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THE GREEN MACHINE

INTRODUCTION

The Green Machine is different! Mechanical ability and extensive reloading
knowledge are not sufficient to justify reloading with the Green Machine before
reading this manual and becoming thoroughly familiar with its contents. Premature
operation will very likely result in unnecessary expense for parts damage and could ex-
pose the operator to certain safety hazards.

The Green Machine is designed for rapid reloading of certain popular handgun
calibers. An experienced operator can reload in excess of 500 rounds per hour. This
manual is intended to assist'the reloader in obtaining such production.

To achieve high production rates the tool must necessarily be more complex than
conventional reloading tools. In many respects it is unlike reloading tools previously of-
fered to the handloader.

With this in mind, it is strongly recommended that the user set the tool in a well
lighted area, and, with manual in hand, study the features and functions before opera-
tion. A complete understanding of the tool will greatly assist in minimizing problems
after loading has begun.

Should you experience difficulty in obtaining acceptable ammunition, please re-
read the Operators Manual carefully. If the results are still unsatisfactory, please send
five sample rounds (no primer or powder) with a letter explaining the problem in detail.
Or phone the Customer Service Department at RCBS. No collect calls, please. We can
often detect and solve the problem without the added time and expense of returning the
tool.

The Green Machine Serial Number Date of Purchase

RCBS, 605 Oro Dam Blvd., Oroville, CA 95965 / [916] 533-5191



SAFETY

Reloading is an enjoyable and rewarding hobby
that is easily conducled with safety. But, like
many other human endeavors, carelsssness or
negligence can make reloading hazardous. No
machine is foolproof, However, as with other
RCBS reloading equipment and accessories, this
tool has been designed from the beginning with
the user’s safety in mind. It features a completaly
new Primer Feed System that eliminates the
familiar Primer Feed Tubaes.

As when loading with any other reloading
press, some safely rules must be followed. By
observing these few rules, the chance of a hazar-
dous occurrence causing damage or injury
becomes exiremely remote.

GENERAL

1, Use the reloading equipment as the manufac-
turer recommends. Study the instructions
carefully and become thoroughly familiar with
the operation of the tool. Don't take short cuts.

2. Observe *'Good housekeeping'' in the reloading
area. Keep tools and components neat, clean
and orderly. Prompily and completely clean up
primer and powder spills.

3. Reload only when you can give your undivided
attention. Do not reload when fatigued or ill.
Develop a reloading routine 1o avoid mistakes.
Avoid haste — load at a leisurely pace.

4, Always wear adequate eye protection. You
assume unnecessary risk when reloading
without wearing salely glasses.

5. If any unusual resistance is encountered when
moving the operating handle, STOP IM-
MEDIATELY and investigate the cause. To pro-
ceed against this resistance may damage parts
and cause serious injury!

LOADING DATA

1. Use only laboratory tested reloading data. We
highly recommend the use of the SPEER
Reloading Manual. )

2. OBSERVE ALL WARNINGS ABOQUT THE USE
OF MAXIMUM LISTED LOADS.

PRIMERS AND POWDER

1. Store primers and powder beyond the reach of
children and away from hsat, dampness, open
flames and electrical equipment.

2. Do not use primers of unknown identity. To
destroy them, soak in oil for a few days and
then bury.

3. Keep primers in original factory container until
transferred to the machine. Return unused
primers lo the same factory packaging for safe-
ty and to preserve their identity.

4. Do NOT store primers in bulk. To do so is to
create a potential bomb as bulk primers can
mass detonate, The blast of just a few hundred
primers is sufficient to cause serious injury to
anyone nearhy.

5. Do NOT force primers. Use care in handling
and filling the primer feed system,

6. Don't use any powder unless ils identity is
positively known. Scrap all mixed powders and
those of uncertain or unknown identity.

7. After the Powder Hopper has been filled,
replace the lids on hoth the Powder Hopper and
Powder Can.

8. Before reloading commences, settle the powder
in the Powder Hopper. Then throw and check
weight of at least ten charges. This will assure
you that the powder rotor is throwing the cor-
rect powdser charge.

g. After a reloading session ends, remove the
Powder Measure and pour the remaining
powder back in its original lactory container.
This will preserve its identity and shell life.

