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] RlMlD No. 200 Power Drive

Description, Specifications
and Accessories

Description

The RIDGID No. 200 Power Drive is an electric-
motor-driven power drive which centers and
grips
rotates it while cutting, threading and reaming
- operations are performed. Forward (counterciock-
wise) or reverse ({(clockwise) rotation can be
selected with REV/OFF/FOR Switch., A sturdy
folding leg stand with tool tray is also provided
as standard equipment.

Specifications

PiPE oo s %" through 2
Bolt ..o 14" through 2
Chuck ............iivunts speed grip chuck with
replaceable jaw inserts.

Rear Centering Device .............. scroll type,
rotates with chuck.

SupportBar (2} .............coouen heavy-duty
Switch (REV/OFF/FOR) ............. heavy-duty,
bump-proof and reversible.

Motor ....... ...l universal type.
HOISEPOWEr .. i iiiriiiiinnnerannnn 14 hp.
Volts ..o 115v single phase

- AC (25-60 Hz)
(230v on request.)

Foot Switch (ON/OFF) ....... oil and water tight.
Power Source .............. 15 amp rated circuit
Weight ... .. .. 77 Ibs.
Capacity:
PipE « i e %" through 2"
Bolt .......... e e 14" through 1"
Stand ..., folding with tool tray
Accessories
No. 311 Carriage with Lever ... .. hoids die head,
: cutter and reamer.
No. 360 Cutter .......... full-floating, wheel-type
wide roll.
No. 341 Reamer .......... positive locking, 5 flute
cone, right hand, 15" through 2".
No. 32 Transporter ........... provides effortless

power drive portability.

No. 819 Nipple Chuck (R.H. only):
Pipe Adapters ............... 15" through 114"
Stud Adapters ............ Y through 2" UNC
14" through 115" UNF

pipe, conduit and rod (bolt stock) and -

Note: No. 819 Nipple Chuck is used for threading
close nipples.

No.3180iler .................. recirculates oil,
keeps dies flooded.

Threading Close Coupled Method:
4PJ | 141 | 161

No. 46 Pipe Support ...... X X X
No. 758 Loop ..vevvnnnns. see | X
| note

No. 844 Drive Bar ........ X X X
No. 346 Support Arm (2) .. X

| Note: If Gear Case does not have loop hole, use |
No. 3675 Adapter Bracket instead of No.
758 Loop.

Threading with Drive Shaft:
No. 840 Universal Drive Shaft ...... 41" closed;
50" extended
No. 450 Tristand Chain Vise .. folding with tray
No. 92 Adjustable Pipe Support .......... large
rollers allow free pipe movement

Die Head Racks:
1 holds 4 heads

BU e e holds 6 heads
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Figure 1. No. 200 Power Drive and Stand Di-
mensions.
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.Die Heads and Dies

Die Head Sets of
Catalog Capacity Dies Threads

No. Pipe { Bolt | Pipe| Bolt |[R.H. | L. H. Special Notes

815 15-2" -2 4 1B UNC| X Seli-opening Die Head
14 UNF

811 -2 | % 2" 4 [16UNC| X Quick-opening Die Head
14 UNF

812 -2 3 X Quick-opening Die Head

515 1e"-34" 3 X Quick-opening Die Head

514 =34, 3 X Quick-opening Die Head

Mono R.H. | 1;5"-2" ] X Quick-opening Die Head

Mono L.H. | 1,"-2" 5 X Quick-opening Die Head

500-B -1 10UNC | X X Alloy or high speed dies,
10 UNF LUNC or UNF

Quick-opening Die Head

500-B 1157-2" 6 UNC X X Alloy or high speed dies,

4 UNF UNC or UNF
Quick-opening Die Head
American National Series (High Speed) Dies (8 T.P.I. 115" - 214"}
(12 T.P.I. 16" - 21%"), and (16 T.P.1. 134" - 215™)
General purpose Acme and Metric Dies for 500-B Bolt Die
Heads available on request.

Safety Precautions

1. Know your machine. Read Operator's Manual
carefully. Know the limitations, as well as, the
specific potential hazards peculiar to this
machine. :

2. Avoid accidental starting. Make sure that ma-
chine REV/OFF/FOR Switch isin OFF (center)
position and Foot Switch operates freely before
plugging in Power Cord.

3. Ground Machine {Fig. 2}. This machine should
be grounded while in use to protect the operator

from electric shock. The machine is equipped

with an approved three-conductor cord and
three-prong grounding type plug to fit the proper
grounding type receptacle. The green (or

. green and yellow) conductor in the cord is the
grounding wire." Never connect the green (or
green and yellow) wire 10 a live terminal. If your
unit is for use on less than 150 volts, it has a
115V plug. If it is for use on 150 to 250 volts, it
has a 230V plug.

Extension cords. Use only three-wire exten-
sion cords that have 3-prong grounding type
plugs and three-pole receptacles that accept
the machine's plug. Replace or repair damaged
or worn cord immediately.

i

Grounded

@

15V | | Receptact
(s
T
"

Figure 2. No. 200 Power Drive Grounding Instruc-
tions.

Outdoor use extension cords. When machine
is used outdoors, use only extension cords
suitable for use outdoors and so marked.

4. Remove toels from machine. Form habit of
checking to see that machine is clear of
wrenches or other tools before starting.

5. Support work. Support iong, heavy work with
a floor pipe support,

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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6. Secure machine, Securely tighten Chuck Hand-
wheel and rear Centering Device on work. Make
sure that machine and stand are stable. Power
Drive must be bolted to floor when using No.
840 Universal Drive Shaft.

7. Wear proper apparel. Wear safety shoes, hard
hat, and safety goggles. No loose clothing {un-
buttoned jackets or loose sleeve cuffs) or
jewelry to get caught in moving parts.

3. Do not overreach. Operate machine from Foot
Switch side only. Keep proper footing and
balance. Be sure foot can be removed safely
from Foot Switch at all times. Do not reach
across machine and keep hands, body andtools
away from moving pars.

9. -Maintain machine in top condition. Use sharp
cutting tools and keep machine clean for best
and safest performance. Follow lubricating
instructions.

10. Keep work area clean. Cluttered areas, bench-
es, and slippery floors invite accidents. If
machine is mounted on a bench make sure
that the tools, not being used, are nct in any
way obstructing machine operation.

11. Avoid dangerous environment. Do not use
machine in damp and wet locations. Keep work
area well luminated. Allow sufficient space 10
operate machine and accessories properly and
for others to pass safely.

12. Wear ear protection. If exposed to long peri-
ods of very noisy shop operafions keep ears
protected.

13. Keep visitors away. All visitors shouid be kept
a safe distance from work area.

14. Use recommended accessories. Refer o Opera-

tor's Manual. Use of improper accessories may

be hazardous.

