening. The grooves
should not exceed .015 inches in depth. |If
the grooves cre cut too deeply, o pounding
action will result each time the Clomp Taoble
is sent back becouse the cushion of ail, between
the Sleeve and the Cap, will dissipate too
quickly.

GROOVES

TO ADJUST:

s MANIFOLD CLAMP
In addition to us-
? s VALVE FEED
ing o new "O" ) giGek | p|UNGER

Ring on the plun-
ger, the tension
of the Solencid
Springs (K ) con
be increased by
screwing  Spring
Anchors (L) far-
ther inte Manifold
Vaolve Block to
spesd up release
of Clamp Table
Selencid.

3. The setting of the Clutch Dog Switch is eritical
in that the Clamp Table Back Helding Circuit must
be broken as quickly as possible ofter the Stort-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 ond elec-
trically operated. Operating the pedal controls
the electrical circuit which energizes the solenoid
of the Patch Folding Circuit. This solenoid controls
o manifold plunger which shifts the flow of cil to
the Patch Folding Cylinder. When solencid is de~-
energized, plunger movement causes cil to flow to

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

the piston up to roise the Patch Guide and open
the Patch Folders.

| © FOLDING
BRUSHES
— (OPEN)

PATCH FOLDING PISTON

CYLINDER—

CONTROL CIRCUIT
BOARD

PATCH FOLDING
VALVE BLOCK

PEDAL _4 Sﬂﬁ%ﬁgg ol RELAY | » SOLENOID |—st PLUNGER
PATCH FDLEING 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 hydroulic 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.

4212181



PATCH FOLDING
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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 Potch Guide and the
Potch Guide Arm, tighten screws (A) sufficiently
for slight restraining of the Patch Guide, If ploy
exists between the Potch Guide Arm ond Hinge
Brackets, loosen only ocne Hinge Bracket and,
while pressing brackets together, retighten screws
{B). As long as one Hinge Brocket remains fixed,
Potch 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 Throaot 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
slat is in line with center slot of Throat Plote. If
Patch Guide cennot 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 ond Backing Material snugly into the
corners of Patch Guide (see insert, poge A-77).
The materiaol must also fit evenly ogainst entire
length of Patch Guide.

PRELIMINARY CHECK POINTS

Check Patch Guide odjustment, Patch Faolding
Brush Blaodes must be correct for the weight of
welting material, Refer to Foldout I, "Corres-
ponding Replacement Parts for Reece Series 42
Welting Machine ot the rear of this Manual.

PATCH GUIDE

A
P ” HROAT PLATE
//"
PATCH FOLDING
BRUSHES PATCH GUIDE

PATCH GUIDE
ARM

H1NGE BRACKET

PATCH

THHDAT
PLATE

{.EEHTER SLOT

PATCH GUIDE ARM

4212181



PATCH FOLDING

VERTICAL ADJUSTMENTS

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

TO ADJUST:
of screws (E}.

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

TO ADJUST: Combinetion of loosening ond
tightening screws (F & G) will vary height of
rear end of Brush Blodes. To raise reor end,
loosen screw (G) ond tighten (Fl. Te
logsen screw (F) ond tighten (G).

HORIZONTAL ADJUSTMENTS

The Brush Blodes must close parallel to the Patch
Guide and with clearance on each side of the
Potch Guide equal to the thickness of Welting ond
Bocking Materiol. To assure gccurate performance,
it is essential thar the correct relationship exists
between the Patch Folding Arms, Slide Blocks,
Slide Brocket ond Clevis. Refer to Foldout Il ot
the rear of this monual so thar proper settings
are established before performing the following

Obtain this setting by meons

lower,

odjustments.

TO ADJUST: After proper settings ore ob-
tained, it moy still be necessary to re-esrablish
porallel relotionship between Brush Blodes and
Potch Guide by means of screws (F).

Further adjustment for more or less clearance bet-
ween Patch Guide and Brush Blodes can be obtained

Piston Red in or out of
Clevis. Keep pliers
close 1o MNut (J) when
making adjustment,
Clearance (M) wvaries
with Patch Guide set-
ting used wnen Patch
Folding Brush Arms are
in the closed position.

