Safety And Operation Instructions
RDT15, 25, 50 & 75 Self-Reversing Tapping Units

A G ToAvoid SeriousInjury And Ensure Best ResultsFor Your Tapping Operation, Please
WARNING| Read Carefully All operator and sefety instructions provided for thistapping attachment as
well asdl other sefety intstructionsthat are gpplicable, especidly thosefor your mechinetool.

A 1. Proper Clothing: Therotating spindle of amachinetool can snag loosefitting clothing, jewelry or long hair. Never wear jewelry,
long deeves, neckties, glovesor anything € se that could become caught when operating amachinetool. Long hair must be restrained or netted to
prevent it from becoming entangled in rotating spindle. Stedl toed boots should dso beworn in any machine environment.

A 2. Proper EyeProtection: Alwayswear safety glasseswith G;Hﬂ
!

sdeshiddsto protect your eyesfrom flying particles.

A 3. Proper Work PieceFixturing: Never hold thework piece or theviseitisheldin, by hand.
Thework piece must be damped firmly to the table of the machine so that it cannot move, rotate or lift.

GOING IN TO SPINOLE, WHEN IN MACHINE
ALIGNMENT PIN IS SPINOLE, PIN IS NOT
LOCKED TU‘ COLLAR, LOCKED 7O COLLAR.

Il

A 4. On Machining Centers
Thesamerulefor sop arm and stop . oo

block ingdlation applies” Alwaysbe ' ’\_

surethat theingalation is stronger than ST ALK .

thelargest tgp." Automatic tool changes - |

. > $
should only be made on endlosed machines. R A ‘ Pk o Lo0kED

’ N— ALIGN. PIN ‘

o

A 5. Thetapping attachment housing, drive spindleand tap itsdlf can become hot to thetouch after operation. Use caution when
removing the attachment from themachineor handling.

A 6. AlwaysBeAware Of The Potential HazardsOf A Machining Operation: Sometimesworking with your machine can seem
routine. You may find that you are no longer concentrating on the operation. A feding of false security can lead to seriousinjury. Alwaysbeadert
to the dangers of the machineswith which youwork. Alwayskeep hands, body parts, clothing, jewelry and hair out of the areas of operation,
when the machine spindleisroteting. Aress of operation include theimmediate point of machining and all transmission componentsincluding the
tapping atachment. Never bring your hand, other body parts or anything attached to your body into any of these areas until the machine spindleis

completely stopped.

A 7. Beawareof any other applicable safety ingtructions/ requirements.

Check Lig For Good Tapping
A 0 1. Never usethisunit beforereading al safety ingtructionsfor thisatachment aswell asthe machineit isto be used on.
0 2 Istgpsharpandof correct design for current job?
0 3. Istgpin proper dignment with drilled hole?
0 4. Ismachinespeed correct?
0 5 Ismachinefeed correct?
0 6. Ismachinestop set properly sotap releasesin neutrd rather than bottoming in work piece or fixture?
0 7. Isdrilled holethe correct 5ze?
0 8 Isdearance between thedrilled hole and tap sufficient at start position to alow thetgp to clear the hole upon retraction?
0 9. Isthesopam of thetapping attachment held rigidly againgt rotation. Stop Arm ingta lation must be stronger than largest tap.
0 10. Istheproper cutting fluid or coolant being used for lubricating the tap?
0 11. If abottom holeisbeing tapped isthere sufficient chip clearance?
0 12. Isthecorrect Tgomatic mode for the specific job requirement being used? (Capacity should be reduced 25% for roll form taps.)
Referencesfor this Safety I nformation include American National Standar dsIngtutitute Society Of Manufacturing Engineers
but arenot limited to: ANS B11.8-1983 (Adopted May 31, 1983 Tool and Manufacturing Engineers Handbook
by Department of Defense) Volume 1 Machining

Coagal Video Communications Cor poration (Library of Congress Catalog No. 82-060312

Machine Guarding Copy Right 1994
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Programming
RDT15, 25, 50& 75 Self-Reversing Tapping Units

Thank you for purchasng a Tapmatic RDT mode.
Pleaseread thisingdruction sheet carefully beforeusing the
attachment.

Thistool may beused on enclosed machining centerswith orienting
spindles. Prior to atool change, it is necessary that the machine spindle
rotetion stopsinthe same pogtion eechtime. Ingdlation proceduresare
shown on page7.

PROGRAMMING PROCEDURES
There are three possible methodsfor RDT& RDTIC tools.
Reduced Cycle Time Programming: Allowsyoutoachievefaster
cydetimesand requireswriting asubroutinefor thetapping operation. It
aso improvesthelife of the tapping attachment's renewable drive parts.

Increased Reverse Speed Programming: Savescydetimein
gpplications requiring dower tapping speeds.

Bore Cycle Programming: Itisdsopossibletouseastandard Bore
cycdesuchasG85totap. Thisdoeslengthen cycletime.
Reduced Cycle Time Programming

1) Sdecttheproper RPM for your specific tap and work piece
meateria but be sure not to exceed the maximum RPM for your
tapping atachments.

Maximum Speeds
RDT15HD 5000 RPM *RDTXT50 191 2000 RPM
RDT15HS 6000 RPM *RDTXT50 255 1800 RPM
RDT25HD 3500 RPM *RDTXT50 318 1500 RPM
RDT25HS 4000 RPM RDT75 1500 RPM
RDT50 HD 2000 RPM *with ER20 1500 RPM Max
RDT50HS 2500 RPM

Enclosed with this tool are charts showing recommended speeds for
commonmaterias. Usethesechartsandtherul estosd ecttheproper soeed
for your application.

2) CalculateTheCorrect Feed Ratebased onthetap pitch and RPM
selected.

Inch Taps: Tap Feed Rate =RPM divided by Pitch
Example: 1/4"-28 at 2000 RPM
Tap Feed Rate = 2000 RPM divided by 28 = 71.43infin

Metric Taps: Tap Feed Rate = RPM x Pitch
Example: M6 x 1 at 2000 RPM
TapFeedRate= 2000 RPM x 1 = 2000 mm/min.

3) Cancd TheOperator'sAbility To Adjust Feed Rate And
Spindle Speed using the machine's potentiometer controls. Thisis
normally done by usng an M codelike M49 for example.

4) IMPORTANT: BeSure" Ramp" or " Exact Stop" Is
Eliminated From Program. Thesemodescausethecycletimeto
be dgnificantly dower and dso causethetgpping head to run less
smoothly. For Example: Machineswith Fanuc Controlsand Haas
Machines use G64 while tapping to diminate "Exact Stop." G61
will make exact op moda again for other operationsif desired.
Fadd MachinesuseG8to cancel theRampfor tapping. GOwill turn
the"Ramp" onagainif desired for other operations. Y our machine
may use different G codes. Please check machine manud.

5) For Blind Holes: Allow For The Tap To Go Slightly Deeper
Than Program Depth.

For RDT15dlow an extra.060 or 1.5 mm
For RDT25 dlow an extra.120 or 3mm.
For RDT50 or RDT75 dlow an extra.160 or 4mm.

The actual extra depth will be lessthan these values, please check
depth on your firgt hole and then make any necessary adjustment

to your program

RDT Reduced Cycle Time Programming lllustration
6.) Writeasubroutineusing GO1 Feedrate and GOO Rapid movements
asshowninFIG. 1. and FIG. 2 below.

FIG. 1
* * **

1) Rapid 2) Rapid 3) Machine  4.) Retracttapping  5.) Machine
Traverse to down to Imm Feedinto part head at 500in/min  Feed out of hole to
clearance minimum to program or 13000 mm/min  clearance plane.
plane above part. depth. specified distance
above hole for specific tapping
location. head to reverse tap

rotation.

A U .y - Py

NOTE: The only time during the cycle spent in the feed rate is the Imm approach
height plus thread depth in and out. All other moves are at maximum speed.

FIG. 2
RDT Reduced Cycle Time Programming lllustration

Clearance Plane
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S \oving In Rapid

> Moving In Feed Rate

Moving at 500 in/min or

%
FAST RETRACT 13000 mm/min Feed

¢ DISTANCE
~

e i) % Axial movement is required with

& a self-reversing tapping head to
move from engagement in forward
drive to full engagement in reverse
drive.

sotd

PO SRS
N VS SN P,
NOTE: The only time during the cycle spent in the feed rate is the Imm approach
height plus thread depth in and out. All other moves are at maximum rates.

