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SUPER-RAP IDEX INSTRUCTION MANUAL

INlROil'gTION

Thank you vcry much f or choos ing our SUPER-RAPIDD( indexer.

Th ls  Indexer  has  been newly  des lgned and manufac tured  prec is ion  indexer

no t  on ty  t lme  and  cos t  sav ing  purpose  bu t  a lso  be ing  des igned  cons ider ing

ma i  ntenence,  safety and durabi  I  i  fy .

SPECIAL CAUTIOT{S

1.  The coolant  o l t  should be g iven d i rect ly  to  cut t ing spot ,not  to  the

Indexer .  I f  the coolant  o l l  penetrates acc identa l ly ,  i t  may deter iorate

the performance of S{JPER-MPIDD(,thoueh the indexer is

baslcal ly free from maintenance and wholly sealed to prevent the

coolant oll peneiratlon inio the body.

2. The thlckness of the indexer turret ls about 20mm.(0.?87" )

Do not make deeper holes when you mount f ixtures etc.

3 . Read the manual carefully and prevent machine crush and j ig

Interference,which cause the index pin damage and accuracy problem.

4. Work pleces and flxlures should be equal lv batanced as much as

poss lb le(  less than l5 lbs at  8 .7"  ) ,o therwlse the indexer  mav not

turn,and the in terna l  machanism wi l  I  be broken.

I NG ABOVE CAUT I ONS \{, I tT VO I D OUR WARRANTY POL I

A RN I  NG S

1. Loadlng and unloading of the workpieces shoutd be done awav from

the machlne or uhen machine operation is totallv stopped. 0r you

wl  l l  ge l  hur t  acc ldenta l  ly .

2 .Our  STPER-RAFIDO( ls  a  mechanlca l  un i ! , therefore verv  safe.But ,vou

must pay a ful I attentlon at any tlme to avold any lrouble and

acc ldent .



I .  DIMENSION &

SUPER-RAPIDEX

ACCURACY

MODEL i  710 -300

turn to 45" at stroke ?s
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(Note 1)The

that

(Note 2)The

cen ter I i  nes of tap ho I e do not

of the table.So, take account of

head adaptor '  s  d imension is  not

rnake paral le I e wi th

i t when us i ng j igs.

conta ined in  D.



Descr  ip t  ion To I  erance

lab le cen ter

ro  I  e  runout

0 .0  lmm

0.0  004  "

Iab le  sur face

runout

15mm i  nner  f r

the  tab le

c i rcumference

0 .02mm

0 .0008"

lab le  sur face

squareness

lSmm i  nner  f r

the  tab le

c i rcumference

0 .0 3mm

0.0012"

I  ndex i  ng 3umula t i ve  e r ro r

accur acy

+ 30 sec.

Fis 2
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2.  OPERATION wi th CNC Mach ines

Us i ng any too I f rom the mach i ne( or

rnachine sp ind le) ,a  programmed Z-ax is

of the SLJPER-RAP IDEX.

i  nstal  I  a metal  bar al  the

mot  ion  prov ides index ing mof  ion

index 5"  ,

Mode I  :7  10-300

Dependi ng on

lo '  ,15"  ,20"

45" Compact Ttpe I ndexer

I  ength of  s t roke programmed, the un i  t  wi  I  I

,25"  ,30 '  ,  35 '  ,  40 '  and45" .

@C in F ieS shows tab le  ro tat ion and @f pos i t ion ine and c lamping

CAUT I  ON :

OThe head adapter , (P))  is  l0mm(0.1")  th ick , is  f ixed wi th  M8 screw.

In case of damage of the head adapter,replace it bv anv similar

materlal.Be careful not to interfare the guide tube when depressed.

OSJPER-RAPIF( has a nechanical absorber (5nrm=0.2" altowance),which

absorbs an excessive moving of the push bar.

In case of overstroke, the absorber wi I I be broken.
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Positioning
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2.1)  FULL STROKE

?10-300: The full stroke(75mm=1.5" )of the push bar of St'PER-RAPIDD(

achives 45' movement of lhe indexer.

The push bar wl t I be depressed by any toucher tool(e.g.End Mil ls).

( l l |e recomend you to instal I a metal bar at the spindl e to push

the indexer,whiclr is easy and faster for indexing. )

[P  r  o  c  e  d  u  r  e ]

@ Stop the toucher tool(or the bar)once at 2nm(0.1" ) awav from the

indexer push bar. (Violent push wi t I sive damase to SUPER-RAFIDEX

@ Depress,bv approx.?5mm(1.5"  ) ,  the push bar  a t  1 .2  to  l .5mlminute

U to  5f t , /min. )speed.(Adjust  the depress ing speed accord ing to

the app I ication or the weight of workpiece,heavy workpiece wi l l

cause an overrun. )

@ Retrace the toucher  loot  to  the in  i t ia l  s top pos i  t ion.

CAUT I  ON :

O The Indexer push bar should be depressed exactlv in the direction

of  i ts  center  I  ine.

a The toucher  too l (e .g .End Mi l ls )should not  ro ta te whi le  depress ins.

45"  movement  wi l l  be g iven by 75mm(1.5"  )s t roke of  the push bar ,

however,the exact amount must be determined by depressing the push

bar gradual ly unti I the table stops rolating.

