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MACHINERY GROUP, INC.

ROLL GROOVING MACHINE
Models 1041-1042-1043-1044-1045-1046-1047 -10:2
Operating Instructions < Pipe Alignment - Parts

Parts and Equipment Pipe Preparation:
Furnished: Pipe ends must be square, and seams or welds must be
Top Roller (1): 1-6" filed or ground even on last 2"; remove scale from groove

Bottom Roller (2): 1-112"; 2-6" area.
Pipe Set-Up:
Use pipe stands, pitch pipe slightly downward.
See page 8.
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GROOVING SPECIFICATIONS /TABLE 11
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Table " /Sfondﬂrd RO" All Dimensions Are In Inches
Gasket Groove
Seat Width Min. Nominal Min.
Nominol Mean Diameter A B Groove Groove Groove Pipe
Pipe Size Pipe O.Q. +.015 +.030 Diameter Depth Depth Woll
-.030 -.015 C D T
+.016 +.000
1 1.315 —.016 .625 .281 1.190 — 015 .046 .063 .065
\ +.016 + .000
1Y% 1.660 - 016 .625 .281 1.535 — 015 .046 .063 .065
. +.016 +.000
1Y, 1.900 _ 016 .625 .281 1.775 _ 015 .046 .063 .065
+.024 +.000
2 2.375 _ 016 .625 .344 2.250 _ 015 .046 .063 .083
\ +.029 +.000
2% 2.875 —.016 .625 .344 2.720 —.015 .046 .078 .083
+.030 +.000
3 3.500 _ 018 .625 .344 3.344 _ 015 .054 .078 .083
' +.030 +.000
3 4.000 -~ .018 .625 .344 3.834 - 015 .054 .083 .083
+.035 +.000
4 4.500 — 020 .625 .344 4.334 — 015 .054 .083 .083
+.050 +.000
5 5.563 _ 022 .625 .344 §.395 _ 015 .054 .084 .109
+.050 +.000
6 6.625 © o 625 344 6.455 T oUC .054 .085 109

-

. Vertical depth of groove “D" minimum dimensions listed are important to coupled pipe performance.

2. Plpeend squaroness — maximum allowable tolerance trom square-cut endsis 0307 for sizos V" through 3'47; . 45" for sizes 47 through 67; and 060" for sizes
8" and above, measured from true square line.

. Pipe out-of-roundness — difference between maximum O.D. and minimum O.D. measured at 90" must not exceed total O.D. tolerance listed.

. Gasket seat “A™ must be smooth and free from scores and seams.

5. Pipe with wali thickness less than minimum shown may be roll grooved. Consult Pace Machinery for information.
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NOTES PER INDIVIDUAL MACHINE - Instruction number one
1041—Slide carriage assembly from guide rods. When sliding on grooving unit align three flats on drive shaft with three jaws of hammer chuck. Close hammer chuck.

1042—Remove oil pan and chip tray. Loop oil line from carriage to oil pick-up fitting. (Gear pump—If oil is not circulated in pump damage may occur.) Loosen handle
clamp wing nut, slide carriage assembly from guide rods. When sliding grooving unit on, align three flats on drive shaft with ihree jaws in automatic chuck, turning
switch 1o forward, step on foot switch, rotating bottom shaft as jaws close to align flats.

1043—Remove roll pin from front of both guide rods. Disconnect oit line from bottom of carriage assembly aftowing to lay in tray. Loosen oil tray bolts so that front
of oil tray may be dropped, allowing carriage assembly to be removed. Slide on grooving unit. Replace oit tray into guide rods. Align three flats on drive shaft with
three jaws in hammer chuck.

1044—Remove roll pin from guide rod. Disconnect oil line from carriage assembly allowing to fay in oil tray. Slide carriage assembly from guide rods. When sliding
on grooving unit align three flats on drive shaft with three jaws in automatic chuck. Starting machine in forward running position rotate groover shaft as jaws close
in order that drive shatt flats align with chuck jaws.

1045—Remove rolt pin from guide rods. Disconnect oil line from carriage assembly allowing to lay in oil tray. Slide carriage assembly from guide rods. When sliding
on grooving unit align three flats on drive shaft with three jaws in hammer chuck.

