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PREFACE

This Engineer's Manual is written for the technical personnel who are responsible for the service and maintenance of the machine.
The Instruction Maual for these machines intended for the maintenance personnel and operators at an apparel factory contains
operating instructions in detail. And this manual describes "Standard Adjustment”, "How to Adjust”, "Results of Improper
Adjustment”, and other important information which are not covered by the Instruction Manual,

It is advisable to use the relevant Instruction Manuat and Parts List together with this Engineer's Manual when carrying out the

maintenance of these machines.

CAUTION

(AVP-B70)

(AVP-880)

utral detergent. Never apply lacquer and thinner 0 your machine.

2) Do not go inside the guard pipe on the rear face of the
machine while the sewing machine is in operation.
3) Do not pui your hands on the top face of the X-Y cover.

4} Be sure to operate your machine with the pulley cover, eye guard and any other guards mounted on the sewing machine,
5) Do not apply a strong impact to the display of the operation panel.

6) The setting device automatically moves at the time of loading. So, do not put your hands or any other thing near to the setting

device, {AVP-880) )
7) Do not turn ON the power to the setting machine with any of the operation switches or panel switches pressed.

8) Remove dust accumulated in the hook with an air gun at least once a day. Afler cleaning up the hook, also remove stains

from the chute.



9) Load/unioad floppy disk €@ while the power to the machine is
ON. Turning ON/OFF the power to the machine with floppy
disk €% mounted may destroy data stored in the floppy disk.
{AVP-880)

11} Prehibitions with respect 1o handling of floppy disks.

"~ (AVP-880)

10) During operation, be careful not o allow
your or any other person's head or hands 10
come close to the handwheel, motor cou-
pling and the intermediate presser driving
knob. Also, do not place anything near any
of these parts whiie the machine is in oper-
ation. Doing so may be dangerous.

Do not place floppy disks
near an ash tray, foods or
drinks.

D Da not touch exposed areas

of magnetic sheet.

Do not allow a fioppy disks
to come close to magnetized
objects.

Do not keep floppy disks ina
place where temperature is
extremely high (51C or higher).
Avoid exposure {o direct sunlight.

Variable resistor

[2) Never turn the variable resistors of the servo-driver.
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1) Remove the cover, and confirm that the supply voltage is same as that is indicated 2} When you first operate your
on the tap of the transformer. Though the machine is a single-phase type, 100V machine after set-up or after an
type machine is not available. So be careful. extended period of disuse, apply

one drop of oil to shuttle race sur-
face @ so that the race surface is
blurred with a little amount of oil.

AVP-880

{Caution) 1. Be sure to lubricate the sewing machine
before starting running it.
2. Be sure to use JUKI New Defrix Oil No.
1 as the lubrication oil for your sewing
machine,
1} Fill oil from lubrication hole @ until the center of oil
gauge & is reached.
Confirm that the amount of oil reaches the center of oil
gauge @ . If the amount of oil is not sufficient, add oil
from lubrication hole €@ .
After the machine has been properly filled with oil, oil
flow is observed from oil sight window @ as long as
the machine is normally lubricated. The amount of oil to
be flew in the machine does not affect the performance
and functions of the sewing machine,

2) When you first operate your machine after set-up or after
an extended period of disuse, apply 10 cc of oil 1o inter-
mediate presser gear drive unit @ .

— i -




{AVP-870)

— i —

AVPBT0.

(Caution) 1. Be sure to lubricate the sewing machin::

1)

2)

3

4)

3)

before starting running it.
2. Be sure 1o use JUKi New Defrix Qil No.
1 as the lubrication il for your sewing
machine.
Fill oil from lubrication hole @ until the center of oil
gauze §P is reached.
After the machine has been properly filled with oil, oil
flow is observed from oil sight window € as long as
the machine is normally lubricated. The amount of oil to
be flew in the machine does not affect the performance
and functions of the sewing machine.

Use an air pressure of 5 kgf/ern? (0.5MPa).

Do not run the sewing machine when the puliey cover or
surface cover is removed.

Do not apply a strong shock to the operation panel dis-
play surface.

Loadfunload floppy disk @® while the power to the
machine is ON,

Turning ON/OFF the power to the machine with floppy
disk @ mounted may destroy data stored in the floppy
disk.
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1. SPECIFICATIONS

AVP-870 AVP-880
Sewing speed Max. 4,000 s.p.m. Max. 3,500 s.p.m.
Stitch length 0.1 to 3.4 mm (0.1 mm steps) Data can be changed using PGM-6 (Input programming
device)
Drive unit AC servo motor

Feed drive mechanism

Continuous feed (AC servo motor, 2-shaft drive)

Sewing area X (lateral) direction 240 mm Standard
Y (longitudinal) direction 260 mm X (lateral) direction Max. 610 mm
Y (longitudinal) direction Max. 150 mm
Shirring type
X (lateral) direction Max. 610 mm
Y (longitudinal} direction Max. 120 mm
Needie DELTA-U1515-01 #9 (standard)
Needle bar stroke 30.7 mm
Hook Full-rotary exclusive hook for AVP-870 Full-rotary exclusive hook for AVP-880
(forced lubrication) (forced lubrication)
Bobbin case Bobbin case for full-rotary, standard hook (with an idling prevention spring and spacer)
Bobbin Aluminum bobbin (standard)

* Exclusive aluminum bobbin {(with a hole) when a bebbin thread remaining amount
detecting device is used.

Thread trimming mechanism

Scissors cutting mechanism using a counter knife and a moving knife (grooved cam method)

Lubrication oil

New Defrix Qil No.1

Intermediate presser stroke

— 3 mm

Thread

Table 1 Table 2
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2. CONFIGURATION

{1) AVP-870 (Automatic pocket setter)

@ Presser spring regulator

® Tension nut No. 1 asm.

@ Arm thread guide A

© Armthread guide B

@ Thread breakage detecting plate
@ Thread guide rod asm.

@ Oil sight window

& Handwheel

€) Main shaft servomotor asm.

P00 ®O6

Tension controller No. 2 asm.
Throat plate B

Throat plate A

Needle hole guide

Needle bar thread guide
Needle bar thread eyelet
Needle bar

Needle

Work clamp plunger




{2} AVP-880 (Automatic collar runstitching machine)

O

@ Presser spring regulator

@ Thread guide No. 1

® Thread guide rod asm,

@ Oil sight window

& Handwheel

@ Main shaft servo motor asm.

@ Intermediate presser driving knob
@ Intermediate presser adjusting knob
€ Arm thread guide A

@ Thread breakage detecting plate

Tension controller asm.
Arm thread guide B
Throat plate A

Throat plate B

Throat plate guide
Needle bar thread guide
Needle bar

Needle bar thread eyelet
Needle

06 60 608

@ Intermediate presser




3. TRIAL OPERATION

The machine head can be driven in four different methods as described below.

1)

2)

3)

4)

Normal operation

AVP-870 ..... Folding, carrying and stacking operations are included.

AVP-880 ..... Material setting, loading and stacking operations are included.

Test sewing mode

Set a material which matches the work clamp on the sewing machine. Then drive the sewing machine, and the machine head
can be driven in accordance with the sewing pattern used.

Refer to the Instruction Manual for the AVP-870/-880 for how to operate the sewing machine.

Sewing machine drive

Only the machine head can be driven at a sewing speed within the range of 200 to 3,500 s.p.m.

This function is included in the “sewing machine adjusting” mode on the operation panel.

Refer to the Instruction Manual for the AVP-870/-880 for details.

Machine head independent operation

Only the machine head is driven according to the sewing pattern used. At this time, X-Y operation is not performed. Refer
to the “Engineer’s Manual for the

Devices” for how to operate the machine under the machine head independent operation mode.

Select one of the aforementioned four different driving methods in accordance with the application of the sewing machine and
drive the machine head to check its performance.



4. ADJUSTMENTS

STANDARD ADJUSTMENT

(1) Adjustment of the needle bar height ...

Adjust the height of the needle bar so that the upper marker line engraved on the needle bar aligns with the bottom end of
the needie bar lower bushing when the needle bar is in the lowest dead point of its stroke.

Needle bar lewer bushing

- . Upper marker line
Needie bar_—__<—| i

{2) Adjusiment of the needie-io-hook reiationship
Adjust the needle-to-hook relationship, when the lower marker line engraved on the needle bar is aligned with the bottom
end of the needle bar lower bushing, so that a clearance of 0.02 to 0.08 mm is provided between the needle and the blade
point of the inner hook and so that the blade point of the hook meets center of the needle. At this time, the top end of the
needle eyelet is spaced 1.6 mm from the top end of the blade point of the hook.

Center of -
the needle

0.02 10 0.08 mm

Lower marker line

\

: Blade point of the hook
Approx.
1.6 mm

=l
Needle bar iower Biade point
bushing of the hook
Needle Hook

Blade
point of
the hook __




" HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1y}

2)
3)

4)

dead point.

Turn the handwheel by hand to bring the needie bar down to the lowest .

Remove the rubber cap from the face plate cover.
Loosen the needle bar connection screw and properly adjust the height

of the needle bar.

Tighten the needle bar connection screw and attach the rubber cap to

the face plate cover.  Needie bar
connection screw

Rubber cap

o Stitch skipping or thread breakage will re-
sult.

—
——

2)
3

4)

Remove the throat plate {the front side) from the bed surface. Ai this
time, throat plate @) should be held attached to the bed surface.

Remove screws @, @& and @ from the bed surface in the written
order. Then, remove knife mounting base @ from the bed surface,
Loosen three screws which are used to fix the hook. Properly adjust
the relation between the needle and the hook, then tighten the screws.
Attach knife mounting base @ tothe bed surface, At this time, adjust
so that center {3} of the needle is brought almost to the center of the
window of knife thread guide @ . Then, tighten screws @& and & .

Lastly, tighten screw @ .

Center of
the needle

(Caution) In step 4), confirm that marker line engraved on
knife mounting base @ is almost aligned with the
end face of the moving knife. If not, thread trimming

failure may result.

[y
-

2)

3)

4)

Iftheciearance provided betweenthe needie
and the blade point of the hook is smaller
than the specified value, the blade point of
the hook willbe damaged. Asaresult, thread
splits finely or break. If the aforementionad
clearance is larger than the specified value,
stitch skipping will result.

if the blade point of the hook rests this side
of the center of the needle (hook timing is
late), thread will not be sufficiently tensed.
For spun thread, the hook timing is desired
to be slightly retarded to finish higher-
quality seams.

Frequency of occurrence of isolated idling
loops and irregular stitches is reduced.

1f the blade point of the hook goes beyond
the center of the needle (hook timing is
early), thread will be excessively tensed.
(Tetron thread)

Ifthe hook timing is extremely advanced or
retarded, stitch skipping or thread breakage
will result.




STANDARD ADJUSTMENT

(3) Position of the bobbin case opening lever

o Adjust so that a clearance of (.3 to 0.8 mm clearance is
provided, in axial direction, between the protruding section
of the bobbin case opening lever and the slit on the inner
hook.

© Adjust the longitudinal position of the bobbin case opening
Iever sothat the needle enters almost the center of the bobbin

case opening lever.

Clearance in the axial direction

e

0.3t0 0.5 mm

— | Longitudinai position

{4) Stop position of the main shaft
When the main power to the machine is turned ON or the sewing machine stops with its needle up after selecting the sewing
machine adjusting mode by operation mode changing function, the needle bar should stop at the position that is 3.8 to 4.2

mm lower than the highest dead point of the needle bar.

Measure the dimension
with a pair of calipers. _ —

3.8to4.2mm
/




HOW TO ADJUST

RESULTS OF
iMPROPER ADJUSTMENT

1) Remove the front side of the throat plate from the bed surface.
2} Loosen screws @ and @ and adjust the position of bobbin case
opening lever @3 by moving it back or forth and to the right or left.

1) If the clearance between the bobbin case
opening lever and the inner hook is smal-
ler than the specified value, isolated idling
loops will be produced.

2) For the AVP-870, if the bobbin case open-
ing lever is improperly positioned,
the needle will interfere with the corner of
the U-slit on the inner hook or the thread
will break. Adjust so that the clearance
between the U-slit on the inner hook and
the needle, when moving the inner hook
toward you, is larger than that provided
when moving the ioner hook away from
you. (See the figure shown below.)

A Needle
- %% O,
Corner of U-slit | .3 o
57 AP oe'
N
&5
&
o

Bobbin case
opening lever
Corner of U-slit
The aforementioned adjustment is neces-
sary to prevent the needle, inner hook and
the blade point of the hook from interfering
with one another.

Inner hogk

1) Turn ON the main power to the machine. Press the key
on the operation panel. Then press the key and [=] key as [+],
» [=]. [#]), [+] and [#] following the written order. Now, press
the key to select the sewing machine adjusting mode.

(Caution) As iong as the mode is shown on the

operation panel, operation mode selection cannot be
performed. iIn this case, press the key to make

the machine enter the |Standby| state.

2} Remove the pulley coverto allow the main
shaft stop sensor to be adjusted.

Head adjustment
Free Trimming
Upper  Escape
Mch. On 0200 + —

3) Press the key to enable the main shaft to be turned by hand.
Turn the handwheel to bring the needle bar up to the highest dead point,

4) When the needle bar rests in the highest dead point, insert a pair of
calipers or the like into section (& of the needle bar upper bushing
and measure dimension a provided between the top face of the needle
bar and the end face of the needle bar upper bushing.

5) Press the !Upper key and re-measure the dimension of section @&
1o confirm that a difference of 3.8 to 4.2 mm is provided between the
value measured in this step and that measured in step 4).

6) If the aforementioned difference is not provided between the values
measured in step 4) and 5), loosen screws @ in stud 4 and adjust
the stop position of the main shaft by moving the sensor installing
plate and the sensor in the direction of rotation of the handwheel.
Move the main shaft stop sensor down to decrease the above-statedj

difference or up to increase it.

SN
(A —
aﬂ"? ‘increases

1) If the difference between the dimension

(® measvred in step 4) and that measured

in step 5)is largerthan 4 mm, the top end of

the needle will appear under the lower end

face of the plunger when the work clamp

plunger is raised. In this case, the work

clamp of the conveyor unit will interfere

with the needle tip, resulting in needle
breakage. (For the AVP-870)

Needle
Needle protrudes under the)
work clamp plunger.

L

Work clamp plunger

2} Ifthe aforementioned difference is smaller
than 4 mm, the main shaft will stop before
the thread take-up lever reaches the highest
dead point. As a result, the needie thread
may slip off the needle eyelet at the start of
sewing.

- 10 —




STANDARD ADJUSTMENT

(58) Lifting amount of the work clamp plunger (only for the AVP-870)

Adjust so that the work clamp plunger rises 11.6 to 12.4 mm above the top surface of the throat plate when the power to
the machine is turned ON and that the bottom face of the work clamp plunger is spaced approximately 0.5 mm from the tip
of the needle.

E Needie
Work clamp plunger
V ‘

Approx. 0.5 mm

11.6 to 12.4 mm Top surface of the throat plate

P

Y ]

11—




HOW TO ADJUST

RESULTS OF
IMPRCPER ADJUSTMENT

1) Turn ON the main power. to.the machine, Press the. {Mode Select| .

key on the operation panel. Then press the key and [=] key as

=+, =+, = [+ and [+] following the written order. Now,
press the key to select the sewing machine adjusting mode.

{Caution) As long as the is indicated on the operation

panel, operation mode selection cannot be performed.

In this case, press the key to make the machine

enter the | Standby; state.
Head adjustment 2) Press the key to move the

Free Trimming work clamp away from the work clamp

Upper  Escape plunger of the conveyor.
Mch. On 0200 + |

3) Confirm that the botiom of the work clamp plunger is spaced 11.6 to
12,4 mm from the top surface of the throat plate and approximately
0.5 mm from the tip of the needle.

4) If the work clamp plunger is not positioned as described in the
aforementioned step 3), press the key to lower the work clamp
plunger,

3) Removethe faceplate. Pressthe | Upper |key toretract the aircylinder.
At this time, adjust screws &P and @ so that end face €} of the
plunger is spaced 65.7 to 56.3 mm from center of the tapped
screw in the face plate cover.

