




















                                                                    

 

                                           

 

GROOVING PROCESS 

 

Work Area & Machine Set-up 

1. Make sure the work area as under;
 Adequate lighting

 No flammable liquids (or) vapors that might ignite.

 Grounded electrical outlet

 Clear path to the electrical outlet without any oil, sharp edges or moving parts which

may damage the electric cord.

 Dry place for machine and operator.

 Clean up the work area prior to setup the grooving machine.

2. Use two people to lift the roll groover and third person inserts four support legs in to the

base sockets. Refer to Figure A.

 
3. Turn the upper portion of  the leg until the foot makes full contact with ground. Adjust all 

four legs until the machine is level. Secure set screws to fix legs. 

4. Install pump handle with pin attached.  

5. Make sure the power switch us in the OFF position. 

6. Place the foot switch so that the operator can safely control the roll groover and workpiece. It 

should allow the operator to do the following: 

 Stand facing the hydraulic pump. 

 Control the foot switch with left foot. 
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 Have convenient access to the groover and hydraulic pump without reaching across the 

machine. 

7. Plug the machine into the power socket and make sure cord is in good & safe condition. 

 

8. Inspect the roll groover as following steps:

 Turn the power switch in ON position.

 Press and release the foot switch. Check that the groove roll rotates in a 

counterclockwise direction as the operator faces the groover.

 Depress the foot switch and hold. Inspect all moving parts for misalignment, binding, 

odd noise or any other unusual conditions.

 Release foot switch and turn the power switch in OFF position.

 

Pipe Preparation

These are general instruction only. Always follow grooved coupling manufacturer’s specific rec-

ommendations for pipe end preparation. Failure to follow the grooved coupling manufacturer’s 

recommendations may lead to an improper connection and cause leaks.

1. Cut pipe to proper length. Make sure pipe end is cut square and free of  burrs. Cut off  

method and large burrs can affect the quality of  the groove made and the tracking of  the 

groove. Do not attempt to groove pipe that has been cut with a torch.

2. All internal/external weld bead, flash, or seams must be ground flush at least 2" back 

from the end of  the pipe. Do not cut flats into gasket seat area, this could cause leaks.

3. Remove all scale, dirt, rust and other contaminants at least 2"/50mm back from the 

end of  the pipe. Contaminants can clog the drive knurls and prevent proper driving and 

tracking of  the pipe while grooving.

4. Make sure that the pipes to be grooved have appropriate support. When using one pipe 

stand, make sure the stand supports the pipe at the place where 3/4 of  the total length 

from the grooved end. Refer to Figure A.

5. Pipes equal or over 6.0metre should be supported with at least two pipe stands. Locate 

each stand at the 1/3 point of  the pipe. Failure to properly support the pipe may allow 

the pipe or the pipe and machine to tip and fall.

6. Square pipe and pipe support to roll groover making sure pipe is flush against drive roll 

plate.

7. Verify that the pipe is level or sloped slightly downward away from the operator (pipe 

stand slightly lower than the groove machine about 1°-2°).

8. Turn the power switch to ON position, depress the foot switch and hold. Observe the 

pipe rotation. If  the pipe turns spiral and tends to “walk off ” the drive roll, check setup 

and level status of  the pipe. If  correct, slightly offset the pipe and pipe stands 

approximately 1°-2° degree (about 2" over at 10 feet/ 50mm over at 3.0meters from the 

roll groover) away from the operator. Recheck the rotation until pipe turns stable.
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Test Grooving

A test grooving should be always performed when setting up or changing pipe sizes.

 

1. Turn the pump knob clockwise, in “ON” direction, till full 

close. Press down the pump lever to push down the groove 

roll in contact with the pipe top surface.

2. Turn down the stop knob clockwise until it contacts the 

oil cylinder top surface. The pipe and roll groover should 

be secure to each other at this stage. Refer to Figure 3.

3. Depend on required groove depth (refer to Chart B 

“Groove Dimensions”), turn up the stop knob counter-

clockwise. Each full circle is approximately 1/16” (2mm).

4. Turn the gear of  the pipe stabilizer clockwise until the 

stabilizer stay in touch with pipe body.

5. Start the roll groover by step on the foot switch while

pressing down the pump lever. Allow one full pipe rotation between half  strokes of  the

pump lever.

6. When the stop knob contacts the cylinder top surface, allow two more full pipe rotation.

7. Stop the roll groover by releasing food switch. Loose the pump knob counter-clockwise and 

perform groove inspection. Use groove tape to check groove diameter.

8. If  the groove is too large, the groover can be adjusted and the groove will be made smaller 

by turning stop knob counter-clockwise slightly. Repeat steps 4 -6. If  the groove is too small, 

turn the stop knob clockwise slightly. Another groove will need to be made. Proper groove 

diameter is important to insure connection performance. Out of  specification grooves could 

cause joint failure.

Regular Grooving:-

1. After the test grooving is made and the groove meets requirement, make sure the stop knob

is in touch with oil cylinder surface. The roll groover is ready to operate on pipes in the 

same size.