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

CLEVIS ~

PISTON
ROD

INSTALLATION OF PATCH FOLDING BRUSH BLADES

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

turn to tighten

v turning Piston Rad in or out of Clevis. nglrg]i.lilﬁ
TO ADJUST: Loosen Nut (J) ond using o BRUSH
poir of pliers (03-0123 ignition pliers) turn BLADE
PATCH FOLDING SLIDE
BRUSH BRUSH ARMS
BLADE

WELTING
MATERIAL

PATCH FOLDING
BRUSHES

42-12/81
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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 poges 7-7.

PATCH GUIDE AND PATCH FOLDERS
DO NOT OPERATE AT DESIRED SPEED

Check Patch Folding Adjustments. If sluggishness
persists ot moximum 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.

Mo binding or interference exists in the Pateh
Guide or Patch Folding mechonism.

Recheck Patch Guide and Potch Folding Brushes
odjustment,

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

421281

WELTING PATCH DOES NOT TRAVEL
PROPERLY ALONG PATCH GUIDE

Check Patch Guide Adjustments.

Cheeck condition of Patch Guide. There should
be no nicks or scratches that would prevent the
Welting Potch from sliding off the Potch Guide.
The tail.end of the Patch Guide must be smooth
and have sufficeint radius to allow the forming of
the Welt aond 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 Potch Loading is electricolly controlled Potch Folders will fold Welting and Backing
and operated. Material oround Patch Guide.
With Control Panel Switches set for the desired Patch Tray will return to its rest position.

operating procedure und with Patch Tray loaded
with Welting and Backing Matericl, pressing the
Pedal will start the following outomatic sequence: Patches will be turned and Tobs cut.

Sewing and Center Cutting will be completed.

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

Clamp Table will travel to ifs rear position. the Clamp will rise and the Work is removed.

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

CONTROL CIRCUIT
CIRCUIT il LOADER
\_, BACKING

MATERIAL

AUTOMATIC PATCH LOADING CIRCUIT PATCH

MAINTENANCE AND ADJUSTMENTS
PATCH LDHDEH AND STOP In order to moke these adjustments, the Automatic

Potch Loader should be set to operate manually.
>r proper looding and Folding of the Welting and

Bocking Potches, the following conditions must Set the Control Ponel Switches as follows:
e mat: Main ..vsessnssas Pull to Start

¥ Smm'h.und uninterrupted movement of the wabiaiss . fosas P&E

Potch loader Amm.

r | Safety ..... R

2. The Arm should not be deflected or bind as Slamp: Sately i

it contacts the Stop. loading ceveesesss Man. Front

3. Sides of the.Patch Troy should be parcliel loader Sew....... OfFff

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.

Clomp Clearing ... Center

Fingers..coesusues Semi

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

4212/81
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AUTOMATIC PATCH LOADING

ADJUSTMENT PROCEDURES

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

3. locate extreme Forword movement of Llooder
Armm by cperating Knee Control. Operate the
Knee Control several times to determine its most
forward point.

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

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

&. With the loader Arm held against Step (Spring
Clip 03-0193 may be used for this purpose) set
inside edge of Bock Block of Patch Tray 1/2¢
from needles,

TO ADJUST: Loosen screws (E) to obtain this
setting. This 1/2" setting con olso be ebtained
by loosening nuts (C) and repositioning entire
Patch looder Moter Assembly.

While moking these adjustments, maintain the
parallel relationship between the Patch Guide ond
the sides of the Patch Tray. After abtaining the
adjustments, operate the Automatic Patch loader
several fimes to check that no binding exists.

LOADER ARM

TRAY
PLATE

=

|| ke paTCH TRAY B

PATCH GUIDE AND PATCH TRAY
ALIGNMENT

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

Clearance between underside of Patch Tray ond
top of brushes should be approximarely 1/16"
to 3/32%.
T0O ADJUST: Loosen screw (B) te roise or lower
Loader Arm. Toke core not to lose previous
loader Amm and Stop adjustment.