1046 Mave carriage assembly ac close to hammer chuck as possible Place groover unit as close to rear of quide rods as possible. Place L clamp bracket at
Lottom side back of groover base, using two 5/16 x 2'4° bolts clamping 1o back guids rixd. Algn lovojdy couplor Ioguihar O Urive shalt ateision making sufy thii
rubber flex piece separates coupling hatves. Align three flats on drive extension with three jaws in hammer chuck.

1047—Move carriage assembly as close to automatic chuck as possible. Remove carriage stop boit from back guide bar. Place groover unit front edge flush with
back end of guide bars. Place L camp bracket at botiom side back of groover base, using two 5/16 -18 x 3" bolts clamping to back of guide bars. Align lovejoy
coupler together on drive shaft extension, making sure that flex piece separates coupling halves. inserting extension shatft into chuck assembly, turn machine to
0 4

e iirel

run, ailowing four jaws 1o chasa and grip drive shall oxtension
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1.

Connect the grooving tool
to your power drive.
*Notes for specific
models.

2.

Rotate and raise adjust-
able stop and locking nut
to top position, (top of
locking nut flush with top
of adjustment rod.)

3.

Close valve on hydraulic
hand pump at left side of
machine by turning
clockwise.

4.

Insert pipe over bottom
roller, snug against roller
flange.

5.

Pump hydraulic hand
pump to lower top roller
and make light pressure
contact with pipe.

PERATING INSTRUCTIONS

6.

Lower adjustabie stop on
adjustment rod to meet
top surface of depth
gauge, for correct dia-
meter pipe to be grooved.
Secure position by tighten-
ing locking nut.*

7.

Turn machine on with foot
switch. This will rotate
pipe. Machine must be
rotating before applying
hand pump pressure to
begin grooving. Be sure
pipe end maintains solid
contact with flange on
bottom roller.

WARNING: Never insert fingers or any portion of hand

inside of pipe being rolled when machine is running.
Hands should be kept away from rollers at all times.

8.

Groove to full depth permitted by adjustable stop. Turn
machine off and open valve on hydraulic hand pump by
turning counter clockwise.

9.

Remove pipe, and check
groove depth by gauge or
coupling. If groove is not
deep enough, raise adjust-
able stop fractionally,
close pump valve, activate
machine groove and
recheck depth.”

10.

Once proper groove depth is established on first piece,
no additional adjustments of stop are required for sub-
sequent grooving at same size pipe.

"You may need 10 adjust upwards or downwards after checking the first
groove. because of the allowable tolerances for pipe outside diameters
and vanations i wall thicknesses
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HOW TO REMOVE ROLLERS

NOTE: ON ALL MODELS, REMOVE BOTTOM ROLLER FIRST AND INSTALL NEW TOP ROLLER FIRST!

Removing Bottom Roller and Top Roller

Cr T T TaTa

Rotate and raise adjustable stop and locking nut to top

Open valve on hydraulic hand pump at left side of machine.
position, top of locking nut flush with top of adjusting screw {Turn counter clockwise).

Using a pin punch opposite the “O" mark, tap the tapered Puli the bottom roll towards the front of the machine to
pin out of the main shaft. remove.

With the bottom roll removed, loosen the set screw in the
ton Fold

Pull the 1dier shafl oul .flf[”” Ir':
Plage 4

he lront of the machine.
allowing the top roll 1o drop out the bollom of the slide



HO

NOTE: ON ALL MODELS,

W TO INSTALL ROLLERS

REMOVE BOTTOM ROLLER FIRST AND INSTALL NEW TOP ROLLER FIRST!

Installing Top Roller and Bottom Roller
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RECOMMENDATIONS FOR MAXIMUM
ROLL-GROOVING EFFICIENCY

I « Select and install the correct top and bottom rolls for the pipe diameter to be grooved.
2. Place short length of pipe (nipple approximately one foot long) over bottom roll.

3. Close pump valve (by turning clockwise), and apply light pressure which will hold pipe in horizontal position over
bottom roll.

4. Place level on pipe.
5. Observe position of bubble in sight glass.
6. Open pump valve (by turning counter-clockwise), which will raise top roll and release pipe nipple.

SIDE VIEW

9,
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7. Set pipe stand approximately thirteen feet from front of roll-grooving machine. (Recommended position tor single
random lengths of pipe.) If pipe stand is moved closer to the roll-grooving machine, steps eight thru ten are necessary
to determine the correct height of pipe stand.