CLEARANCE PLANE AND RETRACT FOR REVERSE ' DISTANCE

RDT15...CP = D= .250 or 6mm

RDT25...CP = D= .250 or 6mm

RDT50...CP = D =.400 or 10mm

RDT75....CP = D =.400 or 10mm

Please note that the distances shown are the minimum clearance plane and maximum fast
retract distance allowed.
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Programming
RDT15, 25, 50 & 75 Self-Reversing Tapping Units

Reduced Cycle Time Programming Example
Self-Reversing Tapping Unit Using GO1 Movements

EXAMPLE

Tapping Unit; RDT25

Tap Size #10-24

100 SFM

2000 RPM

Feed Rate In @ 100% = 83.33in/min

Sub Routine:

Rapid approach to 1mm or .040 above part.

Retract .250 inch at 500 in/min to reverse tap. (*Use maximum Feed Rate
up to 500 in/min)
Feed out to .250 clearance plane.

Feed in to depth .300 (note actual depth slightly deeper than program depth)

G01Z7-.30 F83.33
G01Z-.05F500.0
G01Z2250 F83.33
M99

Feed in to hole at 100% Feed Rate.
Retract .250 at 500 in/min to reverse tap.
Feed out of hole to .250 clearance plane.
Return to main program

MAIN PROGRAM
M06 T6 Tool Change - Tool #6
MO0 Program Stop
MO03 S2000 Spindle Forward ROTATION 2000 RPM.
G8 Ramp Off (or G64 eliminates exact stop)
GO0 G43 Z1.0 HO6 MO8  RapidtoZ1.0 Height Offset #6 coolant on.
M49 Spindle Speed and Feed Rate override cancel.
GO0 G90 X1.0 Y-1.0 Z250 Rapid in absolute to hole position X1.0,
Y-1.0 and Z.250 clearance plane.

M98 P4 L1 Repeat sub program 04 one time.
GO0 Y220 Rapid to next hole.
M98 P4 L1 Repeat sub program 04 one time.

Sub Program

0004

G90 Absolute movement.

G00Z.04 Rapid to .04 above hole

VERY IMPORTANT NOTICE
Regarding Ramp or Exact Stop: Please note that the G code for "Exact
Stop" or "Ramp" should not be used with a Tapmatic self-reversing
tapping attachment. Please be sure that these are not in effect when
tapping because they will cause the tapping cycle time to be significantly
slower and thread depth repeatability to be less accurate.

Fadal Machines: Use G8to cancel the Ramp for tapping. G9will turn the
Ramp on again if desired for other operations.

Machines With Fanuc Controls and Haas Machines: Use G64 while
tappingto eliminatethe Exact Stop. G61 will make Exact Stop modal again
for other operations if desired.

Increased Reverse Speed Programming

More cycletime can be saved in applications requiring dower
tapping speeds by increasaing the speed coming out of thehole.
Using GO1 movements asin previous example use the recom-
mended tapping Speed and feed rategoingintotheholeand then
increase the spindle gpeed and feed rate coming out of the hole,
For best resultswith larger taps, werecommend limiting retrac-
tion spindle speadsto the following.

RDT15HD 4000 RPM
RDT15HS 5000 RPM
RDT25HD 3000 RPM
RDT 25HS 3500 RPM
RDTS0HD, RDTXT50 1500 RPM
RDTS0HS 2000 RPM
RDT75 1000 RPM

Example Tapping 3/8"-16 in Free Machining Steel with RDT50HD

Spindle Speed In = 630 RPM

100% Feed ReteIn = 39.37 in/min.

Spindle Speed Out = 1500 RPM

100% Feed Rate Out = 93.75in/min.

Example Sub Program

G920 Absolute Positioning

M3S630 Spindleright hand rotation 630 RPM

G00Zz.04 Rapid to .040 above workpiece

G01 Z-F39.37 Feed .500into part a 39.37 i/min.

M3 S 1500 I ncrease speed to 1500 RPM

G01Zz-1 F500 Retract .400 a 500 in/min
toreversetap.

G01 Z.400 F93.75 Feed Out t0 .400 dlearance plane at
93.75in/min.

A Caution: Please note that on certain machines increasing
spindlespeed may causethemachinetochangefromthelow spindle
peedrangetothehighrange. Thismay causeapausewhichwould
prevent "Increase Reverse Speed Programming” from working.
Peasebesurethat thespeed goinginand speedyouplantousegoing
out of the hole are both inthe samerange.

Bore Cycle Programming
For Bore Cycle Programming steps 1-5 arethe same asin Reduced
CydeTime Programming.

6.) Inthemain program, usethebore cycle (G85 for example) at
eech holelocation. Be sureto usethe proper clearance plane " CP'
shownin FIG. 2 for your tapping attachment.
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Determining Correct Speed Within Specified Range

Compilation of Guidelines From Tap Manufacturers And Other Sources
For Cutting or Cold-Forming of Threads In Relation To Work Piece Material

Cutting Speed For Tapping: Several factors, singly or in combination can cause very great differences in the permissible
tapping speed. The principal factors affecting the tapping speed are the pitch of the thread, the chamfer length on the tap, the
percentage of full thread to be cut, the length of the hole to be tapped, the cutting fluid used, whether the threads are straight or
tapered, the machine tool used to perform the operation, and the material to be tapped. From Machinery’s Handbook 23rd edition.

If your coolant does not contain EP additives or its lubrication quality is low, start from the lower speeds in the range. Roll form
taps in particular require good lubrication because of the high friction forces involved. As the lubrication quality of a coolant is
often unknown, we recommend you start from the lower speeds in the range.

Ten Factors Requiring
Lower Speeds Higher Speeds

Poor Lubrication Good Lubrication

High Tensile Strength |4l Low Tensile Strength
Of Material Of Material

Large Thread Diameter i3l Small Thread Diameter
7

Ten Factors Permitting

These Factors Apply to Everyone’s Tapping Speed Charts

5 Drill Size Drill Size +5
More than 65% of Thread 65% or Less Thread
5 Tap Lead | 8 |Tap Lead +5
Less Than 3.5 Thread More Than 3.5 Threads

5 Blind Holes | 9 | Through Holes 3

5 Free Running Spindle | 10 | Synchronous Spindle 3
Inaccurate Pitch Control Lead Screw
Hydraulic/Air Feed CNC Control

Example: From Chart
Tap Size:1/4™-28 Coated, Material: Aluminum Die Cast, | 688-1375 RPM

Thread Depth 3x Dia.  -10

+55 X 687= 378 Added to minimum RPM 688 = 1066 New Mininimum RPM
-35 X 687= 240 Subtracted from maximum RPM 1375= 1135 New Maximum RPM

Common Sense Rule:  Begin with min RPM and work up to optimum efficiency and tap life.

Drill Size =75% Thd. -5 Pitch Fine +10

Blind Hole 5 Lead 3.5 Threads +5

TOTAL -35 CNC Machine +5
Apply The Factors Against The RPM Spread of 687 TOTAL 55

RPM Spread =687

Minus Factors: High Tensile Strength  -15  Plus Factors: Coolant With Good EP  +20
Small Thread Diameter ~ +15

Eight Essential Steps
For Trouble Free Performance
With Self-Reversing Tapping Heads

1. Never perform any installation or programming, before
reading the ORerator instructions accompanying the
tapping attachment and the machine as well as the tap
manufacturers' recommendations.

2. Choose the proper tap: Follow your tap manufacturers
recommendations for your specific application.

3. Calculate the correct tapping speed from the adjacent
charts and the rules on this page.

4. Common sense rule: Begin conservatively and increase
speed until optimum results are obtained.

5. Select the best tool for your application or applications.
High production with one tap size (Don't compromise), low
production with a variety of taps, (Choose the tool that best
covers range.)

6. Follow our programming instructions exactly, and
absolutely make sure ramp or exact stop has been
eliminated from tapping cycle. Leaving it in will increase
tapping time 30% increase thread depth variations substan
tially, and wear out the tapping head prematurely.

7. Follow our installation instructions exactly and lock orien
tation collar in place once stop arm is in proper position. Then
fix it positively with the locking screw provided.