65.7 10 66.3 mm

6) Confirm first that work clamp plunger @ is joined with the throat
plate by the spring pressure given by the intermediate presser. Then,
adjust screw @ so that the bottom end of presser bar position brack-
et ® is spaced 17.7 to 18.3 mm from the top end of the presser bar
lower bracket E. At this time, slot on presser bar position bracket
should be faced toward you. o "

17.7 6183 mm .

Work clamp plunger is @
joined with the throat g
plate.

7) Press the [Free] key to extrude the aircylinder. Then, attachithe face

plate cover to the machine arm.
8) Press the key and check the adjustment value of step 3).

B

2)

3

4)

If the work clamp plunger.fails to.go up
sufficiently, the work clamp of the con-
veyor will interfere with the work clamp
plunger.

If the work clamp plunger goes up exces-
sively, the top end of the needle wili pro-
trude from the bottom of the plunger. In
this case, the needle tip will interfere with
the work clamp of the conveyor, resulting
in needle breakage.

If the face plate cover is positioned outside
the specified range of dimension 65.7 to
66.3 mm, the work clamp plunger will fail
to go up to the specified height with accu-
racy. :

If the presser bar position bracket is at-
tached to a position where the distance be-
tween the presser bar position bracket and
the needle bar lower bushing exceeds 18.3
mm, the presser bar position bracket may
interfere with the needle bar crank rod
while the sewing machine is in operation,

—-12 -




STANDARD ADJUSTMENT

(6) Adjusting the pressure of presser spring _ o
Adjust the clearance provided between presser spring regulator @) and nut as shown in the figure below.

¢
" AVP-870: 10 mm
L AVP-880: 7+1 mm

Presser spring
reguiator {}

Nul@ _

nsian coniroller No. 2

Attach Ering @ to tension release auxiliary pin &) . Then attach washer @ to the pin. Then put tension release pin

@ in tension controller No. 2 @ . Fitspring @ on the tension release pin. Apply grease onto the outer periphery of
the tension controller No. 2 and the inner periphery of the machine arm to protect O ring (. Then insert the tension
controller No. 2 into the machine arm until it will go no further. Confirm, when the tension controller No. 2 is fully inserted,
that the tension disk does not rise and thread take-up spring &) is positioned almost the center of the thread breakage
detecting plate.

(7) Assembling the t

® ® @® Almost center

Tension release rod

Tension disk does not rise.

Machine arm Apply grease.

Press the tension controller
against the machine arm. &G @

— 13—




HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

Loosen nut {8} and properly adjust the pressure of the presser spring by
turning presser spring regulator €Y .

. If the pressure of the presser spring is insuffi-

cient, abnormal noise will be produced while
the sewing machine is in operation.

(AVP-880)
Same as the description given in “Standard adjustment.” 1) IfEring 3 and washer (® areinstalled

2)

3)

in the wrong order, the tension disk will not
rise.

If the end face of tension disk @ fails to
come in contact with the machine arm,
timing to release the thread tension will be
delayed. In this case, the length of needle
thread remaining after thread trimming
will decreased.

If grease is not applied on to the O ring and
the inner periphery of the machine arm
when inserting tension controller @ .the
O ring will be damaged resulting in oil
leakage.

— 14—




STANDARD ADJUSTMENT

(8) Adjusting the timing of thread tension reiease cam .

Tum ON the tension release cylinder. Adjust so that the tension disk of the ension controller No. 2 starts releasing the
thread when the main shaft is turned in the normal direction of rotation until marker dot € engraved on the machine arm
is aligned with first markerdot engraved on the handwheel in terms of the normal direction of rotation of the handwheel
(15° before the highest or lowest dead point).

The timing of releasing the thread tension is acceptable as long as marker dot rests within the diameter of marker det
#) on the machine arm.

(Caution) Marker dot engraved on the handwheel is used to adjust the thread trimming cam timing 9.
upper stop position of the main shaft @ and the tension release cam timing .

—15—




HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Tumm ON the main power to the machine. Press the |Mode Select
key on the operation panel. Then press the key and [-] key as
. & B EEEE and following the

written order. Now, press the key to select the thread trimmer
adjusting mode.

Trimming adj.

Cylinder On

(Caution 1) The DIP switch should be changed over to the

maintenance mode li.

As long as the is indicated on the operation

panel, operation mode selection cannot be per-

formed. In this case, press the key to make

the appear on the screen.

2) Tum the handwheel by hand to bring the needle bar down to the
lowest dead point. Then, further tum it by approximately 60° in the
direction of rotation of the main shaft.

(Caution 2)

3) Press the key on the operation panel to turn the tension

releasing cylinder. (At this time, the thread trimming cylinder also
actuates. However, no problem will be caused since the thread trim-
mer can be normally operated in the procedure taken in step 2).)

4) Turning the handwheel by hand in the normal direction of rotation of
the main shaft, confirm that tension disk of the tension controller No.
2 starts to rise when marker dot 3 engraved on the machine arm is
aligned with marker dot (® engraved on the handwheel.

5) Tum the main shaft further by approximately 60° from the state
described in step 4) in which the needle bar is in the highest dead point.
Now, press the key to release the air cylinder.

6) If the timing of the thread tension release cam is not correct, loosens
screws @ and @ in thread tension release cam @ and adjust the
timing of the cam.

if the thread tension release cam is moved, carefui-

ly check a thrust play in main shaft lubricating unit

{® to which the thread tension release cam applies

load. Adjust the play to approximately 0 to 0.03 mm.

Degrees of angle of the main shaft, when turning the

main shaft in the normal direction of rotation while

taking the highest dead point of the needle bar as 0°,
to allowthe tensionreleasingcylinder ON/OFF are as
described below.

@ Intherange of 220°t0270°, the tension releasing cylinder canbe turned
ON/OFF.

@ In the range of 45° to 95°, the tension releasing cylinder can only be
turned OFF. So, operate the switch in the aforementioned range.
(The machine is designed as described above so as to prevent the thread
trimming cam and roller from being damaged.)

OFF| onj
only OF
Angle of the

0° 45° g5° 220° 270° 360° ~ Main shaft

Remove the needle in advance so as to prevent the
needle from interfering with the moving knifebecause

(Caution 3)

(Caution 4)

(Caution 5)

1)

2)

3)

If the tension releasing timing is advanced,
an excessive amount of needle thread will
be fed when the moving knife moves. In
this case, the remaining length of the nee-
dle thread will be increased or it will vary.
If the thread tension releasing timing is
retarded, the needle thread is held tensed
when the moving knife moves. Inthiscase,
the needle thread will spring off after
thread trimming and the length of thread
remaining after thread trimming will be
decreased. As a result, thread knots may
not be made properly at the start of sewing
or the needle thread may come off the
needle eyelet.

If the thrust play in the main shaft lubricat-
ing unit is excessively decreased when the
tension release cam is moved, the main
shaft lubricating unit will be seized up. If
the thrust play is larger than the specified
value, abnormal noise will be produced.

of maloperation.
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STANDARD ADJUSTMENT

(9) Adjusting the clearance provided between the thread tension reiease cam and the thread
tension release cam roller

Adjust so that a clearance of 1 mm or more is provided between the outermost periphery of the thread tension release cam
and the thread tension reiease cam roller when the thread tension releasing cylinder is in the OFF state.

% 1 mm or more
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Remove machine arm cover § .

2) Loosen screw @ in the tension releasing cylinder and adjust the

clearance provided between thread tension release cam €@ andthread
tension release cam roller (& by moving the rolier.

{Caution}

If the aforementioned clearance is adjusted, the tim-
ing of the thread tension release cam will change. So,
be sureto confirm the thread tensionrelease cam after
performing the aforementioned adjustment.

1)

2)

If no clearance is_provided between the
thread tension release cam and the thread
tension release cam roller, a play in the
link causes the roller to come in contact
with the cam, resulting in abnormal noise.
If the aforementioned clearance is larger
than the specified value, the tension disk
of the tension controller No. 2 will rise
before the roller comes in contact with
the cam. In this case, the timing to release
the thread tension cannot be controlied.
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STANDARD ADJUSTMENT

(10) Adjusting the initial position (Z phase) of the main shaft motor
Turn ON the main power to the machine. Press the {Mode Select | key on the operation panel. Then press the key
and [=] keyas [¥], [+]. =], (=], [+]). [¥]. [#], [¥] and following the written order to select [L9]. Then the screen

shown in the figure below will appear on the display. Now, adjust so that the main shaft turns by almost one revolution,
when pressing the of the main shaft motor on the display, and stops when the highest dead point of the needle bar
is reached.

(Caution 1} Itis necessary to change over the DIP switch to the maintenance mode [l. Set the SW1-2 on the
CPU circuit board to the ON position.

(Caution 2} If the operation panel indicates , change the cperation mode to [Standby | to select [19].

* Screen on the AVP-870 * Screen on the AVP-880

19. Motor Z-phase lock 19. Adjustment of highest dead point
Motor Z-ph lock H. Point Adj.
M-Motor Z-ph M-Motor . Z-ph
X-Motor Z-ph
Y -Moior Z-ph
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HOW TO ADJUST -

RESULTS OF
IMPROPER ADJUSTMENT

1) Loosenfour screws @ in the servomotor installing plate €. Then,
remove the main shaft servomotor from the machine arm.

2) Tum the handwheel away from the stop position of the main shaft by
40° to 90° in the direction of rotation of the sewing machine. Then,
adjust so that the main shaft stop sensor is aligned with the reflecting

portion of the slit plate of the handwheel.

{Caution) Ifthe power to the machine is turned ON when the main
shaft stop sensor is not aligned with the reflecting
portion, the Z-phase will not return to the origin.

3) Tum ON the main power to the machine. Then, the indication shown
below will appear on the operation panel.

Error No. 41

Power OFF

4) Tumn thehandwheel to bring the needle barup to the highest dead point.

5) Now, attach the main shaft servomotor to the machine arm.

6) Tum OFF the main power once, then return it ON.

7) Press the key. Pressthe [+] key and [=] key as [+],
=L EL FL L [+ and following the written order.
Then, press to select the motor Z-phase lock mode.

8) Pressthe key of the main shaftmotor. At this time, confirm that
the main shaft makes almost one revolution and stops when the needle
bar is in the highest dead point. In this case, the stop position may
deviate approximately one tooth (approx. 5°) of the timing belt of the
motor because of error in assembly. As long as the deviation does not
exceed the aforementioned extent, no problem will be caused.

Head adjustment
Free Trimming
Upper Escape
Mch.On 0200 + -

If the initial position of the motor is not aligned
with the highest dead point of the needle bar,
the timing to actuate the thread trimming cyl-
inder will change. In this case, the roller will
fail to enter the thread trimming cam, resulting
in thread trimming failure or causing the sew-
ing machine to lock. Furthermore, the needle
bar may fail to go back to the highest position,
causing the needle to break.
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STANDARD ADJUSTMENT

(11) Adjusting the tension of the timing beit for the main shaft servomotor
Adjust the timing belt tension so that the belt slackens by approximately 2 mm when a 0.5 kgf load is applied to the center

of the timing belt shafts.
(In this case, you can feel elasticity of the belt when you press it with fingers.)
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) . Remove machine arm cover ® to allow the timing belt of the main
shaft servomotor to appear.
2) Loosen four screws €9 in servomotor instailing plate €3 .

®
(2

g

A
©

3) Loosennut @3, and adjust the tension of the timing belt by tuming the

bolt €.

Turn bolt € clockwise to decrease the tension, or counterclockwise
to increase it. For reference, adjust the belt tension to such an extent
that you feel elasticity of the belt when pressing it with your thumb

finger.

4) After the belt tension has been appropriately, tighten nut @ and
screws @ . Tightening screws @ will slightly vary the belt tension.
So, check the belt tension after tightening them.

(Caution 1)

(Caution 2)

Tighten four screws & with a uniform load of
approximately 50 kgfcm.

Athree-seatgasketis placed between the servomotor
installing plate and the machine arm. This means
that the seatis slightly ilowered causing thetightening
torque to change after approximately 30 minutes
have passed after tightening the screws. So, be sure
to re-tighten the screws.

1) If the belt tension is oo low, the slackened

2)

side of the belt will vibrate and produce
noise.

If the belt tension is too high, the exces-
sively tensed side of the beit will vibraie
with keen noise.

g




STANDARD ADJUSTMENT

(12) Adjusting the amount of oil (under the maintenance mode II)

1) Turn ON the main power to the machine. Press the [Mode Select key. Press the key and key as s .
=L . NEANER and following the written order. Then, press to select the machine head

independent operation mode. (Fig. 1)

) ] (Caution 1) To select the aforementioned mode, the related DIP

Head 5. Drive switch should be changed over to the maintenance
mode II.

(Caution 2) As long as the is indicated on the operation
panel, operation mode selection cannot be perform-
ed. In this case, press the key to make the
maching enter the state.

L Confirm 2) Pressthe key to make the machine enter the run state. (Fig.
2)
Fig. 1 3) Pressthe key. Then specify data as shown in Fig. 3.
j Press the key so that the indication shown in Fig. 2 appear on
Head 8. Drive the display.
Sewing Speed (Caution 3) Inprior to the aforementioned step of procedure, itis

necessary to enter the patterns to be used by a
customer fo which the machine is to be delivered.

4} Press the set release switch (yellow) locaied on the cloth receiving
board to start the sewing machine.
5) After the sewing machine has completed five or more cycles, put a

Fig. 2 sheet of checking paper in the hook and face plate to measure trace of
oil. Measure the amount of oil in the hook or face plate during the time
Sewing Speed T in which the machine performs one cycle of sewing.
Maximum 3500 + -
Comer 070% + -
Initial 0200 + -
0600 + -
3000 + -
Enter
L
Fig. 3
Trace of oil on the Trace of oil on the
checking paper checkiqg paper
placed in the haok Approx. 70 mm placed in the face plate Anorox. 70 mm

i T LER]
It [

[ Pl
] [N
| 1

[
1 mm or less ol 1 to2mm
— "

(Trace of oil do not make a fine.)
Fig. 4 Fig. 5

1
3 I

Approx.
25 mm
Approx.
25 mm

Figures 4 and 5 show the appropriate amount of il in the hook and face plate.

(Caution 3) When measuring the amount of oil, take care not to allow the checking paper to come in contact with
the periphery of the hook or the rotating parts in the face plate. (i the paper comes in contact with
such parts, accurate data cannot be obtained.}

(Caution 4) Confirm that the amount of il in the oil pan is adequate.

(Caution 5)  Adjusting the amount of oil under the machine head independent operation mode will allow you to
accurately adjust it in accordance with sewing patterns to be used by a customer,

(Caution 6) To run the machine head, remove the bobbin and the needle thread in advance.
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Adjusting the amount of oil in the hook

Amount of oil {trace of al)
checking position

Hook driving
_shaft front

bushing

Hook

Approx. 310 5 mm

Oil amount

checking paper

* Place a sheet of paper for
chacking the amoun? of oil

{trace of oil) under the hook.

Oit amount
adjustment
screw @

Remove throat plate 9. Turn oil amount adjustment screw €@ that
is mounted on the hook [ubricating marnifeld in the “+* direction
(direction & ) to increase the amount of oil (trace of oil), or in the
“— direction {direction € ) to decrease it.

After the oil amount is adjusted using oil amount adjustment screw
@ . run the machine idle by approximately five cycles and confirm
the il amount.

(Caution) The amount of oil should be checked using three

sheets of checking paper. Confirm that the trace of oil
remains the same for each of the three sheets.

2} Adjusting the amount of oil in the face plate

Adjust the amount of oil o be fed to the thread take-up lever and

needle bar crank unit @ by turning oil amount adjusting pin @ .

The oil amount is minimized by turning the adjusting pin in direction
until marker dot & engraved onthe pin moves from the position

in the figure and reaches near needle bar crank @ .

The oil amount is maximized by turning the adjusting pin in direction
® from the position in the figure to the position opposite to the

needle bar crank.

