
DETAILS OF HTC1 INSTALLATION
 I recently completed my second and third installations of the HTC1 system (HTC and TC4C board 
combination from MLG Properties). I wanted to do something as close to “factory” as I could. My goals were  
long life and dependability while not interfering with maintenance chores of the Hottop roaster. I spent two 
weeks just planning this and then searching for all the parts I needed to successfully complete the job. 

 I was installing one for a client and one for myself at the same time, and since I was using  a new “sys-
tem” to accomplish this installation I completed my roaster first and used what I learned to make the client’s 
even better.  All the added screws and washers I used are stainless, and like the vast majority of the screws used 
by the factory, they are M3 x .5 in size. Some of teh images are of my used roaster, and some are of the new 
roaster for the client. Here are some images that will show you what was done:

 I start by stripping the Hottop to this point. It makes the rest of the job much easier. Some people leave 
the roast chamber area intact, but I use a Whitney Punch to make the holes for the thermocouples instead of 
drilling, and for the time it takes to remove about ten more screws it is worth it. It also makes installation of the 
thermocouples easier as you will see.



 Beyond all the planning that went into the design, an important step was locating the thermocouples. If 
the bean temperature sensor is too close to the drum the beans can become wedged between the drum and the 
thermocouple and that can cause momentary jamming of the drum and creates the potential to damage the main 
motor’s gearbox over time. Using this pattern with the Whitney Punch I just use a light automatic center punch 
I can then easily position the Whitney Punch and squeeze! It leaves a very clean hole with no disrtortion of the 
aurrounding metal, and more importantly, no force to bend the plate nor worry about skating drill bits.
 Note how access in this area so very easy with the components removed. 



 I did not place this photo rotated the wrong way. This shows why I take the time to remove the roast 
chamber’s components (other than the heating element which I leave in place). A length of lumber is clamped 
in my bench vise and the red adjustable clamp is used to hold the roaster to the board. The chamber’s rear wall 
is now parallel to the floor. I locate the comperssion fittings using, in this picture, paper stir-sticks sized for a 
tight fit. The masking tape is placed to keep the epoxy from impinging into areas where the bean loading chute 
and the ejection chute reside. J. B. Weld is then carefully applied. The positioning of the roaster keeps the epoxy 
from running in undesired directions. When hardened, I can easily cut the epoxy away from the areas protected 
by the tape.  



 This is a backing plate, which I present here, removed from a machine, as an example of how the ther-
mocouples are mounted. The compression fittings [A] are gas tight. They are held in place with J.B. Weld [C]. 
The thermocouple tubes are stainless steel which I cut to length and I finish the ends by chamfering the inner 
diameters so they cannot cut the wires. The thermocouple wires are sealed into the tubes at both ends with a 
special heat resistant bedding compound made for this purpose. It is good to over 2,000 degrees F. so should last 
a long time without difficulty. The thermocouples are from Omega and are of very high quality as you would 
expect. The wires are 20 gauge. They quite tough but still respond quick enough for this use. They responded 
quickly on my meter to the heat from a touch of a finger. The two layers of heat shrink [B] protect the fiberglass 
covering and act as a strain relief.
 The two holes in the back plate for the thermocouples are the only holes which were made in the Hottop 
to accomplish this entire installation! 



Here are a pair of finished 
thermocouple assemblies

 With the drum motor in place you can see the routing of the 
thermocouple leads. The middle lead is the factory K thermocouple 
which attaches to the backside of the control panel. The leads for 
the two added thermocouples are routed through the same opening 
as the factory K-probe’s lead.
 The solid wire conductors are quite stiff. When bent into 
position they tend to stay put.

The thermocouple leads run through the 
existing opening in the frame and around 
the area behind the control panel. They are 
helod in place with one hose clamp.



 Here is the area behind the control panel. The two screws [A] hold the custom-made platform upon 
which the HTC1 boards are mounted. Later models (seen here) of Hottops have this panel slotted for ventilation 
so no holes had to be drilled. The cable clamp [B] holds the thermocouple wires in place. That screw was an 
existing frame screw which I replaced with one that is slightly longer for ease of installation of the clamp. The 
thermocouple wires are fed through a heat resistant silicone tubing for nearly their entire length for protection.

 Here are the boards mounted and ready to install. I like “recycling” so the brackets and platforms I use 
are from material found in my scrap metal bin. The metal parts are painted with Rustoleum Professional aero-
sol which is the highest qualtiy aerosol paint I have ever used (I even painted my swamp cooler with it!).  Note 
the washers between the plate and the lower nuts on the standoffs. These act as additional spacers to make sure 
the electronics do not touch the metal plate. This was an early test version. The final design mounts the boards 
much closer to the angle bracket to provide more access clearance to insert the USB cable.



Inside the electronics area of the roaster is where
the boards are mounted. This is an installation in a new Hottop. 

[A] This is the angle bracket which is held by the two screws marked as [A] on the previous page.
[B] The thermocouple wires coming up from under the Main Board protected through their entire length by the 
silicone tubing up to this point.
[C]  The exposed portion of the thermocouple wires where the outer fiberglass sheath has been stripped away 
has been coated with a clear lacquer to protect them from damage and unravelling. The white heat shrink below 
that keeps the main fiberglass sheath from unravelling. Red is negative, Yellow is Positive. Go figure. it’s the 
US standard for K thermocouples.
[D] This is the socket for the USB cable. Note the room to access this socket so that the Back Cover of the 
roaster can be removed from the machine completely without taking the board out of the machine. One end of 
the cable plugs in here. The other end terminates in the socket on the back cover (next page). This makes com-
puter connection easy yet does not leave a dangling cord.
[E] Above the USB socket on the back cover of the Hottop you will notice a tiny LED. The cable for that plugs 
in here. Use care when removing the back cover as the LED’s wire is short. The LED illuminates whenever the 
Hottop’s heating element is energized. 



 While this takes a bit of time to accomplish, creating the opening for the panel-mount USB port makes 
for a much cleaner installation because there is no additional cord to deal with dangling from the machine. The 
square hole is started with a rotary tool and finished by hand with a sharp knife and small files. 