RECORD KEEPING

1. Keep complete records of reloads. Apply a
descriptive label to each box showing date pro-
duced, primer, powder and bullet used. Such
labeis are packed with SPEER bullets.

Since Omark Industries has no control aver the
choice of components, the manner in which they
are assembled, the misuse of this tool, or the guns
in which the resulting ammunition may be used,
no responsibility, either expressed or implied, is
assumed for the use of ammunition reloaded with
thi§ tool.



GENERAL INFORMATION

FEATURES

The RCBS Green Machine is a fully progressive
reloading tool, producing a completely reloaded
cartridge with each down and up stroke of lhe
handle. The only manual operation is placing a
bullet in the Sealer Die.

Features include:

Case Feed Tubes:
There are five o hold a supply of emply cases
and they are transparen! so the remaining
cases can he checked visually,

Progressive Case Transler System:
Each cycle of the handle automatically
lransfers cases to the next die station.

Case Size Die:
At stagtion one, cases are sized and decapped.

Automatic Priming & Powder Charging:

Al the second station, cases are primed
aulomatically using a feed system that isolates
the primer being sealed {rom the rest of the
primers, This dispenses with the familiar
Primer Feed Tubes. Cases are also expanded,
flared and loaded with an accurate charge of
powder [from the RCBS Little Dandy Pistol
Powder Measure.

Precision Bullet Seating:
While at the third slation, all the operator
needs to do is place.a hullet in the Bullel Guide
of Lhe Seater Die. Pulling the handle of lhe tool
down will seat the bullet in sach case lo a
pracise depth.

Accurate Crimping:
In the last station, each bullet is crimped within
the case to provide uniform ballistic perfor-
mance of the reloaded ammunilion. From the
lasl station, loaded rounds are guided by the
Case Discharge Chule into the Ammunilion
Catcher Box. '

N

Figure I »

1. Cuse Feed Assembly

2. Little Danedy Pistol Powder Measure
3. Operaling Handle

4. Cuse Tronsfer Bar

5. Ammunition Catcher Box

6. Priming System

7. Cuse Feed Buse

8. Transfer Clevis




OPERATING HANDLE LOCK

At the left rear of the Top Plate is a 1/4-20
thumb screw. It is not a functioning part of the
machine, but a user convenience. Whenever
loading must stop for die adjustment or other
reason, the operating handle can be locked in any
pasition by turning this screw inward firmly. This
binds the Top Plate against the Guide Rod. Also,
when the tool is not in use, lock the thumb screw
firmly so the operating handle will not move. This
will prevent unauthorized tinkering and possible
tool damage when you are away. {see Fig. 2).

Don't forget to loosen the thumb screw before
resuming reloading. If the operating handle me-
tion is stiff and the machine does not operate
smoothly, loosen the thumb screw further.

Most of the assembly and primary adjustment
of the tool has been done at the factory. The pack-
ing carton of the Green Machine states the
caliber and powder charge for which it has been
adjusted. A sample dummy round is included so
that you can be sure the tool was operating pro-
perly when it left the factory.

Figure 2

Thumb Screw (A} locks the tool
when not in use. Note the four
lubrication holes (arrows).
Whenever tool is cleaned, put
several drops of light lubricating
oil here.

Figure 3

Push the operating handle
to the rear most position
and use the 3/32 hex wrench
to lock the case tube assem-
bly set screw.




GREEN MACHINE ACCESSORIES

A dust cover and a few essential tools are pro-
vided with each tool to assist the operalor in
maintaining and adjusting the Green Machine.
Other items that may be needed are screwdrivers
and small wrenches common to most households.