After the oil amount is adjusted using oil amount adjusting pin & ,

runthe sewing machine idle by approximately five cycles and confirm

the amount of oil,

(Caution) The amount of oil should be checked using three

sheets of checking paper. Confirm thatthe trace of oil
remains the same for each of the three sheets.

1)

@ If the amount of 0il in the hock is insuffi-
cient, the hook will be seized or become
hot,

@ If the amount of oil in the hook is exces-
sive, the sewing material will be stained
with oil.

2)

@ If the amount of il to be fed to the face
plate components is insufficient, the face
plate compenents will extremely wear out
or become hot.

@ If the amount of oil to be fed to the face
plate components, the sewing material will
be stained with oil.

— 24—




STANDARD ADJUSTMENT

(13) Positioning the counter knife and the knife thread guide

1) Knife thread guide €} should be attached so that the needie enters about the center of the window sectior,

2) Artachcounterknife @ sothat aclearance of 0.2t0 0,7 mm is provided between the top end of the knife and knife thread
guide @ that has been attached as in aforementioned step 1).
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) If the mounting position of the counter knife is moved to the right
{direction €} ) from the standard mounting position, length of thread
remaining after thread trimming will be fonger than the standard
length by the distance between the standard position of the knife and
the actual mounting position.

2) If the mounting position of the knife is moved to the left (direction

J, length of thread remaining after thread trimming will be shorter
than the standard length accordingly.

(Caution) I theinstallingangle of the counterknife blade changes,
sharpness of the knife wilt also change.
Itistherefore necessary to check the knife for sharpness
whenever you have adjusted the position of thecounter
knife or replaced the knife.

Center of
the needle

1) If the installing angle of the counter knife
blade is changed, sharpness of the knife
will also change. When the blade of the
counter knife meets the blade of the mov-
ing knife with accuracy, the knives will cut
the thread sharp.
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STANDARD ADJUSTMENT

(14} Adjusting the operating position (backward travel amount)-of the moving-Knife

2)

3

4)

3)

6)

Center of needle

1) Turn ON the main power to the machine. Pressthe [Mode Select
key. Press the key and [=] key as [+]. (=}, =1, (&0,

=, =, [, and following the written order. Then,
press to select the thread trimming adjusting mode.

(Caution 1) To select the aforementioned mode, the related
DIP switch should be changed over to the
maintenance mode Il

(Caution 2) As long as the is indicated on the opera-
tion panel, cperation mode sejection cannot be
performed. In this case, press the key
to make the machine enter the state.

(Caution3) Remove the needle before performing the
adjusting procedure in order to prevent the
needle from interfering with the moving knife
because of maloperation.

Turn the handwheel by hand in the normal direction of rotation until it is moved approximately 60° away from the
position at which the needle bar is in the highest position of its stroke.

Pressthe key on the operation panel, and the thread trimming cylinder will be turned ON and the indication shown
below will appear on the display.
key
Trimming Adj. Trimming Adj.
Cylinder On Cylinder On

In the state described in aforementioned step 3), turn the handwheel in the normal direction of rotation, and moving knife

@ will actuate.
When the moving knife reaches the end of stroke (backward travel end), top end {3 of the moving knife should be

spaced 3.5£0.5 mm from center & of the needle.
After the specified distance stated above is confirmed, tumn the handwheel in the normal direction of rotation to bring

the thread take-up lever up close to the highest dead point.
Keeping the state described in step 5), press the key on the operation panel, and the thread trimming cylinder
will be tumed OFF.

(Caution 4) The driving procedure for the thread trimming cylinder on the operation panel is same as the

procedure described in “(8) Adjusting the timing of thread tension release cam.”
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1} Remove throat plates A and B.

Throat plate B

Throat plate A

2) To adjust the stroke of the moving knife, loosen nut @ of moving
knife link C €, and change the position of moving knife link pin A
& until the proper stroke of the moving knife is abrained.
3) When moving knife link pin A & is moved to the left (in direction
} in the figure, the stroke of the moving knife will be increased.
When the link pin A is moved to the right (in direction @), it will be
decreased.

D

2)

If the stroke of the moving knife is smaller
than the specified value, the knife will fail
spread the thread, resulting in thread trim-
ming failure. (The knife will fail 1o cut the
bobbin thread, in particular.}

If the stroke of the moving knife is larger
than the specified value, the timing of the
thread spreader will be excessively ad-
vanced. This means that the moving knife
spreads the thread before the knife thread
guide separates the thread, causing the nee-
dle thread to be cut 100 short,
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STANDARD ADJUSTMENT

(15) Adjusting the thread take-up finger _
1) Tumn ON the main power to the machine. Press the [Mode Select] key. Press the key and [=] key as £, =,
=, [+ & i+ E and [¥] following the written order. Then, press [21] to select the thread trimming

adjusting mode.

(Caution 1) To select the atorementioned mode, the related DIP switch should be changed over to the
maintenance mode |l

(Caution 2) Aslong as the is indicated on the cperation panei, operation mode selection cannot be
performed. In this case, press the key to make the machine enter the state.

2) Turn the handwheel by hand in the normal direction of rotation until it is moved approximately 60° beyond the posi-
tion at which the needle bar is in its lowest dead point.
_3) Pressthe key on the operation panel, and the thread trimming cylinder will be turned ON and the thread take-up
finger presses the bobbin.
4} At this time, adjust so that the top end of bobbin presser @ is spaced 1 to 1.5 mm from the notch at the top of the
bobbin case and that the marker line engraved on thread take-up finger @ is aligned with the end face of bobbin

presser @.

L1

1
/ S SY 1.010 1.5 mm

A 4

n o/
\_“/
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RESULTS OF

W T

HOW TO ADJUST IMPROPER ADJUSTMENT
Adjust so that the specified standard value is provided using screws @in | 1) If bobbin presser @ does not come in
the thread take-up finger located in picker holder . contact with the bobbin, the bobbin will run

idle. This will cause the bobbin threadto be
caught in the bobbin case, resulting in
bobbin thread breakage or thread knots
may not be formed properly at the start of
sewing.

Furthermore, the needie thread wiil siip off
the bobbin presser at the time of thread
trimming. In this case, the length of thread
remaining after thread trimming will be
extremely shortened.
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STANDARD ADJUSTMENT

(16) Adjusting the thread trimming cam

9]

Turn ON the main power to the machine. Press the [Mode Select; key. Press the key and [Z] key as s
,[=). 3. []. [7]. [#]. [¥] and [4] following the written order. Then, press to select the thread trimming

adjusting mode.

(Caution 1) To select the aforementioned mode, the related DIP switch should be changed over to the

maintenance mode Il. (SW1-2)

(Caution 2) As long as the is indicated on the operation panel, operation mode selection cannot be

2)

3

4)

5)

performed. In this case, press the key to make the machine enter the |Standby | state.

Turn the handwheel by hand in the normal direction of rotation until it is moved approximately 60° beyond the posi-
tion at which the needle bar is in its lowest dead point.

Press the key on the operation panel, and the thread trimming cylinder will be turned ON and the thread trimming
cam roller will enter the slit on the thread trimming cam.

Keeping the state described in step 3), turn the handwheel in the normal direction of rotation by approximately 50°
from the position at which the needle bar is in its highest dead point.

(The roller enters the cam and link moves when turning thehandwheel. At thistime, the mainshaft develops anexcessive
torque. However, this will not cause any trouble. So, turn the handwheel further.)

In the state described in step 4), turn the handwheel in the reverse direction, and the roller will be engaged in the step-
ped part on the cam at a certain position‘ At this time, adjust the height of the needle bar to 1.85+0.5 mm below the
highest dead point of the needle bar and the second marker dot engraved on the handwheel in terms of the direction of
rotation of the handwheel rests within the range bounded by the marker dots engraved on the machine arm.

(Caution) Remove the needle since the needle and moving knife will be damaged during the aforementioned

procedure.

Remove the cap from the needle bar upper
bushing, and insert a pair of calipers in position
to measure the height of the needie bar.

|

Second marker dot (to adjust the
thread trimming timing)

1.85+0.5 mm

(Note) First marker dot is used to adjust
the thread tension releasing timing.
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HOW TO ADJUST

RESULTS OF

IMPROPER ADJUSTMENT

1))

2)
3)
4)
5)
6)

7

8)

Turn OFF the power to the machine and let the operating air out of the
machine.

Drain oil from the machine head.

Remove the machine head from the main unit.

Drain remaining oil from the machine head.

Remove the oil pan from the machine head.

Loosen two screws No. 1 and No. 2 @ in the written order and adjust
the position of the marker dot on the handwheel and the height of the
needle bar.

Pressrollerarm (D untilroller @ is engaged with thread trimming
cam €) . Now, press only the cam with fingers, without turning the
hook driving shaft, in the reverse direction of rotation of the hook
driving cam until the cam will go no further. Then, pressing the cam
against the roller, tighten the screws No. 2 and No. 1 following the
written order.

(Note that tighten the screws while pressing thread trimming cam €3

against cam collar if cam collar has not been moved.)

If cam collar @ has been moved, confirm that roller (@ smoothly
fitsin cam €@ without hindrance when pressing rollerarm & in the
section where the roller is allowed to enter the cam. If the roller fails
tofit in the cam smoothly, loosen screws @ and move driving arm @

by moving driving arm stopper (@ to adjust so that roller (® enters '

cam without hindrance. Then tighten screws #) and the screws No.
+ 2 while pressing cam collar & againsi thread rimming cam & .

Thread trimming
A

Tum the cam by
hand in this
direction.

Screw No. 2 Cam coflar @®

1)} If the cam timing is excessively advanced
or retarded, the thread separating timing
will change from the correct one. In this
case, the needle thread will be cut too short.
Furthermore, the roller will fail to fit in the
slit on the thread trimming cam, causing
failed performance of the thread trimmer,
Main shaft motor error (Error 02) may also

occur.

(Caution 1)

(Caution 2)

If cam collar has been
moved in step 8) of the
adjusting procedure, the
stroke of the moving knife
wifl slightly change. So,
after step 8), confirm the
stroke of the moving knife.
If the roller fails to enter the
cam smoothly in the range
where the roller has been
designed to fit in the cam,
the roller will excessively
wear out or thread trimming
faiiure.
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STANDARD ADJUSTMENT

(17} Adjusting the thread trimming cylinder

1) Turn OFF the power to the machine and let the operating air out of the machine.

2) Remove the machine head from the main unit. Then, remove the oil pan from the machine head.

3) Move the thread trimming cylinder to the retracting side.
At this time, adjust so that a clearance of appreximately 0.1 1o 0.5 mm is provided between knife driving arm @ and
guide block ® .

{Caution) Move the cylinder by applying the compressed air pressure or move it by hand while applying
approximately 10 kgf load.

* Guide block (&)

T
/‘/ d@ 0.1 100.5m_r’n=\\}-/

Knite driving arm €}
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Loosen screws @ in thread trimming cylinder (@ , and adjust the
clearance between the knife driving arm and the guide block by

moving the cylinder back or forth.

2) When attaching thread trimming cylinder ® which vou have re-
moved once, adjust the position of the cylinder by turning the cylinder
rod so that the end face of thread trimming cylinder is spaced 15.730.3
mm from the end face of thread trimming cylinder pin (8 when the
thread trimming cylinder retracts. Then, tighten nut @ , and perform

step 1).

Thread trimming cylinder @&

Thread trimming cylinder @®

1)

2)

If the clearance between the knife driving
arm and the guide block is larger than the
specified value, thread trimming failure
will result.

If no clearance is provided between be-
tween the knife driving arm and the guide
block, a load applied to the links will be
increased, causing the link to wear ow
excessively.
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STANDARD ADJUSTMENT

(18). Adjusting the timing of the intermediate presser (for AVP-880 only)

1} Adjust the intermediate presser so that it reaches its lowest dead point when the handwheel is turned in the normal
direction of rotation until the needle bar is brought down to its lowest dead point. {Synchronization with the needle bar.)

L Needie bar

Intermediate presser bar

\ Throat plate
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Remove arm cover A. _ i

2) Loosen two screws B in intermediate presser driving gear B @y .

3) Turnthehandwheel to bring the needle bar down to its lowest dead point.

4) Turn intermediate presser driving knob € to bring the intermediate
presser bar down to its lowest dead point.

5} Inthe state described in steps 3) and 4), tighten screws &P .

(Caution) At this time, adjust the position of intermediate pres-
sergearB €) sothatitis spaced 50.5+0.3mm from the
installing plane of the bearing piate.

Remove

50,5£0.3 mm ]
9 : Intermediate presser

driving gear B

Intermediate presser
driving gear B )

Screw @ in
intermediate presser
driving gear B

intermediate presser
driving gear A

It the timing of the intermediate presser is

excessively advanced or retarded, stitch skip-

ping, finely-split thread or thread breakage wiil
result.

o If the intermediate presser timing is exces-
sively advanced, the thread tension will be
increased and stitchskipping will be likely to
occur.

o If the intermediate presser timing is exces-
sively retarded, the thread tension will be
decreased.
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STANDARD ADJUSTMENT

{19) Adjusting the initial height of the intermediate presser bar (for AVP-880 only)
1) Align the intermediate presser adjusting knob to the Jowest notch.
2) Tumnthe handwheel in the normal direction of rotation to bring the intermediate presser bar down to its lowest dead point.
3) In the state described in step 2), adjust so that a clearance of 0.2 to 0.5 mm is provided between the top end of the in-
termediate presser and the top end of the needle hole guide.

(Caution) At this time, confirm that the screw in the intermediate presser is brought aimost to the center of
the marker line engraved on the intermediate presser. '

==
L

Intermediate presser adjusting knob

Align with the lowest notch.

] N

— T
-
S

Screw in intermediate
presser

el

Center marker ling

021005
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Remove the face plaie cover. ' o ‘
2) Loosen screw & in the presser bar position bracket A €} and

adjust the initial height of the intermediate presser bar by moving the
intermedijate presser bar up or down.

Presser bar position
bracket (®

Intermediate presser
adjusting knaob

(Turn the knob
counterclockwise
until it is aligned with
the lowest notch.)

Lowest dead
point of needle
bar

Presser bar position
bracket A @

0.21t0 0.5 mm

{Caution) If you have changed the position of the intermediate
presser bar, the position of presser bar position
bracket & will also change. So, check how the pres-
ser bar position bracket is adjusted referring to “(20)
Position of the presser bar position bracket and
plunger” when you have changed the position of the
intermediate presser bar.

If the initial height of the intermediate presser

bar is not properly adjusted, stitch skipping,

thread breakage or material slippage wiil re-
sult.

o If the initial position of the intermediate
presser is too high, stitch skipping will re-
sult.

o If the initial position of the intermediate
presser is too low, material slippage will
result.
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STANDARD ADJUSTMENT

(20) Position of the presser bar position bracket and plunger (for AVP-880 only)

1) Turn the handwheel 10 bring the intermediate presser bar down to its lowest dead point.
2) In the state described in step 1), align the intermediate presser adjusting knob with the lowest notch.
3) Inthe state described in step 2), adjust so that intermediate presser bar position bracket @Y is spaced 22+0.3 mm from

the end face of intermediate presser bar lower bushing .
4) Adjust the distance between the end face of plunger and the center of tapped holed for the screw of the face plate

cover to 68+0.3 mm when presser bar lifting cylinder {® of the face plate cover retracts,

Presser bar position
bracket @
1]

Presser bar lifling cylinder @

77/ o

rd

2240.3 mm T ==

|
—

A Ry
O

- p=s

&/

Iy

Presser bar position
bracketB8 @

Plunger ®"

6810.3 mm

Tapped hole for the
screw of face plate
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HOW TO ADJUST

RESULTS OF
IMPROPER ADJUSTMENT

1) Loosen screw ) in intermediate presser bar position bracket &)
and properly adjust the position of the bracket.

(Caution} At this time, position the bracket 50 that the slot in the
bracket faces toward you.