PATCH TRA¥—=, )
I ' '.:é} o ‘;4 =
_‘F_-T_ Al
16 -
33 —
PATCH GUIDE ——

]

i
BRUSH BLADE

PATCH HOLDER

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

to the loading position.
The distance (X from the FA{EEE HOLDER

Patech Holder and front
edge of Left Tray Plate
should be slightly more
than the thickness of the
Welting and Backing
Patches. This is to ollow easy insertion of Welting
and Bocking materiol ond alsv to prevent interfer-
ence with Patch Folding.

T PATCH
| GUIDE

Y

ADJUSTING
& SLIDE LOADER ARM-\

A

— ] NEEDLE

£~ BACK BLOCK A

F'AT\CH GUIDE




AUTOMATIC PATCH LOADING
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TROUBLESHOOTING

MACHINE WILL NOT SEW AND
LOADER ARM CONTINUES
TO OSCILLATE

Automatic Sew Switch is not actuating when Loader
Arm returns to its rest position. (See poge AS5B)

WELTING PATCHES ARE NOT
BEING SQUARELY FOLDED

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

AUTOMATIC PATCH LOADER BINDS
OR REMAINS IN LOADING POSITION

Incerrect relationship between the Stop and Patch
Loader Am. (See poge AB0.)

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 poge ASB)

CAUTION: Do not disconnect power source of
push Moin Switch in to stop machine while the
Loader Am is in Looding position. Damage to
the Loader Arm ond Looder Motor may result
as Clomp Table travels forward.

4212081
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SEWING

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

NEEDLE BAR-—__ :

@ ORIVE
SHAFT

CLUTCH
CONTROL CIRQUIT ] | e
. BOARD -
KNEE CIRCUIT 1 SOLENTHD |
SWITCH [ swircues [T L_RELAY _|—

[ smrT L

I SOLENOID MOTOR

SEWING/CENTER DENSE CIRCUIT

MAINTENANCE AND ADJUSTMENTS

the Meedle Bor at the stort of the next sewing

cycle,
T0 ADJUST: Loosen Screws (E} ond pesition
Actuator (F) to open Tension Bar (D) when the

Clamo 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 Ber (D) should open when the Clomp 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 Lloop for average
sewing conditions is obtained by setting the top
of Plote (H), one and o half inches obove the
top surtoce of Machine Head.

NEEDLE BAR HEIGHT SETTING

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

TO ADJUST: With Stop Mation locked and the
Clamp Toble forward, insert Gouge (03-0145)
under the Potch Guide fo rest on the Throat

Plate, By loosening screw (J), set MNeedle
J
NEEDLE MACHINE
HEAD
NEEDLES

//PMCH GUIDE

THROAT PLATE

4212/81

Holder to rest on top of the Gouge. Before
tightening screw (J), check that Meedle Holder
is squore with Machine Head.

In the event that excessive play exists in the
Meedle Bar, check the Rocker Am Assembly,

{poge ABB),

THROAT PLATE

Throat Plate should be positioned so that the Cen=
ter Knife enters the cutting slot of the Throar Platre
evenly over the entice are of its swing., The
Meedles should enter needle slots of the Throat
Flate with thread clecronce on both sides of slors
ond slight cleoraonce ot end of slots.

CUTTING SLOT

CENTER

KNIFE

NEEDLE
SLOTS~—"4¢2 THROAT
NEEDLES PLATE

T0 ADJUST: With Clomp Table in its rear
position, Clemp Safety Switch ser to NORM,
depress Pedal holf way to open Folding Brushes
ond ser Selector Switch to ELEC. This will
leave Folding Brushes open, allowing for re-
moval of Potch Guide. Menually cperate
sewing® and cbserve Meedles ond Center Knife
locations in Throat Plote slots. Mowve knife
bock ond forth te check alignment, Then
stightly loesen screws (K) ond tap the Throat
Plate inta the required position. Tighten oll
screws ond reploce Patch Guide.

*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 relecsed, permitting manual sewing
operation.

IMPORTANT: Be sure to return wire cofter
adjustments ore made ond before returning

to normal cperotion.



SEWING
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“hen the Meedles rise
/64" = 1/8" from the
bottom of their stroke,

LOOPERS

The following diagrams illustrate the sequence of Looper ond Meedle oction for each stitch.