Tools and accessories provided are:

4 Hex Key Wrenches, Size 5/G4, 3/32, 1/8,
9/64 and 5/32

2 Open End Wrenches, Sizes 1/4 and 3/8

Cleaning Brush

RN Bullet Seating Plug
{W.C./Semi W.C. mounted in maching)

Extra Decapping Pins

Ammunition Caicher Box

Primer Feed Loading Tray

Primer Transler Bar Alignment Gage
Case Transfer Bar Alignmeni Gage
Brass Bulfers

Dust Cover

Transfer Rail Spring

Pawls

Pawl Springs

Pawl Pins

Extra Snap Ring

MOUNTING

To function properly, the tool must be mounted
on a rigid bench. This is best done with 5/16-18
bolts in the three slots in the tool base. Mount the
tool about four inches back from the front edge of
the loading bench to allow for placement of the
Ammunition Catcher Box, Be certain that the tool
handle can complete its full down stroke without
contacting the hench.

If it is necessary to frequently remove the tool
when not in operation, it may be mounted on a
separate base of thick lumber, plywood,
aluminum, eic. The base can then be “C" clampead
to the loading bench. When mounted in this
manner, clamp the base front and rear. ,

The tool base and bench must be immovable
during loading regardless of mounting methad.

Each of four dies in this tool is secured in posi-
tion by a setscrew forcing a brass buffer into the
die threads, If for any reason a die is removed
from the machine be certain to retain the brass
buffer for reinsertion when the die is replaced.
The brass buffer prevents die thread damage.

CLEANING
A heavy vinyl cover is provided with the tool.
The machine should be covered when not in use,
thereby reducing the needed frequency of clean-
ing. Trouble-free operation and long tool life are
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dependent upon tool cleanliness. When cleaning
is required, use the cleaning brush provided, or a
lint-free cloth. Hard to reach areas can be clean-
ed with common pipe cleaners. The Transfer Bar
slot can be conveniently cleaned with a pistol
cleaning rod and brush. Promptly remove any
spilled powder or other debris as it is found. An
accumulation can interfere with proper machine
functioning,

Keep any lubricant clear of the rail areas to
make powder spillage easier to remove. Do not
lubricate any portion of the machine unless
specified by this manual. Both the Case Transfer
and Primer Transfsr Bars and their respective
slots in the Basze should be kept clean to provide
free movement, The primer holes in both bars
should be kept completely free of dirt and oil.

Keep the Bullet Seater Die interior clean. It is
inevitable that some lubricant from lead bullets
will collect in the Seater Die. Keep it clean io pre-
vent bullets sticking or altering bullet seating
depth.

A definite aid to tool cleanliness is to reload
only clean brass. Dirty brass will introduce dehbris
to the machine. Grit on case walls will scratch
dies and shorten their pseful life. This doesn't
mean that cases must be brought to factory new
brightness, but they should be cleaned enough to
remove surface grit and foreign matter, Normal
brass tarnish is not harmful.

LUBRICATION

Itis important to keep the Green Machine prop-
erly lubricaled at ail times. The tool should be lub-
ed according to instructions before every loading
session or during extended loading sessions il
lightness develops in the machine. Do nol over
lubricate to compensate for a dirly machine. A
clean, well lubed tool will give the besl reloading
performance.

Al the rear of the machine, note four lube holes,
two each in the Top Plate and Base casting [See
Fig. 2]. Light machine oil added to these holes will
smooth the rotalion ol the Cross Shafl and help
lhe Top Plate to move smoothly up and down on
the Guide Rods,

Listed below are several other areas which re-
quire [requent lubricalion with a heavy luhe such
as RCBS Case Sizing Lube,

1. Transler Cam - Clevis Roller

2, Glevis Arm Roller - Case Extension Block

3. Primer Transfer Cam - Primer Transler
Bar



4, Primer Seating Gam Rod - Primer Seater
Lever Arm
5. Bullet Seater Stem above the Bushing

Keep all lubrication away from the rail or
Transfer Bar areas of the tool. Claan off any ex-
cess hibricant to help keep the machine clean.

CASE TRANSFER SYSTEM
CASE TUBE ASSEMBLY INSTALLATION

This unil {Fig. 4) stores the lired cases for
reloading. Iis capacily is eighty .38 Special cases
or seventy .357 Magnum cases. Install as
shown in Fig. 3. Transparent plastic tubes permit
the operator to observe when they are amply.
When the last case clears the bottom ol the Case
Feed Wheel, turn the assembly {o the next filled
tube. A spring loaded detent in the Case Feed
Base engages recesses in the Case Feed Wheel to
provide proper indexing. Be careful noi to mix
357 cases in with 38 Specials, as they will cause
a jam.