2) Loosen screw @ in presser bar lifing cylinder @ and adjust the
position of the cylinder by moving it up or down.

g

If intermediate presser bar. position. bracket
€ is positioned too high, the bracket will
interfere with the needle bar crark.
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5. HOW TO UNLOAD THE MACHINE HEAD
DISASSEMBLING/ASSEMELING PROCEDURE

{1) How to remove the AVP-870 machine head

1) Drain the sewing machine oil.
2) Remove the connector from the bobbin winder.

3) Remove table C.
4) Remove the four check bolts and remove the machine by drawing it in the direction of the arrow.

Sewing machine

Positioning block

Servomotor cable

Check bolt of
sewing machine
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CAUTION IN DISASSEMBLY

CAUTION iN ASSEMBLY

1)

2)
3)

4)
5)

6}

7)

Be sure to turn OFF the power to the machine and let the operating air
out of the machine before removing the machine,

To remove table C, remove the connector beforehand.

Remove the machine head taking care of connections of the servomo-
tor.

Do not remove the positioning block.

Before removing the sewing machine, adhere a sheet of paper or the
like on the work clamp of the X-Y unit and mark the needie entry point
of the machine head on the paper at the X-Y origin. This will allow you
to, when installing the machine head, easily position it.

(Refer to the Engineer’s Manual for the main unit of the AVP-870 for
how to adjust the origin of the X-Y unit.)

It is necessary to prepare a working bench on which the machine head
is placed after it has been removed.

Then, remove the oil pan from the bottom of the sewing machine head.
At this time, the oil remaining in the oil pan after step 1) will run out.
So, be careful.

1) When assembling, follow the procedure
for disassembling the machine head in the
reverse order.

2) When installing the sewing machine, de-
termine the position of the machine by
pressing the machine bed against the cor-
ner of the positioning block, as illustrated
below, and fix the machine there.

Positioning block

3) At this time, a clearance of approximately
0.5 t0 0.7 mm should be provided between
the table and the throat plate.

T T~

O

0.510 0.7 mm

4) Before starting the unit, be sure to check
the shape of sewing pattern and confirm
that the slot in the work clamp (holder
plate)} does not interfere with the needle

slot.
Work clamp
{holder plate)

Needie slot
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DISASSEMBLING/ASSEMBLING PROCEDURE

(2) How to remave the AYP-880 machine head

1} Drain the sewing machine oil.

Y travel base

Sewing machine
anchering bolt

intermediate presser

2) Remove the intermediate presser and needle from the machine head.

3} Movethe Y travel base on which the machine head is installed to the back end. (It is most desired to move the base to
the X-Y origin.)

4) Remove the screws from the cable clamps as shown in the figure on the left. Thenremove the cable clamps and slacken
the corrugated tube,

5} Remove the four anchoring bolts from the machine.

6) Now, tilt the machine head away from you. Screw of cabie clamp

40

Cabie clamp _

Corrugated tube

Assembiing
7) Put the positioning collar over the screw shown in portion A in the figure on the lower left.
8) Then, assernble the machine head following the procedure for disassembling it in the reverse order.

Positioning collar ?

Y trave! base
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CAUTION IN DISASSEMBLY

CAUTION IN ASSEMBLY

1))

2)
3

4)

3

Before removing the sewing machine, adhere a sheet of paper or the
like on the feed plate and mark the needle entry point of on the paper
at the X-Y origin of the machine head. This will allow you to, when
installing the machine head, easily position it.

(Refer to the Engineer’s Manual for the main unit of the AVP-880 for
how to adjust the X-Y origin.)

It is necessary to prepare a working bench on which the machine head
is placed after it has been removed.

Then, remove any oil remaining after step 1) before removing the oil
pan from the bottomn of the sewing machine head.

‘When removing the sewing machine, take care not to allow the needle
bar and the presser bar to hit against other components. Also take care
not to damage the cords placed inside the corrugated tube.

Before removing the machine head, turn OFF the power to the machine
and let the operating air out of the machine.

1) Before starting the machine after assem-
bled, be sure to check the sewing pattern to
be used to confirm that the intermediate
presser does not interfere with the feed
plate.

intermediate
presser

Feed plate
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-UBRICATION OF THE MACHINE HEAD, CIRCULATION PIPING DIAGRAM AND COMPONENTS
IO BE LUBRICATED

Lubrication piping diagram for AVP-870
Lubrication) .
Vhen you first generate your machine after set-up € Grease hole for thread take-up
r after an extended period {one week or more) of : support shaft bushing
lisuse, remove rubber plugs from hook @ (hook _ IHOQK driving shaft
ace), oil hole of hook driving shaft block € and oil (‘é?ﬂecagfgg 3;99
10le of pump € and pour approximately 10 cc oil
o0 the respective components, Remove rubber plug
rom the grease hole of thread take-up support shaft

sushing € and apply grease approximately once a ' © Qil hale for main
rear. unit of pump

Adapter \
J

Side |’ X
/" Adapter {7s

Main shaft lubricating housing

Circulation felt for

Bottom face plate

e
) Circulation felt joint
for face piate
Main shaft {Blue 0.6 M)
lubricating tube
{Pink 0.29 M)
e |

) h Circulation falt joini for hook

' ‘ Lubricating point of hook &
Hook falt
Is.mer Hook driving shaft lubricating housing

Lubricating manifold tube for hook
(Pink 0.09 M)

Circuiation pipe
for face plate
{Pink 0.5 M)

Lubrication of the manifoid

P -

s -
r s
Vv sy

| Hook lubricating

Hook driving shaft
fubricating plate joint

\Sucﬁon tube (Blue 0.5 M}/

@ Cil hale for haok L i
driving shaft block \Sucﬁonasm-

S

.
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(2) Lubrieation piping diagram and components to be lubricated for AVP-880
(Only the items different from the AVP-870)

(L.ubrication)

When you first generate your machine after set-up or
after an extended period (one week or more) of disuse,
remove rubber plugs from oil hole of intermediate
presser gear @ and oil tank @ and pour approxi-
mately 10 cc oil to the

respective components.

With respect to oil tank @, no additional lubrication
is required as long as the machine is normally oper-
ated since oil is automatically fed to the oil tank.

‘@ il hole for intermediate
presser gear

7

intermediate presser
lubricating piate joint

@ Oil hole for oil tank

Qil tank

Adapter
Guard spring, large

Qit pan tube {Transparent 0.6 M}

Guard spring, small

Suction tube {Blue 0.5 M),

T



7. TROUBLES AND CORRECTIVE MEASURES
(1) AVP-870

I Trouble Cause (1)

Cause (2)

fnspectior_t order and adjusting procedure

|

the start of sewing, after thread irimming is 1oo short.

L. Cne or several stitches skip at ——| Length of thread remaining at the tip of needle

Needle threagd pazh is defective and needlc
thread tension is excessive at the time of thread
trimming.

Inspeet the needie thread path, remove the thread wngling rourid the l-ai-é-up
thread guide bar and correct the position of the Lake-up thread guide on the
thread stand,

The knife thread guide cuts the thread with the
moving knife instead of the counter knife, In
this case, length of thread remaining at the tip of
needle after thread trimming will be too shon.

The knife thread guide has bent and is pressed against the moving knife. In this
case, replace the knife thread guide with a new one.

Tension controller No. 1 or the tension
controller on the take-up thread guide bar
excessively lenses the thread.

Tum the teasion nut of the tension controller No. | or the tension controller on
the take-up thread guide bar courterclockwise 1o decrease the thread tension.

Tension disk No. 2 fails to fully go up at the
time of thread trimming.

%—rlnspecl the thread tension releasing mechanism and adjust it properly,

Thread \rimming cam timing kas been
excessively advanced causing the moving knife
10 actuate before separating the threads.

—Uﬁpfcf the thread trimmer cam Liming and adjust it properly.

Thread take-up finger is improperly positioned
causing lhe needie thread 10 mave out of
position at the time of thread rimming.

—4 Check whether the screw in the thread take-up finger has loosened.

Counter knife is positioned excessively near the
eedle. Tip of counter knife blade is too sharp,

Remove the throat plate and check the position of the counter knife and check
the moving knife for scratches. Then, properly adjust the components.

Knife thread guide, moving knife or hook has
scratches.

-| Check peripheries of holes in the hook and knife thread guide for scratches.

Buff them up when necessary. 1f the scratches are large, replace the failed
component with 3 new one,

Tension releasing cam timing has been
excessively retarded. As a result, the needle
thread faifs to be fed.

774 inspcct the tension releasing components and adjust them properly.

Thread wastes have gathered in the kaife thrcad
guide, which prevenls threads from being
separated.

ﬁ—LCIcan up the knife thread guide and moving knife.

A—’ Work clamp is defective.

Y

To be continued to the next page

Sponge rubber piece of the werk clamp fails 1o
clamp the material on the machine.

Remove the sponge rubber sheet from the work clamp and adhere a new sheet
anin the work clamp.

Decrease the stilch length at the start of sewing,

Adjust so that the pattern is brought 10 a position where the sponge rubber shect
of the work clamp sccurcly clamp the material,




Trouble

Cause (1)

' Cause (2)

Continued from the previous page

| inspection order and adjusting procedure 1

Biade point of the hook fails to tuck the needic
thread.

I—iNeedle-lo-hmk relation is not proper. —}—~ Check the height of needle bar and adjust it 1o the standard hej ght, if necessary.

For spun thread, slightly raise the ncedle bar and retasd the hook liming.

Spring are excessive.

+— Bath the tension and stroke of the thread take-up '—— Decrease the tension of the thread lakevup sp;ing and reduce the stroke of the

spring appropriately (slandayg stroke: 10 to 12 mm),

—Iﬂade point of the hook has wom oul.

]

{Needle has been improperly installed.

__—'—{ Correct the blade tip of the hoak, or replace the hook with a new onc.

Properly adjust the inclination of the needie. [f the ncedie has bent, replace it
with a new one.

Length of bobbin thread at the sewing start is
insufficient.

Baobbin runs idle in the bobbin case causing the
bobbin thread end to be drawn in the bobbin
case,

Increase the pressure of the idling prevention spring. o . J

Increase the bobbin thread tension, —'

Hook has scratches, which shonens the length
bobbin thread remaining after thread trimming.

’——I Correct the scraiches on the hook, or replace the hook with a new one.

]

Needle thread and bobbin thread fail to
smoothly interlace with cach other at the start of
sewing.

[ Sewing speed at the slart of sewing is cxeessive,

As aresult, the needle thread and bobbin thread
fail 1o interlace with each other.

Reduce the sewing speed at the start of sewing,

]

2. Meedie thread end is left on the
upper cloth at the start of
sewing.

——-

Needle thread remaining at the needle tp after
thread rimming is too long.

ﬂmd tension controller No. 1 is too fow. —}—Llncrcasc the thread tension No. 1.

—

Thread trimming cam liming has been
excessively retarded,

‘——,Tspecl the thread trimmer cam timing and properly adjust it. —i

I—{ Counter knife is positioned 100 far from Lhe
needle eniry point.

;———{ Properly adjust the position of counter knife. ]

—1 Tension release cam timing has been
excessively advanced, As a resull, the needle
thread is fed excessively.

‘Llnspecl the tension release cam timing and adjust it properly.

]

_|

Pattern is defective.

Material thickness is excessive al the start of
sewing,

Adjust the pattern so shat the sewing start is brought to a thin sécticn of the
material,

Sponge rubber piece of the work clamy is sewn
in,

i———1 Cut the sponge rubber sheel of the work clamp adequalely or modify the patiemn
so thal the needle does not come in contact with the needie.

ﬁ.i

Pneumatic wiper is defective,

—| Neede tread is too thick for the ncedie vsed.  |——

Preumatic wiper fails to work. This causes the
plunger to depress the needle thread.

—[Eheck whether the operating air is supplied to the wiper. - J

Pneumatic wiper fails to biow air at the correct
position. As a result, the operating air fails 1o
spread the needle thread, causing the plunger 1o
depress the needle thread,

ﬁthdjus! the installing direction of the work clamp plunger. J

—l Usca lhickcirinrciz_dl‘aai thread of higher count, ; —;




L

Trouble

Cause (1)

Cause (2)

| Inspection order and adjusting procedure

3. Wrong side of the material is
poorly finished at the start of
sewing. {Long needle thread
is tefl under the material.)

Length of needle thread remaining al the tip of
needle afier thread rimming is excessive.

ﬂer to “2. Needle thread end is left on the material at the start of sewing.”

4. Thread comes off the needle
eyelel at the starl of sewing.

Length of needle thread remaining at the tip of
needle after thread trimming is excessive,

——I Failed operation of the tension release cam. ‘}———I Inspect the tension release mechanism and properly adjust it.

Hook thread presser fails to enter (he bobbin
cise deeply enough. So, the needle thread
sometimes slips off the hook thread presser.

If the counter knife blade has been improperly
sharpencd (counter knife blade is too sharp), the
counler knife alone cuts the thread.

ﬁ Inspect the hook thread presser mechanism and property adjust it.

Properly re-grind the counter knife or replace it with a new one.

Knife thread guide, moving knife or hook has
scratches.

Correct the scratched component or replace it with a new one.

—

Tension release cam liming has been excessivel Inspec the tension release cam timing and properly adjust it.
4 y p g and pi y ad)

retarded, As a result, Lhe needle thread is not
fed.

»

Moving knife cuts the thread in the knife thread
puide. In this case, the needle thread is cul wo
shon,

—] The knife thread guide has bent and is pressed againsi the moving knife, So,
replace the knife thread guide with a new one,

Thread slips off the needie eyelel immediately
afier thread trimming,

Thread irimmer cam timing has been exces-
sively advanced. In this case, the thread near the
neadle is cul.

[~ 1f the needle thread slips off the needle eyelel immediately after thread teimm
suppose thal the moving knife fails to spread the thread and cuis the thread which

should remain at the needle. In this case, remove the throat plate and you wil

retard the thread trimmer cam timing.

find the trimmed needle thread of approximately 20 mm. To correct this troubie,

ing,

Thread tension is not released.

|——| Inspect the tension release components and propezly adjost them,

Needle thread and bobbin thread fail to
smoothly interlace with each other at Lhe start
of sewing.

As a result, the needle thread and bobbin thread

—

Sewing speed at the start of sewing is excessive. {—-LR&duce the sewing speed al the start of sewing.

fail to inlerlace with each other.

Main shaft stops before the predelermined stop
position, with respect to the highest dead point
of the thread take-up lever, is reached,

Adjust so that the stop position of the main shaft approaches the hi ghest dead
point of the thread take-up lever.




Trouble

Cause (1)

Cause (2}

} inspection order and adjusiing procedure

5. Loaose stitches are made af the
start of sewing.

Needle thread tension is insufficient at the stan
of sewing.

1

Bobbin thread tension is decreased at the start of
sewing since the bobhin runs idle,

—l Increage the pressure of the idling prevention spring.

Both the bobbin thread tension and needle
thread tension are insufficient.

——-{ Increase the bobbin thread tension and needle thread tension.

The pattern used is defective.

Malerial thickness is excesgive at the start of
sewing,

|--~] Moify the paticm at the (hin par of materiat.

Pressure of the work clamp is insufficient at the
start of sewing, causing the material to flop.

———1 Remove the spange rubber sheet from the work clamp and adhere a new piece
of the sponge rubber on it, or medify the patter to enable the work clamp to

securely clamp the material.

6. Needle thread cannot be cut,
(Bobbin thread can be cut.)

v—-i Last stitch skips at he end of sewing.

Needle has been improperly installed.

I———{ Properly install the needle and check whether the needle has bent.

Stroke of the thread take-up spring is loo large.

}—{_Reduce the stroke of the thread take-up spring. (Standard stroke: 10 to 12 mm) —l

Hook timing has been improparly adjusted.

j—— Run the sewing machine at low speed and check whether stitches skip. Then,

properly re-adjust the hook timing.

Needle entry of the last stilch excessively
approaches the previous stitch.

—| Correct the pattem.

% Knife blade panily fails to cul the thread sharp. I_“_

'— Thread waste has gathered in the moving knife
and knife thread guide, which results in thread
spreading failure,

Blades of the moving knife and counter knife
fail te accuralely meet with each other at the
time of thread trimming. (Installing angle and
position of the counter knife has not been
properly adjusted with regard to the moving
knife blade.)

