PIPE THREADING MACHINE

MODEL NO.Z1T-B2-50，ZT-B2-N50，Z1T-B2-50A， ZIT-B3-80

          Z1T-B4-100，Z1T-B6-150

OPERATOR’S MANUAL INSTRUCTION
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	WARNING！

Some dust created by power sanding, sawing, grinding, drilling, and other construction activities contains chemicals to cause cancer，birth defects or other reproductive harm. Some examples of these chemicals are:

Lead from lead-based paints.

Crystalline silica from bricks, cements, and other masonry products.

Arsenic and chromium from chemically treated lumber.

Your risk from these exposures varies, depending on how often you do this type of work. To reduce your exposure to these chemicals: work in a well ventilated area, and work with approved safety equipment, such as those dust masks that are specially designed to filter our microscopic particles. 

 


SECTION 1. INTRODUCTION

1.1 Foreword:

We are proud to offer the Pipe Threading Machine. We are pleased to provide this

Manual with the Model No. Z1T-B2-50，. Z1T-B2-50A，Z1T-B2-50A, ZIT-B3-80, Z1T-B4-100，Z1T-B6-150. It was written to guide you through assembly, safety considerations, and general operating procedure.

	This manual instruction is based on Model No. Z1T-B2-50, all other Models’ operating

procedures are generally the same as Model No. Z1T-B2-50.


1.2 Machine Date Sheet

	Model No
	Threading Dies
	Spindle Speed
	Voltage/HZ
	N.W 

	Z1T-B2-50
	1/2”-3/4”, 1”-2”
	28 rmp
	110V/60HZ,750W
	68Kgs

	Z1T-B2-50A

with Bolt Thread

device
	1/2”-3/4”, 1”-2” for pipe

M10-M33 for bolt

1/4”-1”BSW for bolt
	28 rmp
	110V/60HZ,750W
	75Kgs

	Z1T-B3-80
	1/2”-3/4”, 1”-2”, 2.1/2”-3”
	11/24 rmp
	110V/60HZ,750W
	110Kgs

	Z1T-B4-100
	1/2”-3/4”, 1”-2”, 2.1/2”-4”
	10/22 rmp
	110V/60HZ,750W
	138Kgs

	Z3T-B6-150
	2.1/2”-4”, 5”-6”
	9/24 rmp
	110V/60HZ,1100W
	200Kgs


1.3 Identification
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Figure 1

SECTION 2. SAFETY

	WARNING！

Safety Instructions for Machinery

For your own safety, read instruction manual before operating this machine.
Always use safety glasses when operating machine

Wear proper apparel. Do Not wear loose clothing, gloves, neckties,

Rings or jewelry which may get caught in moving parts. 

Wear protective hair covering to contain long hair and wear non-slip footwear.

Never operate machine when tired, or under the influence of drugs or alcohol

Be mentally alert at all times when running machine.

Only allow trained and properly supervised personnel to operate machine. Make

sure operation instructions are safe and clearly understood.

Keep children and visitors away. Keep all children and visitors a safe 

distance from work area.

Make workshop child proof. Use padlocks, master switches, and remove start

Switch keys

Never leave when machine is running. Turn power OFF and allow all moving

Parts to come to a complete stop before leaving machine unattended.

Do not use in dangerous environments. DO NOT use machine in damp, wet

Locations, or where any flammable or noxious fumes may exist.

Keep work area clean and well lit. Clutter and dark shadows may cause accidents.

Use a grounded extension cord rated for the machine amperange.

Always disconnect from power source before servicing machine. Make sure switch

is in OFF position before reconnecting.

Maintain machine with care. Keep blades sharp and clean for best and safest

performance. Follow instructions for lubricating and changing accessories

Check for damaged parts before using machine.Check for binding and alignment of 

parts, broken parts, part mounting, loose bolts, and any other conditions that 

may affect machine operation. Repair or replace damaged parts.

Do not overreach. Keep proper footing and balance at all times.   