8. Schedule preventative maintenance. Disassembly,
cleaning, re-lubricating, and reassembly takes no more than
half an hour. Just consider what the head does for the
machine by eliminating its reversal related wear and tear.
Simple maintenance will keeB the head working efficiently,
and pay bhig dividends in trouble free production.
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Standard Taps

Speed Recommendations & Tool Selection
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; Uncoated Tap
Surface Feet Per Minute Coated Tan
@ | 2550 6-30 6-12 1235 12-15 1215 315 10-15 50-65 40-65 30-65 50-60 35-50
N | 5080 10-35 20-50 12-25 45-90 45-100 65-100 | 50-65
‘g_ RPM Range Uncoated
< RPM Range Coated
= Recommended Tapmatic Attachment
1502-3183 | 3821910 | 382764 | 764-2208 |[764-955  |764955  |191-955 637955  |3183-4138 | 2546-4138 1910-4138 | 3183-3820 |2228-3183
0 |31835003 |637-2228 12733183 764-1592 28655730 | 2865-6000 4138-6000 | 3183-4138
RDT15HS | RDT1SHD | RDT1SHD | ROTISHD | RDTISHD | RDTI5HD | RDTISHD | ROTISHD | RDTISHS | RDTI5HS | RDTISHS | RDTISHS | RDTISHS | RDTISHS
13082617 |314-1570 | 314628 | 6281831 628785 | 628785 | 157785 |523-785 | 2617-3401 | 20933401 1570-3401 | 2617-3140 |1831-2617
1 26174186 |so3-1831 | 382764 | 10472617 628-1308 2355-4710 | 2355-5233 3401-5233 | 2617-3401
M2 RDT15HS | RDT1SHD | ROT15HD | ROTISHD | RDTI5HD | RDTI5HD | RDTI5HD | ROTISHD | ROTISHD | RDTISHS | RDT15HS | RDTISHD | RDTISHS | RDTISHD
1110-221 | 2671333 | 314628 |[s33.1555 |[s33-666  [533-666  |133-666 | 44a-666 | 2221-2887 | 1777-2887 1333-2887 | 2221-2665 |1555-2221
2 | 22213554 | 4441555 888-2221 5331110 1999-3999 | 1999-4442 2887-4442 | 2221-2887
RDT15HD | RDT1SHD | RDT1SHD | RDTISHD | RDTISHD | RDTISHD | RDTI5HD | RDTI5HD | RDTISHD | RDTI5HD | RDT15HD | RDTI5HD | RDTISHD | RDTISHD
9641929 | 2311157 [231-463  [463-1351 [463579  [463579  [116579 | 386579 [ 1929-2508 |1543-2508 1157-2508 | 1929-2315 | 1351-1929
3 | 1920-3086 | 3861351 7721929 463-964 1736-3472 | 1736-3858 2508-3858 | 1929-2508
RDT1SHD | RDT1SHD | RDT1SHD | RDTISHD | RDTISHD | RDTISHD | RDTI5HD | RDTISHD | RDTISHD | RDTI5HD | RDTI5HD | RDTI5HD | RDTISHD | RDTISHD
8531705 | 2051023 | 205409 | 4091194 |409512 |409512 |102512 | 341512 [1705-2207 13642217 1023-217 17052046 | 1194-1705
M3 4 |17052728 |341-1104 682-1705 409-853 1535-3069 | 1535-3411 20173411 | 1705-2217
RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD
764-1528 | 183917 | 183-367 | 367-1070 | 367458 | 367458 | 92458 | 306458 | 15281986 | 12221986 917-1986 |1528-1833 |1070-1528
5 | 15282445 3062070 611-1528 367-764 1375-2750 | 1375-3056 1986-3056 | 1528-1986
RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | ROT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD
691-1382 | 166-629 | 166-332 [ 332969 | 332415 | 332415 | 83415 77415 | 1382-1799 | 1106-1799 8291799 | 1382-1658 | 969-1382
6 | 13822211 277960 553-1382 332-601 1246-2487 | 1246-2764 1799-2764 | 1382-1799
" RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD
5831165 [140-699 | 140-280 | 280-815 | 280-349 [ 280-349 | 70-349 | 233-349 [1165-1514 | 932-1514 699-1514 11651398 |815-1165
8 | 11651864 233815 466-1165 280-583 1048-2097 | 1048-2330 1514-2330 | 1165-1514
RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD
502-1005 [121-603  [121-241 | 241704  |241-302 | 241302 60302 |201-302  |1005-1307 | 804-1307 6031307 | 10051205 | 704-1005
10 | 10051607 | 201704 4021005 241-502 905-1808 [ 905-2009 1307-2009 | 1005-1307
M5 RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD
42884 | 106531 | 106212 |212619 | 212-265 | 212-265 | 53265 | 177-265 | 8841150 | 707-1150 531-1150 | 884-1061 |g19.884
12 | 8841415 | 177619 354-884 212-442 796-1592 | 796-1769 1150-1769  |gga-1150
RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | ROT25HD | ROT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD
M6 382764 |92458  |o92183  [183535  [183-220  [183-229 [46229 | 153229 | 764993 | 611993 458993 | 764-917  |535-764
14 61222 | 15353 306-764 183-382 688-1375 | 688-1528 9931528 | 764-993
M7 RDT50HD | RDT50HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDT25HD | RDT25HD | RDT25HD | RDTS0HD | RDT25HD | RDTSOHD
306611 | 73367 |73147  |147-429  |147-184 | 147-184 | 37188 [122-184 | 611796 | 489-796 36779 | 611733 | 429-611
Mg 5/16 |eirore  |[122420 245611 147306 551-1100 | 551-1222 796-1222 | 611796
RDT50HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDT50HD | RDT50HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD
M9 255509 | 61-306  [61-122 122357 [122.153  [122-153  |[31-153 102153 | 509-662 | 407-662 306-662 | 509-611 | 357-509
3/8 |so015  [102387 204-509 120-255 458.917 | 458-1019 6621019 | 509-662
RDT50HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTSOHD | RDTS0HD | RDTS0HD | RDTS0HD | RDTS0HD | RDTSO0HD | RDTSO0HD | RDTSOHD | RDTSOHD
M10 219437 | 52262 | 52105  [105-306  [105-131 | 105131 | 26131 | 87-131 | 437-568 | 349-568 262568 | 437-504 | 306-437
7116 437608 |87-306 175-437 105-219 393786 | 393873 566-873 | 437-568
ROT50 | RDT8SHS | RDT8sHS | ROTssHS | RDTssHS | RDTSsHS | RDTEsHS | RDTS5HS | RDT85HS | RDTSOHD | RDTSOHD | RDTSSHS | RDTSOHD | RDTSSHS
M12 191-382 | 46229 | 46-92 92-267 9115 | 92115 23115 | 76115 | 382-497 | 306-497 20497 | 382-458 | 267-382
112 |61 76267 153-382 92191 344688 | 344764 497764 | 382497
RDT85HS | RDT85HS | RDT8sHS | RDT85HS | RDT85HS | RDT85HS | RDT8S5HS | RDT8S5HS | RDT8SHS | RDT8SHS | RDT8SHS | RDT8SHS | RDT8SHS | RDTSSHS
M14 123 | 41206 | 4182 82238 [82102  |82102  [20-202 68102 | 344442 | 275442 06442 | 344412 | 238-344
9/16 |asss0 68238 137-344 82-172 306-619 | 306-687 442.687 | 344-442
RDT85HS | RDT8sHS | RDT8sHS | RDT8sHS | RDT85HS | RDT85HS | RDT8S5HS | RDT8SHS | RDT8SHS | RDTESHS | RDT8SHS | RDTSSHS | RDTSSHS | RDTSSHS
153306 | 37-183 | 37-73 73214 | 71392 73.92 1892 61-92 306-397 | 244-397 183307 | 306367 | 214-306
M16 5/8 | 306489 | 61214 122-306 73153 275550 | 275611 307.611 | 306-397
RoTe5s | RDTes | RDTes | RoTss | RoTss | movss | movss | momss | momss | momes | mOTes | ROTSs | ROTS5 | RDTSS
m18 128255 [31-153 3161 61-178 | 6176 61-76 1576 5176 255-331 | 203331 153331 | 255-306  [178-255
3/4 |ss407  |51178 102-255 61-128 209458 | 229-509 331509 | 255-331
M20 RDT85 | RDT8s | RDTes | RoTss | RDTss | RoTes | movss | momes | momes | moTes | ROTSs | RDTE5 | RDTS5 | RDTSS
M22 100218 |26131 | 2652 5153 | 50465 5265 1365 44-65 218284 | 175-284 131284 | 218262 | 153218
718 218350 | 44153 87-218 52109 196392 | 196-437 284437 | 218-284
M24 RoT85 | RDT8s | RDTes | RoTss | RDTss | RoTss | movss | momss | momes | moTes | ROTSs | RDTEs | RDTS5 | RDTSS
96191 [23115 [ 2346 46134 46:57 46-57 1157 3857 191248 | 153-248 15248 |191:230 | 134101
MZ5 1 f101306 36134 76-191 46-96 12384 | 172382 ug382 | 191-248
RoTe5s | RDTes | RDTSs | RoTss | RDTSs | moTss | movss | momss | momes | moTes | mOTSs | ROTSS | RDTS5 | RDTSS
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Roll Form Taps

