
INFORMATION-~PRELIMINARJ sp~ MACHINe:--

Th1s mach1ne 1s des1~ned to cut and rethread b1cycle spokes. It 1s for 2.0
and 1.8 mm spokes only. Butted spokes may be cut and rethreaded as lon~ as
the threading 1s conf1ned to the large diameter end. The smaller Dart of a
butted spoke 1s ne1ther round enough nor accurate enou~h to roll threads on
When chan~1ng between 1.8 and 2mm diameters the mach1ne must be, readjusted.

This 1s a 1-2 m1nute operat1on.

Settin~ up the Machine:
First the crank should be fastened to the eccentric. The screws and wrench
for this are in the little packa~e and it will only go on the right way.
The machine should next be bolted to a sturdy bench. It must be far enou~h
from the ri~ht end of the bench so the crank will turn freely. It is ~ood
to mount it back 4-5 inches onto the bench to leave enough room for a box of
spokes in front. Now the machine is re:1dy to use.

!.
Operation:
The machine ~~nipped ready to thread 2 mm spokes. Spoke len~th is set by
slidin~ the ~a'"jf"'\lntil its ri~ht hand ed~e is in line with the desired length
on the scale. ~ith the crank at the bottom of its stroke. the spoKe bend 1s
cradled in the pocket of the ~age and the end to be cut is inserted in the
cutter. As the handle is rotated the spoke is first cut. Further rotation
causes the flipper ~,o transfer i t up to the threadin~ section of the machine .
Next the guide on the slide contacts the spoke. Until this time you should
be holding the left end of the spoke in the ~age pocket. ~hen the spoke has
been contacted by the g!Jige relea-'3eit so that it can follow its own path
throu~h the machine. The spoke will then roll to the back of the machine and
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drop out. It will take some practice before you can do this smoothly. If
the spokes being cut are oily no further lubrication will be needed. If they
are dry a little Tenacious oil shoula"be put on a spoke and the spoke rolled
through the machine. This will lubricate the dies sufficiently for threading

:75-100 spokes. To cut spokes shorter than 200 mm there is a mark near the
left end of the ga~e that will subtract 100 mm from the scale reading.

Spoke Diameter Chan~e:
To chanlSe between 2 and 1.8 mm spokef the machine must be read,justed. The
L-shaped setup spacer is placed in tIJe spoke space under the slLde, with the
markin~ for the desired size orl the '~f.t. The three frame screws are then,"
loosened and the slide moved forward by turning the handle in either direction.
It may be necessary to lift the frame to do this but when the spacer is in
the correct position the crank will be horizontal, the ~uide will be alSainst
the rear Qi the spacer' and the spacer' will be touchin~ the stationary cutter
and in line wi th the slide ed~e. Wh.~i1 this oosition is all correct, firm
thumb pressure down on the slide support will hold the dies in contact with
the spacer while the frame screws are ti~htened. 'Nhen these screws are quite
tight the setup spacer may be removed by movinlS the slide back. The spacer
must not be allowed to move back with the slide beca-use it is t3pered and
would wed~e tightly. The machine is now ready to thread the new diameter
of spokes.



Lubrication:
Once a week the slide and cutter should be lubricated with 'renacious oil.
rhis should be applied at the top of the slide where it touches the frame ~nd
on the left side where the slide support reaches under the lip of the slide.
Nith the slide all the way back PUt a drop of oil at the back of the movable
cutter. Once a month the other movin~ parts should be oiled. A drop of oil
at the back end of the flipper, on the swin~ hin~e. in the swin~ slot, 3nd
on the outsIde and pivot of the eccentric.

Maintenance:
If a spoke does not roll throu~h th(' machine freely, the first thin~ to suspect
is that it was not squarely a~ainst the guide when rollin~ was started. 'rhis
sometimes happens when the spoke is not released freely or it ~ets bumped at
this critical time. At the start of rollin~ the spoke is ~ripped between the
dies by the weight of the slide. If the spoke slides out of square when the
~uide moves away from it the ~ripping action is not correct. If this occurs
check the slide to see that it has a small amount of free vertical movement.
rightness of the slide can be causel~ by dirt on the slide or in the swin~
slot. Adjustment of vertical clearance is covered under die replacement.
Another possibility is that the machine is set for 1.8 mm and thesDoke is
2 mm. If repeated tries are not successful and the setup spacer fits correctly
then die misali~nment is indicated. To check this the frame must be removed
from the machine. Remove the three frame screws and slide the frame, the
cutter lever and the movable cutter off to~ether. If these are not removed
together the cutter spring will become disconnected and have to be hooked
back on. The bottom die .is easiest to see. It should be squeezed into its
pocket with your thumb as the die clamp is loosened. If it is out of position
you will feel it shift as the clamp is loosened. After the botto~ die is
re ti~h te;~ed the top die is checked in th~ same way. 'l'"o- access i t turn the
crank so the slide is all the way forward. The die is then easily seen with
the frame inverted. Put a little oil on the movable cutter and the cutter
lever pivot and reassemble.
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By the time 10-15,000 spokes Mve been threaded the dies will have worn enou~h
to need attention. This will be evidenced by a rou~h feeling as threads are
rolled and an enlar,ged root radius on the spoke threads. The dies are double
sided so they may be turned over but in addition, since less than the full
die face is used, the dies may be turned around to utilize the unused ed~e.
rhis is not as good as a new die face because there is some overlap at the
center but does ~ive quite a bit more use from the die. To chan~e the dies
first remove the slide. This is done by removin~ the slide support and
lifting out the slide. Be eareful not to lose the roller connecting the swin~
to the slide. When the top die has been turned Or changed the slide is oiled
3nd replaced. 'rhe slide is ~iven vertic3l cl~arance by putting a business
card between the slide and front roller, liftin~ up on the slide support andti~htenin~ its screws. The frame is thei1reliioved and the bottom die chan~ed .

the same as the top die. Dies must be kept in matched pairs.

If the cutter becomes dull the stationary cutter may be turned. It has ei~ht
possible positions. If the movable cutter is dull or chipped it should be

replaced.

As an ea~ly use~ of a new p~oduct you will undoubtedly ~un into cha~acte~istics
3nd questions that neithe~ one of us could fo~esee. .~hen this happens it
'~ill be somethin~ that both of us need to know about so please phone me ~i~ht
away, collect. As soon as I have collected enou~h info~mation to get an
inst~uction book w~itten it will be sent to you. AY/ .4
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