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I GENERAL INFORMATION -

The contour Cutting Attachment with Template, in combination with the Short Saddle Machine, enables the welder, regaqoézEncg,
to produce perfect miter and saddle cuts time after time with little or no grinding. The Contour Cutting Attachumsitonie front of the
Ring Gear of the Saddle Machine in the same positioning as the Saddle Machine Torch Arm.

The torch being used on the Contour Cutting Attachment is held in a fixed position so the bevel angle will not be tloeisdrie gripe.

If the torch is set at a 30A torch bevel angl e ewlargkenthepipe, of t h
at 6:00 o6clock position the torch wildl c il tut aa0° Hevehargle anal thgtbreh o f 3 C
bevel angle will again be 30° as it reaches the top of the pipe. The change in bevel angle is due to the inabilitgtofctlzeticulate as it

goes around the pipe.

When the Contour Cutting Attachment is usethwine Motorized Short Saddle Machine you gain the optimum in performance and minimize
grinding time.

Special Notes
T A Contour Cutting Attachment is available for
having a 32 pitch or metric Rack.
1 The Contour Cutting Attachment is not designed to be used with a Mathey Dearman Short Saddle
Machine manufactured prior to 1987.

1 When cutting the smaller diameter that the machine will cut it may be necessary to the torch
bracket (03-0116-082 to the bottom si& of the torch carriage assembly.

T The Contour Cutting Attachment is not designec
Plasma machine Torch.

Part Number Description

03-0116MSA MSA Contour Cutting Attachrm with torch holder foB5mmmachine torch witl32 PitchTorch Rack
03-0116MSAE MSA Contour Cutting Attachment with torch holder 8 mmmachine torch witlmetric pitchtorch rack
03-01161SA 1SA & 2SA Contour Cutting Attachment with torch holder 8mmmachine torch witl32 PitchTorch Rack
03-01161SAE 1SA & 2SAContour Cutting Attachment wittorch holder foB5mmmachine torch witlmetric pitchtorch rack
03-01163SA 3SA Contour CuttingAttachment with torch holder f@Smmmachine torch witl32 PitchTorch Rack

03-01163SAE 3SA Contour Cutting Attachment with torch holder 8smmmachine torch witmetric pitchtorch rack
03-01164SA 4SA Contour Cutting Attachment with torch ldelr for35mmmachine torch witt82 PitchTorch Rack
03-01164SAE 4SA Contour Cutting Attachment with torch holder 8 mmmachine torch witimetric pitchtorch rack
03-01165SA 5SA Contour Cutting Attachment with torch holder Bsmmmachine torch witl32 PitchTorch Rack
03-01165SAE 5SA Contour Cutting Attachment with torch holder 8 mmmachine torch witimetric pitchtorch rack
03-01166SA 6SA Contour Cutting Attachment with torch holder BBmmmachine torch witl32 Pitd Torch Rack
03-01166SAE 6SA Contour Cutting Attachment with torch holder 88mmmachine torch witmetric pitchtorch rack
03-01168SA 8SA Contour Cutting Attachment with torch holder BBmmmachine torch witl32 PitchTorch Rack
03-01168SAE 8SA Contour Cutting Attachment with torch holder 8mmmachine torch witmetric pitchtorch rack




1.0if CONTOUR CUTTING ATTACHMENT (03 -0116MSA or 03-0116MSAE)
FOR MSA SADDLE PIPE MACHINE

1.1 The attachment can be used with a manual or motorized MSA Pipe Beveling Machinprtifilast and miter angles to 45
degrees on'L,0-4 6 -102r@n8pipe.
1.2 The Attachment can be used with a plasma or fuel torch having a barrel diametér8fd 3/ 3 5 mm.

2.0 CONTOUR CUTTING ATTACHMENT (03 -01161SA or 0301161SAE)
FOR THE 1SA, 2SA, & SUPER dAll o PI PE MAC

2.1 The attachment can be used with a manual or motorized Pipe Beveling Machine to cut profiles and miter angles to 45 degrees
onvarious diameters of pipe.