	CAUTION！

No list of safety guidelines can be complete. Every shop environment is different. Always consider

safety first, as it applies to your individual working conditions. Use this and other machinery with

caution and respect. Failure to do so could result in serious personal injury, damage to equipment,

or poor work results.


SECTION 3. Machine Set –Up

To check work area for:

-Cleaning path to the electrical outlet that does not contain any sources of heat or oil, sharp edges or moving parts that may damage electrical cord.

-Dry place for machine and operator. Do not place the machine in water.

-Flammable liquids, vapors or dust that may ignite.

3.2 Machine is a heavy machine. Do not over-exert yourself while unpacking or moving your machine—get assistance.

3.3. To Install the Legs   
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Install each leg as shown in Figure 2, using the cap screws already mounted to the main body.
Figure 2. Legs installed into the bottom of the machine.Tighten each leg in place with provided cap screws.

Figure 2.

3.4 Add Cutting Fluid
Pour the included cutting fluid or approximately 

1/2 liters directly on the drip tray shown in

Figure 3. The fluid will drain through 

the screens and fill the reservoir.
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3.5 Test Run

Test run the machine to make sure it works properly before proceeding with operations.

To test run the pipe threader:
Connect the machine to power

Make sure the area around the headstock is clear.

Turn the pipe threader ON. It should start up and run smoothly.

SECTION 4. OPERATIONS

Installing/Changing Dies
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To install the Dies’ Step

Unlock the threading dies head and pivot it back.

Loosen the lock handle and move it all the way down in the adjustment slot, as shown in Figure 4. This will allow the dies to be moved in/out of the threading dies head

Figure 4.Lock handle positioned to allow dies to be inserted into the threading dies head.

         Figure 4
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Insert the #1 die (Number stamped into side of die) into the #1 slot on the threading dies head with the tapered end of the die toward the headstock, as shown in Figure 5. The die should "click” into place when inserted approximately 3/4 of the way.

Repeat Step 3 with the remaining 3 dies, making sure to match the number of the dies to the number of the slot.

 Repeat Step 3 with the remaining 3 dies, making sure to match the number of the dies to the number of the slot.

Note: Model No.Z1T-B3-80, Z1T-B4-100, Z3T-B6-150 have two dies heads---Small Size and Large Size, which match to different size of Dies as per following sheet. 

Z1T-B2-50A has two dies heads---Threading dies head for pipe and Threading dies head for bolt

	Model No
	Threading Dies Size
	Pipe Size
	Spindle speed
	Dies Head with Machine

	Z1T-B2-50
	1/2”-3/4”, 1”-2”
	1/2”- 2”
	Single speed
	One Dies Head

	Z1T-B2-50A

(Manual)
	1/2”-3/4”, 1”-2”
	1/2”- 2”
	Single speed
	One Dies Head

	
	1/4”-1” for Bolt
	1/4”-1”
	Single speed
	Bolt dies head

	ZIT-B3-80
	1/2”-3/4”, 1”-2”
	1/2”- 2”
	Fast speed 
	Small Dies Head

	
	2.1/2”-3”
	2.1/2”- 3”
	Slow speed
	Large Dies Head

	ZIT-B4-100
	1/2”-3/4”, 1”-2”
	1/2”- 2”
	Fast speed
	Small Dies Head

	
	2.1/2”-4”
	2.1/2”- 4”
	Slow speed
	Large Dies Head

	Z3T-B6-150
	2.1/2”-4”
	2.1/2”-4”
	Fast speed
	Small Dies Head

	
	5”-6”
	5”-6”
	Slow speed
	Large Dies Head
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Using the lock handle, adjust the marker on the threading dies head to match your pipe size Shown on the scale in Figure 6, then lock the handle in place.

Figure 6. Close up of scale and maker used for setting pipe sizes.

Locking/ Unlocking Pipe in headstock

To lock a piece of pipe in the headstock

Open both chucks on the headstock by rotating them, and insert the pipe through the support chuck.

Center the pipe in the support chuck and close it.

