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REX 60A-lll Main Parts

Head stock
Rear chuck

Speed change lever —

Hammer chuck

.
Carriage handle

Specifications and Accessories

Capazity: WU~2" (threading, cutting, reamning)
Voltage: 10DV, 115V, 200V and 220V available
Motor: Single phase 550W condenser mator,

Rotation speeds: 60Hz 50Hz

1£"~1" Threading
cuiting Reaming.

a2 12 23
Threzdi.ng .p.m. 2ar.pan,
MNet weight: 172 Ibs. (T8kg)
Drimensions: THO(L) = 465(W) x 480(H) mm.

w Standard Accessories:

Self opening dic heads:
BSPT or NPT (W4™~%")1"~2")
one each.

Dies: BSPT or NPT (4"~3%")1"~2")
one set each.

Hexagonal kevs: & ®pes.(3,4,5, 6, #mm)

Thread cutting oil: 1 can, 4 liters

Bearing oil: 1 can

2

28rpm. 23r.pm.

Adjustable wrench: 1 pe. (200mm).

Machine cover: | pe.
Tool box: 1 pe.
Stand: 1 set.
Cutier wheel: ! pe.
Screwdriver: I pe. (phillips head).

= Optional Accessories:

Die heads & dies:  Die heads and dies for BSPT and NPT
(47~%"), bolt (W.UNCM)), NPT, con-
duit and BSPT left hand and uwniversal
die head (right hand %"~2" only).

Dies: Dies lor plastic coated pipe (BSPT) and
stainless steel pipe (BSPT, NPT)

» Other Accessories:
Nipple attachments and pipe support,
Roller wheels and chuck jaw inserts for plastic coated pipe.




Operatiog

e

1. Power Supply

! Ui onby an AC power sopply and for poue own saleby’
snsure that the imachine ix earthed before wse, 10 an exiension
vord is used, it should be as short s possible and of suf.
ficiently feavy wile gaupe,

2. Sefting Up

\ii']u.'.ll selting up the maching, cheek that the sear chuely el
is higher 1o prevendt oil from Howing back dows the pipe,

a. Before You Start

L. Check that the supplicd power s thie same as that speai.
fied on the maoee plate of the machine

2 Qpew the ol drip tray and Tl the tank with 4 Ditge: of
thrgid catfing all.

S Fit the dic head 10 the carrdaes amd swtelh un the machine
Whon e die bead iz Towermd, oil wili low ond gula

matically, but when it 15 alsed, ofl wifl fow o Trom
viderneath the carrdags,
ok, Phe mwachine is ffted with a two spesd motor, Speeds cai
be changed whether the motor §s in motion ar static, 1igh
1™ pipe and low

P

speeds should be used tor threading 4
speeds for =27 pips,

Loosen

4. Setting of Pipe

1. Open both chucks wider than the size of the pipe to he
cut and insert the pipe from the rear chuck side. (Short
pipe can be inserted from the hammer chuck side.)

. Close the rear chuck and, while holding the pipe in vour
right hand, close the hammer chuck on the pipe. When
the pipe is gripped by the chuck, jerk the hand wheel
sharply towards you to Jock the pipe.

3. To releasc the pipe after cutting, jerk the hand whecl

awdy from you and open the reur chuck to remove the
pipe.

= Setting Short Pipe:

Insert short pipe from the hammer chuck side and line up

Rear chuck Chuck jaw
-~ [ Hand wheel

[nd

the dies to grip the end of the pipe and hold it in position
while the hammer chuck is closed to grip the pipe lirmly
for threading. In this way a smooth perfectly ceniered
taper cut is ensured every time,




5. Pipe Cutting and Reaming
Set the speed change lever to the high speed position
for cutting,
* Pipe Cutting:
I, Raize the dis hem gud remier oot of the way wnd ses
the pige 1o he enl af the desiied leapih
. Open the pipe cutter witer than the onter digime g o
the pipe and lower inlo pasition on the pip.

Yo Tighten by turning the bandle 1o the rivhi usiil the
cutter wheel engapes finnly onto the pipe

4. Start the machme mod Ughten the handle Lall a tom

for cach revolution of the pipe.

Aold pipe b Halde 1o distort iF the hanille is tumed 190

Fl:l:-,'-'!u!!\_. s he syee bo match the Lming to Whe gy

of the .

