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1. Swing reamer and threader back to out-of-way position.

2. Move pipe cutter down onto pipe and move carriage with
carriage lever to line up cutter wheel with mark on pipe
(Figure 8).

3. Tighten cutter feed screw handle on pipe.

4. Turn REV/OFF/FOR switch to FOR (forward) position and step
on foot switch.

5. Continuously turn cutter feed screw handle with both
hands until pipe is cut off.

6. Release foot switch and turn REV/OFF/FOR switch to OFF
position.

7. Return pipe cutter to out-of-way position.

Figure 4

1. Pull two support bars on power drive forward (Figure 7).

2. Slide two retaining ring assemblies against power drive
body and secure with two set screws.

3. Secure eyebolt assembly to 05307 Carriage.

4. Slide lever arm through eyebolt assembly and secure to
collar assembly with shoulder bolt.

5. Slide 05307 Carriage and collar assembly onto support
bars.

6. Tighten collar assembly thumb screw into groove on
support bar.

7. Insert die head post into mating hole in carriage.

8. Install cutter and reamer and secure with pins.

9. Install pipe.

10. Position oiler under pipe. Figure 6

Figure 5



open position,  on the R811
Universal Die head.

8. Release foot switch and turn REV/OFF/FOR switch to
OFF position.

9. Move carriage lever away from pipe end and return die
head to up and out-of-way position.

The R811 Universal Die Head requires one set of 4 Universal
Dies to thread pipe ranging from 1/8" to 2". One set of dies is
required for each of the following pipe size ranges:

1/8"

1/4" and 3/8"

1/2" and 3/4"

1" through 2"

1. Lay die head on bench with numbers face up.

2. Flip throwout lever to OPEN position.

3. Loosen clamp lever approximately three turns.

4. Lift tongue of clamp lever washer up out of slot under
size bar.  Slide throwout lever all the way to end of slot
in the OVER direction indicated on size bar.

5. Remove dies from die head.

6. Die numbers 1 through 4 must agree with those on die
head.

7. Insert dies to mark on side of die head.

8. Slide throwout lever back so that tongue of clamp lever
washer will drop in slot under size bar.

9. Adjust die head size bar until index line on lock screw
or link is aligned with proper size mark on size bar.

10. Tighten clamp lever.  For bolt threads, align index line
with bolt line on size bar.

11. If oversize or undersize threads are required, set the
index line in direction of OVER or UNDER size mark on
size bar.

1. Swing die head and cutter back to out-of-the-way
position (Figure 10).

2. Move reamer arm down into reaming position.

3. Extend reamer by pressing latch and sliding knob
toward pipe until latch engages bar.

4. Turn REV/OFF/FOR switch to FOR and complete reaming
by pushing carriage lever with right hand.

5. Position reamer into pipe and complete reaming by push-
ing carriage lever with right hand.

6. Retract reamer bar and return reamer to out-of-way
position.

7. Release foot switch and turn REV/OFF/FOR switch
to OFF position.

8. Release speed chuck handwheel and centering head
from pipe.

9. Remove pipe.

1. Install die set. Refer to “Installing Dies” (page 8)
procedure.

2. Swing cutter and reamer to out-of-way position (Figure 9).

3. Lower die head into threading position.

4. Apply Reed Threadguard Cutting Oil to pipe end.

5. Turn REV/OFF/FOR switch to FOR position and step
on foot switch.

6. Engage dies with pipe using carriage lever and oil dies
with plenty of Reed Threadguard Cutting Oil until
thread is completed.

7. When thread is complete, raise throwout lever to the

Figure 7 - 5301PD Power Drive with accessories.

Figure 8 - Cutting pipe with cutter
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Proper lubrication is essential to trouble-free operation and
long life of power drive.

Grease main shaft bearing (#95414, #95415) every 2 to 6
months depending on amount of power drive use. Grease
fittings are provided on side base, one at each end of shaft.
Use a good grade of cup grease.

Check motor brushes (#95458) every 6 months and replace
when worn to less than 1/2 inch. If commutator (#95420) is
worn, turn outer dimension of commutator and undercut mica
before replacing brushes.

Figure 11

1. Unplug motor receptacle from switch box.

2. Remove 2 screws (#35411) holding motor.

3. Loosen lock screw (#35403) in body at neck of motor
and lift motor out.

Figure 9 - Threading Pipe with R811 Die Head

  

1. Place screw driver in insert slot and turn 90 degrees in
either direction (Figure 11).

2. Place insert sideways on locking pin and press down as
far as possible.

3. Hold insert down firmly with screwdriver, turn teeth
face up.

Figure 10
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