Close the hammer chuck until it grips the pipe evenly with all jaws, then open it about a

1/4-1/2 turn, and slam it closed, as shown in Figure 8, to lock the chuck on the pipe.

Note---When threading a short pipe that does not reach the support chuck, hold and center

The pipe by hand until the hammer chuck is tightened.
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Figure 7. (Slamming hammer chuck to lock it on the pipe)

To unlock a piece of pipe:

Slam the hammer chuck toward the rear of the machine to open the chuck.

Hold the pipe in one hand and open the support chuck with the other.

Remove the pipe

Cutting/Squaring Pipe

The cutting attachment provides a quick and easy way of cutting pipe to length or squaring off

the end of a pipe before cutting threads.

To cut/square a piece of pipe

Move the cutter, threading tool, and reaming tool out of the way of the work area.

Insert the pipe in the headstock, pull it under the cutter, and lock it in the headstock.

Lower the cutter over the pipe, position the cutter with the carriage handle, and tighten the blade down lightly on the pipe.

Turn the pipe threader ON
Slowly increase cutting pressure with the cutting handle until the cut is complete and the end of

Pipe falls off. Figure 8 shows an example of a cutting operation.
	WARNING!

Because of the cutting pressure , pipe ends may pop into the air when cut off. Wear safety

glasses and avoid standing to the right of the machine when cutting
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Figure 8. Cutting/squaring the end of the pipe

Locking/ Unlocking Pipe in headstock

To cut pipe threads

Install the proper dies to match your pipe size.

Set the taper settings, as shown in Figure 9, to match your pipe size.
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Figure 9.Taper setting scale

Raise the cutter and reaming tool out of the way.

Lower the threading dies head into position and lock it in place.

Turn the pipe threader ON 

Turn the carriage handle clockwise to advance the threading dies head toward the pipe, as shown in Figure 10, and make sure that cutting fluid is flowing freely out of the threading dies head.

* If cutting fluid is not flowing freely, DO NOT continue with thread cutting operations. Stop and troubleshoot the machine.
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                    Figure 10. (Threading the end of the pipe with Threading Dies Head)

Apply enough pressure on the carriage handwheel for the dies to engage the pipe for about three or four threads, then release the carriage handle. A standard taper thread will continued to cut until finished.

When the threading tool roller drops down over the end of the taper block, the dies will open and the threading is complete.

Turn the pipe threader OFF and retract the carriage until the threading dies head clears the threaded pipe.

Pull the lock pin out and raise the threading tool.

Ream the end of the pipe, as described on this page.

Reaming

Rough pipe ends must be reamed after they are cut or threaded to avoid sharp ends that cause 

lacerations when handling. Reaming is usually performed when the pipe is still locked in the

headstock after cutting or threading.

To ream the pipe end

Make sure the pipe is locked in the headstock.

Turn the pipe threader ON.

Move the reaming tool down and lock it into position.

Turn the carriage handwheel to slowly move the reaming tool into the pipe and cut off the sharp edge. Figure 11 shows an example of a reaming operation
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              Figure 11 (Typical reaming operation)

Turn the pipe threader OFF

Using the carriage handwheel, move the reaming tool back and then lift it out of the way.

Make sure the pipe has come to a complete stop, then remove it from the headstock.

Model No.Z1T-B2-50A, Pipe and Bolt Threading Operation

	WARNING!

Cutting Tool can not be used to cutting solid bolt. Steel Rod will be cut in the required length, then you can install Bolt Threading Dies Head on machine to thread bolt.


Pipe Threading operation for Model No.Z1T-B2-50A
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Model No.Z1T-B2-50A’s Threading dies head and dies are different from others ---This is a Manual open dies head ( See Figure 4-1) The operation procedure is the same as above.

There is a difference, that is, when you finish cutting thread, you will lift releasing handle up to 

end cutting thread. (See Figure 4-1), Turn handwheel clockwise to remove the dies head to the right. Turn off Pipe Threader.”. 