8. Set length of pipe on pipe stand with one end over bottom roll of roll-grooving machine.
9. Place level on pipe.
10. Raise or lower pipe stand until bubble of sight glass is in same position as Step Five.

1 l « Measure from top of the pipe stand base to a reference point on the vertical column of the pipe stand and record
this dimension. MARKING PIPE STAND POSITION AND RECORDING THE PROPER VERTICAL DIMENSIONS WILL ENABLE
THE MACHINE OPERATOR TO CHANGE PIPE DIAMETERS WITH MINIMUM SET-UP TIME.

]2. Repeot Steps One thru Ten for each pipe diameter to be grooved.

]3. Pipe and pipe stand should be placed so that pipe is on center or within two inches of the machine centerline.

TOP VIEW

PIPE. G

L = - @/— 3 -!fMACH.
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STANDARD ROLL GROOVE
DIAMETER SPECIFICATIONS

T (Max.)

2 23t Ol 2250% 00 g
2% 2675%92) g 5pt000 .,
3 3500100 334t 00 g
3% 4000% 30 ggqt000 o,
4 4.500%035 3344090 g5
§ 5563t 050 44000
6  6625FB0 (45500
s 375
10 375
12 12750080 375
14 375
16 75
18 18.000 +2% 375
20 19.781+-000 45
22 220001990 5 454+.000 .
24 24000F D9 29455700
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I. GROOVE DIMENSIONS

“ES” Roll/Cut Groove Specificationst

1 2 [ 3 [ 4 [ s Tse] 7
Dimiensions - Inchusinm
-"u).',mll Spat Grc«w;‘t Width | Gruo:ll-.' Dia. Min.
== =1 S el x ? Allow. Wall
Aol Groove | Cut Groove | Roll Groove | Cut Groove Grv Thick. T
Shuntathusscatedl Moe ool bl 'y Lo B e oL
Bl Tal Tol |Depth )
Tolorance +0.010 +0 000 (rel) | Roll | Cut
. - |Basic| Tol |Basic| Tol |Basic 035 |B Basic | «0.00 o Grv | Grv
+0024]-0.024| 05672 | 562 :0.010] 0. 2250 [0015| 0063 [0 0650154
)| -0.028) 1 0582 [
) EE] 0569 |
[ 4 | 0610 |0 6z0] 0.605 | Z0620
‘_ (0610 |-6.07 +0.015] 0005 | & 0.072| 008"
£0.015/0.390 | +0.020 | 0.400 | -0010] B.a41 1-0.005
0 ) 02¢ (+0.015( 0350 | +0.020| 0.400 | 067015 583 55551 %
|_1 1275 _‘j ; t0.015] 0.390 | +0.020 | 0.400 | 0010 |13 5371|0630
= i B3] kIl 2l | - Lre ] i il S

oalings apphed 1o the interior sudaces nc

surface and within the groove on the pipe exterior should not exceed 0.010" (0.25 mm)

Copper Tubing Roll Groove Specifications

ding boll pad h;u; surlaces, of our bolled Q:wvdd
piain end coupiings should not exceed 0.010° (0.25 mm). Also, the coating thickness applie

and balled

d 0 the gasket seating

1 2 3 1 ¢« T 75 T % 1T 7 T =
Pipe Outside Diameter Dimensions ~ Inches/mirmeters
O0. - Inches/m Gasket Groove Groove Min.

Nom. Soat Width Dia. Groove Allow. Max.
Size A B8 C. Depth Wall Allow.
Inches 10.03 $0.03 +0.00 (ref.) Thick. Flare
mm Basic Tolerance t079 :0.79 -0.02 D T Dia
72 2.125 20.092 0.§10 0.300 2.929 0.048 0.064 2220
2% 2625 tO.ﬁOOZ 0610 0.300 2.525 0.050 0.065 2720
" e sl H T S o A T
3] 3725 +0.002 0610 0.300 3025 0.050 owv 3220
l‘ 4 l>:25 tf),OQZ 0.:61_0 0300 4.019 0 0?3 Dwv 4220
5 5125 £0.002 0610 0.300 4959 0053 WY 5.220
6‘ 6 125 20002 0,_‘(:5.19 0300 5999 0.9§3 Dwv 6220
8 8.125 +0.0004 0610 0.300 7.959 0.083 8220

