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1. INTRODUCTION

Thank you for purchasing our American Made, Rytan Inc. Model RY45, universal key duplicating
machine. Your new key machine has been designed and built with heavy-duty components designed for
the most demanding shop and van use. As you become familiar with your new machine you will find a
new ease and confidence in key cutting. Discover the smooth and natural interaction between machine

you will profit greatly from this quality built versatile key machine.

Use your machine to cut standard cylinder keys and U.S. and Foreign automobile keys. Install an

optional RY47 Flat Slotter Kit and duplicate Flat Safe Deposit Keys.

2. GETTING STARTED

Please take time now to ready and understand this manual thoroughly before you start cutting keys.

machine. Please feel to contact us if y ou have any questions or go to Rytan.com.



SAFETY FIRST
Do not atempt to operate this machine until you have read thoroughly and understand completely all
ingtructions, rules, etc. contained in this manud. Failure to comply can result in accidents involving
fire, dectric shock, or serious persond injury.

3. SAFETY RULES

A. Know your machine. Read the owner's manua carefully. Learn its applications and

limitations aswell as specific operationa hazards peculiar to this machine.

Guard againg dectrical shock by preventing body contact with grounded surfaces.

Examples Pipes and metd work tops.

Keep guardsin place at al times.

Keep your work area clean. Cluttered areas and benchesinvite accidents.

Avoid dangerous environments. Don't use this machine in damp or wet locations. Keep

your work areawell lit.

Keep Children away. All visitors should be kept asafe distance from thework area. Do

not |et visitors contact the machine or power cord.

Do not force the machine. It will do the job better and safer at the rate for which it was

designed. Always maintain asharp cutter whed on the machine.

H. Usethe machinefor what it was designed. Don't use the machine for anything but the
key blanksfor which it wasintended.

I.  Wear proper gpparel. For example: No loose clothing or jewelry to get caught in moving
parts. Operators without properly restrained long hair MUST NOT operate any type of
meachinery, including key machines. Long hair can get caught in moving (rotating)
machinery parts.

J. Use Safety glasses. Flying chips, improperly secured key blanks and broken cutter whed
teeth can injure the eyeif not properly protected.

K. Dont abuse cord. Never yank cord to disconnect from receptacle. Keep cord from hest,
oil and sharp edges. Never remove the ground connection from the plug. If you usea
two wire adapter be sureto properly connect the ground wire. NEVER CUT OFF THE

GROUND TERMINAL FROM THE MACHINES POWER PLUG!

L. Securekeysproperly invises. Don't hold key head for support when cutting. If it
doesn't clamp properly, don't try to cut it!

M. Maintain asharp cutter whed. A dull cutter whed isnot only inefficient but dangerous.

A dull cutter whed can produce excessive cutting force on akey blank and exceed the

machine's vise jaws clamping force to a point where the key blank could be ripped out of

themeachine

Disconnect machine. When not in use, during servicing, or when changing cutter whedl

and accessory brush dway's disconnect the machine from its dectrica power source.

Remove servicing wrenches. Remove al service tools from the machine before turning it

on.

Alwaysturn off machine. After cutting akey, turn off the machine before removing a cut

key and clamping another fresh blank.

Always lock carriage back. After cutting akey, turn off the machine and lock the

carriage back to prevent accident or injury.

R. Outdoor use. When machineis used outdoors, use only extension cords suitable for
outdoors and that have abuilt-in third wire and ground termina. NEVER CUT OFF THE
GROUND TERMINAL FROM THE MACHINES POWER PLUG!

S.  Keep hands away from cutter and key blank. Keep hands away from rotating cutter. Do
not reach underneeth or around cutter or key blank when cutter isrotating.

T. Never use machinein an explosive amosphere. For example, if your machineisina
sarvice van with afud leak or spill, switching on the machine could ignite the fumes.
NOTE: AFLAMMABLE SOLVENT SPILL IN YOUR SHOP OR VAN IS
EQUALLY DANGEROUS
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Ingpect machine cord periodicaly. If damaged, repair a once.

Kegp hands, dry, clean and free from oil and grease.

. Stay aert. Watch what you are doing and use common sense. Do hot operate machine
whenyou aretired.

Do not use machineif switch does not turn the machine ON or OFF.

Drugs, Alcohol, Medication. Do not operate machine while under theinfluence of drugs,

acohol, or medication.

The operation of any key machine can result in foreign objects being thrown into the
eyes, which can resultin severe eye damage. Alwayswear safety glasses or eye shidds
before commencing key machine operation. We recommend wide vison safety mask for
use over spectacles or sandard sefety glasses.

N XX 2<cC

4, MOUNTING THE MACHINE

Mounting the machine. Drill two oversized ¥2" holesin your bench top to mount your
machine. Use¥2’-13 boltsfrom your locd hardware store. Carefully turn the machine up-
side-down and measure the spacing of the two tgpped holes on the bottom of your machine
(be careful not to set the machine on the power switch). Turn the machine right-side-up
and place the machine where you want it on your work bench. Mark the bench and drill
your holes.

5. CUTTING STANDARD KEYS

A) Most key clamping requirements use the standard top jaw configuration. The top
jaw can be shimmed with .040" drill rod (included)—to make deeper cutsin small
keys. Narrow groove style top and bottom vise jaws are possible by reversing the
entire carriage.

B) Keysaredwaysgauged with the full-function flip-up key gauges. We do not
recommend bottom shoulder gauging because key blank manufacturers do not
adways maintain areligble correl ation between bottom and top shoulder positionson
the key blanksthey make.

C) Alwaysremember toflip away your key gauges before cutting akey.

D) Alwayscut keysfromBow to Tip. NEVER MAKE YOUR FIRST CUT
FROM TIP-TO-BOW.

TheRY45is specificdly designed to cut mogt cylinder keysand U.S. and Foreign
automotive keys. The key will be cut properly starting at the Bow and ending at the
Tip of thekey. ItisO.K. to makea"clean-up" cut back to the bow of thekey ONLY
after thekey hasaready been cut.

NOTE: If an excessive amount of key blank materid isremoved on the clean-up cut (second cut) your cuitter
may need replacing or sharpening.

6. CUTTING DEEP CUTSIN SMALL KEYS

A) Most key clamping requirements use the standard top jaw configuration. If you
are making deep cutsin small keysyou may haveto use .040" drill rod shimsin
thevises. Y ou mugt usethem in both left and right visejaws.

Make sure you only open thevisejawsjust enough to dide the key in—
opening too wide may alow the key to St on top of the shim. Seeillustration
figure 1.



VISE JAW WITH .040" SHIM STANDARD JAW WILL
TOENABLEDEEPCUTSTO CLAMPMAXIMUM
BE MADE IN KEY AMOUNT OF KEY

Fgurel

CUTTINGKEYS

1) Keys are always top shoulder gauged with the full-function key gauges.
Never attempt to bottom shoulder gauge akey againgt the vise jaws.
2) Alwaysremember toflip back your key gaugesbefore cutting akey.