22 The Attachment can be used with a plasma or fuel torch havi

23 1SA Pipe Beveling Machine with Contour Cutting Atit8a®c hment ¢
pipe.

24 2SA Pipe Beveling Machine with Contour Cutting Attachment ¢
120 pipe.

25 Super Al Il 0 Pipe Beveling Machine with Conanglesto45Cagreesiomg At t ac

40 to 120 pipe.

NOTE 1 - Mathey Dearman Inc. can not insure proper operation of the Contour Cutting Attachment on 1SA and 2SA Saddle
Machines manufactured prior to 1989.

3.0 1 CONTOUR CUTTING ATTACHMENT (03 -01163SA or 03-01163SAE)
FOR THE 3SA SADDLE MACHINE

3.1 The attachment can be used with a manual or motorized 3SA Pipe Beveling Machine with Contour Cutting Attachment to cut
various profiles and miter angles to 45 degrees on 120 to
3.2 TheAtt achment can be used with a plasma or fuel torch having

NOTE 1 - Mathey Dearman Inc. will not insure proper operation of the Contour Cutting Attachment on 3SA Saddle Machines
manufactured prior to 1989.

4.0 T CONTOUR CUTTING ATTACHMENT (03-01164SA or 0301164SAE)
FOR THE 4SA SADDLE MACHINE

4.1 The attachment can be used with a manual or motorized 4SA Pipe Beveling Machine with Contour Cutting Attachment toscut variou
profiles and miterangldsso 45 degrees on 200 to 260 pipe.
42 The Attachment can be used with a plasma or fuel torch havi

5.071 CONTOUR CUTTING ATTACHMENT (03-01165SA or 0301165SAE)
FOR THE 5SA SADDLE MACHINE

5.1 Theattachment can be used with a manual or motorized 5SA Pipe Beveling Machine with Contour Cutting
Attachment cuts various profiles and miter angles to
5.2 The Attachment can be used with a plasma or fuel torch having 4 tharra met er of 1 3/ 80 / 35m

6.01 CONTOUR CUTTING ATTACHMENT (03-01166SA or 0301166SAE)
FOR THE 6SA SADDLE MACHINE

6.1 The attachment can be used with a manual or motorized 6SA Pipe Beveling Machine with Contour Cutting Attachment cuts

various profiles and miter angles to 45 degrees on 280 to 360
62 The Attachment can be used with a plasma or fuel torch havi

7.071 CONTOUR CUTTING ATTACHMENT (03-01168SA or 0301168SAE)
FOR THE 8SA SADDLE MACHINE

7.1 The attachment can be used with a manual or motorized 8SA Pipe Beveling Machine with Contour Cutting Attachment cuts
various profiles and miter angles to 45 degrees on 400 to ¢
7.2 The Attachmentcanbeusedwh a pl asma or fuel torch having a barrel di an



MITER AND CONTOUR TEMPLATES

The contour and miter templates are made for a specific Saddle Machine
size, pipe diameter, pipe schedule and angle.tdimgplates are designed

for these particular combined features only. They cannot be used for
another machine size, pipe diameter, pipe schedule or angle.
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DETERMINING SPECIFICATIONS FOR SHAPE TEMPLATES

Figure 1
Here's How to Do It:
Saddle In Saddle On . Specify Mathey Dearman machine
(ID of branch to ID of main) (ID of branch to ID of main) model.  (Example: 2SA)

P
4 BN

i 6. Specify if pipe is to be offset.

Miter Angles Diagonal Joint Saddles If the answer is yes, specify how much
the pipe is to be offset.

=X

. Specify size/schedule (wall thickness)
of pipe branch to be cut. (Example:
8" (203.2mm) Schedule 80)

. Specify size of main pipe to which the
branch pipe will be fitted. (Example:
8" pipe actual OD = 8.625")

. Specify the angle of the cut and
whether it is a Saddle or Miter
(See Figure 2).

(Example: 45 Degree Miter)

o

. Specify whether the joint is "Saddle In"
or "Saddle On".