15. Disconnect Power Cord. When adjusting, servic-
ing, or changing accessories disconnect Power
Cord. Cord should be in top condition and ex-
amined at regular intervals.

Operation Using Hand Tools

Warning: Operator should be thoroughly familiar
with preceding Safety Precautions be-
fore attempting to operate this equip-
ment.

‘Note: Correct operating position for cutting,
threading and reaming is to stand on
the switch side of the Power Drive
straddling the nearest tripod leg with
left foot operating Foot Switch (Fig. 6).

Installing Pipe in Power Drive (Fig. 3)
1. Measure and mark length of pipe being worked.

2. If pipe is long enough to be retained by cent-
ering device, insert pipe through front or rear
of machine. If pipe is short, insert into front
of machine.

3. Make certain that pipe is centered in centering
device, if used, and tighten centering device.

4. Tighten Chuck Jaws with a repetitive counter-
clockwise snap spin of Handwheel. This ham-
mering action tightens Jaws on pipe. A clock-
wise rotation snap spin releases Jaws.

Chuck Jaw
Centering Handwhee!

Device

— Retaining
Ring (2)

Set Screw (2)
Pipe

REV/QFF/FOR
\ Switch

Foot Switch %

Figure 3. Power Drive with Pipe Installed and
Stand.

Cutting Pipe with Hand Cutter
1. Install pipe.

2. Engage Pipe Cutter with pipe and align Cutter
Wheel with mark on pipe.

3. Rest Pipe Cutter Frame on Support Bar (Fig.
4) located on switch side of machine. Tighten
Feed Screw Handle.

4. With Power Cord plugged in, turn REV/OFF/
FOR Switch to FOR (forward) position (Fig. 3).

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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5. Place foot on Foot Switch (Fig. 3) to operate
Power Drive.

6. Continuously tighten Feed Screw Handle (Fig.
4} with both hands until pipe cutoff is
completed.

7. Release Foot Switch and turn REV/OFF/FOR
Switch to OFF position,

Feed‘Screw
Handle

Figure 4. Cutting Pipe with Hand Cutter.

Threading Pipe with Hand Threader

1. Place Threader on end of pipe with Handle
resting on Support Bar (Fig. 5) located on
switch side. -

2. Place No. 318 OQiler (Fig. 8) under Threader
and apply RIDGID Thread Cutting Oil on pipe
end.

Hand
R;;%Et Threader

Figure 5. Pushing Hand Threader onto Pipe to
Engage Dies.

i

3. Turn REV/OFF/FOR Switch to FOR (forward)
position (Fig. 3). '

4, Step on Foot Switch and push Threader (Fig. 5)
with right hand to engage Dies. :

~ Note: Threader is self feeding once Dies are

engaged. Apply pienty of oil (Fig. 6)
until threads are completed.

5. Release Foot Switch once thread is com-
pleted.

6. Push back Support Bar (Fig. 6) on switch side.
7. Reverse Threader Ratchet Knob (Fig. 5).

8. Lower Threader Handle and pull Support Bar
out. Threader Handle is now against fower
side of Support Bar.

9. Turn REV/OFF/FOR Switch to REV {reverse)
position (Fig. 3) and back off Threader. by
stepping on Foot Switch.

10. Release Foot Switch (Fig. 6) and furn REV/
OFF/FOR Switch to OFF position.

No. 2 Pump

Gun Hand

Threader

Figure 6. Qiling Hand Threader Dies.

The Ridge Tool Company/Elyria, Ohio; U.S.A.
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Reaming Pipe with Hand Reamer

1. Turn REV/OFF/FOR Switch to FOR (for-
ward) position (Fig. 3).

© 2. Insert Straight Flute Reamer into end of pipe

and hold firmly onto Handle and Handgrip
(Fig. 7).

3. Siep on Foot Switch and push on Reamer
Handgrip (Fig. 7) with right hand io ream
pipe.

4. Release Foot Switch, remove Reaher and
turn REV/OFF/FOR Switch to OFF posi-

Figure 7. Reaming Pipe with Hand Reamer.

Quick or Seif-

Opening

Set Screw (2)

Retaining
Ring Assembly (2)

Support
Bar (2)

Die Head

2)) '
Thumb Screw \
N Shoulder Bolt

N MEyebolt Assembly

Operation Using No. 311
Carriage Mounted Tools

Warning: Operator should be thoroughly familiar
with preceding Safety Precautions be-
fore attempting to operate this equip-
ment,

Note:  Correct operating position for cutting,
threading and reaming is to stand on
the switch side of the Power Drive
straddling the nearest tripod leg with
left foot operating Foot Switch,

Installing No. 311 Carriage, Die Head,
No. 341 Reamer, and No. 360 Cutter
(Fig. ‘8)
1. Pull 2 Support Bars on Power Drive forward.
2. Slide 2 Retaining Ring Assemblies against
Power Drive Body and secure with 2 Set Screws.
3. Secure Eyebolt Assembly to No. 311 Carriage.

4. Slide Lever Arm through Eyebolt Assembly
and secure to Collar Assembly with Shoulder
Bolt.

5. Slide No. 311 Carriage and Collar Assembly
onto Support Bars.

«———No. 360 Cutter

No. 341 Reametr

Collar Assembly

No. 311
Carriage
w/Lever

Lever Am

Figure 8. No. 200 Power Drive with Accessories.

Y
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6. Tighten Collar Assembly Thumb Screw into
groove on Support Bar,

7. Insert Die Head Post into mating hole in
Carriage,

Note: When fully inserted, springloaded bail
will hold Die Head in place,

8. Install No. 360 Cutter and No. 341 Reamer
and secure with Pins.

9. Install pipe.
10. Position No. 318 Qiler under pipe.

Cutting Pipe with No. 360 Cutter (Fig. 9)

1. Swing Reamer and Die Head back to out-of-
way position.

2. Move Pipe Cutter down onto pipe and move
Carriage with Carriage Lever to line up Cutter
Wheel with mark on pipe.

3. Tighten Cutter Feed Screw Handle on pipe.

4. Turn REV/OFF/FOR Switch to FOR (forward)
position and step.on Foot Switch.

5. Continuously turn Cutter Feed Screw Handle
with both hands until pipe is cut off.

6. Release Foot Switch and turn REV/OFF/FOR
Switch to OFF position.

7. Return '4Pipe Cutter to out-of-way position.

Feed Screw  NO. 360
Handle Cutter F

Carriage
Lever

Figure 9. Cutting Pipe with No. 360 Cutler.

