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Instruction Manual

Thank you for purchasing the HAKKO 153154 Lead Former.
This manua! contains a simple explanation of the use of the
unit. Be sure to read it before using the HAKKO 153154 and

keep the manual handy for easy

reference.

Package Contents

Main Unit..... 1 Heuaagon Wrench/2mm (008 in)........... 1
Parts Tray 1 Hexagon Wrench25mm {01 in)..._1
Clamp ... | Hexagon Wrench/Amm {012 )1
Handle ..., . | Hexagon Wranchiémm (D16 iny.......... 1
Specifications
Name HAKKO 153 HRAKKD 154
Forming Sire | 56mm 22in ) Pich | SmmD2 in.) Prich
External 125(¥W) > 130(H) x 1D mm
Dimansions J4B{W) e S10H) = 430 in )
Approximate 2iqg (4.4 1be.) nchuding handie and clamp
Weight
u Compatible Teping Dimension
Qutar width of tape Max. B5mm (A3}
Pitch Srm (0.2 in.)
sCutting & Forming
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@1n} Max 3 mm 15w ) ' foin} Way FFmm{15m) '
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Related Products

HAKOT52

MOTOM OMIVE

Motor drive for Lead Formers and Lead
Cutters Ensures accurate, high-speed
processing al stabde fomue.

HAKOT56

Used for cutting and forming of individual
parts. A variely of parts can be processed
without changing the drum,

Specifications Speciicetions

Mame HAKKO 152 MName HAKKG 156
Motor Spesd 40 rpm. (50Hz) Externat 13 (W)« 48{H) > Y360 mm
{rpm_} 48 rpm. [B0Hz) Dimensions {5.20W) = 19(H) x 54D} in |
External I60{W) = 150{H) x 140{D)mm Approximste Oakg (05 s )
Dimenmions | [14.20W) x S3H) x 55D in.} Weight

Approximate S51kg {M.2 ts)

Waight

Processing Max. 60000 sends per hour

Capacity when combined with the
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Part Names

*{P}x Puley sude
{H) = Hancke si0e

Bending Whee! |H)
Cutting Wheal (H}

Operation

< Preparations for Use >

() Fasten unit in place.
* Use the Clamp 1o mount the unh to the
workbench.

(@) Attach Handle.

*Ingert the Handle so the end of the
Adjustment Scrow (C) fits into the groove
on the Main Shat, then tighten the screw
with the 3mm (012 ) Hexagonal Wrench,

< Cutting and Forming >

(1) Set the torming size.

* Using the 3mm {012 in) Hexagonal
Wrench, loosen the two Adjustment
Screws (4] on the Cutting Wheel.

= Agjust the position of ihe Bending Wheel
Guide o the desired torming size.

The outer adge of the Bending Whee! Guide s

the torming pot. The lead wires will be bent
&ior the outside of the Beting Whaet Guide

() Set the cutting size.
» Adjust the position of the Cutting Wheel
Guide 10 the desired cutling size.

Ramember that the insde of the Cutung Whae!
Giuwde will be the cutting size.

« After the desired setlings have been made.
tighten the Adjustment Screw on the
Cutting Whaei.

The screws should i periecthy imo he Qrooves
on the Mam Shah of the Bending Whee! and
tighten

(3 Set the parts tray in place.
* The cover should go on the side with the
Scale

(3 Set the Tape Guide in place.
* Loosen the Sl Scraw on the Tape Guide,
* Adjust the Tape Guide 1o the width of the
part 1o be laped, then fasten it in piace by
tightening the Set Screw.

#n orde to make surg that the tape doss not gt
caught. the Tape Gusde should be et 10 Sighily
wader than the waih of the taped part Be carstul
hot o =et M 100 wide. mince thes fmay resull n
musalygnment

(&1 Place the taped parts in position.
* Place the paris 50 they catch on the gears
ot the Bending and Cutting Wheels, then
turn the Handle slowly, while holding the
Hirst row of parts. until they catch on the

Adjust
B Sonchng s
Cutting Whee!l Guide
Guide Cutting Wheel
Guide
|
Whain Sn,
[=iE —
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Parts List

o Porl Mo Dumription
No. R | A S Port Name
1 (1 Purn Tay h o0
F] Bies Soile
Bised Scale tinch)
F) AYORS Lsting Wil Gusge (H)
4 ATIOE Cuting Blace
AN | AN | Baackng Whew Guds H
A0 | ATR | Bencng Whes! Gude |
A Ctbing Whntrl Gusce
hien Hare it ocoww |
1415 Screm {C]
» 31007 Wain Shatt
[ 1384 Sttt Plate [H) )
] ] Adpmrnecet Screw (A}
u Av? Curny Whas (H;
M)A | ANOs [ Bencng Whes (H)
3 1L T wh acre
- 81393 Pisie Shah
7| A0 | Avod g Whee! (F)
] AP Cuthng Wil [P}
L] B1ass Whew Gude Shat
™ i Putry wrih pCrew
N | 91383 | 61350 | Sae Par 7 mwih it |
2 N304 ane Piate
) T Tape Guide {H} W W Y
n 390 He Screw
1392 Taps Gusde Shat
T 1T Tapa Guice (P} with R o
77 1396
[T B8 Wranch 2 mm
T' PA1T Haxagon Wranch 2.5 mm
20 B111? Hinkgon Wrench 3 mm
n B4 Hiougon Wrench 4 mm