Switch ON your machineand gently raisethe carriage and pogition it o the
ylusisright over thekey. Continueto ease up on the carriage and
meanipulate the carriage to make asmooth gentle cut down theleft edge of
the"V" aut inthekey and then gently continue acrosstherest of thekey to
thetip autting dl cutsonthekey.

3) Y ou may wartt to reverse the carriage and mekea"dean+up” cut back tothe
bow of thekey.
4) Turn OFF your machine.

CUTTING STEEL KEYSISNOT RECOMMENDED

Cutting steel keyswill accelerate cutter wear. Some steel keyswill ruin your cutter wheel with
just one pass.

NOTE: Some automotive presentation keys are made of Hardened Sed and can ruin the cutter
whed ingtantly! Don't befooled by the decorative Gold, Brass or Slver-plating on these keys.

Suggedtion: Kegp asmdl magnet near your key machineto idertify sted keys. Before cutting asted key
try filing asmall groove where one of the degper cutswill be—if the key wont file easly it won't cut any
better inyour key machine and will modly likly ruin your cutter!

7. VISE JAWS

Chooging the correct visejaws. For mogt key cutting work the visejaws can remain in the sandard
configuration. In the standard configuration the entire "throat” of the bottom and top jawsisused.
Measuring from the front faces of thetop and bottom visejaws and into the throat of the jaws—youwill
measure. 142", Thisthroat dimenson of .142" ishow much of thekey isconsumed by thevisejawvswhen
thekey isdamped. Mogt keysarerardy cut degper than .142" from the back edge of thekey blade



Some padlock keys and some General Motors keys have cuts degper than .142" from the back edge of
the key blade. For these keys you have to shim the vise jawsto clamp the keys properly.

Usethe pair of round-drill rod shimsthat came with your machine. Place ashim in each visejaw
againg the back edge and lay the key in front of .the shim—effectively pushing the key out of thevise
jawsand clamping on the remaining .102" of the key. Seefigure 2 below.

By opening the vise jaws enough to dide the key in you will be making the key lay right in front of the
drill rod shimin the vise jan—effectively pushing the key out of thevise jawsand clamping onthe
remaining .102" of thekey.

VISE JAW WITH .040" SHIM STANDARD JAW WILL

TOENABLE DEEPCUT TO CLAMPMAXIMUM

BE MADE IN KEY. KEY IS AMOUNT OF KEY. KEY

CLAMPED ON .102" OF ITS ISCLAMPED ON. 142"

BLADE. OF ItsBLADE.
HGURE?2

TOPVISE JAW REPLACEMENT

Either top vise jaw may be replaced at any time—you do not haveto buy top visejawsin pairs.

Ingpect your top vise jaws for uneven cdlamping and referencing surfaces. Replace when worn.

Accd erated wear occurs when you clamp double-sided sted keys such as Volks Wagon. Clamping

pre 1984-1/2 Ford double-sided keystoo far to the right into the vise jaws causes weer to theleft edges
of both the top and bottom vise jaws. The damageis dueto the "wedged" shaped milling of these keys
asyou gpproach the bow of thekey.

Unscrew the painted key clamp knob and remove the knob and itsthreaded shaft and the three pieceradid

thrust bearing. Reingtd| anew vise jaw assembly. NOTE: Thetop vise jaw and plunger are preassembled
a thefactory and are sold asan assembly. Seefigure 3

Fgure3




BOTTOM VISE JAW REPLACEMENT

Two bottom vise jaws are bolted to the carriage. One jaw is designed for standard configuration key
clamping with .142" throat (key clamping) and the other is a narrow style for clamping keys in ther
groovings (1/16" grip).

Bottom vise jaws can be replaced one a atime—there is no need to replace them as matched sats. Use
your 9/64" Alien Hex Wrench to remove the #3-32 Socket Head Cap Screw securing the bottom vise
jaw to the carriage. Seefigure 4.

Figure 4

REVERSING THE CARRIAGE

The carriage isreversed on your RY 45 key machineto switch from standard vise jaw configuration to
narrow groove key clamping configuration. To reverse the carriage unscrew the red knurled knob and
screw assembly located near the bottom front of the carriage. Inspect the carriage shaft and carriage
and wipe off any key cuttingsthat might affect clamping the carriage back onto the carriage shaft.
Reingall the Red Knurled Knob and screw assembly back onto the carriage and carriage shaft. See
figure5.

NARROW VISE JAWS
STANDARD VISE JAW FOR KEY GROOVINGS

CONFIGURATION RED KNURLED KNOB AND
SCREW ASSEMBLY

Fgure5



8. TOP SHOULDER GAUGING

LEAVE ABOUT 1/32"
GAP BETWEEN
BOTTOM SHOULDER
OF KEY AND LEFT
EDGE OF VISE JAW

Fgure6
Standard cylinder keys should dways be Top Shoulder Gauged. Use the machings full-function flip-down
key gauges. We do not recommend bottom shoulder gauiging because key blank manufacturers do not
adways maintain areligble corrdation between bottom and top shoulder positions on the key blanksthey
meke.

Always remember to flip UP your key gauges before cutting akey. Seefigure 6.

9. CLAMPING KEYS

Open the vise jaws only wide enough to dide the key in. With the key in dl theway into the "throat" of
the vise jaws—put your index finger againg the key blade as shown in figure 7 below and with moderate
force againgt the key into the vise jaw gently dide the key left and right afew times (about 1/8" will do) to
"seet" the key into the vise jaws. With the bottom shoulder of the standard cylinder key about 1/32" away
from the | eft edge of the vise jaws CLAMP the key with the key clamp now-<till pressing against the
blade of the key with your finger as you tighten the key clamp knob.

We recommend that you clamp the blank in the right vise jaw first, see figure 7—then flip up the full-
function key gauges and clamp the customer (origind) key in theleft vise jaw (seefigure 8) using your
finger—following the same procedure outlined directly above.

CLAMPING KEYS IN RIGHT VISE JAW

RIGHT VISE JAW

Leave about 1/32" Gap
between bottom shoulder
of key and left edge of
vise jaw.

Fgure7



CLAMPING KEYSIN LEFT VISE JAW

LEFT VISE JAW

Fgure8

When both keys have been properly gauged and damped in the visejaws REMEMBER to flip UP the
full-function key gauges before attempting to cut the key.

CLAMPING (Ford double-9ded keys)

Keys such as Ford double-sided ignition and door do not have atop shoulder to gauge from.

Openthevisejaws ONLY enough to didein the thinnest part of the key. Sidein the key blank and alow
the full thickness"ridge" of the key to contact the face of the visejaw.