Threading Pipe with Quick-Opening or
Self -Opening Die Head (Fig. 10)
. Install Die Set. Refer to Die installation proce-
dure, pages 8 and 9.

2. Swing Cutter and Reamer to out-of-way posi-
tion.

3. Lower Die Head into threading position.
4. Apply RIDGID Thread Cutting Qil to pipe end.

5. Turn REV/OFF/FOR Switch to FOR position
and step on Foot Switch.

6. Engage Dies with pipe using Carriage Lever
and oil Dies with plenty of RIDGID Thread
Cutting Oil until thread is completed.

7. Self-Opening Die Head (Fig. 12) - When Die
Head Trigger contacts end of pipe (1/2"
through 2™) Die Head is automatically
opened.

Quick-Opening Die Head (Fig. 13) - When

thread is completed, raise Throwout Lever to

open head position, retracting Dies.

Note: Quick-Opening and Self-Opening Die
Heads eliminate slow backoff,

8. Release Foot Switch and turn REV/OFF/FOR
Switch to OFF position. .

9. Move Carriage Lever away from pipe end and
return Die Head to up and out-of-way position.

Carriage

Foot Switch

Figure 16. Threading Pipe with Quick or Self-
Opening Die Head.

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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Reaming Pipe with No. 341 Reamer
(Fig. 11)

1.
2.

Move Reamer Arm down into reaming position.

Extend Reamer by pressing Latch and sliding
Knob toward pipe until Latch engages Bar.

. Turn REV/OFF/FOR Switch to FOR position

and step on Foot Switch.

. Position Reamer into pipe and complete ream-
“ing by pushing Carriage Lever with right hand.

. Retract Reamer Bar and return Reamer to

out-of-way position.

. Release Foot Switch and turn REV/OFF/FOR

Switch to OFF position.

. Release Speed Chuck Handwhee| and Center-

ing Head from pipe.

Remove pipe.

Y
Reamer \Carriage

. Amm Lever

Figure 11, Reaming Pipe with No. 341 Reamer.

Installing Dies in Self-Opening

Die Head (R.H. only) _

The No. 815 Self-Opening Die Head (Fig. 12) for
right-hand threads requires four sets of Dies to
thread pipe ranging from 15" through 2”. One set
of Dies is required for each of the following pipe

size ranges:
and (1" through 2").

(%" )" and %), (%" and %),
Bolt threading requires a

separate set of Dies for each boli size.

1.

Place Self-Opening Die Head in vertical

position on bench.

2. Make sure Trigger Assembly is released.

Loosen Clamp Lever approximately six tumns.

4, Puli Lock Screw out of slot under Size Bar so

that Roll Pin in Lock Screw wiil bypass slot,
Position Size Bar so that index line on Lock
Screw is all the way to the end of REMOVE
DIES position.

5. Lay Head down with numbers up.
6. Remove Dies from Die Head.
7. Die numbers 1 through 4 must agree with those

on Die Head.

8. Insert Dies to mark on sides of Dies,
9. Move Lever back to lock in Dies.
10. With Head in vertical position,

rotate Cam
Plate until Roll Pin on Lock Screw can be posi-
tioned in slot under Size Bar. In this position
Dies will lock in Die Head. Make sure Roll Pin
points toward end of Size Bar marked RE-
MOVE DIES. ‘

11. Adjust Die Head Size Bar until index Line on

Lock Screw or Link is aligned with proper size
mark on Size Bar.

12. Tighten Clamp Lever. For bolt threads, align

Index Line with BOLT line on Size Bar.

13. If oversize or undersize threads are required,

set the Index Line in direction of OVER or
UNDER size mark on Size Bar. :

iAssemny ‘

Figure 12, Self-Opening Die Head.

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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Installing Dies in QUIck-Openlng Dle
Head (R.H. & L.H.)

The Universal Die Head (Fig. 13} for right-hand
threads requires four sets of Dies to thread pipe

. ranging from 15" through 2”, One set of Dies is

required for each of the following pipe size ranges:
(%), (%" and %"), (15" and ¥,"), and (1" through
2"). The 15" pipe Dies are not available for left-
hand Die Head. Bolt threading requires a separate

set of Dies for each bolt size. No Bolt Dies are

available for left-hand Universal Die Heads.
1. Lay Die Head on bench with numbers face up.

. Flip Throwout Lever to OPEN position.

2
3. Loosen Clamp Lever approximately three turns.
4

. Lift tongue of Clamp Lever Washer up out of
slot under Size Bar. Slide Throwout Lever all
the way to end of slot in the OVER direction
indicated on Size Bar.

5. Remove Dies from Die Head,

6. Die numbers 1 through 4 must agree wath

those on Die Head.

7. Insert Dies to mark on side of Dies.
8. Slide Throwout Lever back so that tongue of

Clamp Lever Washer will drop in slot under
Size Bar.

9. Adjust Die Head Size Bar until Index Line on

Lock Screw or Link is aligned with proper size
mark on Size Bar.

10. Tighten Clamp Lever. For bolt threads, align

11.

Index Line with BOLT line on Size Bar,

If oversize or undersize threads are required,
set the Index Line in direction of OVER or
UNDER size mark on Size Bar.

Index Line

Throwout
Lever

Figure 13. Universal Quick-Opening Die Head.

Operation Using
Geared Threaders

_ Warning: Operator should be thoroughly familiar

with preceding Safety Precautions be-
fore attempting to operate this equip-
ment.

Caution: If, by accident, a RIDGID Geared
Threader is backed off too far and
Threaded Barrel becomes disengaged
from Workholder, the Threader must be
put on a bench and the threads re-
engaged carefully by Hand Do not at-
tempt this by power.

Installing Nos. 4PJ, 141 and 161 Geared
Threaders (Close-Coupled Method)

1. Adjust Threader being used. Refer to page 13
for Nos. 141 and 161 Threaders or page 15 for
4PJ Threader,

2. Place Threader on floor or workbench with
Drive Shaft up. Install No. 844 Drive Bar on
Threader Drive Shaft and tighten 2 Set Screws
(Fig. 14).

Set Screw (2) F I~~~ No. 824

Drive Bay

Selector
Plate
Knob

Figure 14. No. 141 Threader with No. 844 Drive
Bar Installed (Nos. 161 and 4PJ
Threaders Similar)

The Ridge Tool Company/EIyrla, Ohio, U.S. A
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Chuck :
Handwheel No. 844

Drive Bar

Adapter

Retaining Ring Bracket

Assembly

No. 141 Geared
Threader

Figure 15. No. 141 Geared Thfeader Close-Coupled to Power Drive (No. 4PJ Threader
’ Similar). '

Chuck

Handwhesl

No. 844
Drive Bar

Centering
Device

No. 161 Geared

Ring Assembly

Support Arm (2) :
WP
Bolt & Washer \
|

by, Guide Post

Figure 16. No. 161 Geared Threader Close-Coupled to Power Drive.