» Reaming:

Raige the cutter and the die hoad out of the wiv ol b
the reamer fnte position, Pody e remmer handle and turn
i dhe deft 1o et the lock pinoin its groove and fock the
rearer cone W pesition, This operation may not be
necessary wilh long-chucked pipe which cun he reupned
wilh the cone in the jecessed position. ) Start the malkos

aund furn the comsiape handle 1o the riehd 10 sdvancee the
fCa e,

[

Self apening die fread 2 . 6. Th TEE'CHH'H
'\.\\ - Fi 4

Red ling

1. Fit the appropriate die head as shown in the photograph,

2. Push the die head handle forward lo sel the aulo-open
lever then set the thread size by fitting the size setiing
lever Lo the appropriate position,

3. Switch on the machine and thread cutting oil will auto-
matically flow out from the die head,

4, Tum the carriage handle to the right to advance the die
head until the first two or three threads are cut. The
rest is aulomatic.

5, The dies will automatically open when a perfect taper
thread has been cut.

6. Turn the carriage handle to the left to clear the pipe and
the job is done.

Microfine adjustment knoh 7. Push the die head handle forward once again to sel (he
Die head handle Size setting lever automatic release and the machine is ready. [t won't be
i Y Size plate necessary 1o sei the size again unless ithe next pipe size

is different.
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» Threading Precautions:

P 1F e die head s advanced won quickly, the pipe will
hit the dies too hard and they may be damaged, Bring
the dies inta gentle comtact with the pipe and then
wraduplly increaze the pessore until you fes] the
machine taking over.

et

AE Tor any reason e motor should stop duriap luead.
img, switch oIl the machine inynediarely or te mgtor-
windings miay be damaged.

1 Be sure 1o st threeading with the carrigse tglsd of t
redd fine on the front support bar, 10 threading starts to
the deft of the line the die head com be forcest against

e the clivek nnd seriously demage the machine

e

SelfFepeme die hend

» Special Cut Grinder Precautions:

We strongly recommend that only the pipe cutter at-
Ding. A tached to the machine be used to cut pipes that are to
he threaded. If a grinder is used, make sure that the cut
face is square and without steps as in diag A.

Diags B and C show faults common to grinder cutters.
DIAG. B:

Diag. B & Pipe not squarely set in vise.

# Pipe pushed with too much force against the grinder.
® The grinder shaft bearing is defective.

DIAG, C: .

Diag. C & Large pipe cut with too :ﬁm:lll a grl.nder. The pipe has
been cut two or more times, leaving a stepped edge
which would cause serious damage if ellowed to

come into contact with the auto-open lever,
Always recut pipe like this before threading.



‘Self-opening Die Head
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* Seli-opening Die Head:
When the die head handle is pushed forwand snd sel, the
auto-open lever slips into position tn ity groove. As ihe
dies travel along the pipe, the snd ol the pipe comes into
contoel with and pushes {he fever out of is groove {o
release the dies,

» Microfine Adjustmant of Thread Thickneas:
Microfine sdjustment of thread ihickness is possible 1o
allow pipe to be cut to exacily your nwn requirements,
Simply tuim the microfine vdjustment knob to he lefl to
deciease, and (¢ the right ta increase the thread thickness,
The knob is locked by a locking bolt which should be
loosened with the hexagunal key provided and the kioh
torned three settings (o the right before sdjusintents are
niade,

Une setting on (he knob represents one thread on the pipe
lor the 1"-2" die head, and 1.3 thrends for (he 4" %"
die head.

Nate:

Slze should always be checked with a thread gauge afler
adjustment,

= Change of Size:

Slze change is simple with the slze saiting lever,

Die nugn ber

Line
Size setling lever —

Die head handle oGR8

Stide = + Pujl = Knob

Stop pin

= Replacement of Dies:

Remaval:

1. Remove the die head from the carriage with the auto
open lever in the open position,

2. Lay the die head, lever upwards, on the hench and
rotate to open dies,

3. Raise the stop pin to release and rotate the die head
further. Diez can now be remuoved.

Replacement:

l. 'nsert replacement dies up to the line, making sure that
the numbers on the dies mateh the numbers on the die
head.