Clamp the key into the visejaws so that its cuts are approximately centered inthe visejaws.
Ignition key "ridge" will contact the face of the TOP visejaw. Seefigure 10. Door and truck
key "ridge" will contact the face of the BOTTOM visejaw. Seefigure 9. Seefigure 9 for proper

insertion of keysinto visejaws.

STANDARD TOP JAW NOTE: BECAUSE
CONFIGURATION KEY RIDGE LOCATES

AGAINST FACE OF

ALIGN TOP JAW TOP JAW WHEN

TO BOTTOM JAW CLAMPING IGNITION
KEY YOU MUST
CHECK THE
ALIGNMENT OF THE
TOP VISE JAW TO
THE BOTTOM JAW.
LOOSEN KNURLED
KNOB AND PRESS

TOP JAW WITH
YOUR FINGER
AGAINST BOTTOM
JAWS VERTICAL
STEP AND
RETIGHTENTHE

DOOR KEY KNURLED KNOB.

Ridge of key

must  contact

face of bottom STANDARD TOP JAW

vise jaw. Open CONFIGURATION
vise jaws ONLY

enough to allow

thinnest  section

of key blade to

slide m.

Figure9



Ridge of key
must  contact
face of lop vise
jaw. Open vise
Jaws ONLY
enough to allow
thinnest section
of key blade to
slidein.

IGNITION KEY

Figure10

10. TIP GAUGING (Ford double-sded keys)

Operate thefull-function key gauiges by rotating the key gauge shaft toward you—then push to the
right on the key gauge shaft while continuing to rotate the key gauge until the key gauge dignsitsalf
with thetip of thekey. Seefigure 11.

Foure11

BEST and FAL CON (behind thetip) KEY GAUGING

These keys must be gauged from a"tip" location that is behind the actud tip of the key (seefigure
12). Position the key in the vise so that the "tip" edge of the key isabout 1/32" (or less) from the right
edge of the vise jaws. Operate the full-function key gauges by rotating the key gauge shaft toward
you—then push to the right on the key gauge shaft while continuing to rotate the key gauge shaft until
the key gauge dides past the actud tip of the key. Slowly release the key gauge shaft and alow the
key gaugeto rest onthe"tip" location that is behind the actud tip of the key (seefigure 12)



Figure12

SWITCH "ON" YOUR MACHINE

The power switchislocated a thetop, right reer of the machine—near the motor. Seefigure 13.
Toswitch ON pushtheswitchtotherear.

To switch OFF pull the switch forward.

POWER SWITCH

Foure13
11. CUTTER SHAFT LOCK

Toremovethe cutter you must lock the cutter and cutter shaft in position before usng awrench to removethe
cuttter. Seefigure 13,

PressDOWN firmly on the cutter shaft lock. Seefigure 13. While holding thelever down—rotate the cutter
by hand until the cutter shaft lock "dicks" into position. When turning the cutter by hand thereisonly ONE
locking position to befound. Oncethe cutter shaft lock isfully depressed—Hoald it There. Y ou may now
proceed with removing the cutter sheft lock nut and the cutter.

PLEASE..DON'T FORGET to pull UP onthe cutter shaft lock when you arefinished reingdling the cutter
whed. Pulling UP on the cutter shaft lock rdeasesthe cutter and cutter shaft from thelocked position. Failure

to unlock the cutter when attempting to cut akey may result in no rotation of the cuitter.

10



Please note however—the mator may be powerful enough to dip the bat and permanently damegeit by
wearing afla oot on the belt.

12. REMOVING THE CUTTER

The cutter whed issecured to the cutter shaft withaL EFT-HAND NUT. Seefigure 14. Y ou must turn the
nuttotheRIGHT (facing the cutter whed) toremoveit.

Remember to LOCK the cutter shaft before removing the cutter whed (seefigure 13).

Useal" operrend or hex wrench to remove the Left-Hand Nut.

Figure 14

REPLACING THE CUTTER

Before you replace the cutte—dean off any cutttings from the cutter shaft with adean rag. Apply asmadl
amount of white greaseto the cutter shaft face, shank and threads before ingtdling the cutter whed and Left-
Hand Nut.

DON'T OVER TIGHTEN the cutter whed nut-The Left-Hand Nut issaf locking asyou useit. Over
tightening the cutter whed nut may mekeit harder to remove later and may result in damaging the cutter shaft
lock or cutter shaft pulley.

PLEASE..DON'T FORGET to pull UP on the cutter shaft lock when you arefinished reingdling the cutter
whed. Pulling UP on the cutter shaft lock rdeasesthe cutter and cutter shaft from the locked position. Failure
to unlock the cutter when attempting to cut akey will result in no rotation of the cutter. Pleese note
however—the motor may be powerful enoughto dip the belt and permanently damegeit by wearing aflat
oot onthe belt.

13. DEPTH ADJUSTMENT

Depthisadjusted a the back side of theylus To adjust the depth you will need:
»  Peceof Writing Paper cut approximately 1" X 4"
»  Twoidentica key blanks-measure blades width with micrometer or did cdipersand sdect
two that metch.

Beforeyou begin please meke surethat both top visejaws arein the sandard configuration.

11



T-TURN STYLUS LOCK

Fgure15

Depth is adjusted by moving the stylus forward or backward by means of aknurled adjustment knob
located at the back of the stylus. The adjustment is secured by the " T-turn" knob located on the top of the
sylusholder.

To begin the adjustment you must loosen the " T-turn” knob. Use your hand to turn the knurled thumb— turn
the adjustment knob about 1 full turn—viewed from the front of the machine turn the knob to your LEFT. See
figure 15.

NOTE: The stylusis spring loaded and you must push againg thetip of the stylusto compressthe spring.

Secure the two matched key blanks—onein each visejaw. Seefigure 15. PLEASE NOTE: Clamp the keys
into the vise jawswith about 1/32" gap between the bottom shoulder of the key and the left-side edge of thevise
jaws. DO NOT bottom shoulder the keysinto the vises—there may beasmall radiusin the corner of the key
blank's blade and bottom of the shoulder area.

Clamping in thisareamay ANGLE the key blank in the vise and throw off your adjustment.

With the keys clamped in the vises and with the stylus adjusted forward about 1 turn—carefully bring up the
carriage and pogtion it so the key in theleft visejaw LIGHTLY contacts the stylus about in the middle of the
key blank's blade. Now push more firmly againgt the carriage and dlow the left hand key to compressthe
sylusdl theway back. Hold the carriage in this position during the adjustment process.

Observe that the cutter whed missesthe key blank intheright vise by carefully turning the cutter
BACKWARDS by hand—the cutter teeth should missthe blade. The reason for turning the cutter backwards
isto prevent any cutter teeth from removing materiad off the key blank's blade before you make your
adjustments. Turning the cutter backwards will bump the key blank without cutting it—if the styluswas not
adjusted forward enough to missthe key blank.