Remove the krife mounting base and cut approximaiely three colton threads #50
by moving the kaife by hand, As far as the threads are uniformly cut, the
counter knife has been properly adjusted. Ef not, re-grind the counter knife
blade or correct the inclination angle of the top end of counter knife.

Re-adjust the mounting position of the counter knife.

j' Clean up the moving knife and knife thread guide.

7. Bobbin thread cannot be cut.
{Needle thread can be cut.)

1 Backward travel amount of the moving knife is

insufficient.

Propetly adjust the backward iravel amount of
the moving knife,

| Check the backward Lravel amount of the moving knife. Then adjusi the lateral

[ Thsead trimmer cam timing has been
excessively retarded. As a result, the moving
knife fails to spread the needle,

pusition of moving knife link C to set the backward travel amount of the moving
knife 10 3 to 3.5 mm.

—] Thread waste has gathered in the moving knife
and knife thread guide, which resulis in thread
spreading failure.

{ Properly re-adjust the thread trimmer cam timing.

E_ Clean up the moving knife and knife thread guide.

—1 Knife mounting base has been improperly
positioned, which reduces the backward trave]
amount of the moving knife.

[ Properly re-install the knife mounting base.




I Trouble [ Cause (1) | Cause (2) [ Iinspection order and adjusting procedure I
l 8. Moving knife locks. —Ifwf Timing of the related components is defectivc.Wread timmer cam timing is defeciive. Jw Inspect the thread trimmer can: timing and properly adjust it |
7 Initial position of the matn shaft motor has been ﬁ’roperly re-adjust the initial position of the motor, J

improperty adjusted, which resulls in ill timing - R

of thread tripuning signal.

i— Thread trimmer control plate fails 1o move, Asa
J:sull, the roller fails to fit in the cam.

r— Installing position of the thread trimmer control 1 Refer to the description of the adjusiment of thread trimmer control plate {given

plate is defective. in “Adjusting the thread trimmer cam timing™.

—-—| Home pasition of the moving knife is defccliveJ——tl‘hreads cannat be wimmed.

F—[iﬁspect the backward travel amount of the moving knife and properly adjust it. J

Inspect the engagement between the moving knife and the counter knife and
properly adjust it, ;

Afier the thread trimmer has actuated at the end
of sewing, the thread iimmer actuates apain at
the start of the next sewing,

[~ Cam roller fails io come off the cam groove in Property adjust the positional refation belween the cam groove and the roller,
the resting section, Or, check whesher the thread irimming cylinder normally operates,

9. The sewing machine locks.
(The sewing machine produces
noise,)

Thread trimmer cam roller fails to return to the
heme position,

—4 Thread trimmer cam timing is defective.

wpcct the thread mimmer cam timing and properly adjust it

Air cylfinder is defective, Inspect whether the thread trimming cylinder normally operates.
X ail maTyoperawes

Initial position of the main shafe motor has heen |— Inspect whether the initial positien of the main shaft motor has been properly
improperly adjusted. As a result, the actuating adjusted. Then, adjust it il necessary.

timing of the thread trimming cylinder is
defective.

— Moving knife fails to smooﬁ; move. Asa 1 Inspect whether the moving knife and counter knife normally eingage with eacl
resull, the moving knife fails o go back 10 the other.
heme position. -

—

[—{ Presser bar lifting lever fails to properiy return
to the home position,

11 Presser ba}?(;silion bracket has been

Inspect whcther the presser bar position bracket has been properly positioned.
improperly positioned. As a result, the presser

(Refer to “Adjusting the lifting amount of the work clamyp plunger.”)

bar position bracket interferes with the needte
bar crank rod.

—@r cylinder is defective.

ﬂpe«:t whether the presser bar lifting cylinder narmally operates. j

—‘ Tension release mechanism is defective.

—F{ Air cylinder is defective.

}' - —L]nspccl whether the tension release cylinder no;'mally operates.

)

Inspect and adjust he clearance provided between the tension release cam and
the rolier referring to “Adjusting the clearance between the tension release cam
and the roller.”

' The clearance provided between the cam and
the roller has not been properly adjusted. As a
result, the roller is kept in contact with the cam,

—{ The pattern used is defective, which causes the
work clamp to interfere with the needle.

Correct the position of the pattern 50 that the needle does not injerfere with the |
wark clamp.

Work clamp has been impraperly instailed. As a
resull, the work clamp interferes with the needle.

installed.

Check whether the ane-touch sectior: of the work clamp has been property J

‘— Work clamp plunger and needle bar thread
cyelet have been improperly positioned. As a
result, they interfere with each ather.

e oo | Tnspect the installing pasition of the wark clamp Plunger and properly adjust it |




[ :Trouble l

Cause (1)

Cause (2)

I Inspection order and adjusting procedure 1

1. Sewing shape is

I—# Sewing speed at comer sections of the pattern is

—( Reduce the sewing speed at the corner sections of the pattern,

]

deformed. too high.
——@rk clamp is defective, j——@ork clamp fails to clamp the material. }— Remove the sponge rubber sheet from the work clamp and adhere a new sheet
of the spenge rubber on it 10 allow the work clamp to securcly clamp the
materiai. Or, increase the pressurc of the work clamp.
—@tem data have been improperly input. The pattern fails to match the material used. As ﬂCormcl the pattemn.
aresult, needle enlries are made out of position. T
Straight stitching pattem has been inpul to ﬁorrect the pastern, —\
create a short seam, which results in stitching
pitch error,
~| Needle is too thin for the material used, j i‘_Use aDB1x#11 (DELTA U} needle. ) ]
- Work clamp pressure is insufficient, esulting in Increase the pressure of the work clamp of sewing machine. Or, groper]y adjust
material slippage. the pressure of \he conveyor.
C n . - o wp e : e )
1 Crease folding unit has been itproperly — Refer 1o “Adjusting the crease folding unit,
adjusted. ——— T D
—| Stitching pitch is coarse, causing the needle to ——Enc she stitching pitch or use a thicker needte,
sway. ] - S
[1. Face plate produces —| Clearance provided between the inner hook and Slightly reduce the clearance provided between the inoer hook and the bobbin
abnommal noise. the bobbin case opening lever is 100 large. casc opening lever.
——Elunger interferes with the needle bar crank rod. |L —ulspecl how the lifting amount of the work clamp plunger has been adjusted.
| Hook timing has been improperly adjusted, —@ck whether the hook timing has been properly adjusted.
causing the blade point of hook to interfere with -
the needle,

ﬂurk ¢clamp interferes with the needle.

The pattern used is defeclive.

1 Work clamp piunger interferes with the needte

j—i_(jorrect pattern: so that the work ciamp does not inlerfere with the needle. }

installed.

Work clamp has been improperly adjusled._J‘— Check whether the onc-touch section of the work clamp has been normaily J

Work clamp pressure has been improperly
adjusted,

[~ Increase the pressure of the work clamp of sewing machine or the pressure of

the helder of conveyor, (Pressure of the holder of conveyor should be adjusted
to approximately 0.8 kgf/em?.)

bar thread eyelet,

Check whether the work clamp plunger interfercs with the needle bar thread
eyelet.

1 Oil shield of the face plate has been improperly
installed.
¥

To be continued 1o the next page

Check whether the oil shield of the Face plate interferes with the link thread
take-up.




| Trouble Cause (1) I Cause (2)

Inspection order and adjusting procedure 1

Cortinued from the previous page

Mo

12, The machine vibrates heavily -—— Tension of 1the belt of main shaft motor has been
during sewing, improperly adjusted.

{ Check whether the tension of the belt of main shall motor is o0 high or 100 low, }

I——t Check whether the table oflhc?ﬁ:sing inlerferes with the l-l';'o;;l ;ﬂin; If they

J—' Check whether the tightening torque of the machine head fixing bolt is adequate.—l

—}—{ Check whether the backlash in the main shaft fear is cxeessive,

I— Sewing machine head has been improperly —{ Table of the housing interferes with the throat
instatled. plate. interfere with each other, correctly instal! the ta
~— Machine head fixing boh has not beer
improperiy tighiened,
—Iﬁcklash in the gear is defective. j——-{ Main shaft gear
»{ Pump body gear Meck whether the backlash in the pump body gear is excessive.
—mok driving shaft gear

jﬂ—ﬁheck whether the hacklash in the h;ok&rav;ng shaft gear is excessive,

|

Play at the main shaft, hook driving shaft or

—I——J Check whether the thrust play at the main shafi is excessive.

vertical shaft.

’—I—-| Thrust piay at the main shaft

—{ Thrust play at the ook driving shafc

J—~|£h¢ck whether the thrust play at the hook driving shaft is excessive,

»-lEusl play 2t the vertical shafl

] I—— »—I_Chcck whether the thrust play at the vertical shafi is excessive.

]
N
— ]
]
]

ﬁi Housing has been improperly installed.

Level adjusters have been improperly inslall@;‘iﬂstall the housing level adjusters mounted around the sewing machine securcly

on the floor,

The number of poinis 2t which the housing is
secured on the floor is insufficient.

Install the machine on the floor under which bearms are provided or the Aoor
located near the wall,

Li3. Needle breakage F— Bobbin case opening lever and needle entry
— points have been improperly adjusted, causing
the needle to interfere with the U-groove on

bobbin case epening lever.

I~ Initial position of the main shaft motor has been

%rrect the instatling position of the bobbin cuse opening lever, 7

improperly adjusied. As a result, the needle
matfunctions when retumning to the highese
position of its stroke.

+— The pattern used is defeclive. As a result, the

—i Inspect whether the initial positicn of the main shafi motor has been properly 7
adjusted.

needle interferes with the work clamp,

EL(Z‘orrecl the pattern so that the needle does not interfere with the wak::ia}np

—1 Work clamp has been improperly installed,
causing the work clamp to interfere with the
necdle.

*—1 Needie comes in contact with the moving kniE}—

Check whether the one-touch section of the work clamp has been normaily l
installed.

—|£u'ead waslte has gathered around the hook. i

{.Refer to the description given under “Moving knife locks.”™ !

Y
To be continued to the next page

w{ Remaove the throat plate and clean up the related components. _|




Trouble Cause (1)

Cause (2}

I Inspection order and adjusting procedure m—l

Continued from the previous page

Needie comes down under the work clamp
plunger.

Throat plate has been itmproperly installed,

Stop pasition of the main shaft is defective. —I———l Check whether the stop position of the main shafl has been properly adjusted.

Plunger has been impropesly positioned,

adjusted,

—Iﬁ- Check whether the lifting amount of the work clamp plunger has been properly

causing the needle 1o interfere with the needle

entry.

Confirm that the throat plate is positioned correctly with respect to the needle

hole guide, —
14. Sewing machine stops *—I The machine head has not been threaded. } I Propesly pass the needle thread through the machine head.
immediately after it has been
started. _| Thread breakage detector is defeclive. J Confirm that the thread take-up spring properly comes in conlact with the thread
breakage detecting plate.
15. Holder of the conveyor ——' Holder of the conveyor has bent. jf [Cnrregt the bending part of the holder of the conveyer.
interferes with the work
ctamp plunger of the sewing »—1 Heighit of the work clamp is insufficient, Housing joint is defective, ‘M— Confirm that the joint which conneet the X-Y housing and main unit housing is
machine. installed in paratle! to the work clamyp. If not, loosen jeining bolt and adjust so
that the joint is installed in parallel to the work clamyp.
Stopper used for adjusting the height of ihe holder Raise the slopper for adjusling the height of the holder of the conveyor. Then,
of the conveyor has been improperly positioned. decrease the height of the holder.
-«{ Work clamp plunger has been installed too tow._}—{_Plunger has been improperly installed. —|—{ Inspec the lifting amount of the work clamp plunger and properly adjust it. ]
16, Puckering | Needte used is too thick. } If a (DELTA U) DBx1 #11 needle is used, replace it with a (OELTA U) DBx}

#9 needle.

+— Thread tension (needie thread tension and
babbin thread tension) is excessive.

| Thread path has not been smoathly finished.

I——LSmool.hly finish the thread path.

—LHouk timing has been excessively retarded. Advance the hook timing as long as stitch skipping does not occur to allow the
thread 1o smoothty come off the hook.,

_iﬁoke of the thread 1ake-up lever is 100 large. }-— Move the arm thread guide A to the right so as to reduce Lthe amount of thread to

be fed by the hread 1ake-up tever.

“—! Stroke of the thread take-up spring is oo small, _}—ll_ncrease the stroke of the spring.

"l Work clamp failure causes the material to flop, F

—

Sponge rubber sheel of the work ctamp fails 10
effectively clamp the material.

clamp 10 securely clamp the material.

—— Adhere a sheet of emery paper or the like on the work clamp to enable the work

Needle entry is too far from the sponge rubber
sheet end.

~—LCurrect the pattem so that 1he needle eniry approaches the sponge rubber sheet.

A

To be continued to the next page

Swelling on an overlapped section of the
material is large and the worl clamp Fails 10
clamp it securely.

remove swelling on the overlapped scetion of the material.

[--— Remove Lhe sponge rubber sheel and re-adhere it on the work clamp so as Lo

Pressure of the work clamp of the sewing
machine and 1hat of the holder of the conveyor
are insufficient.

v—-! Increase the pressure of each component.




Trouble

l Cause (1)

Cause (2) | inspection order and adjusting procedure ]

Continaed from the previous page

—I Sewing speed is toc high. }

{ Reduce the sewing speed. |

—i Diameter of the hole in the needle hole guide is
improper.

4 Needle used is 100 thin for the diameter of the Use the needle hole guide provided with a hole of which diameier is smaller than
hole in the needle hole guide. the current one.

i Needle tip is blunt.

7. Isolated idling loops (Loose
stitches or looping)

Y

Y

A-{ Thread tension is insufficient. j

Needle tip caiches the malerial, causing the Replace e needie with a new one, - o ,,g,,,,,,,,,,,,h,._____‘l
material to Aop.

h Threud take-up spring has been improperly
adjusted,

—-Ji Stroke of the thread take-up lever is too large, !

i Increase the thiead tension. : ;

Stroke of the thread take-up spring is too small. ;—-—|ﬂcrcase the stroke, }
Tension provided by the spring is insufficient. }——L]ncrcasc thetension. T -f

Thread take-up Spring fails to properly come in Adjust the thread breakage detecting plate so thai the thread take-up spring
contact with the thread breakage detecting plate. comes in proper conlact with the thread take-up spring,

-| Move the arm thread guidc A 1o the right so as to reduce the amount of theead 1o
be fed by the thread take-up lever,

4 Hook camponents are defective. |—

——LHook timing has been ¢xcessively advanced., | --| Adjust the hook timing to the standard value or slightly retard it when using

cotton thread or spun thread,

—-LHOOk timing has been excessively retarded. —}« Adjust the hook timing to the standard vaiue or siightly advance it when using
synthetic thread.

—{ Clearance provided between the hook and the —[incrcasc the clearance te allow the thread to smocthly come off the hook. l
bobbin case opening lever it too smail.

/

To be continued to the next page

»—rAmoum of oil in the hook is insufficient. H Adjust the amount of oil in the hook appropriately. |
'~ Hook is defective. (The thread is caught in the —{ Replace the hook with a new one, —l
hook.)




Troubie Cause (1)

Cause (2}

Inspection order and adjusting procedure 7

Continued from the previous page

—| Knife thread guide has been improperly
posiioned.

—! Thread path is defeclive.

I_\_l Thread path is not smooth.

] Smoothly finish the thread path.

Shilt the knife thread guide 10 the right with regard to the needle cntry when
using spun thread.

Before the corraction Atior the corraction

> f;él

4 ‘Thread path has scraiches.

]—1 Smoothly finish the (hread path, ) i

—{ Thread is caught in the thread path.