2. Dies are made 25 3 matched set of four so be sure to
use them as a set and to replace them all, not just one
Or Iwo,

3. Rotate the dic head handle clockwise to close the dies,
Should the head prove difficult to close, remove the
dies and reinsert them one by one until all four are
correctly in place.



L Miautine {Ej

CHi

p——

sl jstraent lrmn '

- .
&

P e

| Y

LIS EVETY

n.-q

™
il

Sive adpstmenl plate

_.
Lo = =

B e

— Melaping s

Fivlegsing

» Size Adjustment Plate:
Bi, even wiath full adpitrment, tieead sizs 05 el satis
fuctory, remowve the eelaining pln and reinsert the sze
aljustmend plates as showa du the diapram, Reinsert o
eetmining pin to hobd i place

Maintenance

Strainer

12

REX prodducts are mude with the finest materials throughout,
but even the best needs attention sometimes. To ensure a
long and trouble free working life for your machine, we
recommend the following maintenance procedures.

1. Main Shaft Lubrication

The main shaft bearings are made with specially designed
viled metal, but should be lubricated once every three
months with spindle ofl or machine oil to ensure smooth
running,

2. Pipe Cutter Lubrication

The cutter feed screw and the rollers need to he niled once a
day with spindle oil. Lack of oil not only makes use more
difficult, but detracts from the efficiency of the machine.

3. Cleaning The Qil Tank

To prevent small scraps from entering the pump, the system
is fitted with two strainers, These, and Lhe tank itself, should
be cleaned out once & month to ensure a smooth flow of
thread cutting oil to the die head and to lengthen the work-
ing life of the pump.
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4. Changing The Chuck Jaw Inserts

The chuck jaw is composed of five parts; the jaw itself, Ihe
inseri, a spring retainer and a sef screw. To remove the chuck
jaw inserts, it iz necessary first Lo line up the groove in the
harmer chuck hand wheel and to remove the sel screw with
a hexagonal key. The spring can then be removed and the
insert replaced,

The hammer chuck [tsell, is held in place with six balis, If
these were to come loose, the efficiency of the machine

would be impaired so check Uhem regulacly (o see thal they
are tight,

5. Belt Adjustment

If the drive belt becomes loose the power of the motor will
not be passed to the drive

To tighten the belt, first remove the rear cover, the base
cover, the motor cover and ihe condensers. The 4 bolis
holding the motor can then be loosened and the helt tighten-
ed by moving the motor slightly. Fasten the maotor-holding
balts while maintaining tension on the belt, Replace covers
before starting the machine.

Wiring Diagram
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“Kango” reversible switch wiring diagram.

Red Black
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A Guarantee and Exemption from Liability

1. Should the machine happen to break down for no apparent reason, despite normal and correct
use, repairs and service parts shall be provided free of charge as outlined below.

Repairs shall be provided free of charge for a period of one year from date of purchase.
Dates, procedures and methods for providing repairs and service parts shall be decided in
consultation with the customer.
After the one-year guarantee period, all repairs and service parts will be charged.
Repairs may be charged even within the guarantee period under the following circumstances:
- if the machine has not been used according to the instructions in the Operation Manual
- if it has been used for anything other than its intended purpose
- if it has not been repaired according to the Operation Manual or if it has been remodeled
- if blades or consumables need replacing
- if the machine has been handled in an inappropriate way.

2. REX will accept no responsibility under the following circumstances:

- if a malfunction or accident occurs as a result of fire, abnormal fluctuations in voltage, damage
from flood, earthquakes, lightning or other natural disasters, war, conflict, riot, terrorism or
pollution, etc.

- when the machine has not been operated according to the Operation Manual

- when the machine has been used incorrectly, repaired or remodelled inappropriately

- when a malfunction or accident results from using a thread made on the machine, or leaving it
lying around and/or if it is exposed to the elements

- when a malfunction or accident results from using a thread produced on the machine either while
or after connecting it to a joint.

3. Any costs incurred by the manufacturer shall not exceed the purchase price of the machine.

Specifications, colour, etc. may be changed without prior notification.

REX

REX INDUSTRIES CO.,LTD.

Overseas Sales Dept. & Factory :
1-9-3, Hishiyahigashi, Higashi Osaka 578-0948, Japan
Tel.: +81 - (0)72 - 961 - 9820 Fax.: +81 - (0)72 - 961 - 9878

https://www.rexind.co.jp ‘
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