Upon verifying that the cutter whed missesthe key blank—you may switch ON your key machine.

Takethe 1" x 4" piece of writing paper you made earlier and hold one end of it between the spinning cutter
Whed and the bade of he key blank.

Use your hand to dowly and carefully back off on the knurled adjustment knob—at the sametime we
recommend that you dowly movethe 1" x 4" piece of paper from sideto sde dong the blade of the key blank
to assist you in detecting when the cutter whed'steeth first contact the paper. When the cutter whed first
contacts the paper the paper will be shaved amost without any sound—you must back off the stylus very dowly
for thisto work.

Once you have the cutter whed touching the paper you may dow down the procedure to very smdl

increments. Stop when the piece of paper is cut through to the last few fibers. You have accurately
adjusted the depth of cut on your key machine.

12



14. SPACING ADJUSTMENT

Never adjust the spacing without firgt adjusting DEPTH. If the depth adjustment is not right—spacing will not
beright.

Spacing is adjusted by moving the cutter whed and its cutter shaft assembly Ieft or right. The cutter shaft
assembly is secured to the machines main housing by one#10-32 Alien Socket Head Cap Screws. Seefigure
16. To adjust spacing you will need:

» 532" Alien Hex Wrench

»  Twoidenticd Key Blanks

*  Smadl Plagtic Mallet

Before you begin please make sure that both top vise jaws are in the standard configuration.

#10-32 SCREW-

Figure 16
Stack the two identica key blanks one on top of the other and clamp them in theright hand visejaw. Be
sureto top shoulder gauge them with the machings full-function key gauges—|eave the 1/32" gap between
the bottom shoulder of the keys and the | eft-side edge of the vise jaws. DO NOT bottom shoulder the keys
into the vise—there may beasmadl radiusin the corner of the key blank's blade and bottom shoulder area.
Clampingin thisareamay ANGLE the key blank in the vise and throw off your adjustment.

There should be NO key blank in the left vise jaw for this part of the procedure.

DO NOT FORGET toflip up your key gauges.

Switch ON the key machine and carefully release the carriage and position it so the cutter whed will make
acut in about the middle of the blade of the key blanks. Hold the machine's carriage steady and carefully
makeasgtraight "V" cut into the two-piece key blank stack about 1/8" degp—it isimportant to do this
operation without moving the carriage sdeways by the dightest amount.

Pull the carriage back straight and switch OFF the key machine.

Removethe two key blanksfrom the right visejaw—Do Nat Mix Them Up.

Reingdl the TOP key blank in the right vise jaw with about 1/32" gap between the bottom shoulder of the
key and the | eft-edge of the visejaw.

13



Ingdl theBOTTOM key blank in theleft vise jav—flip down the machines full-function key gaugesand
carefully top shoulder gauge the left key to the key in theright-hand vise jaw.

Caefully rdease the carriage and dign the [ eft-hand key blanks"V" cut with the machines stylus—the"V"
cut inthe key blank in the right-hand vise jaw should "fall" into place around the V" profile of the cutter

whed.

Useyour hand to carefully turn the cutter whed BACKWARDS to verity that the cutter whed stegth do
not touch the"V" cut in the key blank.

Verify that the sylusis completely seated inthe"V" cut in the left-hand key blank. If it isand the cutter
whed will not turn Backwards by hand or the cutter whedl teeth "tick” the V" cut in the right-hand key
blank—then spacing needsto be adjusted. Seefigure 17.

Figurel7

Loosen the #10-32 screw securing the cutter shaft assembly in place using your 5/32" Alien hex wrench—
retighten the screw with LIGHT pressure. Y ou want just enough retightening pressure on the screw to
keep the cutter shaft assembly in place so you can't moveit with your hand—abut you can moveit with
gentle to moderate tapping with your small plastic mallet. Seefigure 18.

Turnthe cutter BACKWARDS with your hand to observe which way you must move the cutter. Use your
small plastic mdlet to "nudge" the cutter shaft assembly in the direction you want to go. It isagood ideato
verify the cutter positioninthe V" cut in the key after every "tap” of the small plagtic mdlet. Verify your
results by turning the cutter Backwards with your hand. Also verify that the stylusis properly seated in the
"V*" cut in the left-hand key. Adjust the position of the carriage as required to keep the stylus seated in the

"V" cut inthe key.

Continue with this procedure until you are satisfied with the position of the cutter. Once you are satisfied
you may wish to turn ON your key machine and ohservethe spinning cutter whed inthe"V" cut inthe key.
Thistest must only be done AFTER you have turned the cutter Backwards by hand and verify that no
cutter whee! teeth will contact either sde of the"V" cut. With the machine running you may want to
lightly "nudge" the spinning cutter alittle more before retightening the #10-32 screw.

SWITCH OFF THE KEY MACHINE. Retighten the#10-32 Screw.

14



VIEW SHOWN WITHOUT
CUTTER GUARD FOR
CLARITY.

USE YOUR SMALL

TO MOVE THE
CUTTER TO THE RT%STB'A%%L%EE
RIGHT. LOOSEN CUTTER TO THE
SCREW LEFT.
Fourel8

15. KEY GAUGE ADJUSTMENT

Stack twoidenticd key blanks one ontop of the ather and damp them in the right-hand visejaw. Besure
toBOTTOM SHOULDER GAUGE them. DO NOT usethe mechinesfull-function key gauges.

Thereshould be NO key blank in theleft vise jaw for this part of the procedure.

Switch ON the key machine and carefully position the carriage o the cutter whed will makeacut in gbout the
middle of the blade of the key blanks. Hold the machings carriage steedy and carefully make astraight V" cut
into the two-piece key blank sack—go dl the way to the carriages built-in over-trave sop and movethe
mechines carriageto the LEFT meking awide cut dightly morethan Vi wide Seefigure 19.

Pull the carriage back and switch OFF the key machine.
Removethetwo key blanksfrom theright-hand visejaw.

Reingdl onekey blank inthe Right visejaw—use BOTTOM SHOULDER GAUGING. DONOT usethe
mechingsfull-function key gauges.

Ingdll the other blank inthe Left visejav—use BOTTOM SHOULDER GAUGING. DO NOT usethe
mechingsfull-function key gauges.

NOW flip down the machingsfull-function key gaugesand placethemin thewide grooves cut inthe keys
Adjust the key gauges as necessary by loosening thekey gaugesfagtening screwvs—retighten the screws. The
key gauges now match the specing of thevisejaws
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Figure19

16. CARRIAGE OVERTRAVEL DEPTH ADJUSTMENT

Y our key machineis equipped with adepth overtravd device. Itsadjusment isimportant. The overtrave
device preventsthe cutter whed from cutting into the vise javswhen there are no keys damped in the machine.
Sating the depth overtravel devicetoo high will prevent degp cutsfrom being mede—they will not get cut dl
theway downinto thekey blank. To adjust the depth overtravel you will need:

» Sot head screwariver
* 716" Wrench
»  Threepiecesof writing pape—cut to gpproximatdy 1" x 4" each.