HOLDER

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

HREAD LOOPS

SHOULDER

On stroke,

the down
needle should enter the
thread loops --

Just before being cost
on to the MNeedles.

the Looper points should
enter thread lcops —-

TO MANUALLY OPERATE SEWING

To Manuolly Operate Sewing == Pull Main Switch
to START. Send Clomp Table to bock position,
set Selector Switch to ELEC, and Clamp Sofety
Switch to NORM. (Reverse Parch Sofety Switch
wire as previously described under Throat Plate,
(poge AB4), Press Knee Switch and turn Hond-
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
maved forward cpproximately 1/16 inch each time
.2 Needles reach the top of their stroke.

PRELIMINARY CHECK POINTS

Check thot the Needles are stroight and set as
high as they will go in the MNeedle Holder.

Check MNeedle Bar ond Throat Plate settings.

Check for any end play in Looper Shoft.

LOOPER SHAFT ASSEMBLY

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

to one side ond using the 03-0145 Gouge for
measyrément.
TO ADJUST: I this measurement hos been

disturbed, proceed os follows to obtain correct
setting.

1. loosen Machine Head.
2. Drive out Locating Pin through Bedplcte.

3. Position Machine Head to obtoin required
Looper Shaft/MNeedle setting.

4. Retighten Machine Head screws.

5. Do not attempt to re—install Locating Pins.

NEEDLES\H

BEARING
BLOCKS

o}

&LGEFER SHAFT

GAUGE

42-12/81



A86 SEWING

LOOPER HOLDER ALIGNMENT

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

TO ADJUST: Loosen screws (L) and position

as required.

NEEDLES——=4 ~| L
[ 1 ]
(= y I_(:J}
Jehe |

= : D

7/64" to 1/8" from the bottom of its stroke.
While maintaining this position, ond without
disturbing the sidewise locarion of the Looper
Holders, locosen screw (L) and position Looper
Points central with the Meedla Blades. Then
loczen screws (M) and adjust loopers to just
clear the inner sides of the Needles, Needles
should poss os close aos possible to heel of
loopers without deflection.

LOOPER HOLDERS

LOOPER SETTING TO NEEDLES

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

TO ADJUST: Using o scele for measurement,
turn Hondwheel until tne MNeedie Bar has risen

NEEDLE RISE
764" - 13"

LOOPER
HOLDER

LOOPER

8
LOOPER kY

POINT

SIDE

NEEDLE BLADE

FRONT

THREAD LOOP ADJUSTMENT

Threcd Loop size is varied by adjusting the height
of Adjusting Plete,

TO ADJUST: For normal sewing conditions on
all weights of materials, the thread lines should
come into contoct with the Adjusting Plate 1/8"
pefare the MNeedle Bar recches the bottam of
its stroke.

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

ADJUSTING PLATE

NEEDLE BAR
THREAD

421281
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THREAD PICK-UP FINGERS

When the Thread Pickup Solenoid 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 Threod Pickup Sclencid
plunger by finger pressure until it bottoms.
The Thread Pickup Fingers should then be in a
position shown in insert. Sef screws (M) are
provided to align the center of the hooks with
the needle points.

Soft plostic Sleeves are installed over the Thread
Pickup Fingers.

TO ADJUST: Move the Sleeve backword or
forward to obtain the proper thread tension.

11
mm
I

EEEELE rg <
POINT I
: LINK
/ 5\ |
g SLEEVE .
Lim J".( o ;..'
\J] : 0
HOOK THREAD THREAD PICK-UP
| NEEDLES FINGERS

TIMING CENTER DENSE SOLENOID

If the preceding odjustments are correct, but the
Thread Pickup Fingers are operating ofter Thread
is trimmed, check the Center Dense Solencid.
P zer must return to "up” position very slowly.

TO ADJUST: Bock off Spring Anchors two full
turns ond recheck plunger action. |If plunger
still returns too quickly, air moy be tropped
in the Manifold Block. While the machine is
octually sewing, loosen ond quickly retighten
the two screws holding Plate. Repeat this pro-
cedure until all oir is bled from the system ond
the plunger "returns” slowly.