} 125 200 81 : o owv

Tolerances for 8" (200 mm) are +0 002 (0 5 mm), -0 004 (-0 10 mm)

PIPE PREPARATION .
SPECIFICATIONS 3

“ES” ROLL/CUT GROOVE
SPECIFICATIONS NOTES

ROLL GROOVE CUT GROOVE

~>'A.Bl<-— ;— *lAla‘i— _;—

—

COLUMN 1 - Nominal IPS ptpe size Nommnal metric (1SO)
pipe size

COLUMN 2 - IPS outside diameter. Metric (1SO) outside diam-
eter. The outside diameter of roll grooved pipe shall not
vary more than the tolerance listed. For IPS pipe, the max-
imum allowable tolerance from square cut ends is 0 030"
for % - 3% (20 - 90 mm); 0.045: for 4 - & (100 - 150 mm),
and 0.060" for sizes 8" O.D. (200 mm) and above mea-
sured from true square line. For (1SO) metric pipe. the
maximum allowable tolerance from square cut ends s
0.76 mm for sizes 20 mm-80 mm: 1.14 mm for sizes 100
mm-150 mm: and 1.52 mm for sizes 200 mm and above
measured from the true square line.

COLUMN 3 - Gasket seat: the pipe surface shall be free from
indentations, roll marks, and projections from the end of
the pipe to the groove, 1o provide a leak-tight seal for the
gasket. All loose paint, scale, dir. chips, grease and rust
must be removed. Square cut pipe must be used with
FlushSeal® and EndSeal® gaskets. Gaskel seat A" I
measured from the end of the pipe. IMPORTANT: Roll
grooving may result in unacceptable pipe end flare. (See
column 8.)

COLUMN 4 - Groove width: bottom of groove o be free of
loose dirt, chips, rust and scale that may interfere with
proper coupling assembly. Corners at bottom of rolt
groove must be radiused. For IPS pipe, 0.04R on 1'% - 12°
(40 - 300 mm). For (ISO) metric pipe, 1.2R mm on 20 - 300

mm
COLUMN 5 - Groove outside diameter: the groove must be
uniform depth for the entire pipe circumference Groove
must be maintained within the *C" diameter tolerance hst-

ed.

COLUMN 6 - Groove depth: for reference only. Groove must
conform to the groove diameter “C" tisted

COLUMN 7 - Minimum allowable wall thickness: this is the
minimum wall thickness which may be grooved

Request 2502

COPPER TUBING ROLL GROOVE
SPECIFICATIONS NOTES
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COLUMN 1 - Nominal ASTM B-88 drawn copper tubing size

COLUMN 2 - Outside diameter: The outside diameter of rolt
grooved tubing shall not vary more than the tolerance list-
ed. The maximum allowable tolerance from sqQuare cut
ends s 0.030° (08 mm) for 2 - 3° (50 - 80 mm). 0 045"
(1.1 mm) for 4 - 6" (100 - 150 mm). measured trom true
square line

COLUMN 3 - Gasket seat: The tubing surface shall be free
from indentations. roll marks. and projections from the end
of the tubing 1o the groove, to provide a leak-tght seat for
the gasket All loose scales, dirt. chips and grease must
be removed

COLUMN 4 - Groove width Bottom of groove 1o be free of
loose dirt. chips and scale that may interfere with proper
couphng assembly

COLUMN 5 - Groove outside diameler The groove must be
umitorm depth for the entire tubing circumference Groove
must be mamntained within the "C~ diameter tolerance nis!
ed

COLUMN 6 Groove depth For reference only Groove i
conform 1o the groove drameter "C " histed

COLUMN 7 - ASTMB-306 drain waste and vent (DWV) 15 e
mum wall thickness copper wbing which may he -«
grooved

COLUMN 8 - Masamum aflosalie ot i ety
sured at the most extreme tubing end diametor

115
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@® BASE
MODEL  PART NO.’

1041 4230
1042 4239
1043 4245
1044 4246
1045 4247

4248

4249

4508
@\M mbmmo {DLEX SHaeT

wl FCLTOP b
4579 (P feTop i)

—BOTTOM ROLL

1046 MODEL 10411047

1047

ZEROS (D) ON PART NO. 4579, 4568 &
BOTTOM ROLL HAS TO BE IN-LINE
BEFORE ASSEMBLING AS SHOWN.