Close bath visejawswithout keysin them. Pogition the carriage so the Sylusand cutter whed arein about
themiddle of thevisejaws—hold the carriage up againg the machine during thefallowing procedure

Loosenthe 7/16" Hex Jam Nut located at the back of the machings main housing. Seefigure 20.

Turn back the 1/4"-20 dotted screw stud with your screwdriver. About 1 turn to the right as viewed
fromthefront of the machine. Observethat the sylusistouching theface of the dosed visejaw.

Gently turn thedotted screw stud with your screwdriver to the left as viewed from the front of the
mechine and stop when you fed the stud contact the key maching's cartiage—remember to be halding the
carriage up during this procedure. With the carriage overtrave just touching the carriage—and with the
cariagesvise jaws contacting the stylus continue turning the dotted screw stud an additiona Yotum.

Thethread pitch is20 which is goproximately 12 thousandths of aninch per % turn. Tighten the 7/16"
Hex Jam Nut on the dotted screw sud—use moderatetightness

After tightening the 7/16" nut-check the gap between the stylus and the face of the dosed vise jaws.
Use three pieces of the 1" x 4" writing paper you mede earlier. They equa a combined thickness of
about 9 thousandths of aninch. Readjud if necessary.

IMPORTANT: Cariage overtravel works only when adjusted properly. The following things can
happen if the adjustment isnot done properly:

» If adjugted tolow your cutter whed may cut into the right-hand vise jaw.

 If adjugted to high your cutter whed may not cut degp enough when cutting deep cutsin keys.
Seefigure20.
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SLOTTED SCREW STUD.
CARRIAGE OVERTRAVEL-
DEPTH ADJ.

7/16' HEX JAM NUT

Figure20

17. MAINTENANCE

Y our machineistime proven with good design engineering and modern manufacturing practices.

Y ou can sarvice virtudly anything on your machine yoursdlf. There are no specid toals, fixtures or
dignment jigs required to ingtall the parts used in thiskey machine. Because Rytan manufacturesthe
machinesin-house you are assured a supply of new replacement parts and updatesfor aslong as

Y OU want usto make the machines.

Keep your machine clean and lubricated and it will remain a productive asset to your business for avery long
time.

Lubrication
Y ou do not need to lubricate the motor or the cutter shaft bearings - these ball bearing assembliesare
sedled and lubricated for their lifetime.

L ubricate your machine as often asyou like. Use number 30 non-detergent motor oil. Apply oil with
abrushto dl the black oxide process sted surfaces. After applying the oil let it stand overnight and
wipethe oiled parts dry the next day with a clean rag or soft paper towd. WARNING: Do not turn
the machipe over and st it on the Power Switch.

Lubricate the visejaw plungersingde the carriage—remove the key clamp knobs and top vise jaws.
Squirt some number 30 motor ail in thelarge hole and reassemble.

DO NOT LUBRICATE YOUR MACHINEWITH LPS-1 or WD-40in place of number 30 mator
oil. You may use LPS-1 or WD-40 asarug preventative in addition to the number 30 motor oil. If
you only use LPS-1 or WD-40 asyour machine's [ubricant you will eventualy damage the machine.
These"lubricants' act more like solvents than lubricants—they work partidly asasolvent that
extracts dready exigting oilsfrom bearings and other parts and redistributes the exigting oil dong the
surfacesthat need oil. Eventudly you will exhaugt dl oil reservesin the machine's parts and the
machine will be operating asadry machine.

DO NOT dlow any ail or greaseto get on the machings drive belt or pulleys. When handling these
parts be sure your hands are clean and free of any lubricants.
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DRIVEBELT

Y our machings bdt tension ismaintained by means of moving themotor. To adjust the bdt tension-use
your 7/16" wrench and your 3/16" Alien Hex Wrench to loosen the 4 cap screws and hex nutson the
motor. Push the motor hard againgt the belt and retighten the 4 screws. Seefigure 21.

MOTOR MOUNTING SCREWS

Foue21l

KEY MACHINE ACCURACY

Generation Cutting

Generdtion cutting isaprocesswhere the key machine operator takes afresh cut key and duplicates
another key off of it, then tekesthat key and duplicates another formiit, and so on. Theideaisto cut as
many "generations’ aspossibleand dill haveaworking key. Thisisinterpreted asatest” of the
qudity of thekey machine

What key machine operators often forget isif the depth adjustment is off by aslittle as 1-1/2 thousandths
of aninch (.0015) they will accumulate up to 15 thousandths of aninch (.015) in only 10 generdtions. Inas
little asfive generations the key probably won't work in thelock.

Inredity, generation cutting isarepresentation of the entire key cutting process (key machine, operator,

and adjustments) and theresultsyou get are éther good or bad keys—you don't leern the reason why you
are getting good or bad results. Y our results do not indicate the qudity of the key mechine, the qudlity of
the operator, or the qudity of the adjustments made to the machine. All the quesionsremain unansvered.

Thereisenly oneway to get good resultson aconggtent basis Buy aqudity-built heavy-duty key
machine; don't abuseit, and kegp it well maintained and adjusted at dl times. Kegp an eye on cutter
sharpness, theintegrity of the Sylus, thefit of the carriage sheft to itsbearings, thefit of the visejaws, the
fit of the key gauge shaft to the carriage, and thefit of the cutter shaft to the bearings. Any situationsin
these areaswill decrease the performance of the machine. When parts sart to wear— replacethem.

Inaddition to aqudity meachine and its maintenance you need an accurate meesuring tool such asadid
cdiper or key micrometer (preferable mechanicd digitd).

Measuring True Key Machine Accuracy

The proper way to messure key machine accuracy isto takethekey you are going to duplicate from and
messureit. Measure each cut from the back edge of the blade of the key blank. Measure eech cut severd
times and record their average. After documenting the key, make aduplicate of it and measure esch cut
severd timesand record their average. Comparetheresults Thereisredly no subdtitute for this
procedureif you want to meke accurate duplicate keys Generation cutting will not give you mesningful
resultslikethis procedure does.
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18. TROUBLESHOQOTING

M achine AlwaysNeeds Adjustment
There are severd thingsthat can causethis Situation.

1. Cutter whed may be dull. This can cause the key to try to "float” and not cut deep enough in
the deepest cutsif you don't push hard enough againgt the carriage. Replace or resharpen the
cutter (see replacing the cutter above).

2. Pushing harder and harder on the carriage to cut keys o puts more pressure on the sylusas
it passes across the key being duplicated. This heavy "scraping” action will remove more and
more materid off the origina key being duplicated. Heavy cutting pressure also will wear out
the Sylusfagter.