         Figure 4-1

B) Bolt threading operation for Model No.Z1T-B2-50A

1) BSW Bolt Threading 1/4”-1”
The operation of BSW dies Head has seven round dies: 1/4”, 3/8”, 1/2”, 5/8”, 3/4”, 7/8”, 1”
The BSW dies Head has five dies aprons for matching following Dies

	Dies Apron’ Size
	BSW dies
	
	Dies Apron
	BSW dies

	Ø55x Ø22
	1/4”
	
	Ø55x Ø25
	3/8”

	Ø78x Ø38
	1/2”, 5/8”
	
	Ø78x Ø45
	3/4”, 7/8”, 1”


Insert dies into the dies apron and screw it tighten, then put apron with dies into dies head—The slot

of dies apron will aim at the “T” key to be inseted. The oilout in the cover should be in upside, so that it can cool and lubricate the dies set and prolong the dies life. （See Figure-3）

Changing BSW bolt threaing dies head for cutting BSW bolt 1/4”-1”, after finishing thread as your required threading length (not exceeding 100mm thread), Turn off the threading machine, then push reverse button on switch to turn encounter-clockwise to release or end tapping rod until bolt is out of bolt dies head ( See Figure 4-2)
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Figure 4-2                                 Figure 4-3
2) Metric bolt threading 10mm-33mm

The foucs of dies and dies head of Metric bolt threading 10mm-33mm (See Figure 4-4 )
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Figure 4-4

Changing Metric bolt dies head for cutting Metric bolt 10mm-33mm---This is a Manual open dies head ( See Figure 4-5), when you finish cutting bot thread, you will lift releasing handle up to 

end cutting thread. , Turn handwheel clockwise to remove the dies head to the right. Turn off threading machine.
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Figure 4-5
SECTION 5. MAINTENANCE

	WARNING!

Always disconnect power to the machine before performing maintenance. Failure to do this 

may result in serious personal injury.


Schedule

For optimum performance from your machine, follow this maintenance schedule and refer to any specific instructions given in this section.

Daily

Clean drip tray and bed.

Make sure that cutting fluid flows freely, by testing the flow with threading dies head in both up/down positions.

Weekly

Clean the fluid screens and grime pot.

Evaluate the condition of the fluid; change if necessary.

Make sure fluid tank is 3/4 full by removing the drip tray and plastic liner and visually inspecting.

Lubricate the spindle bearings through the two ports on the headstock..

Monthly

Clean/lubricate the cutting tool rollers and blade.

Lubricate the carriage shaft.

Cleaning

Drip Tray & Bed

The drip tray is the removable metallic tray that the fluid flows onto and the bed is the body of the machine that surrounds the drip tray and also collects some metal particles and fluid.

To Clean the drip tray and bed:
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Raise all the tools for easy access.

Wipe down the bed with a dry rag, brushing an chips/shaving into the drip tray.

Remove the tray ( Figure 12), properly dispose of chips/shavings, and clean the tray.

Figure 12 (Removing drip tray)

Fluid Screen & Grime Pot

There are fluid screens located in the drip tray and directly above the grime pot. The grime pot is located directly under the drip tray in a plastic liner. Clean the screens and grime pot with a dry rag ( or use a solvent tank if available, then wipe dry) 

 To Clean the fluid screen and grime pot:
Clean the drip tray and bed, but do not replace the drip tray when you are done.

Clean any metal shavings from the edges of the plastic liner so they do not fall into the reservoir when the liner is removed.

Lift the plastic liner (Figure 13 ) out of the fluid reservoir.
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4) Remove the screen from the plastic liner by rotating it to align the screen tab with the liner slot as viewed from the underside in Figure 14
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5) Clean the screen and the grime pot ( Figure 15 )
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Clean any remaining metal shavings from the edges of where the plastic liner was mounted in the reservoir.

Install the screen in the plastic liner and replace the plastic liner and drip tray above the fluid reservoir, as shown in Figure 16
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Figure 16. Clean drip tray and screens reinstalled.