1 "CENTER
DENSE

SPRING
MANIFOLD
ANCHOR BLOCK
PLATE
SOLENOID

THREAD PICK-UP
SOLENOID

PLUNGER
Check Thread pick-up fingers
travel by pressing here —
not at the bottom of link

LINK

iC

| STOP
: Adjust stop to prevent
Spring (P) from

l contacting ()

THREAD TRIMMING

Thread Trimming tokes place os the Clamp Table
moves forward ot 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 cpproximately 3/8" long as shown in insert.

IMPORTANT: Never operote with o dull knife
that brecks the thread close to the last stitch
as this moy result in o roveling back of the
stitching.

TRIMMING
KNIFE

TRIMMED
ENDS 5%

SHARPENING TRIMMING KNIFE

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

42-12/81
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SEWING

ROCKER ROD TAKE UP

Toke-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 (5) and loocsen nut on front shaft. Turn
shaft toword rear of machine until Meedle Bar
moves up and down freely. Now move arrow
toward the front until o slight dragging effect
is obtoined in the movement of the needle bor.
Secure front shaft in this position. If arrow is
turned entirely to its forward position, and this
sefting connot! be obtained, Rocker Rods will
nave to be readjusted or reploced,

ROCKER ROD REPLACEMENT

While in most cases only one of the Rocker Rods
will actually require replocement, change baoth
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 ond Pin (S), Be careful
not o lose the small key in the Front Shaft,
Withdrow 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 ond reassemble with the new
Rocker Rods,

Reinstall Rocker Rod Assembly with arrow of Front
Shaft pointing to the rear of mochine. Adjust for
Rocker Rod toke-up os previously described,

e

FRONT
ROCKER

rs LE\JEH\

REAR

ROCKER RODS
a N\
——— o 3

ey i
L \
_\ _ %

i
NEEDLE HOLDER

B aa

LOOPERS

CONNECTING ROD

s DQQGOOOO Q) OO O O O /_©
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CENTER CUTTING

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

When the Center Knife Rod is ossembled, Clevis
and Stop should be odjusted os shown in diagrom.
The Center Knife must enter and swing centrally
in the cutting slot of the Throot Plate. (See
Throat Plate adjustment.) Center Knife must also
start and finish cutting cbout 3/16 inch in from
the ends of the rows of stitching.

CLEVIS ’/\CENTEE KNIFE ROD STOP
gf—:
(§ Fp——
End of Rod flush with inside surface Position stop with 2 or 3 screw
thread showing beyond nut
CENTER CUT

FINISH CUT

J

\}\\STITEHENG

CENTER KNIFE - CLAMP TABLE FORWARD
ADJUSTMENTS

With the Clomp Table in the forword pesition ond
the Main Switch pushed into Stop:

1. Remove Meedle Holder ond adjust screw (U)
sa that Knife Blade is 314 inch forwaerd of the
center line of the MNeedles. Reinstall Needle
Holder.

2. Position the front edge of Bracket 5/8 inch
pehind the center line of the MNeedles.

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

Stop may be odjusted slightly on the Center
Knife Red.

Steps | through 3 establish the Finish Cut position
of the Center Knife. The lower end of Lever (V)
must nat be in o position to contact the tail of
the Center Knife os the knife enters the work on
the finish cut.

CLEVIS

L
= Y Vertical or slightly
canted o rear,

*‘".t,r ~~CENTER KNIFE

- ———NEEDLES
3 3

——
B

_ BRACKET 5

\EENTEH #\“-REAR

KNIFE BLOCH
ROD

STAP5#

" CLAMP
TABLE

421281
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ond turn the Handwheel until the MNeedles are

CENTER KNIFE - CLAMP TABLE BACK at the bottom of their stroke. Press the upper
ADJUSTMENTS end of Center Knife forward ot point (W) and
Check that Center Knife/ Clomp Toble Forwerd ':hf":k fhel: appraximarely 3;’32.inch i
Adjustments are correct before proceeding to the SRR peT iy .lF g adjsb-faint Blm:.k
Fblow ing. o ustumnte as required to obtain this clearonce.  This
g adjustment establishes the Starting Cut position.