3. Sylusmay beworn. Check it carefully, if thereisagroove worn in the stylusyou may get
degp and shdlow cuts on different brands of keys. For example when cutting Ford double
sided keysthe ignition key will be cut high on the stylus and the door key will be cut low on
the stylus—Schlage C keys are cut moreinthe middle of the ylus. Thismay seemlikean
extreme case—but it happens every day. Replacethe stylus.

4, Carriage shaft and bearings are worn. Check for excess "waobble". Replace the carriage shaft
and bronze oilite bearings.

5. Cutter shaft bearings are worn. Check for any "wobbl€" or in-out play. Replace the cutter
shaft assembly.

6. Onekey cutsfine and the next doesn't. Y ou adjust and readjust dl thetime. The problemis
the carriage depth overtravel is set to high. Thisresultsin the machingsinability to cut the
deepest cuts on akey. This symptom is more common than you think. Fix the problem by
readjugting the Carriage Overtraved Depth Adjustiment (see carriage overtravel adjustment
above).

7. Again. Onekey cutsfine and the next doesn't. Thistimeit may bethe key gauges.
Sometimes key machine operators don' flip back the full-function key gaugesdl the way
and the | eft-hand key gauge CRASHES into the stylus holder and knocks the key gauges out
of pogition. Thekey they're cutting is O.K. but the next key they duplicate won't work in the
lock. If you ever CRASH the left-hand key gauge into the stylus holder—fix the key gauges
right away. See Key Gauge Adjustment above.

8. Keysdon't dwayswork inthelock when gauged off of the bottom shoulder stop. Thisisa
common problem caused by the key blank manufacturers. In recent years many of the key
blank manufacturers have stopped paying atention to the bottom shoulder stop on most keys
sincethey are seldom used for anything anymore. Weve seen Schlage C key blankswith
vaiationsof up to 15 thousandths of aninch (.015") between top and bottom shoulder
positions—between keys taken from the same box. It happens more often than you think.
Thesolution? DON'T bottom shoulder gaugeyour keysanymore.

Cutter StallsOut
There are Six possible causesfor this problem.

1. You are cutting keys from Tip-to-Bow. Thisone can fool you if you're not careful. Cutting
keysfrom tip to bow will work when you cut only shallow keys—sometimes ashop can cut
keysdl day long and never hit upon akey with adeep cut. Y ou think everythingisO.K.
when dl of asudden your cutter stops dead hafway aong the key. The problem? The deep
cut put the cutter into the key past the cutter tooth areaon the left Side of the cutter—you just
reinvented the disk brake! SOLUTION—ALWAYSCUT FROM BOW-TO-TIP.

2. Qil onthe bet and pulleys. Clean the pulleys with safety solvent and ingtdl anew drive belt.

3. Left-hand nut securing the cutter whed isnt tight.

4, Bdttenson needsto beincrease and/or replaced the drive belt.
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5. You'reinyour van. You're Redi-Line generator needs repair, or your wiring needs
replacing (usudly from the battery to the Redi-Line), or your battery isweak. Another
possibility isthat you've been using apower converter and itismargind.

6. Your cutter whed isredly dull.

Stylus Shaves M aterial Off Key

The stuation is caused by the fact that the cutter whedl is made to a sharp point and therefore to cut
keys accuratdy the stylus must dso be made with asharp edge. A key blank dragged acrossasharp
edged stylus has no choice but to scrape materia from the key blank. The solutionisto lightly
"blunt" the sharp edge of the stylus. This hasto be done carefully because if the edge of the stylusis
blunted to much you will narrow the width of the pin seet somewherein the middle—if the stylusis
sharp it will scrapethekey to much, if the stylusis blunted to much it will produce aduplicate key
with adightly narrower pin seat area

If you're going to cut morethan 5 or 10 duplicates off one key we recommend that you make "first"
generation keys and then make additiona duplicates off of them. For exampleif you had to make 50
duplicates off the same key you should make 5 or 10 "first" duplicates and make 5 or 10 duplicates
off of each of them. Thisisaclassc example of why your key machine should aways be maintained
in perfect depth and space adjusment.

Cutter LeavesRidgeson Cut Key

Thissituation is reated to the example above. The cutter whed is made with adead-sharp edge or
point. Y ou will aways get ridges on the cut surface when the cutter has sharp pointed teeth The
ridgeswill get smoother asthe cutter wears—until finaly you haveto buy anew cutter or get the old
cutter resharpened. When you put on the new or resharpened cutter you're back to ridges again.

Machine MakesWhirring Sound
Therearefour possible causes.

1. Thesoundiscoming from the ball bearing belt tensionidler. Thisidler pushes againg the
back sde of the drive bdt—the back side of the drive bdt isridged and some bets used have
large ridges than others. The sound comesfrom theidler ralling againgt these ridges on the
drive belt. It's O.K.

2. Your drive bdt iscoming apart or isfrayed. Replaceit.

3. Your bal bearing cutter whed shaft assembly iswearing out. With the machine turned
OFF—grab the cutter whedl's | eft-hand nut and try to get some movement out of it. There
should be absolutdly no movement—if theres movement in the bearings you need to replace
the cutter shaft assembly. If thereis not movement it may be the other bearing next to the
drive pulley—you will have to remove the drive belt to be ableto check it out. If all seems
well then you are probably O.K. for awhile.

4. Themachines cutter shaft lock ispartidly depressed and is rubbing againgt the drive pulley.
Pull up on the shaft lock knob.

MachineWon't Start
There are severd thingsthat can cause this besides the obvious—plug in the machine and check the

power line.

If you arerunning 12 VVolt D.C.—check thefuseand ALL thewiring.

Key cuttingsin the motor's capacitor. Unplug the machine, remove the capacitor's rubber
cover and blow out the chips.

Remove the machine's access plate—check the wiring connections and switch. Repair or
replaceasn .

Cutter shaft lock isin the locked position.

A W DNp
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Cutter Whed Didn't SeemtoLag Long
Severd things can cause thisto happen.

1. Thecutter will last the longest if it only duplicates brasskeys.

2. Premium qudity Nicke-Silver key blanks are dorasive to the cutter whed and will dull the
cutter more rapidly than brass keys. Here's what you can do to get the maximum life out of
your cutter whed on these premium blanks

a. Duplicate them alittle dower. Racing through the job, especidly inlarge
rekeying jobswill put more wear on the cutter whed than going alittle dower. The
meachine's high-speed "gtick-shift” feature, extremely powerful motor and extralarge
diameter cutter are ared temptation to push the machine fagter and fagter.

b). Y ou should charge alittle bit more money for cutting premium key blanks and
put thet difference aside for the purchase of anew cuitter.

3. Youredly cut more keysthan you thought you did. Often we ca culate how many monthsthe
cutter lasted instead of how many keysyou cut. If you redlly want to know how long your cutter
lasted—keep an accurate inventory of your key blanks—or put asimple mechanica counter on
your key machine and you'l be surprised with results.