[
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Figure 4 -

Filling the Case Feed Assembly.

SYSTEM OPERATION
& FAMILIARIZATION

The tool should be operated without com-
ponents, through the full stroke of the operating
handle to reveal how the system works. The Case
Transfer Extension Block moves cases between
Transfer Rails to the sizing station {see Fig. 12].
Four spring loaded Transfer Pawls then move the
cases along the Transfer Rails to each die station.
As each case reaches a station it is stopped by the
case radius relief cuts in the [ront Transfer Rail.
The spring [oaded rear Transfer Rails force the
cases against the {ronl pesitioning rail. The com-
prassion springs allow the rear rails to move
backward during cese transfer and to easily
facilitate individual case insertion or removal.

After cycling the machine smply, place one
case in the Case Feed and operate the tool handle.
Ohserve how the case moves through each of the
four stations. The [ifth cycle of the handle ejects
the case {rom the tool.

Many empty cases should then be cycled
through the machine, keeping a full line of four
cases in the machine, so thal the operator can
become [amiliar with the feel of handle movement
and when the machine is encounlering normal
operaling resistances. Stop operation of the
operating handle if any abnormal resistance is en-
counterad throughout any portion of the operaling
cycle, Investigate and correct the problem before
proceeding.

TRANSFER BAR TIMING ADJUSTMENT

As received, your Green Machine is properly
timed. When disassembled for cleaning, changing
calibers or other reason, the machine must be
retimed before further relvading. Correct timing
is critical and must be done carelully. You will be
aware of incorrect timing when the tool handle is
lifted and the Priming Rod does not smoothly rise,
being centered in its maling hole in the Case
Transfer Bar. Instead, near the top of the
operating handle stroke, the Primer Rod will be
misaligned and thus bind the hole in the Transler
Bar.

Timing is adjusted by lateral mevement of the
Transfer Cam (Fig. 5, Part No. 86555) located on
the left side of the Top Plate. The amount tha Cam
projects and bears on the Transfer Clevis Roller
datermines the amount of movement of the Clevis
and thus the Transfer Bar Timing {see Fig. 7).



To change the Cam position and correct the tim-
ing, first back off the Advance Block Stop Screw
(P/IN 86627) to provide clearance between the
screw and casting base, then loosen the setscrew
above the Cam.

FAILURE TO
COMPLY WITH
THIS STEP WILL
LEAD TO AL-
MOST CERTAIN
DAMAGE TO THE
CASE FEED BASE.
With the 5/64 Hex
Key Wrench, turn
the Transfer Cam
Adjustmenl Screw
clockwise or | (P/N 86627) _
counter clockwise | agyance Black Stap Screw
to achieve more or
less advancement
ol the Transfer
Bar. A small ad-
justmenl of this
screw produces a corresponding larger muvement
of the Transler Bar.

Remember to make screw adjustments srnall and
lock the screw above the cam for each trial adjust-
menl. Cycle the operating handle slowly and
observe how the Primer Rod passes through its
mating hole in the Transfer Bar.

The Cam adjustment should be made so that the
Primer Rod jusi coniacts the lefl side of the primer
hole in the Case Transfer Bar, Final adjusiment of
the timing is achieved by turning the Advance
Block Stop Screw clockwise uniil it contacts Lhe
casting base and cenlers the Primer Rod in the
primer hole of the Case Transfer Bar.

Figure 5 — Transfer Cam, removed. The adjusi-
ment screw js to the right. The Com con be ad-
justed while in the Top Plate hy inserting the Hex
Key Wrench through the small hole in the face.

Figure 6 — Tmnsfer Clevis (A] with friction reduc-
ing roller {C]. Whenever machine is cleaned, place
a small amount of case lube on the roller. Transfer
Cam (B) properly paositioned and adjusted.

P o . it (%
Figure 7 — Initial contact of Transfer Clevis Roller
with the Cam starts movement of the Case
Transfer Bar,

Figure 8 — Relationship of Clevis and Cam at full
up stroke of the operating handle.