Speed Recommendations & Tool Selection
High Speed/Top Speed Taps

£ — @ o3 £ @ N <
S5 O =1 j<5) e 1
Egglesd4| o £ £ 8228|855 g =5 £ £ E
S=c |STs 2 89 £ = S @ S22 |23 g2 2@ E] R = _ =
O P28 &x = S wn .ES S=Zs Il osrl 25 Eiar] £ w £ 3 o g =)
=3s1588g| 55 =) 55 e :3eleg e 5= £ £ Es £ S g 3
SESESBE 53 == == =B SESIESES &R S == =5 = S S
Surface Feet Per Minute %’gca({g}je%ggp Surface Feet Per Minute
o | 3050 | | 2005 | 2510 | 35.50 | o [ | 25-100 | 3060 | 2040 | 65-200 | 65-100 |1oo—130 |100-130 |130-165
N | 65-100 | 25-65 25-35 50-65 35-65 N
N RPM Range Uncoated w RPM Range Based on SFM
=2 RPM Range Coated < RPM Range For Tapping Head if Different
= Recommended Tapmatic Attachment = Recommended Tapmatic Attachment
1910-3183 10731592 | 15922506 | 22083183 1050512733 | 15926366 | 19105093 | 12732546 | 413812733 | 41386366 | 63668276 | 63668276 | 8276-10505
0 41386000 |1592-4138 | 1592-2228 3183-4138 | 2228-4138 0 6000 | 1592-6000 41336000 | 41386000 | 6000 6000 6000
RDT15HS | RDT15HD | RDT15HD | ROT15HD | ROTI5HD | RDTI5HD ROTISHS | ROTIsHS | RoTIsHs | RoTisHD | RoTisHs | RomisHs | RomisHs | RoTisHs | RDTIsHS
1570-2617 1047-1308 | 1308-2093 | 1831-2617 8634-10465| 13085233 | 1570-4186 1047-2093 | 3401-10465 | 3401-5233 | 5233-6808 | 5233-6808 | 6808-8634
1 | 3401-5233 | 1308-3401 | 1308-1831 2617-3401 | 1831-3401 1 [ oo 3401-6000 52336000 | 5233-6000 | 6000
M2 ROTi5HS | ROTI5HD | RDTI5HD | ROTi5HD | ROTI5HD | RDTI5HD M2 RoTIsHs | ROTIsHs | RomisHs | RoTisHD | RomisHs | Romists | Romisks | RomisHs | RDTIsHS
1333-2221 8881110 | 1110-1777 | 1555-2021 7329-8884 | 1110-4442 | 13333554 | 888-1777 | 2887-8884 | 2887-4442 | 44425774 | 44425774 | 57747329
2 | 28874422 | 11102887 | 1110-1555 10887 |1555.2887 2| so00 2887-5000 aa82-5000 | aa42-5000 | 5000
RoT15HD | ROTI5HD | ROTI5HD | ROTI5HD | ROTISHD | RDTISHD ROTISHD | ROTISHD | ROTISHD | ROTIsHD | ROTISHD | ROTISHD | ROTISHD | ROTISHD | ROTISHD
1157-1929 712960 |o6a-1543  |1351-1929 63677717 | 9643858 | 11573086 | 7721543 | 25087717 | 25083858 | 3858-5015 | 38585015 | 50156367
3 | 25083858 |964-2508 | 964-1351 1929-2508 | 1351-2508 3| sooo 2508-5000 3858:5000 | 3858-5000 | 5000
RDT15HD | RDOT15HD | ROTI5HD | ROTi5HD | ROTI5HD | RDTI5HD RDTISHD | ROT2sHSs | RDT2sHD | RoT2sHD | RomisHD | RoT2sHs | ROTISHD | ROTISHD | RDTISHD
1023-1705 682-853 853-1364 1194-1705 5628-6821 853-3411 1023-2728 682-1364 2217-6821 2217341 3411-4434 3411-4434 4434-5628
M3 4 | 22173411 | es32017 |e53-110 17052217 | 11942017 M3 4| swe 2175000 4435000
RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD ROTISHD | RDT25HD | RDT25HD | RDT25HD | ROTISHD | ROT2sHD | ROTISHD | ROTISHD | ROTISHD
917-1528 611764 | 7641222 | 1070-1528 50426122 | 7643056 | 0172445 | 6111222 | 19866122 | 19863056 | 30563973 | 30563973 | 39735042
5 |1986-3056 |764-1986 | 764-1070 1528-1986 | 1070-1986 5| 400 1986-4000 3973-4000
RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD RDT25HS RDT25HD RDT25HD RDT25HD RDT25HS RDT25HD RDT25HS RDT25HS RDT25HS
829-1382 553691 | 691-1106 | 969-1382 a567-5536 | 6912764 | 8292211 | 5531106 | 17995536 | 1799-2764 | 27643592 | 27643592 | 3592-4567
6 | 17992764 | 6911799 | 691-969 13821799 [969-1799 6 [ 4000 1799-4000 . 3592-4000
\a ROT25HD | ROT25HD | ROT25HD | ROT25HD | ROT25HD | ROT25HD \a ROT25Hs | RDT25HD | ROT2sHD | ROT2sHD | ROTasHs | RomasHD | RoTasHs | RoTasHs | RDTass
699-1165 466583 | 583932 | 8151165 38434650 | 5832330 | 6991864 |466:932 15144659 [15142330 [23303029 [23303029 | 30293843
8 15142330 | 5831514 | 583815 1165-1514 | 815-1514 8 | 38434000 15144000
ROT25HD | ROT25HD | ROT25HD | ROT25HD | RDT25HD | ROT25HD ROT25Hs | ROT2HD | ROT2sHD | ROT2sHD | ROTasHs | RomastD | RoTasHD | ROT2sHD | RDT2sHs
603-1005 402502 | 502804 | 7041005 3174021 | 5022009 | 6031607 [402804  f13074021 | 13072009 | 2009-2612 | 2009-2612 | 26123317
10 | 13072009 | 502-1307 | 502-704 1005-1307 | 704-1307 10 | 3317-4000 13074000
M5 RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD | RDT25HD M5 RDT25HS RDT25HD | RDT25HD | RDT25HD | RDT25HS RDT25HD | RDT25HD | RDT25HD | RDT25HD
531984 ssaado | aa2707 | 610-884 2183537 | 4421769 | 5311415 [ 354707 | 11503537 | 11501769 [ 1769-2300 | 1769-2300 | 2300-2918
12 | 11501769 | 442-1150 | 442-619 884-1150 |619-1150 12
RDT50HD | RDT50HD | RDT50HD | RDTS0HD | RDTS0HD | RDT50HD RDT25HS RDT25HD RDT25HD RDT25HD RDT25HS RDT25HD RDT25HD RDT25HD RDT25HD
M6 458-764 306382 | 382611 | 535764 M6 25213056 | 3821528 |as81222 | 306611 | 9933056 | 9931528 | 15281986 | 15281986 | 1986-2521
1/4 | 931508 |382993 | 382535 764-993  [535-993 1/4
M7 RDT50HD | ROTS0HD | ROTS0HD | ROTS0HD | ROTS0HD | ROTS0HD M7 ROT25HD | RDTSOHD | RDTSOHD | RDTSOMD | ROT25HD | ROT2sHD | ROT2sHD | ROT2sHD | ROT25HD
367-611 245-306 306-489 429-611 2017-2449 306-1222 367978 245-489 796-2449 796-1222 1222-1589 | 12221589 | 1589-2017
M8 5/16 | 7961222 |306796  [306-420 611796 [429-796 M85/16
ROTS50HD | ROTS0HD | ROTSOHD | ROTSOHD | ROTSOHD | ROTSOHD ROTSOHs | ROTSOHD | ROTSOMD | ROTSOMD | ROTSOMs | ROTSoHD | ROTSOHD | RDTSOHD | RDTSOHS
M9 306-509 204-255 255-407 357-509 M9 1681-2037 255-1019 306-815 204-407 662-2037 662-1019 1019-1324 1019-1324 1324-1681
318 | ss21010 | 5662 | 255357 509662 | 357662 3/8
RDT50HD | RDT50HD | RDT50HD | RDTS0HD | RDTS0HD | RDT50HD RDT50HS RDT50HD RDT50HD RDT50HD RDT50HS RDT50HD RDT50HD RDT50HD RDT50HD
M10 262-437 175019 | 219349 | 306-437 M10 1441748 | 219673 | 262698 [ 175349 |ses1748 | sese73 | 733|735 | 11351441
7/16 |ses873 | 219568 | 219-306 437568 | 306-568 716
RDT85HS | RDT85HS | RDT85HS | RDT85HS | RDT85HS | RDT85HS M12 RDT50HD RDT50HD RDT50HD RDT50HD RDT50HD RDT50HD RDT50HD RDT50HD RDT50HD
M12 229-382 153191 | 191-306 | 267-382 12611528 | 191764 | 20611 | 153306 | 4971528 | 497764 | 764993 | 764993 | 993-1261
12 | 97760 | 101497 | 191267 382497 | 267-497 12
rotss | rovss | rovss | ross | roTss | moTss RDTSOHD | RDT85HS | RDT85HS | RDT85HS | RDTSOHD | RDT85HS | RDT8SHS | RDT8SHS | RDTSOHD
206-344 137172 | 172015 | 233-344 M14 11211359 | 172687 206-550 137275 4421359 | 442687 687-893 687-893 8931121
M14
9/16 | 442687 | 172442 172238 344442 | 238-442 916
rotss | rotss | rovss | movss | momss | moTss RDT85HS | RDT85HS | RDT85HS | RDT85HS | RDTS5HS | RDT85HS | RDT8SHS | RDT8SHS | RDT85HS
183-306 122-153 153-244 214-306 1008-1222 153-611 183-489 122-244 397-1222 397-611 611-794 611-794 794-1008
M16 5/8 |so7611 | 153307 | 153214 06307 | 214307 M16 5/8
roTs | rotss | rovss | rovss | rotss | moTes RDT85HS | RDTSs | RDTSS RDTSS RDT85HS | RDTSS RDTSS RDTSS RDT85HS
M18 153.255 100128 | 128208 | 178255 M18 8401019 | 128500 | 153407 102203 |3319019 [ 331509 [ soo-662 | soo-662 | 662840
34 | 3500 | 12833 |128178 25331 [178331 3/4
M20 RDT85 RDT85 RDT85 RDT85 RDT85 RDTS5 M20 RDT85 RDT8S RDT85 RDT85 RDT85 RDT85 RDT85 RDT85 RDT85
M22 7083|1004 |30 | e 2a873 | 2saa3r  |a37se8 [ 437568 | ses720
7/8
M24 RDTSS RDTSS RDT85 RDT8S RDT8S RDT8S RDT8S RDT8S RDTSS
630764 | 96382 15306 | 76153 us76s | 2as382 | 3s2407 | 3e2497 | 97630
M5 4
RDTSS RDTSS RDT8S RDT8S RDT8S RDT8S RDT8S RDTSS RDTSS
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Inserting The Tap
RDT15, 25, 50 & 75 Self-Reversing Tapping Units