4. Youcut 9ed keys Y ou can cut them, but we dont recommend it. No question about it—ded keysare
hard on cutters....period!

5. You cut abeautiful brand new Automotive " Presentation” key that the customer brought in. You
cut thekey and " toagted” the cutter. What you cut was a Gold plated hardened sted key.
They're out there—they were made by mistake sometime ago and they continue to surface from
timetotime. Best thingtodois.

a). Never cut akey that's brought in by your customer. Cut only what you know
and make sureit dways comesfrom Y OUR inventory.

b). Place asmall magnet near your key machine. Test any key that's suspicious—
if itsmagnetic its not brass or Nickely-Silver..period.

Cutter Wobbles

Thisstuation may be caused by akey cutting on the face of the cuter shaft preventing the cutter wheel
from seating properly. Fix it by removing the cutter whed and cleaning dl the surfacesand
reingalling the cutter whed!. If the cutter whed till wobblesitstimeto replace the cutter shaft
assembly with anew one. REMEMBER: Cutter whed is secured with a Left-Hand Nut. Y ou must
"tighten" to loosen.

Cutter LeavesBigBurrson Cut Keys

A sharp cutter requires amost no deburring. A dull cutter requiresalot of deburring. A dull cutter
seemsto make the keys"float" and you're dways"force-feeding” the keysinto the stylus and cutter
whed. Replace the cutter or get it resharpened.

My Resharpened Cutter Doesn't Work Well

You probably didn't have it reground—instead you went to a service that used a different means
such as eching or driking. Smply put.. .your cutter whed should dways be sharpened by
grinding—and you need aqudity serviceto doit right.

I'm Mobileand My Power Converter Won't Work

Your 115 VAC motor needs amobile generator to work. Power converterswork fine on dectric
drills, TV's and radios—not split phase capacitor motors. Buy a Redi-Line or smilar generator and
you'll get the performance you need.

I'm Mobileand My MachineWon't Cut Keys

You haveyour 12 Volt D.C. motor running in reverse. Reverse your motor wire connections and
youllbeOK.
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19. WHEN DO | REPLACE.....

1. Replacethe cutter whed when deburring the key seemsto takelonger than normd. Replacethe
cutter whed when you find yoursdf "assiting” or “force-feeding” the carriage more often,
especidly indegp cuts.

2. Resharpenyour cuttersin sets. Store old cutters until you've accumulated at least 3 cutters—

then send them to aquidity regrinding shop with anote requesting that they dl be sharpened to

the same sze. When you have them dl resharpened to the same Sze you will haveto reedjust
your key mechine only ONCE for al your resharpened cutters.

Replaceyour key machings styluswhen you can see aworn spot such asadight groove and/or

excessverounding of the otherwise sharp Sylus

Replace visejaws when the edges become rounded, flared, mushroomed or when youvecut into

themtoo many times.

Replacethe key gauge shaft when it wobblesin the machine housing excessivey.

Replace the carriage shaft and bronze ailite beeringswhen you can waobble them beyond "just

noticeeble’.

Replacethe drive bt yearly if you usethe machinealot. Every 3-5 yearsif you havea

lower valume shop.

8. Replacethe cutter shaft assambly when you hear awhirring, grinding or buzzing sound (do not
migtakethe drive bat sound) or when you can fed any movement in the cutter shaft assembly
whenyoutes it.

9. Replacethe power switchif you accidentaly bumpit, or hit it, or drop Something onit.

10. Replace the power cord when it beginsto show signsaf wear or cracking. If your mechineis5
yearsold or moreyou should replaceit just for safety reasons.
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HOW DO | REPLACE....

The Stylus

Loosen the red "T-turn” knob on the top of the sylus holder. Pull out the stylus and replace with a
new one. Push hard againg thetip of the gylusto compressthe stylus spring and retighten the
"T-turn" knob. Refer to Depth Adjustment for more details

The Cutter Shaft

Removethe left-hand nut and cutter whed. Remove the access plate and wire brushif ingalled. Loosen
the motor and removethe drive belt. L oosen the cap screw located on the top front edge of the cuttter
head—useyour 3/16" Alien Hex Wrench. Loosen about 1 full turn.  Pull out the entire cutter shaft
assambly and replacewith anew one. Reassamblein thereverse order from above

The Carriage Shaft and Bronze Oilite Bearings
Unscrew thelarge knurled plagtic knob and screw assembly from the lower front of the carriage.
Removethe carriage and dip out the carriage sheft.

Useapieceof 1" diameter hard wood dowe purchased from your locd hardware store. Cut off apiece
about 6" long and useit to pound out the beeringswith ahammer.

Cut off apiece of 1" diameter hard wood dowe about 1 foot long and trim one end to %4 diameter
about 3’ long—tofit onto the new bronze ailite bearing

From theright Sde of the machine push the 1" hard wood dowe throughthe 1" diameter bearing
hole—go dmog al the way to theleft Sde of the machine wherethefirgt bearing will beingdled.
Slip the new bronze ailite bearing onto the modified end of the dowe and position the bearing into the
1" diameter hole. Naticethat the dowd pin going through thefirgt hold and the beering Sitting &t the
entrance of the 1" diameter hole act on their behdf for their own dignment. Useyour hammer to
pound on theend of the dowd and drive the new bronze dilite bearing into itshole. Remove the dowe
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and insart the new carriage shaft—Ileave the end of the carriage shaft extended about %2’ out of the
right-side bearing hole and place your second bearing onto this shaft. Notice the carriage shaft now
actsasan dignment guide for the second bearing.

Usea6" pieceof 1" diameter hardwood dowe and your hammer to pound in the bronze oilite bearing.

Test to seeif the new carriage shaft dides between the two bearings. If you were careful and pound in
the bronze ilite bearing.

Test to seeif the new carriage shaft dides between the two bearings. If you were careful and pounded
themin straight you should be able to continue with the rest of the reassembly right away. If the
carriage shaft isjust alittle stiff you can probably leaveit doneand let it work itsdf in over time. If
the carriage shaft seemsto be to tight then use amedium size plagtic malet and tap on the shaft in all
directions accessibleto "settle" in the bearings. Stop when the carriage shaft getsjust loose enough to
use. Reattach the machine's carriage.

'Y ou should recheck the depth, depth overtravd and pece adjusiment on your mechineand reedjud asnecessary.
WHY DID WE DO IT THAT WAY. ...
20. CUSTOMER INFORMATION

Rytan, Inc. provides the following information on warranty and service for the RY45 key
duplicating mechine.

21. WARRANTY
Thewarranty registration form must befilled out and mailed to Rytan, Inc. within TEN days of date
of purchase . Failureto do so will VOID the warranty.