4. Turn the Clomp Clearing Switch to BACK .
position and push Clamp Toble to the extreme 6. Recheck Step 4 for the 1/16 inch movement

of Lever (V).

back positien. While helding this position,
check that the end of Lever (V) can be pressed

backword opproximately 1/16 inch. If not, SHARPENING THE CENTER KNIFE

i Plat ired.
adjust Plate forward as required Remove Meedle Holder and stone the knife to o
5. With the Clamp Toble still held in the ex= keen edge whenever necessary to mointain good
treme rear position, unlock the S5top Motion cutting. In doily operation, the Knife normally

requires sharpening twice o week.

NEEDLE

CENTER KNIFE ROD
BAR STOP
-\\\ ‘\\

1" b

i

FRONT BLOCK

Y 1/16" rearward movement
X 3/32" clearance
W 1/16" forward movement

CLAMP TABLE

CENTER KNIFE

NEEDLE

129281
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REMOVAL OF CLUTCH SPRING

1. With machine in Stop pesition, remove Needle
Helder and Upper Belts from Motor Pulley.

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

3. Unlotch Stop Motion.

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

LUTCH
SPRING

RELEASE
DOG
CLUTCH
DOG
STOP

INSTALLATION OF CLUTCH SPRING

I. Stert Spring on Guide Stud of loading Tool.
Then position Spring and Guide Stud in Collar of

DRIVEN

Driven Drum Stog

CLUTCH
SPRING

GUIDE STUD

Spring

ollar Stop

loading Tool with end of Spring engeged in the
Collar Stop.

2, Start Spring on Driven Drum using the handle
of @ 5/8 inch wrench. Turn Collar in direction
of arrow and press Spring toward Driven Drum until
other end of Spring engoges 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. |nsert the
Sleeve of Loading Tool on Drive Shoft and start
into Spring. Once started, hold Sleeve with 5/8
inch wrench while turning Drive Shaft b}r means
of Handwheel 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 engoged in the Clutch Sheave and
the end of the Spring foces toward you. Then
position the Clutch Release Dog with the top of
the Dog opproximately 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 engoges the splines of the
Clutch Release Dog. Thick end of Ring is up
against the end of Spring.

CLUTCH SHEAVE Top shoulder

CLUTCH
RELEASE

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

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

42-12/81

SEWING

STOP MOTION
CLUTCH DOG ADJUSTMENTS

There should be cpproximately 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 MNuts (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

WASHERS
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TROUBLESHOOTING

SEWING FAILS TO START OR STOP
AT PROPER TIME

Check Stop Motion adjustment, See page A9Z,
Check Sew/Center Dense Circuit, See page A3J7.

GENERAL SKIPPING OR OTHER
STITCHING TROUBLES

Check Maintemance ond Adjustments of Sewing
Section, See pages AB3 - A9Z,

OCCASIONAL SKIPPING

Air in hydroulic lines may be causing erratic
Clomp Table Travel. Cleor air from hydroulic
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 leckege and eliminate any
that exists. Also, check that hydroulic oil in
pump is ot the proper level.

Failure to lock the first stitch, when not reloted
to incorrect sewing adjustment (see poges AB3 -
A92) may be caused by hesitation in the Clomp
Table Travel Cylinder as it =tarts its forward
motign. Refer to Clamp Table Travel Trouble-
shooting {see pages A72 - A73) for couses and
corrections of this condition.

LAST STITCH IS LONG INSTEAD OF SHORT

IF thread is brecking at the last stitch instead of
being cut to proper length by the Trimming Knife,
and sharpening does not correct the situation, use
g stronger thread. Also, check that Thread Ten-
sions are not excessive (See poge AB3).

LAST STITCH NOT PROPERLY LOCKED

Check Stop Motion adjustment (See poge A92).
Check Timing Switch odjustment (See page AS56).
Make sure that Oil 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.

4292/






TURNING FINGERS

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

SEMI-AUTOMATIC (SEMI) POSITION

When the Clomp Table recches its forward position,
pressing Knee Switch closes the Turning Fingers
Circuit to energize the Sclencid.

