IN DIE TAPPING UNITS
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FASTOP FOR FOXCONN

1 EZ I FASTOP BiN T4 Hl. You already buy FASTOP in-die tapping units
WSO BT AT, RIS A B ARSI 4E ) 2K . Thank you for having confidence in our
equipment, look forward to meet your need.

ARSI IS, WS — N PR T, e R B 25 5 M AR 4R .

Please read the manual first time when you open packing. It will provide service guide and
operation guide for you.

PE TR S RS> LAy, 7 s PR A )

The manual cover the following several parts in order to look up quickly for you
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—. B HERNIBCF YL Plan in-die tapping units

% ] customer: FOXCONN

A5 model: FT500D &4

22k tap: 6-32

22 4ERRYE tap standard: &7 (2 )the U.S.system(the Metric system)

AT B Material: secc MELEEE Material Thickness: 1mm
®IL 5 4 fLAIR JE tapping depth: 2.3mm 1417~ screw hole turnup downward

WIRATFE Press stroke: 250mm  (Jf3& H FATRE 0 120 mm BL_E T R IR)D

5 L2 A T s B AR T () 1 Tap on the dead plate surface peak to the height of ZWB
position:  9.0mm 22 iR By Taps range of movement: 8mm

M 5)4% 1] Total movement space : 11.5mm

T-shie P8 22 4E# 5. Manual a circle round each, Taps range of movement: 0.81mm

PHPRTE E Press speed:  SPM
s 5% 3 Max.speed:  47FE 4 250mm )3 R B e v s 38 B2 1 78 50SPM
ATHE 120mm Ff R e e s 3 B2 7T 75 100SPM
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Dimension L1 O L2 D1
6-32 48 3.2 21.59 4.0

—. HERBEAF LK PREPARE IN-DIE TAPPING UNITS

1. BEABCF AU SR 1)
K &AL Z AR, AR E &
RERY I N iz zh ity . WEAT AN AT
AR I (B 1)
Die tapping machines within the
transmission body (Fig. 1)
eck the transmission,
confirmed the drive is able to
move up and down smoothly.
Screw and lubricating pillar
parts (Fig. 1)

1Fia. 1

2. BWEREEA AT, Bk
(K2
M YT W it 25 A A RE A8 11 T
t, IS T,
Check the fixed left and right
rails, injectors (Fig. 2)
Check whether the normal

spray mist nozzle, and test

equipment rails without

interference.

K 2 Fig. 2
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3. KM &L PR E (K 3)
R A B I 5 BEE UM JiE BT o
Check to the teeth of the locking
device(Fig. 3)
Check whether the lock handle the

lock rod screw smoothly.

4. BINBUA NS KK 4)

T hese ittt el Ram, R R
DALLHETI A B R T 9mm. 3 Fig. 3
Body of in-die tapping units(Fig. 4)

Then passed by hand wheel rotation,
rotation and flexible, with the caliper
confirm tap the underside of the vertex
protruding ZWB 9mm.

SHLAREEE
Z\WB
Undersurface

L2 A,
Tap Acme

A+ R 2 22 #E TR == B 55 $H L
WERMEEER: 9mm

Measured with a caliper from
ZWB tap the underside of the
9mm

vertex distance:
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Tapping Machine drive to

install the body

The drive mounted on the
template, the drive pin @ 10
on both sides of the body try
to be location, drive the

Eﬁﬁygﬁm, ﬂtﬁ%% body with screws locked and

make the screw at the top.

2. AL RN E R
R T BURVE B B A% 1 s
TR L
Mounting rails and locking
devices
Rail and locking devices will be
installed as shown with the

floating o r on-board
&

p
D .
FiAi SRR R

Note: The left can

HIS A AAR, HARRE not hold against rail
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3. KECAMIE RGN, PIINEE K5 45T
Tapping into the body along the rail, both

sidestrytobe 2 5 pin
i Insert >

o5 FHEI AL E

4. PRI BER
Tighten the lock handle
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6 CREMEVHE X UERR 22 S, B
Align the screw hole nozzle position,
locking

MR 22 LA

FEEZHEI ATTENTIONS

RTINS, 22 HE
FE, BEE T A gh
2 05~1 =K

Safety margin before
tapping is 0.5~ 1mm
between components

%5600, L9
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VO, AT 22 4k

FATVBING, REBOCF R o ] T HOR 2 A e e 2 de A, UL 224E, SRS e ieqk e, IFiIA
L2 HEI T S R BT BRER T OMM e F N B A4, B B

Loose lock handle will pull out tapping the body. Rotated using a tool to tap into the outside, remove
the tap, and then rotate then passed round, and confirm tap the surface of the apex prominent ZWB
9MM. Tappina into the body, the lock lockina handle.

Extract in die tappina units

< 2 P BUA A

1 FA FFA A
Loosen Lock
handle

3 TRk

@ Round with hex key

4 YHEH Sk
tap get out
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6 22 4k
Extract tap

5 [k TR
Depress

7 HENHT 224k

Insert new tap

&)

S

PEL: T2

Taps

8 AT AR, 1L

AR LU
B2 T E R

Then adjust the screws
pass through the volume
wheel to adjust the

height of the size and

22 HfE T A
ZWB {ikifi 9OMM

#: 9MM,

distance: 9MM.

TR AL R, — 2 2
DN 22 A T A B R i 1 )
Note: Insert a new tap at the same time,

we must again measure the distance of
the tap needle position board end vertex
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9 il NTUF A

insert in die tapping units
10 B BRI
Suo locking handle

i 24834 #H MICRO-LUBRICATING FOR TAP

2o HE L N ARA S A HNE T AU 0.2~0.3Mpa

tap must be have lubricating oil .

it provides lubrication by spraying micro-droplets carried in an airflow which also provides a
cooling blast, pressure is between 0.2~0.3Mpa

8. ERRFE REGULAR MAINTENANCE
LIZAT . SRR ERG W A0 —K keep clean of drive screw and guide post stem, and add
lubricating oil each shifts

EINIE
Gear add
lubricatina oil hole

B pIIMIHEAN
driving shaft add
lubricating oil hole

2. 224k 5 W35 k. Clean tap regular
AR IR B e, AEAETH— 7R Bearing maintenance and replacement, Replaced once a year
A 504N, WA AEHE NI —K Driving shaft and Gear add lubricating oil each shift

REEHIL & H R AF
i Tel: 0769-86108152/86108153
f£2L Fax: 0769-86108151