< Forrning Cnly >

When only forming parts, the maximom Bize
thal can be processad is shown in the diagram

Brerlcyer:
Kl HM5mm
& m)

Wih sizes over 145mm (08 in). korring
Accuracy canndl be guarantesd

() Remove the Cutting Whee! Guide.
* Using the 2mm (008 in} Hexagona!
Wrench, loosen the two Sel Screws with
Hexagonal Holes holding on the Wheel
Guide Shaft,
*Pull out the Wheel Guide Shaft and
remove the Cutting Whee! Guide.

(2 Set the Bending Wheel Gulde in place.

® Insert the Wheel Guide shah and aftach
the Bending Wheel Guide.

mnmmng.imummmhm
mﬂﬁumwﬁhmae!ﬂinqwmelgnmls
shown in the figure o left.

-anthemSetScrewswimngonal
Holes as before.

(@ Sel the forming size.

*To sel the forming size, use the same
procedure as described in “(i; Set the
forming size” n the “Cutting and Forming™
section.

Bending Wheet

sCutting Whee! Guida

Direction of Cutting/Bending Wheel Guides

The tigures below show the {P} {pulley) sides of the guides.
Be careful to mount them in thair proper dirsctions.

=Benchng Wheel Guide

~J

< Cutting Only >

When only cuiting parts, the maximum size
that can be processed is shown in the tigure

below:
—

Max SDmm {20 in }

(*) Switch the Cutting Whee! Guide

and the Bending Wheel Guide.

*Using the 2mm (008 in) Hexagonal
Wrench, loosen the two hexagonal-hole
Set Screws with securing the Wheel Guide
Shafl, thert remove the Wheel Guide Shatl.

* Swilch the positions of the Cuting Whee!
Guide (P) and the Bending Wheel Guide
)

*in ihe S3me mannar, swich the positions
of the Cutling Wheal Guide {H) and the
Bending Wheal Guide (H}

(@ Assemble the mechanism.
* Insert the Whee! Guide Shall and mouni
the Cutting Wheel Guide and Bending
Wheel Guide.

wrmnnwmung.mm;rmonmcmng
Wheel Guide with the Cutting Wheel gears, as
#00wn in the Igure o) et Theve i 7o need 10

align the Bending Whes! and the Bending Whae!
Guide.

(@ Set the cutting size,

*To sel the cutting size, use the same
procedure as described in “(2 Set the
cutting gize™ in the “Cuting and Forming”
section of this manual.

Bending Wheel
Guide (F)

Benaing Whee!
Guide (H)

Cutting Whee!  Switch Serich  Cuthng Whee'

Guice (P} n n Guitde [H)

il —
Jrm— OEH ] ——
p— E —
Cutting Cuttng
Whas! (P} Wheel [H,
Bending Berkting
Whael {F) Wheat (H}
Cutting Whesl
Gucie
3
Cutting Whae!
Algn the Cuntting Whasl
oears with.
the Cutting Wheel Guice

Cumting Whee!
Guice (P}
Banding Whee!
Guide ()
-
w Al <+
-] -]
Cuting Cutung
Whee! (F} Whae! (H}
Bending Benaing

Whapd (P) Whes! (H}
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*CAUTION

Never process a part with the following lead.-
or it may damage the unit.
VRAMNTESD KR 1. Thicker lead than the following maximum
¢ 15313 #0.8mm FECOEMTERAT XL, diameter
® 15413 40.5mm a‘tﬂ)ﬁﬁ'c(._iﬁﬁﬁ?*b\ S "®153:Max #0.8mm
2. ﬁﬁiﬁu.‘ﬂ@ﬁﬂ@ﬁﬂ . 2 154:Max 150 Smm -
%EDLL\EBEEOJ?JBIE?: .ﬁl\.i& BBER X xcept annealed copper lead

- QEL?HﬁEGEEB'F*L\ ; - Belore start. td process a part check
fﬁvzﬁ—fz H:Fé:kl&iii?b'{ﬁﬁ*h ~ the material of the lead. [Some dioge
TWaTEBEDET ) may apply the iron Lead )