This roises the plunger in the Meanifold Valve
Block, directing hydraulic fluid from the Pump
te 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 automaticelly de-energizes the Solenoid. This
lowers the plunger of the Manifold Valve Block,
which in turn directs hydraulic fluid to the top of

A95
& TAB CUTTING

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

AUTOMATIC (AUTO) POSITION

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

TURNING FINGERS REMAIN UP
(UP) POSITION

This pesition is provided for changing the Tab
Knives. Operation is the some os Semi-Automaotic
Position, except thar Fingers will remain Up s
long as the Fingers Switch is set at the "Up"
position.

TURNING FINGERS
ETLINUER}

TAB KNIVES R ——
\.! o e o 1{’___

k= . dl A N = = .
RNING FINGERS S , _
e e B i mE PISTDNH..E. : |

LE
[k

A
=

1
-
FINGERS
AUTO |
SEMI __-_ UP CONTROL CIRCUIT TURNING FINGER
VALVE BLOCK

AR Lafes
CIRCUIT
l SWITCHES |— -[; RELAY | s SOLENOID |l PLUNGER |

TURNING FINGERS CIRCUIT

PUMP

4217981
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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 nperuled munuu“y'.

IMPORTANT: Clamp Table must be kept in its
"all the way forward" position when manually
operating the Turning Fingers. Clamp Table
hos o tendency to slide back as the Turning
Fingers are being maonually operated. This
could trap the Turning Fingers in the Up posi=
tion. To prevent this, Clomp Toble must be
manually or otherwise kept from sliding back.
A convenient way to assure that Clamp Table
does not move is to ploce the 11/16 inch by
3/4 inch open end wrench (03-0086) between
the Machine Head and Clamp Table, when the
Clemp 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/B inch from ends of
Com Slots when Turning Fingers are in their Up
or Down position,
TO ADJUST: Loosen Nut (B) and screwPiston
Rod up or down to obtain this 1/8 inch clear-
ance. |f this clearonce caonnot be obtained,
remove Cop ond install a (01-443%) washer
between Cop and Piston.

M~ CAM SLOTS

" WﬁSHER\&
g ]'_'*‘7_[‘_:] ] . F
= ¥

RJE/

-12/81

TURNING
FINGERS
CYLINDER

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) obout 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. |f side play remains after end play
hos been eliminoted, replace Guide Plates and
any other worn parts.
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3. CLAMPING MATS

Inner edges of Clamping Mats must be parallel
end 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 E E 7
i :
e R

—r T e
i ey i

THROAT

PLATE: co—
P (T ()

£/ CLAMPING MAT—""

4. CENTERING OF TURNING FINGERS
ASSEMBLY

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

TO ADJUST: Lloosen screws (F) and pesition
Turning Fingers Assembly as required.

TURNING
FINGERS -
Q CLAMPING
CLAMPING MAF T, MAT

=

Yoo

—_— e he—

]

=

el "J‘\*. :
4 ||

5. POSITION OF TAB KNIVES
& TURNING FINGERS

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

TAB KNIVES

Install new Knife with washers and/or spacers
as specified on page 14.

TAB KNIVE TAB KNIFE

Set bock 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

Roise 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
FINGER.

CLAMPING MATS

6. TEST ON PRODUCTION MATERIAL

The preceding adjustments are standord for most
fabrics and materials. If materials are very thin,
slippery or stretchy, compensating adjustments may
be needed os covered in the Trouble Shooting sec-
tion.

7.TURNING FINGERS SPEED ADJUSTMENT

Turning Fingers may operate at any reasoncble
speed that does not jar or strain the mechanism.

TO ADJUST: Turn Turning Fingers Metering
Screw cutward for foster speed, or inward for
slower speed.

TURNING

FINGERS

METERING
SCREW

(1)

HORIZONTAL ADJUSTMENTS

Front and rear Tuming Fingers should be positioned
so that Tob Cuts ore exactly even with ends of
stitching ond also equidistant from sides of Stitch-
ing. Side clearance between Tob Knives and
stitching must be 1/32 inch to 3/64 inch. If not,
change washers as required to cbtain 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 mode by meons of screws (H).
Sidewise adjustments ore mode by bending the
Turning Fingers slightly as required.