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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3. Two men pick up Threader and insert Drive
Bar into chuck of Power Drive (Figs. 15 and 16).
‘Tighten Power Drive Chuck Jaws into three
“V" shaped grooves in head of Drive Bar.

Note: Allow approximately 3/4'" of grooves
exposed in front of Chuck Jaws (Fig.
17) to allow space for oiling.

4. Close centering device on-shaft of Drive Bar.

5. 4PJ and 141 Threaders (Fig. 15) - Puli out Sup-
port Bar on switch side and secure Collar
against Power Drive Body with Set Screw.

161 Threader (Fig. 16) - Insert No. 346 Support

Arms into Support Bars and secure collars
against Power Drive Body with Set Screws.

6. 4PJ and 141 Threaders (Fig. 15) - Slip No.
758 |Loop over Support Bar and secure to Gear
Case joop with Set Screw.

Note: Use No. E-3675 Adapter Bracket (Fig.
158), in place of No. 758 Loop, on all
4F and 4PJ Threaders without  loop
hole on Gear Case..

161 Threader (Fig. 16) - Remove Set Screw
{plug) from Threader Guide Post and secure
Support Arms with Bolt and Washer.

7. Insert pipe in Threader and center end of pipe
in throat of Dies. Tighten workhoider with
Socket Wrench (Fig. 17).

e iy ShaPEd
% Groove (3)

N ﬂ’\

Figure 17. Tightening Workholder on No. 141
Geared Threader (No. 161 Threader
Similar).

8. Tighten Clamp Screw (Fig. 17} securely.

9. Position No. 318 Qiler directly under Threader
{Fig. 18).

10. Support long pieces of pipe with No. 46 Pipe
Support {Fig. 18). Position approximately 214
feet from Threader. :

Threading Using Nos. 4PJ, 141, and 161
Geared Threaders (Close-Coupled Method)

Note:  Correct operating position for cutting,
threading and reaming is to stand on
switch side of the Power Drive between
tripod legs with right foot operating
Foot Switch.

1. Install Geared Threader and pipe.

2. Plug in Power Cord.

3. Turn Power Drive REV/OFF/FOR Swiich to
FOR (forward) position (Fig. 3).

4. Step on Foot Switch.

5. Flood Dies (Fig. 18) with RIDGID Thread Cut-
ting Oil during threading operation to assure
long Die life,

6. 4PJ only - Release Foot Switch just before Die
Head begins to press on Pressure Ring (Fig.
18) at base of Pinion Sleeve.

141 and 161 - Release Foot Switch when red
“STOP” line appears on Pinion Sleeve (Fig. 21).

No. 2 Pump
Gun

Pinion
Sleeve

\ Pressira )
Yt Workholder P}pe

1 No. 46 Pipa
Support

Figure 18. Threading Pipe with No. 141 Geared
Threader (Close-Coupled Method)
{Nos. 161 and 4PJ Threaders Similar).
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Note: RIDGID Geared Threaders are jam proof
designed so that Pinion Shaft will auto-
matically disengage if Threader is ac-
cidentally run on pipe past a full thread
length. '

7. Turn REV/OFF/FOR Switch (Fig. 3) to REV
. {reverse) position.

" 8. 4PJ only - Step on Foot Switch and reverse

. Threader until Die Head is at starting position
and Dies are free from end of pipe.
Note: Do not loosen Workholder until Dies
have been disengaged from pipe.

141 and 161 - Step on Foot Switch and reverse

Threader one or two revolutions. Pull knobs

{(Fig. 18} and rotate Cam Plate as far as it will

go towards CD mark on Head to disengage

Dies. - '

9. 4PJ only - Loosen Workholder Clamp Screw

(Fig. 22) and remove pipe.

- 141 and 161 - Loosen Jaw Clamp Screws (Fig.
17), turn Workholder to OPEN position and
remove pipe.

Note: Before threading next piece of pipe, run
Threader Head beyond STANDARD line
on Pinion Sleeve and then back to
STANDARD line. This movement takes
up slack in gearing for immediate re-
sponse when cutting next thread.

10. Turn REV/OFF/FOR Switch to OFF position.

Installing Nos. 4PJ, 141 & 161 Geared
Threaders Using No. 840 Universal Drive
Shaft (Fig. 19)

Warning: 1. Do NOT plug Power Cord in until
Geared Threader is installed and
ready to thread.

2. When threading pipe larger than 2
inches, the Power Drive must be

bolted to floor. Chain Vise must be -

securely anchored with Jack Screw
Assembly and post to ceiling or
bolted to floor.

1. Adjust Threader being used. Refer to page
13 for Nos. 141 and 161 Threaders or page
15 for 4PJ Threader.

2, Slide long hexagon end of the Universal
Drive 8haft into front chuck of Power Drive.
Tighten chuck and Centering Device Head.

3. Locate Chain Vise in line, on same level, and
approximately length of Universal Drive Shaft
away from Power Drive front chuck.

4, Tightly secure pipe in No. 450 Tristand Chain
Vise.

5. Support long pieces of pipe with No. 92 Pipe
Support.

€. Position Workholder so that a Jaw is on top
center and slide Threader onto pipe. Carefully
center end of pipe in throat of Dies.

7. Tighten Workholder Clamp Screw {Figs. 20 and
22) securely.

"8. Slip square socket of No. 840 Universal Drive

Shaft over square end of Threader Drive Shaft
and tighten 2 Set Screws.

Note: When properly positioned, sliding shank
of Universal Shaft should be approxi-
mately centered to allow movement in
either direction.

9, Position No. 318 Oiler
Threader.

directly under

Threading Using Nos. 4PJ, 141, and 161
Geared Threaders with No. 840 Universal

.Drive Shaft

1. install Geared Threader and pipe.
2. Plug in Power Cord.

3. Turn Power Drive REV/OFF/FOR Swiich
to FOR (forward) position (Fig. 3).

4. Step on Foot Switch.

5. Fiood Dies (Fig. 18) with RIDGID Thread
Cutting Oil during threading operation to
assure long Die life.

6. 4PJ only - Release Foot Switch just before

Die Head begins to press on Pressure Ring
{Fig. 18) at base of Pinion Sleeve.

141 and 161 - Release Foot Switch when red
“STOP*' line appears on Pinion Sleeve
(Fig. 21).

Note: RIDGID Geared Threaders are jam proof
designed so that Pinion Shaft will auto-
matically disengage if Threader is ac-
cidentally run on pipe past a full thread
length.

