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INTRODUCTION

: Coventry-SeEf-Opening Dieheads are the ideal tcols for cutting threads accurately
and quickly. Dieheads are designed to give the greatest simplicity in use and setting.
Dies can be quickly inserted, withdrawn for sharpening when necessary, and replaced.
By using the latest model of the Die Grinding Fixture, the throats of all four dies are

- sharpened to the correct cutting angle, together with the rake angle.

By following the instructions in this book, everyone can learn in a short time, how

to use the dichead and to sharpen the dies.
Several factors must be considered when threads are to be cut.

- 1: What size of diehead should be used? See page 8.

‘2.‘- What type of material is to be tlhréﬁdéd"?t..s'é;e. page 26.
3. What_ type of dies should be used? See pages 25 and 26.
4. Are threads to be cut close to a shoulder? See page 28.

5. What cutting speed should be used? See page 19. _ 0
6. What cutting lubricant should be used? See page 19.

© As it is impossible in an instruction book to deal with all the varied queries that
may arise in thread cutting, we shall be glad to give assistance in obtaining satis-

factory results. For this purpose, our specialists visit users’ works free of charge.

We guarantee that all the threading equipment which we supply will cut accurate
" threads in all materials that can be threaded, and we shall welcome opportunities of

proving this in customers’ works. -

IMPORTANT

All dieheads are marked with a Serial No. which

should always be quoted for identification purposes.

5 | o Alfred .Herbert {1d., Coventry, Er_iglaﬁd‘m. )



- threading and short thread lengths. Three sizes: £,
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THE COVENTRY SELF-OPENING DIEHEAD

The following styles and sizes of Dieheads are dealt
WJEh in this book:—

STYLE C.H.S, Eight sizes: 37, ¥, 3" 2%, 17, 1%7,
14" and 27,

STYLE C.H. Ten sizes: ", %", ", ", 17, 13", 157,
2", 3" and 44", o

FINE THREAD DIEHEADS. 2{" and 3% for cut-
ting threads of Vee form, 11 per inch and finer, of
restricted length. Any length may be screwed when
dieheads are fitted with. special flanged adaprors,

,COVENTRY ROTATING DIEHEADS. For use

|.’f 5w 3w gm 3w

on reveolving spindles. Eleven sizes: 17, &7, &7, 1", &7,

17,137, 147, 27, 24" and 34"

STYLE X.T.2. Mainly for use on Brown & Sharpe |

type single-spindle automatics, for close-to-shouider
i

" and £". ‘
HERBERT SOLID-ADJUSTABLE DIEHEADS.
Eight sizes: ", 3", 2, 17, 11", 11", 2" and 24", See

pages 24 to 25 and 78.

OVERSIZE THREADS

All Coventry Dieheads, except Solid-Adjustable
Types, will cut short threads of fine pitch a little iarger
than their. nominal capacities.

Sizes' which can be accommodated in Styles C.H.S.

‘and X.T.2 Dieheads are shown on page 72.. All style
.- C.H. Dicheads, except the 1", can be fitted with
- bored-out bodies to cut fine pitch threads of limited -
_ length. See page 78.

TAPER THREADING

- Taper threads, both right- and left-hand, can be cut

" with taper dies used in a standard diehead where the

length of the taper does not exceed the width of a
new die minus the throat. Longer tapers necessitate

the use of a Taper Threading Dichead. (See pages 20 .

to 23). Rotating Dieheads can also be arranged to
cut taper threads. (See page 17).

. LEADING FEATURES
Compactness. Intelligent design permits dieheads to

be used on capstan lathes, in which the helght of the
tool holes above the sllde is limited.

Enterchangeablllty Close control of com[;'onents
enables replacement. parts to be promptly supphed
and easily | ﬁtted (See page 41). :

;Roughing and Finishing Device, This refinement is

built into all stationary-type Dieheads except " and

1% style C.H. and X.T.2 Dieheads. (See page 20).

Accurate Pitch. This factor is assured by the guid- .

ing action of the leading or non-cutting pomon of the .

. dies. (See page 25.)

Adjustability. Fine regulation of diameter is provided. -

The variation of helix angle with diameter necessi-
tates, for accurate work, the use of a'separate set of
dies for each diameter. For certain work, the adjust-
ability of Coventry Dieheads, combined with the
straight cut system of preducing Coventry Dies, allows
a small. variation in dmmeter to be cut with one set
of dies.

C!ean and Smooth Threads. Because dies have
cutting angles ideally suited to materials being
threaded, good finish is assured.

Parallel Threads. This quality is derived from the
very effigient support of dies in the dichead,

Easelof Grinding Dies. A set of dies can be ground
together, to definite angles and uniform for all sizes
of dies and dieheads. s

Right- or Left-Hand Threads. Dicheads function
equzlly well whether usingright- or left-hand dies,

IMPORTANT

The Coventry Dies used in these dieheads are not
interchangeable. A set of new dies must always be-
used together. When taken from the diehead, the

- set should be retained in its box until required again.
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BACK PLATE
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~Fig. 1. - Style C.H.S. Coventry Diehead
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DETENT PIN HANDLE

. SERIAL NUMBER SHECPRTE

ADJUSTING SCREW
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Fig. 2. Rear view of Style C.H.S. Coventry Diefead

Alfred Herbert Ltd., Coventry, Eng!ahd_/“
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‘ O ‘ o _ Fig. 4. Caoventry Diehead, 41" Style C.H.
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Fig. 5. Fine Thread Coventry Diehead

SCREWED PINS FOR OPEMING SPRING PLUGS
PLUNGER

FRONT PLATE
AUTO DiE CLOSER

GRADUATED SCALE

BQDY SERIAL NUMBER

€S BACK PLATE

FRONT PLATE SCREWS ADJUSTING SCREW

" Fig. 6. Style X.T.2 Coventry Diehead
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r r i
standard items of the tooling for Capstan and Turret
Lathes, Single- and Multi-Spindle Automatic Machines.
Accurate mounting of the Diehead concentric with

- the work is essential, combined with correct work speed
" and ample machine power to take the full depth of cut.

Several different methods of mounting Coventry

Dieheads on various machines are shown in the.

following iltustrations.

Capstan Lathes : ‘
Coventry Dieheads are usually mounted directly in

. the turret holes. of Capstan Lathes, or, if the shank

is larger than the turret hole, in 2 holder bolted to
the turret face. If a holder is not convenient the die-
head can be supplied with a special shank smaller than
standard or fitted with a Flanged Adaptor. See Fig. 10.

Fig. 8. Hand-operated elevating holder








































































































































































































































