4212/
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TROUBLESHOOTING

TURNING FINGERS FAIL TO OPERATE

Check for mechanicel obstructions or binding in
Turning Finger Assembly.

Bock 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 oport or try one
ize norrower Turning Knurls.

If Turning Fingers lock power, replace all "O"
Rings in Turning Finger Cylinder Assembly.

WELTS FAILTC TURN PROPERLY

Check that Patches ond Potch Bocking are the
correct size.

Set Tab Knives, Tumning Fingers and Clomp Mats
to standord 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 results at ends of welt.

|ENDS OF WELTS =
10T SQUARE < ’

Tob Knives dull or unequally positioned on Fingers,
Reploce Knives, setting bock edges flush with back
surfaces of Fingers.

Rows of stitching uneven ot 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 os required.

CORNERS OF %
WELTS OPEN ==

Tab Knives cutting too for.
Turning Fingers.

Adjust Knives and

End Turning Fingers set too high, cousing material
to tear at corners. Readjust as reguired.

Clamping Mats set too close, cousing material to
clog and tear ot the corners. Reodjust as required.

Turning Knufls too wide. Install narrower Knurls.

TABS NOT FULLY ~
=

TURNED UNDER

Tob Knives cutting too short, Replace Knives if
du!l. Otherwise, adjust positions of Knives and
Turning Fingers.

If the condition occurs intermittently ot 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 Motien
and Timing Switch. Check Sewing Circuit.

SHORT TABS

Toab Knives cutting too short. Reploce Knives if
dull. Otherwise, odjust pesitions of Turning Fin=
ers and Knives.

Center cut too long. Adjust Center Knife.

STITCHES SHOWING ON FRONT
OF WELT

Cne stitch will be slightiy exposed ot each corner
of the pocket welt, but side stitching should be
well concealed. |f not, tensions ore too loose
or Clamping Mats are set too close together. The
thread should be approximately the some color as
the garment material.

4212/
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UNLOADING

The Work Unloader consisting of two air nozzles,
is designed to remove the work from under the
clemp 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 " Aute™.
At the completion of the Welt (Clamp Toble for-
ward and Clamp up) the downward oction of the
Turning Finger Mechanism will close the Automatic
Clomp Up Switch which in turn will activate the

TROUSER
CLAMP 2nd AIR
RACK 4NOZILE

LAMP-Up
LAMP TABLEall the way forward

Unleader Circuits.
/Ist AIR NOZZLE

]

._!_ i = =
YWORK

X |
1

UNLOADER CIRCUITS

: A

TURNING
. FINGERS{ Ist UNLOADER CIRCUIT
\ b CIRCUIT | 3
JF{:GMP{}NEMS*.L RELAY I"E SOLENOID |—= PLUNGER _]/
AY |
s Py |
= AIR
2nd UNLOADER CIRCUIT
CLAMP UP -Fmﬂggﬁ'gm»% RELAY :“{: SOLENOID [t PLUNGER 7_/
SWITCH

MAINTENANCE AND ADJUSTMENTS

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

The twa Unlooder solencids must be set for maxi-
mum air flow.

TO ADJUST: Turn screws (A) all the
woy 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 oway from the machine. Air
remaining on after the work is removed, is unnec-
essary and only deloys operator from starting the
next welt.

4212781
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Also, the second et should be set to last slightly

longer than the first jet. This is to assure that TROUBLESHOOTING

work will be completely carried onto the Trouser

Lo R NO AIR PASSING THROUGH UNLOADER
TO ADJUST: Duration of air jets is set by
turning adjusting slots (B) of potentiomerers. Check Air Supply.
Turning counterclockwise increoses duration of Check adjustments on Unloader solenaids.
air jets. Turning clockwise decreases the

duratien.

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

WORK NOT BEING COMPLETELY EJECTED

Check for mechanical obstructions,

Check solenaids for maximum air flow.

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

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

AIR JETS REMAINING ON TOO LONG

Check that Adjustable Potentiometers are set for
shortest possible duration.

12181