7. Turn REV/OFF/FOR Switch (Fig. 3) to

REV (reverse) position.
8. 4PJ only - Step on Foot Switch and reverse

Threader until Die Head is at starting
position and Dies are free from end of pipe.
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lelD No. 200 Power Drive

Geared Threader
Pipe

No. 45¢ Tristand
Chain Vise

Bolt (3)

No. 318 Oiler Foot Switch:

P,

 Bolt (3)

" Figure 19. Threading with Nos. 141, 161, and 4PJ Geared Threaders using No.840

Universal Drive Shaft.

Note: Do not loosen Workholder until Dies
have been disengaged from pipe.

141 and 161 - Step-on~Foot Switch and re-
verse Threader one or two revolutions. Pull
knobs (Fig. 18) and rotate Cam Plate as far
as it will go towards CD mark ion Head to
disengage Dies.

9, Turn REV/OFF/FOR Switch to off position.

10. Loosen Chain Vise and remove pipe.

Removing Geared Threader and
No. 840 Universal Drive Shaft

Nate: Do not loosen Workholder until Dies have
been disengaged from pipe.

1. Loosen 2 Set Screws (Fig. 19} and remove
Universal Prive Shaft from Threader.

2. 4PJ only - L oosen Workholder Clamp Screw
(Fig. 22) and remove Threader.

141 and 161 - Loosen Jaw Clamp Screw
(Fig. 20) and turn Workholder {0 OPEN,
position. =

] No. 840 Universal

" Cam Plate \

Chuck
Handwheel

Drive Shaft

Centering
Device

. Guide Post

Head

Reference
Lines {3)

" Clamp Screw

Figure 20. No. 141 Geared Threader with Drive
Shaft Up {No. 161 Threader Similar).

Knob (2)

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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lelD Neo. 200 Power Drive

Adjusting Nos. 141 and 161
Geared Threaders

Cam Plate (Pipe Size) Adjustment
Procedure '

1. Place Threader on floor or workbench with
Drive Shaft up.

2. Pull Knobs (Fig. 20) of Cam Plate and rotate
Cam Plate to desired pipe size marking on top
of Die Head. Release Knobs when Locating Pins
drop into holes in Selector Plate.

Thread Size Adjustment Procedure

Grasp Workholder and turn square end of Drive
Shaft or turn Gear Case by hand to respective
reference lines on Guide Post (Fig. 21).

Standard Size Thread - Either one of followmg 2
reference lines may be used.

Reference Line 1: Set bottom surface of Die

Head at red “Standard” line on Pinion Sleeve.

Reference Line 2: Set upper surface of Dig Head
which houses Guide Post even with center line
at top end of Guide Post.

Selector
Plate

I
DieHead ~

Stop Screw
Red Stop Line/

“Standard” Line
Pinion Sleeve

Oversize Thread - For oversize {(shallow thread)
set Head at bottom line on Guide Post. This line is
marked (2T OVER]).

Undersize Thread - For undersize {deep thread) set
head at top line on Guide Post. This line is marked
(2T UNDER}).

Changing Guide Post for Straight or

Tapered Threads (Fig. 21)
1. Adjust Threader to cut standard size threads.

2. Remove Screw from Gear Case at base of G ulde
Post.

3. Pull Guide Post up until Guide Block attached
to Selector Plate is disengaged from angle slot
in Guide Post.

4. Turn Guide Post until straight slot faces in-
ward for straight thread, or tapered slot inward
for tapered thread.

5. Engage Guide Block in slot and push Guide
Post down into position.

8. Replace Guide Post Screw.

Note: Unit is now set to cut straight threads (NPSM
or BSPP) or taper threads (NPT or BSPT).

Die (Set of 5)

Guide Block

’ “9T Under” Line
" “Standard” Line

f\“zT Over” Line

V i“""-Guide Post

" 4—-——-SCI'BW

Gear Case

Note:

if it becomes necessary fo remove or
replace the Guide Block, the stamped
number E-1957 on Guide Bleck must be
AGAINST Selecter Plate, |f stamped
number is visible you will cut an UN-
DERSIZE thread.

s

Figure 21 No. 141 Geared Threader showing Pinion Sleeve and Guide Post Reference

Lines.

Fo ke

o

RlMID No. 200 Power Drive

Changing Dies

1. Remove Stop Screw (Fig. 21) from Selector
Plate.

2. Pull Knobs (Fig. 20) and rotate Cam Flate
to CD mark on top of Die Head.

3. Remove worn set of Dies (Fig. 21) and in-

sert new Dies,

Note: Be sure to replace complete set of Dies
and that Die numbers correspond with
slot numbers.

4. Replace Stop Screw.

Note: If it becomes necessary to remove or
replace the -Guide Block, the stamped
number E-1997 on Guide Block must

- be AGAINST Selector Plate. If stamped
number is visible you will cut an UN-
DERSIZE thread.

Adjusting No. 4PJ Gear'ed
Threader |

Workholder (Pipe Size) Adjustment
Procedure (Fig. 22)
1. Place Threader on floor or workbench with
Workholder up.
2. Loosen 2 Gauge Screws.
3. Adjust Gauge Plate to desired size pipe.
4. Tighten Gauge Screws against Gauge Plate.

5. Back out Clamp Screw so that Workholder will
slip over pipe when installed.

Thread Size Adjustment Procedure
(Fig. 23)
1. Turn Threader over so Drive Shaft is up.

2. Grasp Workholder and turn square end of
Drive Shaft or turn Gear Case by hand to
reference lines on posts,

Standard Size Thread - Set Head so0 surface of
numbered pads is even with line around ends
of Posts.

Oversize Thread - For oversize (shallow thread)
set numbered pads on Head below line on
Posts. Each Y inch of offset will change thread
size one turn,

Undersize Thread - For undersize {deep thread)
set surface of numbered pads on Head above
line on Posts. Each 1 inch of offset will ehange
thread size one turn,

Gauge
Screw {2)

Gauge
Plate

~ Figure 22. No. 4PJ Geared Threader with Work-
holder Up.

Post (5) Head Drive Shaft

, — Pinion

Reference 3 - Sleave
Line -

Pin {5) \_ "~ prossure
Threaded Ring

Jaw Clamp
Screw g;‘:; Barrel

Figure 23. No. 4PJ Geared Threader with Drive
Shaft Up.
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QIMID No. 200 Power Drive

Changing Die Set (Fig. 23)
1. Insert small screwdriver in slot in Head be-
tween Post and Die. Push Die out.

Note: Die is retained by spring loaded ball.