O The reLracing speed is as same as the depressing one.
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2-2)  INDIVIDUAL POSITION

710-300

I  NG

i  ts  s t roke. (Po in t

i  ts  s t roke. (Po in t

i  ts  s t roke. (Po in t

F Oo

10 '

15 '

t

t ? 6

q r )

Depress

Depress

Depress

the push

the push

the push

sl)
s2)
s3)

of

o f

o f

bar at

bar at

bar at

I,/ g

2,/ g

3,/ g

Depress  the  push bar  by  ?Smm(1.5"  )o f  i t s  s t roke . (Po in t  SE)

O45'  :75mm st roke is  essent ia l  lv  I  sect ion.

The table can nou turn over I seci I on,/stroke.

OWhen you rotate lO' (2,/9 suroke),the addit ional(2nd) 10" wil l  be

accomplished at the posit ion of 20" (4,/9 stroke) (- 'S4)

OIn case of incremental novenent, because of the work weight or

f ixutires, you may lose the posit ion (overrun). Reduce the speed of

depressing the bar f rom 1.2'1,5n,/nin.$ to 4.tt,/nin)to 0.8n,/nin.

Q.7f r,/nin)

ST
Clamping

Unclamping
ositioningSG

sl-
c r f t  -

I

I
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I f  you  do  no [  pus ) r  a  p r r sh  bo r '  f o  a  eeL  po inL  p rope r l y  t v ) t e r t  t ' he  push  ba r  goee  back

To  t l r e  o r i g i na l  pos i t i o r r ,  A  f ab le  au fo ruo f i ca l l y  n rove  a  l i t t l e  b i t  t o  g tab i l i ze  Lhe

^ ^ o i l i , . , ^  i l .  ^ o l f  V ^ r r  r . . o l  l ^  ^ r l i , r a t  r , n f l l  l L i a  t a h l o r . ' , - ^ 1 , 6 n ^ a ^ l  l i a n n r a . r ^ r

o
$

@

fr
Pending
status



2 '2 - l )  t "  d lY ls ion

How to use 1 degree index(FD.300-360.FDM-300-S60).

Operation is almoet sams as 2 - 2),but there are 46 points in every one degree

euch as SI,S2,S3-------S44, from SG to SE.

*Remark:

lf you do not push a pueh bar to a set point properly when the push bar goes back

to the original position, A table automatically move a little bit to etabilize the

position its gelf.

You need to adjust until this table's movement disappear.

Especially the space that the cramp pin enter is narrow, make sure to do this

procedure.



2-3 )  POSIT ION CHECKING

The angl e i  ndi cat i  on scale on the

po i  nts and 15" i  ncrement marks.

The  pos l t l on  o f  Po ln t  S l  i s  where

the  f l r s t  5o  re fe rence  po in t ,  Po inb

po in t )  pos i t i on  and  Po in t  SE i s  on

Before s tarb i  ne ac[ua l

ro ta t  i  on .

CAUT I  ON :

indexer  tur re t shows 5" reference

the

52 is

45"

re ference mark

on the 10'

mark  pos i t ion .

comes to meet

(2nd  re fe rence

f f i i l e

you

tes t  runn ing,  carefu l

when you are check i ng

produc t ion ,  p lease carefu l  I  y  check the tab le

I  y operate your mach i  ne.

the i  ndexer rotat i  on.

Your  mach ine  h i t s

Page



#710-300

tS amp 1e O p e  r  a  t  i  o  n l

Turn f  r  om 0 o  t  o  6  5 o

I  s t  65 '

Depress the push

s troke to get an

bar  once (  fu l  I

addi  t ional  20 '

st roke) to get 45' ,  and then 4,/ I

2 nd 65"

Depr ess

g ives no

the  bar  fu l l y

movement. )and

to get an add i t i onal 25"

then 8,/9 s troke to get

, (4 , /g  o f  the  s t roke

an  add i  t i ona l  40"  .

45"

The

:75mm s troke

tabl e can not

i  s  essent  ia l  l y

turn over 1

1 sect  i  on.

sect  ion/  s t roke.

is
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3.  OPERATION Wi th  MANUAL HANDLE

You can

You can

use

use

the SLTPER-RAPIDD( as a manual i ndexer.

the handle for  workp iece set t ing before operat ion.

ISNTUP]

O Mount the handl e on to the push bar and t ighten the f ix ing

knob in to  the  p i t  by  the  s ide  o f  the  gu ide  tube.

@ Turn the handle and check i f  the table acLual  lv  rotafe.

,o..1 l- t ..r . '  |  1.. . . . .
r r o  l r o r o r  r  r  r o r r  e  r l o o  r
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4.  MAINTENANCE

ct  1 0 -  3  0 0 :

45' Compact Type STJPER-RAPIDEX is pract i cal I y a mai ntenence f ree

product .  However, to keep bet t ,er  accuracytp lease pay abtent ion to

the  fo l low ing .

l .A lways  keep i t  c lean a f te r  the  job .

2 .Keep  i t  d ry (o i l y )and  c lean  in  s to rage .

Coo lan t  water  and mois tu re  w i l l  ga ther  rus t 'wh ich  may cause

ro ta t iona l  t roub le  and  inaccuracy  o f  pos i t i on ing .

A lways  keep i t  c lean and pu t  some o i l  a f te r  comple te lv  d ry .
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