Bgﬂ

IF YOU ARE PLACING AN ORDER, PLEASE REFERENCE YOUR
P.O. BELOW, AND SIGN THE LINE BELOW VERIFYING THE
T INFORMATION PROVIDED ABOVE IS TRUE AND CORRECT.

NAME PRINTED:

SIGNED:

(WE DO NOT ACCEPT TEMPLATES FOR RETURN DUE TO THE
NATURE OF THEIR DESIGN AND SPECIFIC USE.)

Please complete the information below, and then email or fax it to one of the following:
Mathey Dearman, Inc. Phone: (800) 725-7311
Email Address: sales@mathey.com Fax No.: (918) 447-0188

Customer Information:
Contact:

Company:

Phone No.:

Fax No.:

Email Address:

4344 South Maybelle * Tulsa, Ok 74107 * USA * 800.725.7311 * 918.447.1288 * http://www.mathey.com




8.01 TEMPLATE INSTALLATION TO SHORT SADDLE CUTTING & BEVELING
MACHINE

Read all instructions prior to assembly.

Tools Required:

MSA-3/ 80 ratchet, 80 extension bar and 7/160 socket
1SAT8SAT3/ 80 ratchet, 80 extension bar and 1/ 206 socket

Use caution when working with the Mathey Saddle Machine, Contour Cutting Attachmefgrapthte to not over torque the Hex Head
Cap Screws, as all major components of the pipe machine and contour cutting attachments are made of aluminum.

WARNING : When installing the Shape Template on the Saddle Machine, only loosen the Hex Head Cap Scriawtke cap ring that
are specified. It may affect the accuracy of the machine if ALL Hex Head Cap Screws are loosened at once.

Note: During shipping the templates can be knocked out of round; therefore, some force to round the templates may berrequired fo
alignment of attachment holes of the template to the cap ring of the Saddle Machines.

SADDLE, CAP RING & RING GEAR ASSEMBLY

e
2"2 \ DETAIL 1




8.11 MSA
8.21 1SA-

8.37 2SA-

- Remove the 2 bottom Hex Head Cap Screws (A) from the cap ring (the part that holds the rotating ring gear to the saddle

assembly). Place the holes in flanges of the template over the holes in the cap ring, where the screws are designated to be
removed and reinstall the hex head screws.

Remove the 2 bottom (A) and the top (D) center Hex Head Cap Screws from the cap ring (part which holds the rotating
ring gear to the saddle). Place the holes in the flanges of the template over holes in the cap ring, where the screws were
removed and reinstall the Hex Head Cap Screws.

Remove the 2 upper (C) and 2 lower (A) Hex Head Cap Screwsthe cap ring (part which holds the rotating gear to the
saddle). Place the holes in flanges of the template over holes in the cap ring, where the screws were removed and reinstall
the hex screws.

8.47 S U _p ellrd- Rémove the 2 upper (C) and the 2 lower (A) center Hex Head Cap Screws from the cap ring (part which holds the rotating

8.57 3SA-

8.6 4SA-

gear to saddle). Place the holes in flanges of the template over holes in the cap ring, where the screws were renmstatl and re
thehex head screws.

Remove the 2 bottom (A) and the top (D) center Hex Head Cap Screws from the cap ring (the part that holds the rotating gear t
saddle). Place the holes in flanges of the template over the holes in the cap ring, wheesvtheae designated to be removed
and reinstall the hex head screws.

Remove the 2 upper (C) and the 2 lower (A) Hex Head Cap Screws from the cap ring (the part which holds the rotating gear to
saddle). Place the holes in flanges of the tatapver the holes in the cap ring, where the screws were designated to be removed
and reinstall the hex head screws.

Remove the 2 upper (C) and the 2 lower (A) Hex Head Cap Screws from the cap ring (part which hold the rotating gkegr to sadd
Place the holes in flanges of the template over holes in the cap ring, where the screws were removed and reinstalldhe hex hea
SCrews.

Remove the 2 upper (C) and the 2 lower (A) Hex Head Cap Screws from the cap ring (the partghihehotdting gear to
saddle). Place the holes in flanges of the template over holes in the cap ring, where the screws were designateceth dredremov
reinstall the hex head screws.