2. Install replacement Die, seating firmly against
Post.

Note: 1. Be sure that Die number corresponds
with slot number and that slot and
Post are free of chips and dirt. Re-

place complete Die Set.

2, 4PJ Threaders with E-2445 Straight

Posts (NPSM-American Thread or
BSPP-British Thread) must use spe-
clal Dies for straight threads only.
Threaders equipped with E-1948
Taper Posts must use standard Ta-
per Pips Dles (NPT-American
Thread or BSPT-British Thread)
only.

No. 819 Nipple Chuck

The RIDGID No. 819 Nipple Chuck is & giick

" and easy tool for holding short and close nip=

ples or studs for threading. No. 200 Power Drive
should be equipped with No. 311 Carriage and
Seif-Opening or Quick-Opening Dle Head.

CAPACITY: 1/8" to 2'' Standard Pipe (NPT).
1/4' to 2" = Bolts or Studs UNC or UNF,

Pipe Adapters Stud Adapters

1/5”1 1/4”1 S/a"u Var
3/4"] 1”’ 11/4N| '11/2H

" to 2" UNGC
" to 1" UNF

Short or Close Nipple Threading
Procedure

'I. Grip pipe in Power Drive Chuck. Thresd and
ream one end and cut nipple to desired
length.

Note: Correct operating position for cutting,
threading and reaming is to stand on
the switch side of the Power Drive
straddling the nearest tripod leg with

! left foot operating Foot Switch.

2l Place Nipple Chuck Body (Fig. 24) in Power
" Drive chuck, gripping jaw grooves.

3. Position Insert (Fig. 24) small end toward
adapter with 14" 1o 3," pipé; large end with
1" pipe; no insert 114" pipe and up.

4. Select proper size Nipple Chuck Adapter and

screw into nipple chuck (Fig. 25) by hand.
Tighten with wrench. .

5. Screw nipple (Fig. 25) threaded on one end

into adapter by hand. Ream and thread other
end.

8. Insert pin on end of Wrench (Fig. 26) into one

of holes in Nipple Chuck Release Collar and
turn. Remove threaded nipple by hand.

Nipple Chuck

Figure 24, Installing Nipple Chuck Body and |
Insert.

Wrench

Figure 25. Installing Nipple Chuck Adapter and
' Nipple.

QO 0O
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lelD No. 200 Powe'r Drive

Figure 26, Releasing Nipple from Nipple Chuck.

Maintenance Instructions

Warning: Always unplug Power Cord before ser-
vicing Power Drijve,

Jaw Insert Replacement (Fig. 27)

Note: Clean teeth of Jaw Inserts daily with wire
brush. When teeth on Jaw Inserts become
worn and fail to hold pipe or rod during
operaticn, replace entire set of Jaw In-
serts.

Lubrication

Properlubrication is essential to trouble-free opera-
tion and long life of Power Drive.

Grease main shaft bearings every 2 to 6 months
depending upon amount of Power Drive use. Grease
fittings (Fig. 28) are provided on side of base, ene
at each end of shaft. Use a good grade of cup
grease,

" Motor Brush Replacement

Check motor Brushes every 6 months and replace
when worn to less than 14, inch. If Commutator is
worn, turn 0.D. of Commutator and undercut mica
before replacing Brushes.

1 ToRemove;

T ToReplace:

Place screw driver in Insert
Slot and turn 90 degrees in
either direction.

Place Insert sideways on
Locking Pin and press down
as far as possible.

Hold Insert down firmly and
with screw driver, turn so
teeth face up.

Figure 27. Rerplacing Jaw Inserts.

The Ridge Tool Company/Elyria, Chio, U.S.A,
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RluﬂD No. 200 Power Drive

Figure 28. Power Drive Main Shaft Bearings
Grease Fittings.

White

(Blue)_ _

Gre’en%.ﬁi
JRSERE LR

Black

White E-1506

. Green
%\ {Green & Yellow)

Replacing Motor Drive Beit

D O

1. Remove 3 Socket Head Screws from motor
housing and remove with Motor.
2. Remove Drive Belt. ¢
3. Clean ‘out any dirt or lint in housing or
around shaft of Motor and Driven Puiley.
4. Install replacement Belt on Driven Puliey.
5. Install motor housing with Motor and engage

Caution: Take

motor Driver Pulley in Belt.

care when engaging motor
Driver Puliey in replacement Belt
so teeth of Pulley engage those of
Belt, otherwise damage may occur
to the Belt when Switch is turned on.

" 6. Replace 3 Socket Head Screws.

Blue E-1505-X

Insulator E-lOQl\To MO'V
o,

" l Black (Brown)
L_L_/ﬁ | _—Red
Ta B E \

(with Terminal)

For >~ L <*Rev

2 SwitehS

l——Yellow

Suppressor

Note: Wire colors in parenthesis
represent European color
code. European cord the
same except for plug.

(230V only)

Figure 29. Machine Wiring Diagram
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Rl%'D No. 200 Power Drive

No. 815 Self-Opening Die Head

Part No.

B-127
c-170
D-421-X
D-600
E-1098-X
E-1099
E-1100
E-1101
E-1102
E-1103 -
E-1104

o
i
=

—t —1 -4 -4 —t - [P W -1 e § ,

Part Name

Die Head with F-645 Post
Cam Plate .

Throwout Lever with Insert
Retaining Ring

Lock Screw (Incl. E-2619)
Bushing for L.ock Screw
Washer

Hex Nut

Retaining Spring Ring
Clamp Lever

Throwout Link

Part No.

E-1105
E-11086
£-1107

E-1108
E-1117

E-1406
E-2619
E-2624
F-645

- 1 s B

Part Name

Roll Pin
Threwout Plunger

Compression Spring for
Plunger

Trigger Assembly

Screw for Trigger
Assembly

Screw for Retaining Ring
Pin

Insert

Post

The Ridge Too! Company/Elyria, Ohio, U.S.A.

Printed in U.S.A.

