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1.2 Basic Assembly Procedure

Below is an abbreviated assembly procedure. Be Flange
sure to read and understand the full procedure ik M or e
before starting installation. Contact Riverhawk if \, Hydroutic port

leads to cylinder

you need clarification.

Gop to

Inspect the hub and shaft for proper fits.

Clean the shaft OD, hub bore and hub OD.
Slide HTC onto hub. "‘°"‘\
Slide hub/HTC assembly onto shaft and set the ?

PWN-

position as required by the application. Rotate
HTC so that the ports are at the 6 and 12
o’clock positions.

5. Unscrew closing bolts completely but leave the FF'QU'”Q lol
retention screws (set screws). M ou%'_;?g";ub

6. Apply hydraulic pressure to HTC until hub '
lightly grips shaft.

‘7. Measure and record initial gap. 5

8. Add this to the “gap opening after lock”
stated in Table 1 to calculate the “total gap”
9. Apply hydraulic pressure to HTC until the calculated total gap is achieved.
10. Turn all set screws in until tightly seated.
11. Release hydraulic pressure.
12. Tighten or remove closing bolts.
13. Bleed oil and plug ports.
14. Assembly is complete.
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1.3 Tools

The following are tools required to operate and set the HTC.
» Hydraulic pump and hose capable of 6,000 psx (Riverhawk supplies pumps designed to

simplify HTC operation)

Port adapter, supplied with HTC
Set of inch combination wrenches.
Set of inch hex keys.

Dial caliper or feeler gages.

VVVY

2.0 Inspection

Inspect the hub and shaft to assure that they have been
machined to the proper tolerances. The HTC should
slide onto the hub with a sliding or light press fit. The
hub should fit the shaft in the same manner. Remove
any burrs or proud metal that could interfere with the
slip fit.

Hint: Always push on the collet when sliding HTC on
hub. (see Figure 2)

2.1 Cleaning

The hub OD, ID and the shaft OD must be smooth and
free of debris. Clean using a solvent that leaves no
residue such as acetone. Cleaning of these surfaces is
especially important because contamination can make
the surfaces slippery and cause the surfaces to slip
prematurely during operation. Take special care to
remove any thick oils or waxes using a solvent.
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2.2 Mount HTC on Hub.

Determine the required position of the HTC relative to the hub. There are two possible
configurations (see Figure 2). Accessibility of the screws and-hydraulic ports should be considered
now. Slide the HTC up onto the hub until stop. Be sure that the collet is completely up on the

hub.

Hint: Always push on the collet when sliding HTC on hub. This will assure that HTC does not grip
hub wile sliding in place.

2.3 Back Off The Closing Bolts

The closing bolts are the hex head bolts or the socket head cap screws. Check to see if there is space to
remove them when hub is in place on shaft. If so, remove and store them. If not, then back them out

fully until assembly is complete.

Hint: Be sure not to rotate HTC on hub. You need to be able to get these bolts back into the holes for
removal of HTC.

2.4 Partially Activate Clamp for Lifting

For larger assemblies, or where necessary you may partially activate the clamp for the purpose of lifting
the hub/HTC assembly. Tighten the set screws evenly using hand torque. This will partially open the gap

and cause the HTC to grip the hub.

2.5 Mount Hub/HTC Assembly on Shaft.

Caution: If necessary support both the hub and HTC during lifting.
Gently slide the hub onto the shaft. Position the hub to the required final position.
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2.6 Connect Hydraulic Pressure Supply

Rotate the hub/clamp assembly so that the hydraulic ports are at the 12 and 6 o’clock positions. This will

facilitate complete drainage at the end of the process.
Plug the top port and connect and the hydraulic hose to the bottom port.

2.7 Setting Initial Gap

In this step the HTC is actuated just enough to take up the clearance between the hub and the shaft.
Pump about 100 to 200 psi. pressure into the HTC. Confirm that the hub is beginning to grip on the shaft.

Measure the gap at the OD of the HTC.
Record this number as the Initial gap.

2.8 Calculate Final Gap

Refer to Table 1 at the end of this document for the “gap opening after lock” (GAL).
Add this to the initial gap you measured.
The total is the total required gap (TRG).

Caution: DO NOT use the "MAX GAP” from Table 1. Max Gap is a limit value, do Not Exceed it.

2.9 Check Stroke Capacity

In cases where the hub and shaft have an excessively loose fit, it is possible to over stroke the HTC.
Be sure that the “total gap” that you calculate does not exceed the “max gap” stated in Table 1.

If so, then there is a problem with the fits.