INSERTING THE TAP

Sted Collet Spindle: Sdect the proper sted collet for thetap. (Sted colletsmust be
ordered separately.) Please sdlect square drive collets whenever possible. Insert the
collet into the nut being sure to fix pawl of collet nut with the seet of the collet for
assembly and then mount into spindle.

Next, insert the tap and tighten collet nut firmly with wrenches provided.

IMPORTANT: Tap may dip or pull out of callet if damping nut is not tightened
firmly which can resullt in tap breskage or damagetotool. Besureto usesquaredrive,
"GB," type gted collets whenever possble. For the largest taps there are driving
sguares indde the RDT25 and RDTS0 drive spindles. These are used with collets
without square drive.

Rubber-Flex Collet Spindle: If thetapyou areusing hasamaecenter asin FIG.#1,
the point should be ground off so that the tap square will be engaged by the back jaws
as shown below. After removing the point, insart the tap into the tap chuck of the
attachment o that the back jaws will engage the square of thetap. Hand tighten the
chuck nut first. Thentighten back jawswith hex hey. Then usingwrenchesprovided,
tighten chuck nut. Thisprocedurewill assure true running of thetap.

Notes  Order Rubber-Flex Collets separately.
Reduce ity 25%for roll formtgps. Toavoid damagetotheatachment'sspindle,
Usewrt provided.

CORRECT

INCORRECT

BACK JAW

MALE CENTER

CHUCK NUT
TAP

Installation Instructions RDT15, 25, 50 & 75 self-Reversing Tapping Units

In order for the RDT model to self-reverse, astop armisused to

prevent the housing from rotating. To alow thetool to travel through | & 1y 2 sevoce,
an automatic tool change and the stop arm to find the stop location LOCKED T2 COLLAR,

next to your machine spindle, an alignment collar locks the stop arm
in aspecific orientation. This Alignment Collar can be adjusted so '
that its ot isin any position in relationship to the NC shank. When
thetoal isout of the machine spindle, the Alignment Pinisengaged in
the dot in the alignment collar. This pin then keeps the stop arm

[l

locked in its orientation position. When the tapping attachment is !
placed in the machine spindle by the tool changer, the stop location ‘
next to the spindle engages the stop arm bar preventing it from |

LSTDPBLDCKUE

COOLANT BLOCK,

STOP ARM BAR

[~ ALIGN. PIN

— ALIGN. COLLAR

the pin is unlocked from the alignment collar. Thisisthe position for

turning and at the same time pushes it down against a spring so that ﬁ»

operation. When the tapping operation is completed the machine

WHEN IN MACHINE
SPINOLE, PIN IS NOT
LOCKED TO COLLAR.

I

PIN NOT LOCKED

spindle orientsto the tool change position bringing the dot in the

alignment collar back into position to accept the alignment pin asthe tool is removed from the machine spindle by the tool changer. The
RDT comes standard with either a 65 or 80mm center distance from machine spindle center to stop arm bar center. If you require a

specid center distance please consult a Tapmatic sales engineer.

A TheFallowing Steps|nvolve L oading And Unloading By Hand. Do Not Attempt An Automatic Tool Change Until All Steps

Are Completed And Clear ance Has Been Confirmed.

A Never attempt an ingallation without first reading all safety ingructionsfor thistool and your machine.

A Thesgop block and modified gop arm bar must be stronger than thelargest tap.

A Automatic Tool Changesshould only be made on enclosed machines.

TAPTWIATTTTC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www tapmatic.com 7.



Installation Instructions
RDT15, 25, 50 & 75 Self-Reversing Tapping Units

Sep 1. MachiningtheStop ArmBar: If youwishto makeuseof anexisting
stop block on your machine, measure the dimensions shown in FIG. 2 and 3
(B,Eand G). The Stop Arm Bar should be removed from the tgpping attach-
ment when measuring. The stop arm bar length is caculated from the for-
mula L = G + E minus .04 where .04 or Imm is the clearance needed to be
aure thet the stop arm bar does not bottom out againgt the housing when the
stop arm bar is pressed down to release dignment pin from collar. Please see
Figure4. Thediameter of the stop arm bar should beaclosefit withtheinsgde
diameter of the holein the gop block. To caculate sop arm bar diameter use
theformulaD = B minus.015 where .015 or .38mm isthe clearance desired.
Please be sureto turn agenerous 30 degree chamfer to help guidethestoparm
bar into the hole.

If your machine does not aready have a stop block, Tepmatic offers severd
gandard stop blocks as wel as specific blocks for certain machines. Please
consult aTgometic sdesengineer. See check list below for information about
mounting astop block.

Sep 3. Adjustment of Alignment Coallar: With tapping attachment in ma
chine spindle and stop arm bar engaged in stop block, orient machine spindle
to the tool change position. Bring dot in dignment collar in line with dign-
ment pinand tighten alignment collar'sclamping screw very securely. There
isaKey packaged withwrench kit to helpyoulineup pin and dignment collar

inn

| —— IMPORTANT: BE SLRE TO
LEAVE GAP OF AT LEAST

FIG. 2 moiFIcATION OF
STOP ARM BAR — —=y B —
aiy
1l FIG. 3
1
t
]
}_I—_L e
L=E+G~.04Cor Inn)
D=6-.015or .38nn)
FIG. 4 FIG.5

TIGHTEN (AP SCREW
AFTER ADLISTHENT @

AL IGNMENT KEY%%

g ALIGNMENT PIN

dot. SeeFg. 5. With attachment adjusted and after checkingfor any possibleclearanceproblemswith tool changer or in storageareamake

severd automatic tool changes.