Remove the 2 upper (C) and the 2 lower (A) Hex HeadStapws from the cap ring (the part that holds the rotating gear to
saddle). Place the holes in flanges of the template over holes in the cap ring, where the screws were designatecetb dredremov
reinstall the hex head screws.
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the Torch Carriage Assembly now has torch bracket mounting holes at the top and
bottom of the asembly.



MSA SADDLE MACHINE CONTOUR CUTTING ATTACHMENT
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CONTOUR CUTTING ATTACHMENT (CCA)
INSTALLATION INSTRUCTIONS

Read all instructions prior to assembly.
Tools required:
113/ 80 ratchet, B2 ewrtkmersion bar and

9.0/ MSA Contour Cutting Attachment

9.11 Remove the Torch Arm and Torch Carrier Assembly from the Ring Gear of the MSA Saddle Machine.

9.21 If the Template is not installed, it should be installed at this time.

9.37  Set the Saddle Machine on the pipe to be cut and tightenb screw of thedbmerassemblyto pipe.

9.471 Remove the Follower Assembly from tB®ntour Cutting Attachment

9.57  Align the holes of the Beam Mounting Block over the Studs on the ®aagy and pusforward exposing the threaded studs
9.67  Secure theontour Cutting Attachmertb the ring geawiththe2-5/ 16 6 x 1 8 NC Hwitk the\attactsnenp. r o v i
9.71 Loosen the Wing Screw located on the backside of the Carriagk.Bloc

9.87  The Torch Carriage should travel freely along the entire length of the Beam Shatft.

9.91 Move the Torch Carriage along the Beam Shaft until it clears the Template and then retighten t8er@ying

9.1071 Install the Follower Assemblin the follower mounting block so the roller of thee follower assembly is centered on the
template.

9.117 Tighten the Wing Screwgainst the shaft gbat holds the Follower Assemblyheld in position.

9.1271 Loosen the Wing Screw located on the badksifithe Carriage Block and release the Carriage Block so that it contacts the
template.

9.137 Install Oxy/fuel or plasmamachinetorch (not furnishedinto the torch holder on the CCAf rapid torch height adjustment is
requiredarad is required for the machine torch.

Note: A Torch Holder is availablef or 1 3/ 80 / 35mm di ameter oxy/ fuel or |
or a metric torch rack. The Contour Cutting Attachment is not designed for use witha 8/4"/ 44 . 5mm or 2
63.5mm Plasma machine Torch.

9.141 The torch heightdjustment is made by simply loosening thecrewsn the torch holdeand turning the Knoblockwise or
counterclockwiseandet i ght ening the Allen screws with a 3/160 Al Il

9.151 I nstall the Plasma manufacturer 6s pl as hoddertassemblhandinsertihet o |
stud on the side of the plasma machine torch into the hole where the CCA Torch Holder was removed. After the fuel or
plasma torch is installed, rotate the CCA around the pipe to make sure it is maintains a preset distance. Loop the torch leg
or hoses of the plasma or fuel torch around the contour attachment so that the hoses or leads are on the Saddle Machine ¢
of thetorch.

9.16- Light the torch per ttheeloosemathdRatclaetHandioeated & the top oftthEouch Hoider and
rotate the torchcorrect bevel angle and retighten the Ratched handle

9.171 Adjustthe torch to pipe height.
9.187 The MSA Contour Cutting Attachment is now ready.



1SA & 2SA SADDLE MACHINE CONTOUR CUTTING ATTACHMENT
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3SA SADDLE MACHINE CONTOUR CUTTING ATTACHMENT
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4SA SADDLE MACHINE CONTOUR CUTTING ATTACHMENT
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TORCH CARRIAGE ASSEMBLY

MARK AT
THE
DEXTRON Il ON BEAM SHAFTS AND WRAP WITH

2, UPON COMPLETION OF ASSEMBLY PUT COAT OF
BROWN PAPER PRIOR TO BRING
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5SA SADDLE MACHINE CONTOUR CUTTING ATTACHMENT
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6SA SADDLE MACHINE CONTOUR CUTTING ATTACHMENT
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