Check the diameters of the mating parts.

2.10 Activate HTC

Pump oil into the HTC and monitor the gap.
Stop pumping and hold the pressure when the gap matches the calculated TRG, see paragraph 2.8.

Tighten all the set screws hand tight, high torque is not necessary.

Check each set screw to assure they are All fully seated.
Note and record the final hydraulic pressure. This step will require between 2000 and 5000 psi.
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Once all the set screws are seated then the hydraulic pressure can be released.
Check the gap to assure that it is within 0.010” of TRG (see section 2.8).

2.11 Bleed Oil and Plug Ports

Remove the plug in the top and the hose at the bottom.
Drain the hydraulic oil into a clean catch basin. Air pressure can be used to accelerate drainage.

When the oil is completely drained then insert and tighten the plugs in both ports.

2.12 Closing Bolts

Remove the closing bolts and store for use during disassembly. If space does not allow closing bolts
to be removed per paragraph 2.3, then tighten them now.

2.13 Installation Record

Future removals and reinstallations can be simplified if you record two pieces of information. Record the
total gap and the final hydraulic pressure used to achieve it.
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3.0 Removal General

For removal you will need to gather the tools listed in paragraph 1.4. You will need the dial calipers only if
reassembly is planed. It would be advisable to access the record of the previous installation. This will
provide the actual pressure used to activate the HTC. You will also need the retraction screws and
hydraulic port adapter. Below is an abbreviated disassembly procedure. Be sure to read and understand

the full procedure before starting removal.

Back off the closing bolts several turns if they were not completely removed after assembly.
Connect hydraulic pressure supply.

Pump oil into the unit until load is off set screws.

Back off retaining set screws fully.

Release pressure.

Close unit with retracting screws.

Remove hub from shaft.

Nounisrwn =

3.1 Cleaning

Clean away any material that has accumulated in the area of the gap. The gap will close fully during
removal. It is advisable to remove dirt to prevent wear of sliding surfaces including the hub OD.
3.1 Retraction Screws

If the retraction screws are in the unit then they all must be backed off. If they are not in the unit then
they were removed during the previous assembly and should have been stored with the hydraulic port

adapter.

3.2 Hydraulic Connection

Connect the hydraulic pump and hose per the pump manufacturer’s instructions.
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3.3 Applying Pressure

Apply pressure until the retention screws (set screws) can be turned with hand torque. Hold the pressure
until all of the retention screws are backed off completely.

Warning: Crush hazard, Keép fingers and objects out of the gap when releasing pressure.

Caution: watch three things while pumping.
» First: watch the gap. Stop pumping if it exceeds the "MAX GAP” stated in Table 1.

» Second: Do Not apply more than 6,000 psi.
> Third: retract all the set screws completely. Make sure that all set screws are fully retracted

before releasing the pressure.

3.4 Retraction

Make sure that all retention set screws are fully removed (or backed off) before releasing the pressure.
Retraction can be observed by watching the gap when the pressure is released. The unit will retract most
of the way as the oil drains. Complete retraction requires turning in the socket head retraction screws

until the gap is completely closed.

3.5 Hub Removal

At this point the hub should be free to slide off of the shaft. The HTC may also be free to slide off of the
hub.
For larger assemblies, or where necessary you may partially activate the clamp for the purpose of lifting

the hub/HTC assembly. Tighten the set screws evenly using hand torque. This will partially open the gap
and cause the HTC to grip the hub.

Caution: If necessary, support both the hub and HTC during lifting.
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TABLE 1: GAP OPENING AFTER LOCK (GAL)

MODEL™ GAL MAX GAP
" (inches) (inches)
HTC020 0.098 0.274
HTC025 TBD TBD
HTCO030 0.141 0.377
HTCO040 0.250 0.451
HTCO050 0.221 0.645
HTC060 0.270 0.600
HTCO075 TBD TBD
HTC095 TBD TBD
HTC120 TBD TBD
HTC150 TBD TBD

1. If the model number of your unit is not listed, you must consult the drawing provided with the unit
for the GAL and Max Gap. Do not use the values in this table.
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Installation Record for Hydraulic Torque Coupler

Installation Date Installation Approval
Gap opening when hub lightly grips shaft (INITIAL) in.
Pressure psi.

Calculation of Final Gap

INITIAL, from above

GAL, from Table 1 (or drawing) /

Total Required Gap (TRG)= Initial + GAL

/ = + /
Final gap as installed in,
Final Pressure psi
Location of hub relative to shaft end in

General
Comments:
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