Note: If youwould like Tapmetic to supply tools dreedy modified to fit onto your machine, please contact our factory. Call (800) 854-6019. Wewill require

someinformation about your machineto preparethetool.

Step 4. Final Locking of Collar: Follow theseingructionsto lock collar with pin screw.

1.)Adjust position of
Alignment Collar 1 !
following procedure \
shown in Installation

Instructions. Clamp
Alignment Collar position
with Clamping Screw.

2.) Choose one of two
locations for final Lock
Screw (72359). There are
two locations available in
case one happens to be
covering a set screw on
the outside diameter of the

mount.

|
T
ﬁ:,l

3)Besure Lock
ggﬁv;/n/)s;er e’;’ff ved 4,) Use #24 Drill (152) dia.
have se/eg;ed and drill into mount

Installation Steps Check List

0L
02

adjacent tools.
O3

through the Lock Screw
hole location. Start drill
after sliding it into guide

hole. Drill to "Drill Depth”

shown. For RDT50, 75
and 85 Drill Depth = .82.
for RDT15 and 25 Drill
Depth = .60.

5.) Install Lock Screw.
Tighten securely
with hex key.

CCRRECT LOCATION

Pick proper location on spindle face for mountng stop block, that isnot in flight of tool changer.
Make sure that with the stop block location chosen, the stop arm bar will not interfere with anything intool magazine, guarding, doors or

Cut stop arm bar to correct length. When the attachment is placed in the spindle of the machine and the stop arm engages the stop block

the stop arm must be pressed down so that the dignment pinis below the ignment collar. The stop arm must not bottom againgt the

housing
O 4.

Setdigﬁmentoollarsothat itsdot isdirectly over dignment pin. Note: Make sure machine tool spindleisin thetool orient position

before setting dignment callar! You shouldn't be able to rotate spindle when spindleisin the tool orient position.

05

Make acouple of tool changesto insuretool isaigned properly and stop arm bar isto correct length and with ample clearance between

bar and coolant port block.

O 6. Ingal/Edit program for Tapmatic unit. See programming indructions.

TAPTIATTIIC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www.tapmatic.com



Installation Accessories

RDT15, 25, 50& 75 Self-Reversing Tapping Units

Standard ER Steel Collets
For Tapping We Recommend The Use Of

Square Drive Steel Collets When Sizes Are Available.

ER Collets With Sq

With Inch Tap Shanks
For Use With RDT, NCRT, ASR,
RSR, NSM, SFT & HPT Attachments With

uare Drive

Series Catalog No. Collet Range Tap Size Steel Collet Spindles. For Tapping,
Y -~ 5000 please select square drive steel
eries 039 ;
20911 o079 collets whenever possible.
20912 079-098
20913 098-118 .
20915 118-142 Standard HO044 . Catalog C_oIIet RangeSlzg Square
20917 138-157 Series No. Tap Size  Shank Size d2 A B L2
20918 157-177 ,
#11 Series 21000 #0-#6 141 110
#11 Series 20929 098-118 21001 #8 168 131
20930 118-142 #4446 21002 #10 194 152
20931 137-157 .
20032 157-177 #3 #16 Series 21006 #10 194 152 629 1083 .709
20934 177-197 21008 #12 220 165 629 1083 .709
20933 197-217 21010 14" 255 191 629 1083 .709
20934 177-197 #0 21012 5/16" 318 238 629 1083 .709
20935 217-236 #12 21014 7/16" 323 242 629 1083 .709
20936 236-256 174" ,
#25 Series 21029 5/16" 318 238 866
#16 Series 20940 118-157 #6 21030 716" 323 242 984 1338 .866
20943 157-197 #8,#10 21032 12" 367 275 984 1338 .866
20945 197-236 #12 21034 38" 381 .286 984 1338 .866
20946 236-276 14" 21036 9/16" 429 322 984 1338 .984
20949 276-315 21038 5/8" 480 360 984 1338 .984
20950 315-.354 5/16", 7/16" 21040 11/16" 542 406 984 1338 .984
20953 354-394 3/8"1/2" 21043 1/4" pipe 562 421 984 1338 984
21044 34" 590 442 984 1338 .984
#25 Series 20963 157-197
20965 236-276 - -
20968 315-354 /7/1?]” ER Collets With Square Drive
20969 .354-395 38", 1/2" i i
50070 a3 oiE With Metric Tap Shanks
20971 433-472 For Use With RDT, NCRT, _ASR, RSR, SFT, L —
20973 472-512 508" HPT, NSM Attachments With Steel Collet i
20974 512-551 Spindles. For Tapping, please select square
2097 201591 Ea drive steel collets whenever possible
20976 590-630 P -
Catalog Collet Range
Series No. Shank Size Square
#16 Series 21085 45 34
21086 55 43
21087 6 49
21088 7 55
21089 8 6.2
21092 9 7
#25 Series 21153 7 55
21154 8 6.2
21155 9 7
21156 10 8
21157 1 9
21158 12 9
21160 16 12
. GOING IN TO SPINDLE, Standard Block Catalog No. -
ALIGNMENT P11 ) = -
Install atIO_n {5 10 crae. With Coolant Inlet [ =
Accessories * - \ |||
. rA 36000 Nz ]_5I:'
\— STOP BLOCK IR S -J
COOLANT BLOCK.
. N STOP ARM BAR Standard Block Catalog No. —
‘  wiov. PIN Without Coolant Inlet . P et
l
i — ALIGN. COLLAR 36007 lE P o =
LI -
=
)
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Parts Listing

RDT15, 25, 50 & 75 Self-Reversing Tapping Units

See RDT exploded view drawings on following pages.

Part Name RDT15 Order No. RDT25 Order No. RDT50 Order No. RDT75 Order No.
Round Wire Clips/ Square Clips 2x 71266 X 71266 700561 / 705561 700561 / 705561
Return Spring Retainer 71442 71242 70541 70541
Upper Bushing Plug 70635 70635 71135 71135
Upper Bushing Retainer Screws 3x 712581 3X 712581 3x 711581 3x 711581
Housing Bearing 60308 60308 50708 50708
Threaded Driver 71405 71405 72305 72305
Forward Drive Spline 72010 72110 72310 72310
Grease Hole Washer 712651 712651 69565 69565
Grease Hole Plug 71262 71262 71162 71162
DriveBadls 2x  68439& 71439 3X 70239 3x 70039 3x 70039
Drive Pin (All Sted Spindle) 2x 70232 3 70232 3X 71132E 3x 71132E

ey 71423 71423 71143 71143
Gear Carrier 72124 72124 72324 72324
Driver HS 71490 70210 69590 69590
Driver HD 71491 - - -

Bias Springs 2x 71424 2X 70224 22X 60524 22X 60524
Dampner 2x 71211 2X 71211S 2x 71121 22X 71121
Reverse Drive Spline 72012 72112 72312 72312
Bearing Holder Assembly 72013A 72113A 72313A 72313A
Back up Screw - 70218 70083 70083
Sted Collet Spindle (ER) 72014 72114R 72314R 72315R
Sted Collet Nut (ER STD) 71418 69318 69518 69918
Reverse Driver 72106 72106 72306 72306
Seal Cover - - 72356 72356
Lock Nut O-Ring 71244 71244 71144 71144
Lock Nut 72145 72145 72345 72345
Reverse Bearing 70805 70805 71758 71758
Housing 72101 72101 72301 72301
Housing O-Ring 712501 712501 711501 711501
Pinion Gears 3x 51306 3 51306 3x 72337 3x 72337
Diaphgagm 71754 71754 71754 71754
Gear Axles 3x 69306 3 69306 3x 700061x1 3x 700061x1
Gear Washers 3x 513061 3 513061 3x 515061 3x 515061
Gears 2x 71422 2X 71422 2x 72322 22X 72322
Spacer 71238 71238 71138 71138
Spacer Ring - - 72339 72339
Bias Spring Retainer 72027 72127 700271E 700271E
Bias Spring Retainer O-Ring 70625 70625 71028E 71028E
Bias Spring Retainer Plate 72028 72128 - -