}—~|_Propcrly thread (he thread path, f

——! Bobbin or bobbin case js defective j—,— Bobbin fails 1o properly engage willi the babbin -«iReplacc the bobbin or bobbin case with a new one. —‘
case, causing the bobbin thread 1o be caught in
the bobbin or bobbin casc.
I— Bobbin has not been properly wound with Tension provided by the bobbin winder is too high or two low. 7
thread, E

Tension adjusting spring of the bobbin case is
defective,

——{ Replace the bobbin case with 2 new one. !

_I Bobhin thread runs idle in the bobbin case, _}———{ Increase Lhe pressure of the idling prevention spring. |

—I Needle bar thread eyelel is defective.

If the T 1ype needle bar thread eyelet (part No. 11035409} is used with spun
thread, thread oniy the outside of (hread eyelel. Or replace it with the standard
type of needle bar thread eyelet (part Ne. 11035300),

Gutside only | @
11035408

11035300

4 ‘Thread tension controller is defective,

m Tension disk has risen.

- Needte is 100 thin for the thread used.

_j*«— Adjust the tension disk so that it properiy riscs. {(Refer to “Adjusting the tension

refease mechanism.”)

¥

To be continucd to the next page

{ Change the eedle or the thread. . —I
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_Cause (1)

Cause (2) |

Inspection order and adjusting procedure —I

Continued from the previous page

Needte is defecrive.,

H MNeedle tip has burrs,

Replace the needle with another one. (For synthetic thread, it is recommended
to use a ball-point needle which has a round tip.}

Diameter of the hole in the needle hole guide is
improper.

Needle and thread are 100 thick for the diameter ’~

of the hole in the needle holc guide.

Use the needle hole guide provided with a hole of which diameter is larger than
the current one. ’

i 18. Stitch skipping

F]

Needle is defective. b

Needie has bent. 'T———I‘Replace the needle with a new one. J

ﬂslaliing direction of the needle is wrong, _}———

Re-instal the needle properly.

Recess

Stightly tilt the needle so that the
long groove on the needla faces

the operator.
Long groave

_ N

__{

- Tip of needle is blunt. [ Replace the nerdle with a new one., |
—] Needle is too thin or too thick for the thread —‘—f Replace the needie with a new one. W
used, .
Hook components are defective. —|~m The blade point of hook is blunt or has wom —~| Correct the blade point of hook or reptace the hook with a new one. T

4|

Needle bar thread guide is defective.

out.

——|_Hook timing has been improperly adjusted. ]—

Re-adjust the hook timing. (The hook timing depends on sewing conditions
such as the type of material and thread used: Generally, advance the hook
timing when sewing a heavy-weight material with synthetic thread and retard it
when sewing a light-weight material,)

—I Height of the needte bar is incorrect. _|_

Vertically adjust the needle bar with regard to the blade point of hook, {(When
using spun thread, lower the needle bar by approximately 0.3:to 0.5 mm,)

I— Clearance provided between the blade point of I—LMinimize the ciearance. I

hook and the needle is not comect,

~—| Thread loops are not made with consislency}@d the thread round the needtc. —l

T

Tension of thread guide pin of the tension
controller No. 1 is insufficient, causing the
thread to flap heavily.

I the standard 1ype of thread eyelet (pant No. 11035409) is used with filament
thread, replace the thread eyelet with T type one (part No. 1103530x),

Increase the tension of the thread guide pin so as 1o prevent the thread from
flapping. :

iNeedle thread tension is excessive.

j——{ Thread {ension is 100 high. H

Y

To be continued to the next page

Decrease the thread tension,
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l Cause (1)

Cause (2)

Inspection order and adjusting procedure

Continued from the previous page

—-| Sewing speed is too high.

Decrease the sewing speed, Or, modify the pattern to change the sewing speed
at ihe seclion al which stilches skip so as to partly reduce the sewing speed.

-~ Thread take-up spring has been improperly
adjusted.

Stroke of the thread take-up spring is too large.

H Decrease the stroke of the thread take-up spring.

—1 Hook driving shaft has an excessive piay.

Tension of the thread take-up spring is too high.

E—{ Decrease Lhe tension of the thread tzke-up spring.

‘Thread take-up spring fails to properly come in
conlacl with the thread breakage delecting plate.

-1 Adjust the thread breakage detecting plate so that il properly comes in contact
wilh the thread 1ake-up spring.

_{ The material flops.

{ Remove the play in the hook driving shaft.

Refer to the description of “Work clamp failure causes the material to flop”
given under 16, Puckering.”

4 Stitching pitch is coarse.

'— Stitching pitch is coarse, causing the needle to

sway.

M{Use a thicker needle or fine the stitching pitch.

- Diameter of the hole in the needie hole guide is
improper.

I— Diameter of the hole in the needle hole guide is

too large for the thread and needle used.

r——- Use the needle hole guide provided with a hole of which diameter is smaller than
the current one. :

% Needle is too small for the thread used.

II Replace the needie or thread.

19. Needie thread breakage

'——1 Thread path is defeclive.

——I Thread path is not smooth.

H Smoothly finish the thread path.

~1 Thread path has scratches,

}—‘«*! Smoothly finish the thread path.

% Thread is caught in the thread path.

I—{ Froperly thread the thread path.

m' Needle thread tension is inadequate. _}—‘

—{ Needle thread tension is 100 high or too 1ow.

H Adjust the thread tension to an adequate value. 7

'—| Tension regulated by the tension coneoller No.
| and that of thread guide pin are insufficient.

—{ Adjust the thread tension so that the thread does not flap,

I Thread take-up spring has been improperty
adjusted.

— Stroke of Lhe thread take-up spring is loo large
or 1oo small,

[—— Properly adjust the stroke of the thread take-up spring. (Standard stroke: 10 10
12 mm)

Y

To be continued to the next page

Tenston of the thread take-up spring is too high
or too low,

»-4—| Properly adjust the tension of the thread take-up spring.
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l Cause (1)

Cause (2)

| Inspection ordei and adjusting procedure

Continued from the previous page

-i Meedle is defecli»fg.

_{

The needle has bent,

—f—f_ficpiacc the necdle with 2 new one.

—{_The needle has scratches.

,,J - { Replace the necdle wilth a new one,

__I

The needle tip is biunt.

H Replace the needle with a new one.

—| Installing direction of the needle is not correct. J——{ Re-instali the needlc properly.

The needle is 100 thin or too Lhick for the thread
used.

—{ Needie bar thread eyelet is defoctive,

SR R

ﬁ Replace the needle with an appropriate one.

_l

The tip of needle is too sharp.

}—“ﬁse a ball-point needie.

— The material flops.

i For filament thread, use the T type of thread cyzlet (part No, t H)35409).

Reler to the descripiion of “Wark clamp failure causes the material 1o flop™
given under “Puckering,”

% Hook componenis are defective.

1

Thread path of the hook has sceatches.

| { Smoothiy finish the thread path.

t—I

The blade point of hook is blunat or has wom
out.

—l Correct the blade point of hook or replace the hook with a new one.

Clearange provided between the hook and the
bobbin case opening lever it oo smail.

{ increase the clearance 1o allow the thread o smoothly come off the hook.

Amount of oil in the hook is insufficient. ﬁ Adjust the amount of oil in the hook appropriately.

Longitudinal position of the hook and bobbin
case opening lever is defective, causing the
needle to interfere with the corner of U-groove
on the inner hook.

—j Adjust the installing position of the babbin case opening.

——I The pattern used is defective.

The end of the groove on the work clamgp
interferes with the needle.

~-——{ Correct the pattern so that the work clamp does not interfere with the needle.

L{ The needle has been improperly instailed.

The needle has been installed with inchined. |

Long groove

Recess

Or, install the needle with slighily inclincd so that the groave on the needle
faces the operatar,

‘Wind the thread round the necdie,

Install the needle sc thal the long groove on the needle faces exactly 1o the lef,




| Trouble

| Cause (1)

Cause (2)

Inspection order and adjusting procedure

S ———

| 20. Wobbling

I—— —{ Needle shread tension is too high.

f
|

Decrease the thread tensicn. j

I Needle is defective.

Needle has been improperly installed,

Refer 1o the description of “Nccdle has been impeoperty installed” given under
“Needle thread breakage.”

The needie has bent, ﬁ Replace the needie with a new one. I

The tip of needle is biunt.

]

Replace the needle with a new one. J

The needle is thin,

—

Replace the needie with a thicker needle, DBx 1411 (DELTA U). 1

—l Sewing speed is too high.

Reduce the sewing speed. —[

-| Failed threading

Needje theead has been improperly passed
through the machine head.

—

Thread the machine head correc tly. I

Needle bar thread eyelet has been improperly
threaded.

—

Refer to the description of “Necdle bar thread eyelet is defective” given under
“Meedle thread breakage.”

w{ Stitching pilch is coarse.

y

Stitching piich is coarse, causing the needle to
sway.

Use a thicker ncedle or fine the stitching pitch, l

21. Fabric yam breakage

}—{ Needle is defective,

The needle is hot.

H

Reduce the sewing speed. S I

The needle is thick,

ii

When a DBx1 #11 (DELTA U) ncedle has been instatled, replace it with a DBEx{
#9 (DELTA U) necdle.

The Lip of needle is Bunt.

—

Replace the needle with a new one. 7 1

Shape of the tip of needle is not appropriate.
(Type of needle)

w--LUsc a ball-point necdle. 1

—’ Sewing speed is too high.

b

Reduce the sewing speed. {To prevent the needle from becoming hot) }

Diameler of the hole in the needle hole guide is
improper.

Diameter of the hole in the needle hole gmde is
1on small for thickness of the material, thread
and needle usad,

Use the needle hole guide provided with a hole of which diameter is larger than
the current ong,




I ‘Trouble | Cause (1) | Cause (2) I Inspection order and adjusting procedure I

I 22, irregular stitches }———{ Hook components are defective. ]— — Amount of oil in the hook 5 excessive or ‘{ Adjust the amount of oit in the hook appropriately. |
insufficie. 3 e -
—— The hook is defective, (The thread is caught in ——‘ﬁr.:pl;cic lii;nré'hook with a new one, or correct the thread path. __'

the hook or the thread path is defective.)

—'_Bubbin and bobbin case are defeciive, }-—,— Bobbin fils 1o properly engage with the bobbin -~—| Replace the bobbin or bobbin case with a new 6ne. |
case, causing the bobbin thread to be caught in
the bobbin or bobbin case.

[~ Bobbin has not been propetly wound with —{ Adjust the tension of the babbin winder or adjust the position of the tension
thread, As a result, the bobbin thread is not controller of the bobbin winder.
smpothly fed,

_{ Bobbin thread runs idle in the bobbin case. !**1 Increase the pfnssgé_af?e idling prevention spring. l

r—i Tension adjusting spring of the bobbin case is i———l Replace the bobbin case with a new one. ) —l
defective,

— Bobbin has been improperly fitted in the bobbin <‘ Refer the description of the bobbin case provided with an idling prevention

case, spring.
[—{ Needle thread tension and bobbin thread ~—[ Increase the thread tension, |
tension are toc low. :
Thread Lake-up spring has been improperly | Thread take-up spring faiis to properly come in |—— Adjust the thread breakage dclecli‘ng plate so that it properly comes in contact
adjusted. contact with the thread breakage detecting plate. wilh the thread take-up spring.
(The spring is caught in the plale,) T
[ Stroke of the thread take-up spring is oo large |—-—| Properly adjust the stroke of the thread lake-up spring. 1
or oo small.
‘— Tension of the thread take-up spring is too high —F\djusl the tension of the thread take-up spring, ]
or 100 low.
——-‘ Thread path is defeclive, _}—ﬂ Thread path is not smooth. H Smoothly finish the thread path. —[
-L'I‘hread path has scratches, —'—l Smoothly finish the thread path. ]
—‘ Thread is caughs in the thread path, E Correctly thread the thread path. - —l
—5 The material flops. I Refer to the description of “Work clamp failure causes the material 1o flop”

given under “Puckering.”

—{ Stroke of the thread take-up tever is too large. JI— Move the arm thread guide A to the right so as (o reduce the amount of thread Lo
be fed by the thread take-up lever.

—{ Start-up speed is high. 1—{Siwing speed is excessive at the start of sewing. }u w{ Reduce the set value for sewing speed at the start of sewing, _—‘
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| Trouble

] Cause (1}

l Cause (2} | ------ inspect[on order and adjusting procedure

} 1. Puckering

| Neadle is too thick,

I .Wl-lcn 4 (IJ;ELTA L) DBx1 #11 needle has been instalied on the machine,
replice it with a (DELTA U) DBx1 #9 needle.

Thread tension (needle thread and bohbin
thread) is too high.

—--—i Thread path is not smoolh. j—[rﬁﬂrﬁcmlhly finish the thread path,

—-{ Hook liming has been excessively retarded. _}-—‘-;\?\;m‘zcu'l—hc hook Liming, as far as stilch skipping does not occur, to allow the
needle (v come off The hook.,

——l Suroke of the thread take-up fever is 100 large. Move the arm thread guide A 10 Lhe right 5o as 1o reduce the amount of thread to
be fed by the thread take-up lever.

——{ Stroke of the thread take-up spring is 100 small. ]-‘——‘incrcnsc the stroke of the thread take-up spring.

~~| Work clamp failure causes the material o flop. %a Sponge rubber sheet of the work clamp fails 1o Adhere  sheet of emery paper or the like on the work elamp Lo enable the work
effectively clamp the material, clamp to securely clamp the material,
—{ Pressure provided by the work clamyp is ~—|_T‘n;:ruasc the work clamp pressure.
insufficient. ot
——[ Sewing speed is too high. ]l Rec‘lucg gl1;s';winzg speed.
—1 Diameter of the hole in the needle hole puide is |—— Needle is 100 thin for the diameter of the hole in Use the needle hole guide provided with 2 hole of which diameter is smatler
Wnproper, the needie hole guide. than the current one.
»—t The lip of needle is biunt, I—— The material is caught by the needle tip, ch!;:ce the needle with a new one.
resulting in the malerial flopping.

— Height of the intermediate presser is
insufficient. As a result, the intermediate
presser presses the material on the machine,

{ Raise he imlermediale presser.

2. Isojated idling loops (Loose
stitches, looping)

‘——i Thread tension is too low.

i { Increase the thread tension.

— Thread take-up spring has been improperly
adjusted,

Stroke of the thread take-up spring is 100 srmall. I—-{ Increase the stroke of the thread take-up spring.

A

To be continued Lo the next page

Tension of the thread take-up spring is 100 low. H Increase the tension of the thread take-up Spring.

Thread take-up spring fails 10 propetly come in Adjusl the thread breakage detecting plale so thal it properly comes in contact
contact with the thread breakage detecting plate. with the thread take-up spring.
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| Cause (2)

Inspection order and adjusting procedure —l

Continued from the previous page

w{ Stroke of the thread take-up lever is too !arge. }7

ﬂ Hook eomponents are defeclive,

_|——-——LHook timing has been excessively advanced. ii,,

Move the arm (hread guide A o the right 50 as to reduce the amount of (hread o
be fed by the thread take-up lever,

“Adjust the hook tiniing to the standard vatue or skghtly retard it when using,
cottoa thread or spun ihread.

—‘ Hook timing has been excessively retarded. —

Adjust the hook timing 1o the standard value or stightly advanee it when using
synihetic thread.

Knife thread guide hus been improperly
positioned.

Clearance provided between the hook and the m@maﬁe the clearance ta allow the thread to smoothly come off the hook. J

bobbin casc opening lever it too small. S B T
—"_Arnoun[ of il in the hook is insufficient. }i Adjust the amount of oil in the hock apprcprial-ci)r o J
— Hook is defective. (The thread is caught in the *—ﬁ Replace the hook with a new one. j

hook.) T o

Shift the knife thread guide o the right with regard 1o e needie entry when
using spun thread.