19



RIDGID no. 200 power Drive

| Quick-Opening Die Heads

o Throwout Lever
Retaining
Ring Screw

Lock Screw

Cam Plate

@ Die Head with Post

Hex Nut

Clamp Lever Washer

~

-
@79\,

Clamp Lever

Die Head Post

SN ¢

The Ridge Tool Company/Elyria, Ohio, U.S.A,
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RIMID No. 200 Power Drive

Quick-Opening Die Heads

Clamp | Die Head ; Die Head Die Retaining
Cam | Clamp | Lever (RH} {LH} Head Hex Lock | Retaining | Retaining Ring Throwout
Die Head Plate | Lever | Washer | With Post | With Post | Post Nut Link | Screw | Ring (RH) | Ring (LH} Screw Lever
Uniﬁersal C-329] F-672| E-1042| B-728 B-835 | F-645| — | F-536| E-933| D-600 D-663 E-1406 E-660
Die Head | Pipe Die Sets (RH) %", (44" and %"}, (%" and %"}, {1" thru 2°). (LH) (}4" and %"), (14" and %"), (1" thru 2").
Bolt Die Sefs (RH) UNC or UNF 1", 96", %", A", %", %", %" %", %", 1%, 1%", 13", Universal (RH} UNC 13", 2”. {LH) None.
No. 515 C-332| F-672| E-1042| B-297-1 — | F-645] — | F-536| E-933| E-612 — E-1406 E-671
(RH) Pipe Die Sets (RH) No. 551 — %", No. 552 — (/4" and %"}, No. 554 — (4" and %").
No. 514 £-332( F-672) E-1042| —0 B-1120 | F-645] — | F-536| E-933| — E-612 | E-1406 E-671
{LH) Pipe Sets (LH) 5", (%" and %", (3" and 3").
Mono Die
Heads ‘ 15" D925
{RH} %" C-244 — | E-1042| B-312 — | F-645| E-905 | F-536| F-663] %" D-926| = — E-1406 E-671
W% Pipe Die Sets 14", %", %" %" D-927
RH or LH C-242| — | E-1042| B-309 B-422 | F-6457 E-905 | F-536] F-663| 1" D-928| E-1118 | E-1406 E-671
B %" Pipe Die Sets 14", 3" (RH or LH). %" D-929 .
RH or LH C-240| — | E-1042| B-307 B-450 | F-645| E-905| F-536 | F-663| 1" D930 E-1144 | E-14086 E-671
1%, 1" Pipe Die Sets 1", 1%" (RH or LH). 1%" D931 »
RH or LH (-239| -~ | E-1042| B-308 B-453 | F-645 E-905‘ F-536 F-663 (134" D-932| E-1146 E-1406 E-671
1 2" Pipe Die Sets-1%", 2" {RH or LH). ' 2" D933
No. 500-B
Bolt Die
Heads
RH or LH C-383| F-672| E-1042 | B-359 B-35% | F-645| — | F-536] F-537| E-839 E-839 E-1406 E-671
Y thru 17 { Bolt Die Sets 14", %s", %", 6" %" %¢", %", %", 4" 17 UNC or UNF Right Hand or Left Hand. '
RH or LH C-384| F-672| E-1042| B-360 | B-360 |F-645| — | F-536| F-537| E-840 E-840 E-1406 E-671
1%" thru 2°| Bolt DieSets 115", 114", 13", 135" UNC or UNF, 13", 2" UNC Right Hand or Left Hand.
BUN— 15" thru 24" 12 UN— %" thru 214", 16 UN— 13" thru 215",
General Pﬁrpose Acme and Metric Dies Available on Request.
The Ridge Tocl Company/Elyria, Ohio, U.S.A. 21
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Rl%lD No. 200 Power Drive

Nos. 311 Carriage w/312 Carriage Lever,
341 Reamer and 360 Cutter

D-1024-X

E-3795-X —

O

C-38-X >

E-518 £-513-X

The Ridge Tool Company/Elyria, Ohio, U.S.A.

Printed in U.S.A.

R":XEID No. 200 Power Drive

Nos. 311 Carriage w/312 Carriage Lever,
341 Reamer and 360 Cutter

Part No. Qty. Part Name

C-38-X 1 Lever Arm Assembly

C-144 1 Reamer Arm

C-877 1 Cutter Frame

C-878-X 1 Roll Housing & Wear Plug Assembly
D-387 1 Reamer Bar

D-1024-X 1 Screw Handle

E-353 1 Reamer Cone {RH)

E-511-X 1 1J" Clamp Assembly (See Note)
E-513-X 1 Eye Bolt Assembly

E-515 1 Shoulder Bolt

E-516-X 1 Collar Assembly

E-518 1 Handgrip

E-762 1 Reamer Knob

E-863 1 Reamer Cone (LH)

E-865 1 Reamer Latch

E-903-X 1 Set Screw Assembly

E-1032 1 Cutter Wheel

E-1664 1 Latch Spring

E-1669 1 Latch Screw

E-1751 2 Roll

E-1752 2" Roll Pin

E-3549 - 1 Retaining Pin

E-3759 1 Support Arm

E-3795-X 1 Stop Bolt Assembly (Incl: Stop Bolt, Step Nut, Washer, and Spring)
E-3819 1 Pin :
F-3 1 Cutter Wheel (No. 1 & 2 Heavy-Duty)
F-9 -1 Wheel Pin '

F-412 1 Hinge Pin

F-514 1 Cutter Wheel (No. 1 & 2 Std. Thin)
F-693 1 Pin

Specify Model Number When Ordering Parts.

Note: RIDGID No. 310 Carriage (without tapped hole)
reguires “U” Clamp Assembly with E-511-X Set Screw to
install No. 312 Lever. E-511-X Set Screw is available

on order from factory, '

The Ridge Tool Company/Elyria, Ohio, U.S.A.

Prinfed in U.S.A.




RIDGID

No. 200 Power Drive

Chuck, Body, Gear and Stand Assemblies

C-4§0—X

E-900

E-1741

C-454-X  ,E-1500

C—455[-2-)(

-1094

*To replace E-2919-R or
E-1308-1-R Bearings, remove
Body from Base and return
to factory.

E-1315-X

E-1322

E-1318-1
E-1162

C-422-1
C-424-2

C-423-5

C-426

E-1461-X

Q«—E-1319

D-475-2-X

[E-1666-X \.@

X

& %
pklnsert

*E-1308-1-R

Spring

B-529-1-X

—— — — — —— =
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lelD No. 200‘ Power Drive

Chuck, Body, Gea_r and Stand Assemblies

Part No.

B-528
B-528-1-X

B-721-X
C-422-1
C-423-5
C+424-2
C-426
C-430-X

C 453
C-454-X
C-455-2
C-455-2-X

D-474
D-475-2-X

D-433
D-1201

E-868
E-892
E-900
E-912
E-1094
E-1095
E-11862
E-1306
E-1308-1-R
E-1309-X

E-1315-X

Oty.

1 set

W W = W o~ W

3

1 set
1
1

1

Part Name

Base

Front Cover Assembly
(incl. E-912, E-1308+1
& E-1626)

Folding Tray

Chuck Habdwheel
Cap

Scroll

Gear (100 Tooth)
Centering Assembly
Centering Backplate
Centering Head
Drive Shaft

Speed Grip Drive
Shaf{ Assembly

FPressure Plate

Chuck Jaw (3 per set)
(Incl. {1 set) E-1666-X)

Centering Scroll

Split Bearing
{Incl. (2) E~-896)

Leg Bolt

Screw

Screw

Grease Fitting

Nut

Lock Washer

Spring

Centering Jaw (3 per set)
Front Bearing

Rear Leg (Incl. F-532)

Intermediate Gear
Assembly {Incl. E~1514)
& E-1515)

Part No.