Upper Bushing Seeve 71437 71237 71037 71037
Upper Bushing Balls 22x 70638 22x 70638 22x 71735 22x 71735
Upper Bushing Pin 712631 712631 711631 711631
Alignment Collar 72160A 72160A 72360A 72360A
Collar Truarc 71218E 71218E 507091 507091
Upper Bushing Holder 70636 70636 71035 71035
Return Spring 714301 71230 711302E 711302E
Mount 1" Straight Shank 712191 712191 711191 711191
Mount 25mm Straight Shank 7121931 7121931 7111931 7111931
Back Jaw Retainer - 60315 50315 -

Rubber Flex Collet Spindle 72114 72314

Back Jaw - 603161 56516 -
Rubber-Fex Nut - 50318 56518 -

Light Weight Drive Spindle - 72190 72390 -

LW Cover Seeve - 71947 71736 -

LW Cover Retaining Ring - 69032 71774 -

LW Mini Nut - 69318M 69518M -

LW Insert - 71975 71776 -

LW Insert Balls - 3 71939 3x 68839 -

LW Insert Disc Spring - 72191W 22X 72391W -

LW Plug - - 72394 -

LW DrivePin (.T. W.T. Spindle) - 3X 72192 3x 711321 -
Alignment Pin (55) 72188 72188 72388 72388
Alignment Fin (65) 72188L 72188L 72388L 72388L
Alignment Pin (80) 72188L1 72188L1 72388L1 72388L1
Stop Arm Housing (55) 7215255 7215255 7235255 7235255
Stop Arm Housing (65) 7215265 7215265 7235265 7235265
Stop Arm Housing (80) 7215280 7215280 7235280 7235280
Plunger Spring 69555E 69555E 69555E 69555E
Copper Tube Assembly 69839 69839 69839 69839
Stop Arm Truarc 695533 695533 695533 695533
Stop Arm Bar 72182 72182 72382 72382
Wrench Kit Part No. Part No. Part No. Part No.
7/16" x 9/32" Wrench 2 28002 - - -

3mm Hex Key 27223 27223 - -

2mm Hey Key 21222 21222 - -

Grease Tubes 2X 29001 2X 29001 22X 29001 22X 29001

5/8" Wrench (2x For Rubber-Flex) - 28062 - -

Size 11 Nut Wrench - 28068 - -

3/32" Hex Key (Rubber-Flex) - 27093 - -

Size 25 Nut Wrench - - - 69917

Size 16 Nut Wrench - - 28100 -

Size 16 Mini Nut Wrench - - 69517 -

Size 11 Mini Nut Wrench - 69317 - -

31/32" Wrench (Rubber-Flex) - - 28097 -

3/4 Wrench - 28075 -

Amm Kex key - - 27224 27224

2.5mm Hex Key - - 27221 27221

1/8" Hex Key (Rubber-Flex) - - 27125 -

TAPTIATTIIC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www.tapmatic.com
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Parts Drawing

RDT15 & 25 Self-Reversing Tapping Units

RDT25

=«NOTE! REVERSE DRIVE SPLINE
@ HAS EXTRA NEUTRAL

SOUARE WIRE CLIP
RET. SPRING RETAINER
SOUARE WIRE CLIP
UP. BLSH. PLUG
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KEY
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SEAL
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INCLUBES: 70263 & 72161

GUIDE PIN (2) @
UP. BUSH. SLEEVE
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™~ DIAPHRAGM
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REVERSE BEARING
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' LOCK NUT O-RING
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TAPTWIATTTTC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www tapmatic.com
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Parts Drawing

RDT50 & 75 Self-Reversing Tapping Units

ROUND WIRE CLIP
RET. SPRING RETAINER

ROUND WIRE CLIP (STEEL SPINDLE)
SGUARE WIRE CLIP (LT WT SPINDLE)

LPPER BUSH. PLUG
UP. BUSH. RET. SCREW (3)
HOUSING BEARING
THREADED DRIVER

FORWARD DRIVE
SPLINE

DRIVE BALLS (3)
GREASE HOLE WASHER

GREASE HOLE PLUG.

DRIVE PINS (3) 4 <

GEAR CARRIER ——— L7
-
ke —— ]
A4
BIAS SPRING (2).__,,/*’:§
REVERSE DRIVE SPLINE ——«/”":
DAMPENER (2)

BEARING HOLDER ASSY
REVERSE DRIVER

(ER) DRIVE SPINDLE

(ER) NUT

! \
| N— RUBBER FLEX
DRIVE SPINDLE
AV \
I N BACK JAW
T

RET. SCREW

BACK JAW

RUBBER FLEX NUT

S M L

A

MOLNT
PLUG
RETURN SPRING
UP. BUSH. HOLDER
UP. BUSH. BALLS (22)
COLLAR TRUARC

ALIGN. COLLAR
INCLUDES:
1759, 72361

UP. BUSH. SLEEVE
UP. BUSH. PIN
BIAS SPRING RETAINER
BIAS SPRING RET. O-RING
SPACER RING

GEAR (2)
b 2 DRIVER
°~t<¥2225212/ SPACER
\fﬁ%i [ PINION GEAR (3)
- GEAR AXLE,
b WASHERS (3)
D.‘
DIAPHRAGM

HOUSING O-RING

HOUSING
REVERSE BEARING
LOCK NUT
LOCK NUT O-RING

SEAL COVER
ADJ. STOP

PLUG

LT ¥T DRIVE SPINDLE
INSERT DISC SPRING (2?

INSTALL THIS WAY
=== _—

COVER SLEEVE
ORIVE BALLS (3)
COVER RET. RING

ER1E INSERT

ERIE MINI NUT

Stop Arm Assembly For RDT15, 25, 50 & 75

ALIGNMENT PIN

PLUNGER SPRING

NOT SHOWN
2 PINS 72351
4 MBX12 BOLTS 71165

- ALIGNMENT
COLLAR
N\

\

STOP ARM BAR

A

ALIGNMENT PIN —
|

SLOT TO ACCEPT
ALIGNMENT PIN

STOP ARM HOUSING

N STOP ARM TRUARC

COPPER TUBE ASSY

\
{_ RUBBER DIAPHRAGH

FITS
THIS

When installing Stop Arm Assembly
to Main Housing...

1.- Be sure to remove tape, if present,
over Rubber Diaphragm

2.-Be sure to align Slot in Alignment Collar
as shown so that Alignment pin will fit
into Slot when Stop Arm Assembly is put
in place on Housing.

3.- Tighten four M6 Bolts very securely.

For Instructions to modify Stop Arm and fit

|
to your Machine. Please gee Inmstallation
Instructions package with Tapping Attachement.
STOP ARM
ASSEMBLY

TAPMATIC CORPORATION

802 Clearwater Loop

Post Falls, Idaho 83854
208/773-8048, 800/854-6019

HERE. PLEASE NOTE
SIDE IN TO HOUSING

TAPTIATTIIC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www.tapmatic.com
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Parts Drawing

RDTXT50 Self-Reversing Tapping Units

Part Name RDT75 Order No.
Return Spring Retainer 70541
Round Wire Clips/ Square Wire Clip 700561 / 705561
Upper Bushing Retainer Screws 3X 711581
Upper Bushing Plug 71135
Housing Bearing 50708
Threaded Driver 72305
Forward Drive Spline 72310
Grease Hole Washer 69565
Grease Hole Plug 71162
DriveBdls 3X 70039
Drive Pins 3x 711321
Gear Carier 72324
Key 71143
Bias Springs X 60524
Reverse Ddrive Spline 72312
Dampner 2x 71121
Reverse Driver 72306
Bearing Holder Assembly 191 72313L
Bearing Holder Assembly 255 72313L1
Bearing Holder Assembly 318 723132
XT Drive Spindle 191 711161
XT Drive Spindle 255 71116111
XT Drive Spindle 318 7111611 2
Insert O-Ring 71168
Lock Screw Screw 711642
Drive Spindle Seeve 70136
Square Wire Ring 70109
Lock Nut 0-Ring 71144
Lock Nut 72345
Reverse Bearing 71758
Housing 72301
Housing 0-Ring 711501
Digphragm 71754
Gear Axles 3x 700061x1
Gear Washers 3X 515061
Driver 69590
Pinion Gears 3x 72337
Gears X 72322
Spacer 71138
Spacer Ring 72339
Bias Spring Retainer 0-Ring 71028E
Bias Spring Retainer 700271E
Upper Bushing Seeve 71037
Upper Bushing Pin 711631
Upper Bushing Balls 22x 71735
Upper Bushing Holder 71035
Alignment Collar 72360A
Coallar Truarc 507091
Return Spring 711302E
Mount 1" Straight Shank 711191
Mount 25mm Straight Shank 7111931
Alignment Pin (55) 72388
Alignment Pin (65) 72388L
Alignment (80) 72388L1
Stop Arm Housing (55) 7235255
Stop Arm Housing (65) 7235265
Stop Arm Housing (80) 723580
Plunger Spring 69555E
Copper Tube Assembly 69889
Stop Arm Truarc 695533
Stop Arm Bar 72382
Wrench Kit Part No.
4mm Hex Key 27224
25mm Hex Key 27221
1/8" Hex Key 27125
Grease Tubes 2X 29001