— Longitudinal posilion of the bobbin case
opentng kever is not correct,

Bafare the comeciion Aller the correction
Knife \hread Needle
guide
Before tha Altes the Move the bobbin case opening
correction correction lever forward when using spun
Babbin case thread.

opening lever

Y
To be continued to the next page

Inner hook Needle
—t Thread path is defeciive. Thread path is not smooth, H Smoothly finish the thread patks, T __—"WWW:I
Thread path has scratches. B ?——[ Smoothly finish the thread path, T
Thread is caught in the thread paik. i»"ujnrrmlly thread the thread path. 1




L Trouble l

Cause {1) |

Cause (2)

| Inspection order and adjusting procedure

Continued from the previous page

—| Bobbin and bobbin case are defective,

Bobbin fails to properly engage with the bobbin
case, causing the bobbin thread to be caught in
the bobbin or bebbin case.

___‘ Replace the bobbin or bebbin case with a new one.

Bobbin has not been properly wound with
thread. As a resuit, the bobbin thread is not
smoothly fed.

w-—{ Tension of the bobbin winder is too high er (00 low.

Tension adjusting spring of the bobbin case is
defective.

—1 Replace the bobbin case with a new one.

—{_Bobbin thread runs idle in the bobbin case.

H Encrease the pressure of the idling prevention spring.

—| Tension controtler is defective.

I———[ Tension disk has risen.

F—I Needle is too thin for the thread used. }

release mechanism.™)

f— Adjust the tension disk so that it properly rises. {Refer 10 “Adjusting the tension

‘LEhangc the needle or the thread.

—{ Needle is defective.

H The tip of ncedle has burrs,

to use a ball-point needle which has a round tip.}

]— Replace the needle with another one. (For synthetic thread, it is recommended

Diamieter of the hole in the needle hole guide is
improper.

Needie and thread are oo thick for the diameter
of the hole in the needte hole guide.

the current one,

— Use the needle hole guide provided with a hole of which diameler is larger than

3. Stitch skipping

}*—l Needie is defective.

_J——-*I_Ihe needle has bent,

H Replace the needle with a new one.

—-{ﬂslﬂliing direction of the needle is wrong.

l—~ Re-install the needle properiy.

Tilt the needle so thar
the leng groove on the
needle faces slightly o
the right.

Recess

Blade paint ol the haok

Long groave

4

The tip of needle is blunt.

‘t—i Replace the needle wish a new one.

Needle is too thin or too thick for the thread
used.

—-——-I Replace the needle wish an appropriate one.

I— Height of the intermediate presser is excessive,

causing the material to flop.

¥

To be continued to the next page

| Lower the intermediate presser.




Trouble l Cause (1) l Cause (2) | Inspection order and adjusting procedure l
Continued from the previous page
—{ Hook components are defective. H—-{ The blade point of hook is biunt or has worn ——1 Correct the blade point of hook or reptace the hook with 2 new one. ]

out.

,—t_ Hook timing has been improperly adjusted. —}.._ Re-adjust the hook timing. (The hook timing depends on sewing conditions

such as the type of materia} and thread used: Generally, advance the hook
timing when sewing a heavy-weight material with synthetic thread and retard it
when sewing a light-weight matenial.)

-{Eighl of the needle bar is incorrect. - —Fg Vertically adjust the needie bar with regard 10 the biade point of hook, (When

using spun thread, lower the needle bar by approximately 0.3 to 0.5 mm.)

|

—| Clearance provided between the blade poini of
hook and the needle is not correct,

Minimize the clearance.

—[?hread leops are not made with consistency.

7|-—‘ﬁnd the thread round the neadle. |

- Tension regulated by the tension controller No.

——| Needte bar thread puide is defective. J -

If the standard type of thread eyetet (part No. 11035409} is used with filament
thread, replace the thread eyelet with T type one (part No. 11035300},

|

L and that of thread guide pin are insufficient.

| Needle thread tension is too high.

%_Adjuse the thread Lension so that the thread does not flap.

I

|
——-I Sewing speed is too high, _}

1 Decrease the needie thread tension.

y

Decrease the sewing speed, Or, modify the pattem 1o change the sewing spced

at the section at which stitches skip so as 1o partly reduce the sewing speed,

- Thread take-up spring has been improperly
adjusted.

Stroke of the thread take-up spring is loo large.

l—~—‘ Decrease the stroke of the thread take-up spring.

]

Tension of the thread take-up spring is too high.

I——[ Decrease Ihe tension of the thread take-up spring.

Thread 1ake-up spring fails to properly come in
comtact with the thread breakage detecting plate.

Adjust the thread breakage detecting plate s that it properly comes in contact
with the thread take-up spring. .

sway.

——| Hook driving shaft has an excessive play. }— {Eemove the play in the hook driving shaft. _j
——-LThe material flops. }—— —| Refer to the description of “Work clamp failure causes the material to flop™

given under “Puckering.”
—{_Slitching pitch is coarse, I—— Stitching pitch is coarse, causing the needle to ————[ljse a thicker needle or fine the stitching piich.

improper,

- Diameter of the hole in the needie hole guide is [——{ Diameter of the hole in the needle hole guide is

too large for the threzd and needle used.

—1 Use the needle hole guide provided with a hole of which diameter is smaller
than the current one,




I Trouble l Cause (1) I Cause (2) | Inspection order and adjusting procedure

| 4. Needie thread breakage }-——-I Thread path is defective. I—w{ Thread paih is nol smooth. H Smoothly finish the thread path.
-{ Thread path has scraiches, I—q Smoothly finish the thread path.
"-1 Thread is caught in the thread path. I——i Correctly thread the thread path.

—{ Needle thread tension is inadequale. }——| Needle thread tension is too high or too low. H Adjust the thread tension to an adequate value.

Tension reguiated by the tension controller No. m»—' Adjust the thread tension so that the thread does not flap.
—I 1 and that of thread guide pin are insufficient.

F— TFhread take-up spring has been improperly |—— Stroke of the thread take-up spring is too large  +—— Properly adjust the stroke of the thread take-up spring. (Standard stroke: 1010
adjusted. of too small. £2 mm)

' Tension of the thread 1ake-up spring is too high ——I Properly adjust the tension of the (thread take-up spring.

or too low.
% Needle is defective, }——' The needle has bent. . !—l Replace the needle with a new one.
—{ The ncedle has scratches. H Replace the needle with a new one.
——i The needle tip is blunl. }“-»-I Replace the needie with a new one.

-| Installing direction of the needle is nol correcl. l—i Re-install the neadle properly.

The needle is too thin or too thick for the thread y—-{ Replace the needle with an appropriate one.

used.
—LThe tip of needle is too sharp. i—-i Use a ball-point needle.
—{ Needle bar thread eyelet is defective. | { For filament thread, use the T type of thuead eyelet (part No. 11035400),
»—I The materiat flops. } Refer to the description of “Work clamp failure canses the material to flop”
given under “Puckering.”
~—{ Hook components are defeclive. }—% Thread path of the hook has scraiches. |~———{ Smoothly finish the thread path.

[—{ The blade peint of hook is blunt or has womn —I Correct the blade point of hook or replace the hook with a new one,

out.

] Clearance provided between ihe hook and the —I Increase the clearance ta atlow the thread to smoothly come off the hook,

bobbin case opening lever it 100 small.

4 Amount of oil in the hook is insufficient. i——{ Adjust the amount of oil in the hook appropriately.

Y

To be continued 1o the next page
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[ Cause {1) |

Cause (2)

Inspection order and adjusting procedure

Continued from Lhe previous page

—~{ The needle has been improperly instalied. I——-

The needle has been installed with inglined.

Long groove
Blade point

/ of hook

Needle
Recess

|1 3ostall the needle so that the Tong groc\;c on the needle laces stightly 10 the
right.

Wind the thread round the needle.

Tension regulated by the tension controller of

thread guide pin is too high.

5. Wobbling

read lension.
Lower the 1h ensicn

N

|——{ Needle thread tension is too kigh. ] |

i Decrease the ihread tension,

| Needle is defective,

The needle has been improperly instafled,

L

|>__.. Refer to the description of “Needle has been improperly installed” given under
“Needle thread breakage

The needte has bent.

|»—| Repface the needle with a new one.

The tip of needle is blunt. _f———I—R;;Jlace the needle with a new one.

The needle is thin.

J
L

_HR‘?PBEE?‘}EF}‘??E!EWi[h a thicker one, DBX1#11 (DELTA U).

{Sewing speed is too high,

SERRER

! Reduge the sewing speed.

'—l Failed threading

Needle thread has been improperly passed
through the machine head,

Thread the machine head correctly.

)

Needle bar thread eyelet has been improperly
threaded.

Refer to the descripiion of "Needte bar thread cyclet is defective” given under
“Neegle thread breakage.”

Stitching pitch is coarse, causing the needle 10
sway.

HU s¢ & thicker needle or fine the stitching pitch. . j

E" Fabric yam breakage

I————i The needle is defective.

Needle bar is positioned 100 high.

7}——»‘ Reduce the sewing speed. J

‘The needle is thick.

—lf When a DBxI #11 (DELTA U} needle has been installed, replace it witha

DBx1 #9 (DELTA U} needle.

‘The tip of needle is blunt.

H
-—[ Stitching pitch is coarse, J—

Shape of the tip of needle is not appropriate.
{Type of needle)

'—[ Replace the necdle with a new ore. _i

| Use a ball-point needle,

To be continued to the next page
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Cause (1)

Cause (2)

Inspection order and adjusting procedure

Continued from the previous page

Sewing speed is too high.

4{

Reduce the sewing specd. (To prevent the necdie from becorting hot)

Diameter of the hole in the needle hole guide is
improper.

F-~— Diameter of the hole in the needle hole guide is

too small for thickness of the malerial, thread

and needle used.

4i

Use the needle hole guide provided with a hole of which diameter is larger than
the current one.

7. Irregular stitches

P# Hook components are defective.

F% Amount of oil in the hook is excessive or

insufficicat.

4|

Adjust the amount of oil in the hook apprapriately.

-1 The hook is defective. (The thread is caught in
the hook or the thread path is defective.)

_..{

Replace the hook with a new one, or correct the thread path,

*—l Bobbin and bobbin case arc defective.

b= Babbin fails to properly engage with the bobbin

case, causing the bobbin thread 10 be caught in
the bobbin or bobbin case.

—

Replace the bobbin or bobbin case with a new one.

I Bobbin has not been properly wound with
thread. As a resuit, the bobbin thread is not
smoothly fed,

Adjust the tension of the bobbin winder or adjust the position of the tension
controller of the bohbin winder.

-+ Babbin thread runs idle in the bobbin case.

H

Inerease the pressure of the idling prevention spring.

= Tension adjusting spring of the bobbin case is
defective.

_i

Replace the bobbin case with a new one.

*— Babbin has beet improperly fitted in the bobbin
case.

Refer the description of the bobbin case provided with an idling prevention
spring,

-1 Needle thread tension and bobbin thread
tension are 100 low.

|
t

Encrease the thread tension.

— Thread take-up spring has been improperly
adjusted.

P Thread take-up spring fails 13 properly come in
contact with the thread breakage detecting plate.

{The spring is caught in the plate.)

=

Adjust the threzd breakage detecling pféic s0 that it properiy comes in contact
with the shread 1ake-up spring.

-1 Stroke of the thread take-up spring is too large
or 100 smalk.

—

Properly adjust the stroke of the thread take-up spring,

‘— Tensicn of the thread take-up spring is oo high
or 100 Jow.

—|

Properly adjust the tension of the thread take-up spring.

—{ Thread path is defective.

b~ Thread path is not smooth.

-

Smoothly finish the thread path.

Y

To be continued to the next page

f{ Thread path has scratches.

—I—@mthly finish the thread path.

—i Thread is caught in the thread path.

}_I

Correctly thread the tiread path.
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Trouble

| Cause (1)

l Cause (2)

Inspection order and adjusting procedure —I

Continued from the previous page

~—|_The malerial flops.

}7

—ﬁ Stroke of the thread take-up lever is too large. ?

Refer to the description of “Work clamp Failure causes the malerial 1o flop”
given under “Puckering.”

—‘{ Start-up speed is high,

_—|-—— Sewing speed is excessive at the start of

sewing.

8. Bobbin thread breaks or splits
finely, - _

——{ Bobbin runs idle.

Move the arm thread guide A to the right so as to reduce the amount of thread 1o
be fed by the thread lake-up lever,

Hjeduce the set value for sewing speed at the star of sewing, J

—{ Babbin thread tension is inadequate.

g —

Correct the idling prevention spring, -s:(;r.lml it ei’fe'ctively works or replace the
bobbin with a new one.

not match the needie used.

—1 Driameser of the hole in needle hole guide does

ji Increase the bobbin thread tension. T

the thread path.

[ Needle sways, which inereases the resistance of ,7

Use the necdle hole guide with a hole of whicﬂiamcler is larger than Lhe
current one.

—l Needle penetrates the bobbin thread,

l—

—f Use a thicker needle. j

4 Thread naps result in irregular thread tc:nsian.—li -

——{ Use a bai-paint needle. ' ]

Knife thread guide has been improperly
positioned.

Use tetron thread or thread of higher count as bobbin thread. (Equivalent to
TOYQBO MANADO #90)

l

—“i Amount of oif in the hook is insufficient. ,7

——' Thread path has scratches,

Adjust the positior. of the knife thread guide with regard to the needle entry as
ilkustrated in the Ggure below,

Wider .
Needie enlry paint

Blade peint of hook

“ﬂrease the amount of oil in the hook. - f

!

If the needle hole guide and inner hook have scratches, prind the scratched
portions of the reedle hole guide and inner hook,




Trouble

Cause (1)

Cause (2)

Inspection order and adjusting procedure —l

9. One or several stitches skip at
the start of sewing.

Iy

Length of thread remaining at the tip of needle
after thread trimming is too short.

5

4

Needle thread path is defective and needte
thread tension is excessive aj the time of thread
Irimming,

Inspect the necdle thread path, remove the thread tangling round the thread guide
pin and correct the position of the thread guide on the thread stand.

The knife thread guide cuts the thread with the
maving knife instead of the counter knife. In
this case, length of thread remaining at the tip
of needle after thread trimming will be too
short.

The knife thread guide has bent and is pressed against the moving knife. In this
case, repiace the knife thread guide with a new one.

Tension conuroller No, 1 or the tension
controller on the thread guide pin excessively
tenses the thread,

Turn the tension nut of the tension controtler No. 1 or the tension controlfer on
the thread guide pin counterclockwise to decrease the thread tension.

Tension disk No. 2 fails lo fully rise at the time
of thread trimming,

——w—§ Inspect the thread tension releasing mechanism and adjust it properly.

Thread tfimming cam timing has been
excessively advanced, eausing the moving knife
to actuate before separating the threads.

~—~{ Inspect the thread trimmer cam Gming and adjust it properly.

Thread take-up finger is improperly positioned
causing the needle thread 10 move out of
position at Lhe time of thread tfimming.

—iﬂ]eck whether the screw in the thread 1ake-up finger has loosened.

Counter knife is positioned excessively near the
needle. Tip of counter knife blade is too sharp.

Remove Lhe throal plate and check the position of the counter knife and check
the moving knife for scratches. Then, properly adjust the components.

Knife thread guide, moving knife or haok has
scratches,

Check peripheries of boles in the hook and knife thread guide for scratches.
Buff them up when necessary. If the scratches are jarge, replace the faited
compenent with a new one.

Tension release cam timing has been
excessively retarded. As a result, the necdie
thread fails to be fed.

4[ Inspect the tension releasing components and adjust them properly.

Thread waste has gathered in the knife thread
guide, which prevents threads from being
separated.

'—| Clean up the knife thread guide and moving knife.

-—{ Blade point of hook fails to tuck the thread. _}—

_{

Needle-1o-hook relation is not proper,

!_r,_

To be continued 1o the next page

Check the height of needle bar and adiust it 1o (he standard height, if necessary.
For spun thread, slightly lower the needle bar and retard the hook timing,

Both tension and stroke of the thread take-up
spring are excessive.

Decrease the tension of the thread take-up spring and reduce the stroke of the
spring appropriately (standard stroke: 10 10 12 mm).

__I

Biade point of the hook has worn out.

H Correct the blade 1ip of the hook, or replace the hook with a new one.