Cutting Tool Rollers & Blade

To clean and lubricate the cutting tool rollers and blade:

Raise the cutting tool

Remove the cutter pins from the end of the roller shafts and pull the roller shaft out of the housing
( see Figure 17 for parts identification)
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Clean the roller shafts, rollers, blade, and housing.

4）Coat the roller shafts with high-temp grease and insert them into the rollers and blade, as shown 

in Figure 18, to spread the grease.
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5) Finish the job by replacing all the cutter components removed in step 2.
To Lubricate the carriage shafts:

1) Pour a liberal amount of cutting/tapping fluid on the front carriage shaft,and move the carriage back and forth several times

2) Wipe up excess fluid with a dry rag, and use the fluid on that rag to coat the rear carriage shaft, adding more if necessary for a thin coat of coverage.

Checking Fluid Flow

If the fluid flow gets restricted or blocked, troubleshot and fix it before performing any thread cutting operations or dies will be quickly ruined.

To Check the fluid flow:

1) Move the threading dies up and start the motor, Fluid should flow freely in the location shown in Figure 19
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           Figure 19. Fluid flow location with threading dies up

2) Move the threading dies down and start the motor. Fluid should flow freely where shown

  In Figure 20
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Figure 20. Fluid flow location with threading dies down

Changing Fluid

Very small metal particles will accumulate in the tank and could eventually clog the pump if the fluid is 

not changed on a regular basis. When fluid becomes discolored or contaminated with small metal particles, clean the tank thoroughly and refill it with clean cutting fluid. Checking the fluid is a sample procedure that requires a sheet of clean white paper.

To change the cutting fluid:

Place the fluid pan under the reservoir and remove the drain plug shown in Figure 21
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Figure 21.  Location of drain plug

After the reservoir has drained, clean the intake screen (access by removing screw and pivoting screen up) and the bottom of the reservoir, as shown in Figure 22
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Figure 22, Intake screen lifted for cleaning

Pivot the intake screen back down and fasten it to the bottom of the reservoir with the screw.

Replace the drain plug and pour in approximately 1/2 gallon or more cutting and tapping fluid.
Replace the plastic liner, the liner screen, and the drip tray.
Lubricating Spindle Bearings

To Lubricate Spindle Bearings:

1) Lubricate as shown in Figure 23
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                Figure 23. Location of headstock oil ports

2) Place five drops of oil in the fluid ports.

3) Turn the motor ON and allow it to run for approximately 30 seconds to disperse the fluid.

SECTION 5. SERVICE

Repairing Clogged Pump

Very small metal particles will accumulate in the tank and could eventually clog the pump if the fluid is not changed on a regular basis. If the pump stops working and you have verified that there are no other obstructions in the fluid lines，then the pump may need to be repaired.
Repairing the pump is an easy job that takes approximately 10 minutes, and should only be done after the fluid has been changed.

   To repair a clogged fluid pump:

Remove the motor access cover (Held in place by two screws) to expose the fluid pump, as shown in Figure 24.

Unbolt the three hex bolts on the pump cover and carefully pull the cover off.

Using the pliers, pull the pump shaft out of the pump, as shown in Figure 25
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Using the rag and solvent/degreaser, clean the pump shaft and the inside of the pump to remove any built-up grime or metal chips.

Inspect the O-ring that was between the pump and the pump cover.

If the O-ring is hard, cracked, or otherwise in poor condition, replace it( for quick turnaround, new O-ring can often be found in hardware or automotive stores ).

If the O-ring is soft, pliable, and in otherwise good condition, reuse it.

6)  Lubricate the pump shaft in the same manner as you removed it, and replace the pump cover and access cover to complete the job.
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Headstock





Hammer Chuck





Cutting Tool





Threading Dies Head





Reaming Tool





Support Chuck





ON/OFF Switch





Carriage Handwheel








This is the basic parts for Z1T-B2-50,Z1T-B3-80,Z1T-B4-100,Z1T-B6-150
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