2. Implement at least one groove diameter inspection after every 5 grooves are formed.

 

  

Figure 3 Stop knob 

Stabilizer 

gear 
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MAINTENANCE INSTRUCTIONS 

Lubrication

  Grease nozzle of  Drive Shaft lubrication located on the side of  the groover housing. Roll 

shaft nozzle at the front-center of  the roll shaft. Always add grease until a small amount is 

pushed out.

 At least every 4 hours of operation, lubricate the roll shaft.

 Every month, add grease to the drive shaft lubrication nozzle.

   The gear box of  the Roll Groover is greased for life and does not require the

addition of  any grease unless the gear box is opened. See Inspection Section for other 

information on maintenance.

  Grease the bearing prior to assembling when repairing the roll groover.

Cleaning

 Clean the driveshaft knurls with a wire brush on a daily basis or more often if  needed. 

 Clean the unit surface with dry soft cotton cloth.

 

Machine Storage 

 Store the tool in a locked area that is out of  reach of  children and people unfamiliar with 

roll groover equipment. This tool can cause serious injury in the hands of  untrained users. 

 Store the tool in a locked area away from moisture and corrosion material. Apply a thin 

coat of  anti-rush liquid on moving parts and shafts are strongly recommended. 
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Troubleshooting 

 

Problem Cause Correction 

Pump not delivering 

oil, cylinder does not 

advance  

Low hydraulic oil in reservoir Check oil level and add hydraulic oil if  necessary. 

Low quality oil, pump nuzzle blocked. Change qualified oil and flush the oil tube. 

Seat inside the check valve worn or leak. Loose screws and spring, knock the steel shot with proper tool and 

recreate sealing. 

Unusual loud and 

sharp noise from the 

pipe when grooving. 

Wrong position of  pipe stand with long 

pipe causes echo.. 

Relocate the pipe stand to right or left.  

Pipe end not square cut with pipe axis. 

Pipe end scratch the drive shaft plate. 

Cut pipe end square. 

Excessive friction between pipe and drive 

roll. 

Apply a thin coat of  grease on pipe end. 

Pipe will not trach 

while grooving 

Pipe not level. Adjust stand to level pipe. 

Stabilizer wheel not engaging pipe. Offset pipe 1°-2° and tight the stabilizer again. 

Groover not level. Level groover. 

Pipe rocks from side 

to side  

Improper setup of  pipe stand. Adjust the pipe stand location, direction and height. 

Pipe end flattened or damaged Cut off  damaged pipe end or grind flat. 

Service and Repair 

 

The “Maintenance Instructions” will take care of  most of  the service needs of  this machine. 

Any problems not addressed by this section should only be handled by an authorized 

service technician. When servicing this machine, only identical replacement parts should be 

used. Use of  other parts may lead to functional issues.
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STORAGE AND HANDLING  

INSTRUCTIONS FOR NATIONAL GROOVED FITTINGS  
 

………………………………………………………………………………............................ 

UL FM Certified Grooved Fittings  

National grooved fittings are commonly used in piping systems for their ease of 

installation and reliability. Proper storage and handling are crucial to maintaining the 

quality and integrity of these fittings and ensuring they perform as intended. Here 

are general instructions for the storage and handling of our mechanical grooved 

fittings: 

STORAGE: 
 

1. Dry Storage: 

Store fittings in a dry, covered area to prevent exposure to moisture. Moisture 

can lead to corrosion and compromise the paint or galvanized coating. 

 

2. Avoid Direct Sunlight: 

Keep fittings away from direct sunlight to prevent UV damage and overheating. 

 

3. Ventilation: 

Ensure proper ventilation to prevent the buildup of condensation, which can 

contribute to corrosion. 

 

4. Stacking: 

Do not stack fittings too high to prevent deformation or damage. If stacking is 

necessary, use appropriate supports to evenly distribute the load. 

 

5. Temperature Control: 

Store fittings in an environment with a controlled temperature to prevent 

extreme temperature fluctuations, which can affect the material properties. 

 

HANDLING: 

 
1. Use Proper Equipment: 

When moving or transporting fittings, use appropriate lifting equipment such 

as cranes or forklifts. Avoid dropping or dragging fittings, as this can cause 

damage. 

 

2. Inspect Upon Receipt: 

Inspect fittings upon receipt for any visible damage. If damage is observed, 

report it to quality teams and follow their guidelines for replacement. 
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3. Avoid Impact: 

Handle fittings with care to avoid impact or collisions that could result in dents, 

scratches, or other damage. 

 

4. Avoid Contamination: 

Keep fittings away from dirt, dust, soil and other contaminants. If contamination 

occurs, clean the fittings before installation. 

 

5. Follow Manufacturer's Guidelines: 

Adhere to the manufacturer's specific guidelines for handling and installation. 

Different types of grooved fittings may have unique requirements. 

 

6. Protect Threads and Gaskets: 

Take care to protect threads and gaskets from damage. Threaded portions 

should be covered during storage and handling to prevent nicks or dents. 

 

7. Store Away from Chemicals: 

If possible, store fittings away from chemicals that may cause corrosion or 

degradation of the material. 

 

8. Labeling: 

Keep fittings labeled and organized to facilitate easy identification and retrieval. 

 

9. Training: 

Ensure that personnel involved in the handling of grooved fittings are 

adequately trained on proper procedures and guidelines. 

 

 

 

 

 

 

………………………………………………………..The End………………………………………………………………... 