__l

Needle has been improperly installed.

l—|

Properly adjust the inclination of the needle. IF the needle has bent, replace it
with a new one.




Trouble

Cause (1}

Cause (2}

Inspection order and adjusting procedure ]

Continued from the previous page

i1 Length of babbin thread at the sewing start is
insufficicnz,

Bobbin runs idle in the bobbin case causing the
bobbin thread end Lo be drawn in the bobbin
case,

Increase the pressuse of the idling prevention spring.

R

Increase the bobbin thread tension.

Hook has scratches, which shortens the length
bobbin thread remaining after thread rimming,

]v—l Correct the scratches on the hook, or replace the hook with a new one.

J

~ Necdle thread and bobbin thread fail 1o
smoothly interlace with each ather at the start
of sewing.

Sewing speed at the start of sewing is excessive.
As a result, the needie thread and bobbin thread
fail to inzerlace with each other.

~—l Reduce the sewing speed al the start of sewing, !

19. Needle thread end is lefi on
the upper cloth at the s1an of
sewing.

thread trimming is 100 long.

I~ Needie thread remaining at the needle iip after‘]—A

Tension of the thread guide pin is too low.

}——lﬂ:rease the tension of the thread guide pin: 1

Thread trimming cam timing has been
excessively retarded.

W{ Inspect the thread viminer cam timing and property adjust iv. . l

Counter knife is positioned too far from the
needle eniry point.

H Properly adjust the position of counter knife. _]

Tension release cam liming has been
excessively agvanced. As a result, an excessive
amount of the needle thread is fed.

—' Inspect the lension relcase cam siming and adjust it praperly. I

H Thread is oo thick for the needle used.

{

4[ Replace the needle with a thicker one or replace the thread with a thinner one. j

' Pattern iis defective.

P

Material thickness is excessive al the starl of
sewing,

material.

1 Adjusl the pattern: 5o that the sewing ssart is brought to a thin section of the I

11. Wrong side of the material is
poorly finished at the slart of
sewing.- (Long needle thread
is left under the material.)

i— Length of needle thread remaining at the tip of
needle after thread rimiming is excessive,

1L Reter 1o “10. Needle thread end is lefi on the material at the start of sewing.” l

12. Thread comes off the needle ——| Length of needie thread remaining at the tip of ———LFailed operation of the tension release cam Hﬂspecl the tension release mechanism and properly adjust it. - —l
eyelet at the start of sewing, needle after thread trimming is not uniform,
I— Hook (hread presser fails to enter the bobbin ﬂ[nspecl the hook thread presser mechanism and properly adjust it, —|

To be continued to the next page

case deeply enough. So, the needle thread
sometimes slips off the hook thread presser.

{1

If the counter knife blade has been improperly
sharpened {counter knife blade is too sharp), the
counter knife alone culs the thread.

777777 LPmperly re-grind the counter knife or replace it with a new arie. i

Knife thread guide, moving knife or hook has
scratches,

‘——{ Correct the scratched component or replace it with a new one, |

Tension release cam timing has been excessively
relarded. As a resull, the needle thread is not fed.

—-L!nspec[ the tension relense cam timing and properly adjust it. l

X

Moving knife cuts the thread in the knife thread
guide, In this case, the needle thread is cut too short.

The knife thread guide has bent and is pressed against the moving knife. So,
replace the knife thread puide with a new one.
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Cause (1)

Cause (2)

Inspection order and adjusting procedure

Continued from the previous page

] Thread stips off the needle eyelet immediately

after thread trimming,

——1 If the needie thread slips off the needle eyelel immediatcly after thread
trimming, suppose Lhal the moving knife fails to spread the thread and cuts the
thread which should remain at the needle. In this case, remove the throal plate,

and you will find the tnmmed needle thread of approximately 20 mm. To
correct this trouble, retard the thread trinumer cam timing,

[— Needle thread and bebbin thread Fail to
smoothly interlace with each other at (he start
of sewing,

Sewing speed al the stan of sewing is
excessive, As a result, the needle thread and
bobbin thread fajl to interlace with each other,

- kfmcducc the sewing speed al the start of scwing.lgw ) J

Thread trimmer cam timing has been
excessively advaneed. In this case, the thread
’ near the needle is cut.
Thread tension is not released. _}n—{ Inspect the tension release compenenis and properly adjust them. i

‘—{ Main shaft stops before the predetermined siop
position, with respect 10 the highest dead point
of the thread take-up lever, is reached,

—i Adjust so thal the stop posilion of the main shait a:amnéﬁcﬁs“m
point of the tread take-up lever. .

13. Loose stitches are made at
the start of sewing,

r— Needle thread tensicn is insufficient at the start
of sewing,

— Bobbin thread tension is decreased at the start
of sewing since the bobbin runs idie.

F——{ Increase the pressure of the idling prevention spring. _l

“— Both bobbin thread tension and needie thread ——-I Inerease the bobbin thread tension and needle thread 1ension, —|
Lension are insufficient. — -
| The pattcm used is defective. — Maleriai thickness is excessive a1 the stan of *vl Modify the pattern at the thin part of material. o ]

SeWing.

] Pressure of the work clamp is insufficient at the
stan of sewing, causing the malerial i flop.

Remove the sponge rubber sheet from the work clamp and adherc a new piece of

the sponge rubber on it, or madify the patiern to enable the work clamp to
securcly clamp the malterial. :

1 [ntermediate presser has been impropeily
adjusted.

t—1—{ Height of the intermediate presser is excessive,

causing the materiat to flop.

—i Lower the inlermediate presser. : }

—L’l‘iming of the intermediate presser is defective. }—Fﬁspcct the timing of the intermediate presser and properly adjust it. l

14, Needle thread cannot be cul.
{Bobbin thread can be cut,)

-

—| Last stitch skips at the end of sewing.

—I Meedle has been improperty instalied.

|-——{ Properly install the needle and check wheiher the needle has bent, |

To be continued to the next page

—I Stroke of Lhe thread lake-up spring is ioo large.

}—‘_Reduec the stroke of the thread take-up spring. (Standard stroke: 10 10 12 mm) —l

—wmk timing has been improperly adjusted. j—-‘« Run the sewing machine at low speed and check whether stitches skip. Then,

properly re-adjust the hook liming,

— Necedle enlry of the last stitch excessively
approaches the previous slitch.

~—LCnrrccr the patiemn.
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]

Continued from the previons page

Knife blade parily fails (o cut the thread sharp.

Blades of the moving knife and counter knife
fail to accurately meet with each other at the
time of thread timming. (Installing angle and
position of the counter knife has not been
properly adjusted with regard 1o the moving
knife biade.)

Remove the knife mounting basc and cut approximately three cotton threads #50
by moving Ihe knife by hand. As far as the threads are uniformly cut, the
counter knife has been properly adjusted. If not, re-grind the counter knifc blade
or correct the tip of counter knife. Or, re-adjust the installing posilion of the
counter knifec.

Thread waste has gathcred in the moving knife
and knife thread guide, which results in thread
spreading failure,

—@Bﬂﬂ uE the moving knife and knife thread guide.

]

15. Bobbin thread cannot be cut, r{ Backward travel amount of the maving knife is
(Needle thread can be cut.)

insufficient.

Properly adjust the backward travel amount of
the moving knife.

iy

Check the backward travel amount of the moving knife. Then adjust the laleral
position of moving knife link C to set the backward travel amount of the moving
knife to 3 to 3.5 mm.

ﬁmread Lrimmer cam timing has been -

excessively retarded. As a result, the moving
knife fails to spread the needle.

r— Thread waste has gathered in the moving knife

——[iropcﬂy re-adjust the thread timmer cam timing. _‘

and knife thread guide, which results in thread
spreading failure,

{_Clean up the moving knife and knife thread glﬁde.

]

— Knife mounting base has been improperly
positicned, which reduces the backward travel
amount of the moving knife.

E Properly re-install the knife mounting base.

16. Moving knife tocks,

j__

.—ﬁning of the related components is defective.

I-‘Ll'hread irimmer cam timing is defective.

Hspect the thread trimmer cam timing and properiy adjust it.

—1 Initial position of the main shaft motor has been
imprapetly adjusted, which results in jll timing
of thread trimming signal,

ﬁOperly re-adjust the initial position of the motor,

7| Thread wimmer contrat plate fails to work. As
a resull, the roller fails to fit in the cam.

T

Installing position of the thread trimmer conil——r Refer 1o the description of the adjustment of thread trimmer cantrol phate (given

plate is defective.

in “Adjusting the thread trimmer cam timing™).

—| Home position of the moving knife is defectwads cannat be trimmed.

Inspect the backward travel amount of the moving knife and property adjust it.

—1 After the thread Irimmer has actuated art the end
of sewing, the thread trimmer actuates again at

Inspect the engagement between the moving knife and the counter knife and
properly adjust it.

S I

Cam rolier fails to come off the cam groove in
the resting section.

Propeily adjust the positional relation between the cam groove and the roller.
Or, check whether the thread trimming cylinder nomally operates.

the start of the next sewing,




Trouble

Cause (1)

Cause (2)

| inspection order and adjusting procedure

17. The sewing machine locks.

(The sewing machine
produces neise.)

L Thread trimmer cam roller fails to return to the

home position.

—-—( Thread trithmer cam timing is defeclive.

}‘-‘-l Tnspect the thread ltimmer cam iming and properly adjust it.

—i Alr eylinder is defective.

M Inspect whether the thread trimming cylinder normally operates.

Initial position of the main shaft motor has been
improperly adjusted. As a result, the actuating
timing of the thread trimming cylinder is
defective.

——1 Inspect whether the initial position of the main shaft molor has been properly
adjusted. Then, adjust it if necessary.

Moving knife fails to smoothly move. Asa
result, the moving knife fails 1o go back 1o the
home position.

— lnspect whether the moving knife and counter knife nonmally engage with each
other.

Presser bar lifling lever fails 1o properly return
1o the home position.

——

Presser bar position bracket has been
improperly positoned. As aresult, the presser
bar position bracket interferes with the needle
bar crank rod.

—-—{ Inspect whether the presser bar position bracket has been properly positioned.
(Refer to “Adjusting the lifiing amount of the work clamp plunger.”)

L| Air cylinder is defective.

H Inspect whether the presser bar lifting cylinder normally operates.

—~| Tension release mechanism is defeclive.

}"“4{ Air cylinder is defective.

i——l Inspect whesher the tension retease cylinder normaily operates.

The clearance provided between the cam and
the roller has not been propeily adjusted. Asa
result, the roller is kept in contact with the cam.

| | Inspect and adjusl the clearance provided belween Lhe tension release cam and
the roller referring 10 “Adjusting the clearance between Lhe tension rclease cam
and the rotler.”

I The patlern used is defective, which causes the
work ¢iamp to interfere with the inlermediate
presser.

L~ Work clamp has been improperly installed. As
aTtesull, the work clamp interferes with the
inlermediale presser.

Correct the position of the pattem 50 thal the intermediate presser does not
interfere with the work clamp,

18, Sewing shape is deformed.

y

}“— Sewing speed at comer sections of the paltern is

too high.

Check whether the one-touch section of the work clamp has been properiy
instaited,

Reduce the sewing speed al the comer seclions of the pattern.

—-l Work clamp is defective.

| Work clamp fails 10 clamp the material.

}——— Remove the sponge rubber sheet from the work clamp and adiere a new sheel of

the sponge rubber on it 1o allow the work clamp to securely c]amp the material.
Or, increase the pressure of the work clamp.

——i?attem data have been improperty inpul,

'_l

Y

To be continued to the nex| page

The pattern fails to match the malerial used. As
a result, needle entries are made out of position
at overlapped seclions of the material.

-~——[ Correct the pattern.
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Cause (2)

Inspection order and adjusting procedure l

Continued from the previous page

_|

Needle is loo thin for the material used.

Work clamp pressure is insufficient, resulting in
material slippage.

[ Use a DBIXH11 (DELTA U) needle.

—

Stitching pitch is coarse, causing the needle 10
sway.

Increase the pressure of the work clamp of sewing machine. Or, properly adjust
the pressure of the conveyor.

Height of the intermediate presser is
insufficient, As a result, the intermediale
presser shifts the material,

{ Fine the stitching pitch or use a thicker needte. |

19. Face plate produces
abnormal noise,

Clearance provided between the inner hook and
the bobbin case opening lever is 1o large.

Il Raise the intermediate presser. !

*{ Plunger interferes with the needle bar crank rod, }—

Slightly reduce the clearance provided between the inner hook and the bobbin
case opening lever.

Hook timing has been improperly adjusted,
causing the blade point of hook to interfere with
the needle,

Inspect how the position of the presser bar position bracket and plunger has been
adjusted.

{ Check wheiher the hook timing has been properly adjusted.

Work clamp interferes with the intermediaze
presser.

The pattern used is defeclive.

I— Correct patiern so that the work clamp does not interfere with the intermediate

presser.

Work clamp has been improperly installed.

Check whether the one-touch section of the work clamp has been installed
properly,

Wark ctamp pressure is inadequate,

Hﬂcm&se the pressure of the work clamp. —!

il shield of the face plate has been improperly
installed.

Check whether the oil shield of the face plate interferes with the link thread
take-up.

Intermediate presser has been improperly
adjusted.

Timing of the intermediale presser is defective, I——{ Inspect the timing of the intermediate presser and adjust it properly,

T

Height of the intermediate presser is not
correct,

20. The machine vibrates heavily |-——
during sewing.

Tension of the belt of main shaft motor has
been improperly adjusted,

H Height of the intermediate presser is insufficient. As a result, the intermediate

presser taps the material.

- Check whether the Lension of the belt of main shaft motor is toa high or too low.—l

Sewing machine head has been improperly
installed.

Machine head fixing bolis have not been
securely loosened.

v

To be continued 1o the next page

% Confirm the maching head fixing bolts are tightened with an adequate torque. T




Trouble

Cause (1}

[ Cause (2)

[ Inspection order and adjusting procedure

Continued from the previous page

-1 Backlash in the gear is defective.

—! Main shaft gear

|—| Check whether the backlash in the main shaft gear is excessive,

——l Pump body gear

l—! Check whether the backlash in the pump body gear is excessive.

4 Hook driving shafi gear

I———{ Check whether the backlash in the hook driving shaft gear is excessive.

Play at the main shaft, hoek driving shaft or =

vertical shafi.

{ Thrust play at the main shaft

}_.__M! Check whether the thrust ptay at the main shaft is excessive,

—1 Thrust play at the hook driving shafi

|—| Check whether the thrust play at the hook driving shafi is excessive.

l—‘ Thrust play at the verticat shafi

H Check whether the thrust play at the vertical shafi is excessive,

-——{ Housing has been improperly insialled.

}“_

_-| Level adjusters have been impropezly installed. |—| Install the X-Y housing level adjusters securely on the Aoor.

21. Meedle breakage

Initial position of the main shaft motor has been

The number of points at which the housing is
secured on the foor is insufficient,

—1 Instail the machine on the foor under which beams are provided or the floar
located near the wall.

improperly adjusted. As a result, the needle
malfunctions when returning 1o the highest
position of ils stroke.

The patiern used is defective. As a result, the

Inspect whether the initial position of the main shaft mator has been properly
adjusted.

needle interferes with the work clamp.

Work clamp has been improperly installed,

{ Correct the pattern so that the needle does nat interfere with the work clamp.

causing the work clamp to intecfere with the
needle,

-| Needle comes in contact with the moving knife. I

| Check whether the one-touch utility work clamp has been normatly installed.

A{ Thread waste has gathered around the hook. }

;_Refcr to the description given under “Moving knife locks.™

Throat plate has been improperly installed,

‘{ Remove the throat plate and clean up the related components.

causing the needle to intecfere with the needle
hote guide.

22 Sewing machine stops
immediately after it has been
started.

4 The mackine head has not heen threaded. }

Confirm that the throat plate is posilioned correctly with respect 1o the needle
entry.

—I ‘Thread breakage detector is defective.

‘E Properly pass the needle thread through the machine head.

0

Confirm that the thread take-up spring properly comes in contact with the thread
breakage detecting plate,
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