ROUND WIRE CLIP

RET. SPRING RETAHEE\

LP. BUSH. RET. SCREW (3)

UPPER BUSH. PLLG
ROUND WIRE CLIP —
HIUSING BEARING — |

oY )
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THREADED DRIVER — ~
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GREASE HOLE

WASHER

MDUNT

RETURN SPRING
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ALIGN. COLLAR
INCLLIES

71759
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P, BUSH. HOLDER

‘/—UP. BUSH. BALLS (22}

UP. BUSH. PIN

T

| UP. BUSH. SLEEVE

GREASE HOLE

PLUG.

ORIVE BALLS (3) %
DRIVE PINS (3)

GEAR [ARRIER

KEY
BIAS SPRING (2)

REVERSE ORIVE SPLINE

DAMPENER (2)
REVERSE DRIVER

BEARING HOLDER ASSY

XT DRIVE spnue—/
INSERT G-RING
LOCK scasu\

L

E

I_ I

(

S
(

L F°

TSE.
[ oY

g

—

ER16 COLLET
INSERT KIT
(29378)

OR

R20 COLLET
NSERT KIT

9/16 TAP SOCKET

29392)

/8 TAP SOCKET
29393

SOu
DRIVE

| BIAS SPRING RETAINER
BIAS SPRING RET. D-RING

SPACER RING
SPACER

GEAR (2)

PINION GEAR (3)
DRIVER

GEAR AXLE, WASHERS (3)

DIAPHRAGM
HOUSING O-RING

HOUSING

% REVERSE BEARING

LOCK NUT
LOCK NUT O-RING

ARE WIRE RING
SPINDLE SLEEVE

TAPTWIATTTTC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www tapmatic.com

RUBBER FLEX COLLET
INSERT KIT (29374)
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Maintenance For RDT15, 25, 50 & 75

Tapmatic Offers Maintenance Service At our Factory Or
If You Prefer To Do Maintenence Yourself, Follow this Procedure for Disassembly.

For alarger scale copy of this drawing,
@® please call Tapmatic Sales Department, 800 854 6019.

REMOVE RETAINING RING
ALIGNMENT (ILLAR

5

l—aﬂm& (-RING AND
SLIDE GEAR CARRIER
0T OF HIUSING,

ALIGN KEYWAY AND {1 G

o THIS PIN SO THAT
SRS DY LINE P WITH =
Ll : 2 ALIGN ROLND SLOT
= ¥ITH KEYWAY

ASSEMBLE ALTGNMENT
COLLAR AND RETAINING
RING. NOTE COLLAR MUST
BE ORIENTED AGAIN FOR
TOOL CHANGE!

)

FIRST WITH SPINOLE STILL
EXTENDED SLIDE ASSEMBLY
INTD HOLUSING. THEN PUSH
SPINOLE UP. NOTE THAT

KEY FITS INTO (IVER AND
PIN FITS IN TO RIUND SLOT.

TAPTIATTIIC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www.tapmatic.com
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Maintenance For RDT15, 25, 50 & 75

Lubrication And Coolant Removal Procedure

Lubrication:

We recommend lubrication every 100,000 cycles. To lubricate remove grease hole plug and add grease from the
tubes provided. Use two tubes. For additional tubes, order part number 29000 for a box of 12. We recommend EP2
grease. The units comes from the factory already lubricated for operation. You may also lubricate the gears during
the renewable drive inspection procedure. Please use caution not to over grease the tapping attachment . Too much

grease causes heat and may clog air vent system or prevent drive spindle from returning properly.

If Coolant Enters Unit:

If coolant somehow goes part the housing seals and enters the unit, you can follow the disassembly procedure, clean
the parts and re-grease. We recommend following a procedure like this also if you plan to store the unit for a long
period of time.

You can remove coolant and add grease without disassembling the tool by following the procedure shown below.

A
\
1.) Remove grease [ 2.) Remove stop arm 208500
hole plug. assembly and the
- rubber diaphragm.
E 3.) Blow out coolant
with compressed

air.

6.) Re-install grease
4.) SPRAY YITH hole plug and stop
SPL100. arm.

— 5. ) Add grease.

TAPTWIATTTTC 802 Clearwater Loop, Post Falls, ID 83854, Phone: 800 854-6019, 208 773-8048, FAX: 208 773-3021, www tapmatic.com 15.



Maintenance And Repair
RDT15, 25, 50 & 75 for Self-Reversing Tapping Units

MAINTENANCE

Lubrication: Werecommend lubrication every 100,000 cycles. Tolubricateremove greasehole plug and add grease
from thetubesprovided. Usetwotubes For additional tubes, order part number 29000 for abox of 12. We recommend
Prolong EP2 Greaseand SPL 100 Spray. The unitscomefrom thefactory already lubricated for operation. You may
dso lubricate the gears during the renewable drive ingpection procedure. Please use caution not to over gressethetapping
atachment. Too much grease causes heat and may clog ar vent system or prevent drive spindle from returning properly.

If Coolant Enters Unit: If coolant somehow goes past the housing sedls and entersthe unit, you can follow the disassembly
procedure explained above, clean the partsand re-grease. We recommend following aprocedure likethisdso if you plan to store
the unit for along period of time.

Repair Service is available at... Attention: Repair Department
Tapmatic Corporation
802 Clearwater Loop
Post Falls, ID 83854

To Expedite Repair: Returntool direct to Tapmatic Corporation, by United Parcel Service and enclose the following statement
with your purchase order: " Authorization given torepair and return tool without notification if total repair cost does not
exceed 40% of the cost of a new tool." Tapmatic will repair the tool and call to request your credit card # for invoicing.

Important: Be sureto return the tool complete with the tap chuck nut, back jaw and if the tool isareversing unit, include stop
arm. Otherwise, we will add these missing parts to every non-warranty repair.

Cost Notification: Tapmatic will FAX acost notification to you, soliciting your approval before repairs are completed.

If it is determined that a tapping attachment cannot be repaired, at the customer's request, Tapmatic will return the disassembled
parts. We are not able to reassembl e tapping attachments using damaged or worn out parts.

Optional Return Procedure: Tools may also be returned for repair through your local Tapmatic Distributor. They will ship the
tool to usand include instructions for the repair and return. You may aready have an open account with them which facilitates the
handling of invoicing.

Priority Service: Tapmatic services tapping attachments returned for repair in the order in which they are received. All toolswill
be evaluated and repaired within three weeks from the date they arrive subject to receiving the customer's approval to proceed with

therepair.
Priority is given to the tools shipped to us by overnight or second day.

If arepair is sent to us by UPS ground or similar serviceit can also be given priority. Just call and let us know you need priority
service and advise if you would like the tool returned to you by overnight or second day. In theinterest of fairness, to al our
customers, we ask that you approve return shipment by overnight or second day before we agree to upgrade your repair order to
priority service. Typical turnaround, not including shipping time, for priority repairsis 3 days subject to receiving the customer's
approval to proceed with the repair.

If we can answer any questions, please call our toll free number: 800 395-8231.

The Tapping Specialists
TAPMATIC CORPORATION: I1SO 9001 CERTIFIED

802 Clearwater Loop, Post Falls, Idaho 83854
Phone: (208) 773-8048, (800) 854-6019, FAX: (208) 773-3021

TAPMATIC INTERNATIONAL CORPORATION
Alte Rheinstrasse, CH-9451 Kriessern, Switzerland

Phone: (071) 75 555 77, FAX: (071) 75 555 16
Form#: 0903/RDT/NCG/1000
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