E-1316-X

E-1318-1
E-1319
E-1320-1
E-1321-1
E-1322
E-1375-X
E-1377
E-1388

E-1444-X
E-1461-X -

E-1485
E-1500
E-1502
E-1503
E-1504
E-1514
-E-1515
E-1516
E-1626
E-1666-X 1

E-1741
E-2892
E-2919-R
E-2998
E-10161

F-532

Qty.

1

W W W W W W w w

RN W o2 B N W A

—

set

_- O W

Part Name

2nd Intermediate Gear
Assembly (Inc!. (2)
E-1515)

Drive Wedge

Spring Cap
Pressure Plunger
Compression Spring
Retaining Plug

Pin w/" X" Washer
“X’* Washer
Drive Plug

Leg Chain

3rd Intermediate Gear
Assembly (Incl. (2)
E-1516)

Protector Screen
Screw

Screw

Screw

Dowel Pin

Ball Bearing

Ball Bearing

Ball Bearing
Hollow Dowe! Pin

Insert (3 per set)
(Incl. {3} Pin &
(3} Spring)

Lock Washer

Screw

Rear Bearing

Front Leg {Incl. F-532)

Screw

Grommet

Specify Machine Nodel and Serial Numbers when ofrden‘ng parts.

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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RIMIDQ No. 200 Power Drive

Motor, Housing Assembly and Foot Switch

C-496-X (115V)
C-499-X (230V)

*A-16-2-X Body Assembly is
interchangeable with Single
Bar “200" Body on Serial

Nos. 207,001 through No. 216,700.

E-5526-X
B-ss'lo-x T

E-10006

E-1498  E-2606

E-830-2 (115V)
E-607 (230V)

E-1517

/
£

E-1493-1

£-1338-X

E-3467

,E-1582

E-2497-8

E-1697-X
E-1692 E-4596

E-2001

The Ridge Tool Company/Elyria, Chio, U.S.A.
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RIMID,D No. 200 Power Drive

Motor, Housing Assembly and Foot Switch

Part No. Qty. Part Name
A-16-2-X 1 Body Assembly (Incl. E-912,
(2) E-913-1, E-1499,
(4) E-1504 & E-2919)
..B-530-X 1 Motor Housing Assembly
(Incl. (2) E-913-1,
(2) E-2606, (2} E-1711 &
E-1488)
C-478-X 1 Fan Housing
C-496-X 1 Motor Complete (115V)
C-499-X 1 Mcotor Complete (230V)
D-510-X 1 Armature and Fan Assembly
) {Incl. (2) E-1497)
D-511-X 1 Field Assembly
{Indicate Voltage)
D-620 1 Cord
E-607 1 Service Cord with Plug
(230V)
E-889-1 2  Grommet
E-890-2 1 Service Cord with Plug
: (115V) '
E-898 2  Screw
E-912 1 Grease Fitting
E-1334-X 2 Support Bar Assembly
~ {Incl. E-1484)
E-1417 1 Switch
E-1476 1 Driven Pulley
E-1484 2  Spring Ring
E-1487 1 Driver Pulley
E-1491 1set Brush Assembly
(2 per set)
E-1493-1 2  Brush Cap
E-1495 2  Screw
E-1496 4 Spap Ring
E-1497 2  Ball Bearing

Part Name

Pari No. Qty.

E-1458 1 Motor Name Plate

E-1489 1 Name Plate

E-1500 4  Screw

E-1501 1 Load Spring

E-1502 3 . Screw

E-1503 6  Screw

E-1504 4 Dowel Pin

E-1507-2 1 Drive Belt

E-1511 1 Connector

E-1512 2 Key

E-1517 2  Wire Nut

E-1582 1 Clip

E-1692 2  Octagon Ring

E-1697-X 2 Retaining Ring
Assembly (Incl, E-1692
& E-4596)

E-1711 2  Set Screw

E-1749 1 Field Locking Screw

E-2497-8 1 Foot Switch

E-2606 2 Brush Holder

E-2900 1 Micro Switch

E-2901 1 Treadle

E-2919-R 1 Rear Bearing

E-2921 4 Lock Washer

E-3348 1 Spring

E-3467 3 Screw

E-4596 2  Set Screw

E-5526-X 1 Supressor Kit (230V)
{Incl. Suppressor, Clamp,
Terminals, Grommet &
Mounting Screw)

E-10006 4 Pop Rivet

Specify Machine Modell and Serial Numbers When Ordering Parts.

The Ridge Tool Company/Elyria, Ohio, U.S.A.

Printed in U.S.A,




RlMID No. 200 Power Drive

The Ridge Tool Company/Elyria, Ohio, U.S.A.
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RIDGID ~

Pre-Tested
Work Saver,
Tools

RIDGID Full Lifetime Warranty

The RIDGID REPUTATION is the result of consistent product guality and
years of pride in workmanship. Rigorous checks and controls from raw ma-
terials to packaged products insure product confidence widely accepted as
the mark of the professional trades. Therefare, RIDGID covers it's products
with a FULL LIFETIME WARRANTY-against defects in material or workman-
ship; excluding electric motors which are warranted for a period of one year
from date of sale. Pipe or drain cleaning tools, rods and cables, are not covered
by this warranty and are considered expendable material. To take advantage
of this warranty, the complete product must be delivered prepaid to THE
RIDGE TOOL COMPANY or any RIDGID AUTHORIZED SERVICE CENTER.
Pipe wrenches and other hand tools should be returned to place of purchase.
Obviously, failures due to misuse, abuse, or normal wear and tear are not cov-
ered by this warranty. NO OTHER WARRANTY, WRITTEN, OR ORAL, AP-
PLIES. No employee, agent, dealer, or other person is authorized to give any
warranty on behalf of The Ridge Tool Company. Warranted products will be
repaired or replaced, at our option, at no charge to you and returned to you via
prepaid transportation. Such replacement or repair is the exclusive remedy
available from Ridge. Ridge is not liable for damage of any sort, including
incidental and consequential damages. Some U.S.A. states do not allow the
exclusion or limitation of incidental or consequential damages, so the above
limitation or exclusion may not apply. This warranly gives you specific legal
rights, and you may also have other rights which vary from state to state.

RIDGID

N

Ridge Tool Subsidiary

mmm Emerson Electric Co.
IEMIERSON
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