Payment of Shipping
Payment of al shipping charges and handling cogsts are the customer's responghility for all
warranty work and for dl service work.

Factory Authorization
Y ou must contact the factory before sending amachine for warranty work or for service work.

Evaluation Fee

Cdl thefactory to find out if thereisan evaluation fee for your key machine.  If your machineis
found NOT to be defective under warranty you be charged an eva uation fee which will be gpplied to
parts and labor costs you have authorized, PLUS you will be charged for al shipping and handling
cods. If your machine serviced out of warranty the evaluation fee will be gpplied to parts and |abor
cost you have authorized, PLUS you will be charged for al shipping and handling costs. If we receive
amachine that requires no service you will be charged the full evauation fee plusdl shipping and
handling cods.

M achines Recaived Without Authorization
The factory will NOT work on any machine where the work has not been authorized. We must

have your authorization before we will begin evauating your key machine and you must be aware
of your evduation feeif afeeisapplicable.

RYTAN, INC. RESERVESTHE RIGHT TO MAKE CHANGESAT ANY TIME.
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You may call us toll free

Monday - Friday

(800) 447-9826 (National)
(310) 212-6002 (Fax)

Ship to:
Rytan, Inc.
1648 W. 134th St.
Gardena, CA 90249

WARRANTIES

WARRANTIES (APPLICABLE IN THE CONTINENTAL U.S.A. ONLY)

RYTAN, INC. MODEL RY45 KEY MACHINES ARE WARRANTED TO BE FREE
FROM MANUFACTURING DEFECTS FOR ONE YEAR FROM DATE OF
PURCHASE. DURING THE FIRST YEAR DEFECTIVE PARTS WILL BE

REPLACED WITHOUT CHARGE FOR PARTS OR LABOR. MACHINES MUST

BE RETURNED TO RYTAN, INC. FACTORY FOR ALL WARRANTY WORK.
THIS WARRANTY IS NOT APPLICABLE TO THE CUTTER WHEEL OR THE
MACHINES WHICH HAVE BEEN ALTERED OR REPAIRED BY
UNAUTHORIZED SOURCES, OR HAVE BEEN SUBJECT TO NEGLECT, ABUSE,
MISUSE, OR ACCIDENT (INCLUDING SHIPPING DAMAGES), OR MACHINES
WHO’S WARRANTY REGISTRATION FORMS HAVE NOT BEEN MAILED TO
RYTAN, INC. WITHIN TEN DAYS OF DATE OF PURCHASE.

THIS WARRANTY IS EXCLUSIVE AND REPLACES ALL OTHER WARRANTIES,
INCLUDING THOSE OF MERCHANTABILITY AND FITNESS FOR A
PARTICULAR PURPOSE. RYTAN, INC. WILL NOT BE LIABLE FOR ANY
OTHER DAMAGES OR LOSS, INCLUDING INCIDENTAL OR CONSEQUENTIAL
DAMAGES FROM WHATEVER CAUSE, INCLUDING BREACH OF WARRANTY
OR NEGLIGENCE.

SERVICE (APPLICABLE IN THE CONTINENTAL U.S.A. ONLY)
MACHINES SENT TO RYTAN, INC. FACTORY FOR SERVICE OUT OF
WARRANTY MUST BE ACCOMPANIED BY PROOF OF PURCHASE OR

OWNERSHIP. PAYMENT OF ALL SHIPPING AND HANDLING COSTS ARE THE
CUSTOMERS RESPONSIBILITY.
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RY45 PARTS LIST

2- RY9069 Cap Screw

3- RY10038 A.C. Motor

7- RY9048 Set Screw

8- RY10037 Motor Pulley

11- RY115 Slotter Cutter (optional)

12- RY9046 Philips Screw

15- RY101 Wire Brush Kit (optional)

16- RY9074 Replacement Wire Brush

17- RY10101 Arbor

18- RY10030 or RY20030 Cutter

19- RY10036 Cutter Hex Nut (Left Hand)

23- RY9053 Strain Relief

25- RY10013 Guard

34- RY9145 Rubber Foot

35- RY9058 Cap Screw

36- RY9024 Bronze Oilite” Bearing

41- RY9055 Hex Jam Nut

42- RY9041 Switch

44- RY10035 Cutter Shaft Lock 169

48- RY42 Ball Bearing Cutter Shaft Assy.

50- RY82 3-Piece Thrust Bearing Assy.

58- RY9107 Slot Head Screw

62- RY9061 Cap Screw

69- RY9003 Set Screw

89- RY11105 Slotter Cutter Adaptor

87- RY10087 Carriage O-Travel Adj.

104-RY9085 Drive Belt 168

114-RY256276 or RY456276 Stylus

115-RY9073 Steel Flat Washer

120-RY10039 Capacitor

121-RY10044 Capacitor Bracket

126-RY9083 Steel Ball

127-RY9089 Compression Spring

131-RY9042 Cap Screw

150-RY4501 Machine Base

151-RY4502 Carriage

152-RY49 Top Vise Jaw Assembly

153-RY4507 Standard Bottom Vise Jaw

154-RY4508 Narrow Bottom Vise Jaw

155-RY9035 Compression Spring

156-RY4527 Carriage Locking Screw Assy.

157-RY4506 Carriage Shaft

158-RY4512 Key Gauge Shaft

159-RY4515 Key Gauge L.H.

160-RY4513 Key Gauge R.H.

161-RY4503 Plate

162-RY4522 Stylus Plunger

163-RY4524 Compression Spring

164-RY4523 Locking Stud

165-RY4516 Depth Adj. Screw Assy.

167-RY4518 Stylus Lock

168-RY4517 Vise Jaw Clamp Screw Assy.

169-RY47 Slotter Kit (optional)

170-RY4521 Dual Stylus. Slotter on one end,
RY10030 Stylus on other end. or
RY6521 Dual Stylus. Slotter on one end,
RY20030 Stylus on other end.
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Part Drawing may be different than actual part-Rytan reserves the right to make changes

an

INCORPORATED

PARTS NOT ILLUSTRATED
RY9040 Power Cord
RY9051 Wire Nuts

REPLACEMENT REPAIR KITS
RY4514 Key Gauge Assembly

RY82 Key Vise Thrust Bearing Kit
RY42 Ball Bearing Cutter Shaft Assy.

OPTIONAL ACCESSORIES

RY88 12 Volt D.C. Motor

RY99 12 Volt D.C. Wiring Kit
RY10088 D.C. Motor Adapter Plate
RY4526 Instruction Manual

Convert your RY45 to a RY65

Buy an RY20030 Cutter & RY456276 Stylus
(lets you make the first cut “straight” next

to the shoulder just like the factory)

www.rytan.com

RYTAN, INC.

1648 W. 134th St.
Gardena, CA 90249 U.S.A.
(800) = 447 - 9826

(310) = 212 « 6002 fax
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