CASE TRANSFER BAR
RETURN ADJUSTMENT

The Case Transfer Bar is returned to its rest
position by the force of the Case Transfer Bar
Return Spring. In the rest position the bar is ready
to receive another case from the Case Feed
Assembly and all four Case Transfer Pawls are
ready to advance the cases to the next position.
Also while at rest, the primer relief hole of the
bar is positioned under the Size Die Decapping
Unit. The relief hole must be positioned accurate-
ly under the die stalion and decapping pin in
order {o allow smooth and reliable removal of the
spent primer from the case. The Case Transfer
Bar positioning is made on the under side, right
end of the bar by moving the Transfer Bar Stop
Screw in or out to cenier the primer hole under
the gage provided {see Fig. 13].

s ¢

| %
(P/N 86792).]

Remove the size die from the top plate and with
the handle in the full down position, insert the
gauge (part 86792 in the size die hole. When the
bar is properly adjusted, the pin of the gauge
should slide easily into the primer hole of the
transfer bar. Replace size die and adjust per in-
structions.

CASE DISCHARGE
CHUTE ADJUSTMENT

The Case Discharge Chute provides a means to
guide the loaded ammunition from the Transfer
Rails to the Ammunition Catcher Box. The finger

of the chute should engage each cartridge as it
leaves the rails just enough to tip it forward. The
Discharge Chute SHOULD NOT BE BENT OR DE-
FORMED. The Discharge Chute is designed to be
adjusted by loosening the button head secrew at
taching it to the right side of the casting and
rotating it, causing the finger to have more or less
engagement with cartridges as they leave the
rails.

Empty cases may not always eject satislactorily
due to the reduced weight and lowered center of
gravity as compared to a reloaded cartridge. Ad-
just the chute to correctly discharge loaded am-
munition.

TRANSFER RAIL REMOVAL

Occasionally it may be necessary to remove the
Transfer Rails for cleaning. If adequate cleaning
can be accomplished witheut removing the rear
rails, it is recommended that they not be disturb-
ed. The front rail is removed by unscrewing the
four 1/4-20 button head cap screws. After remov-
ing the Front Transfer Rail, note that it sits on
four Case Transfer Rail Spacers. The second and
third have clipped flanges io provide clearance
for the Primer Feed Locking Block. When remoun-
ting the Front Transfer Rail, these Modified Rail
Spacers must be replaced in the same position to
provide sufficient clearance for the Locking
Block. After the Front Transfer Rail is removed,
the Right and Left Rear Transfer Rails can be
removed. To do this, first remove the four nuts on
the under side of the tool. With the four nuls
removed, unscrew the four 1/4-20 button head cap
screws. The Transfer Rails can now be removed
and the parts cleaned (see Figs. 11, 12, 13 & 14).

TRANSFER BAR REMOVAL

The Transfer Bar may be removed from the
machine with no adjustment or loosening of either
of the rails. Remova the return spring. Remove the
Case Transler Bar Return Block Assembly (Fig.
13} (Part No. 86620] from the right side of the bar.
Lower the operating handle {o mid-siroke; then
pull the bar assemhbly out [rom the left, With the
operating handle in mid-stroke position, the
Primer Transfer Bar may be removed by removing
the return spring and pulling the bar forward.



Figure 11 — Use the Hex Key Wrench provided to remove and repluce the butlon head cap
screws that secure the front Transfer Rail. Note cases are parl wuy into the Size and Crimp
dies. This provides proper positioning of the [ront rail us the cap screws ure lightened.

4

Figure 12 — The cap screws holding the rear Transfer Ruils are locked with hex nuts. A
smoll 7116 inch wrench and Hex Key Wrench are required for removael and replucemeni.




Figure 13 — Front Transfer Hail removed. Note second and third Transfer Roil Spacers are
modified to provide clearance for Primer Feed Locking Block, When reassembling, these two
spacers must be replaced as shown. Behind them, note four button head cap screws that
secure the rear Transfer Rails; here, partially withdrawn. Note the pesition of the rear Rail
Brace {A), Case Transfer Bar Return Block Assembly [B], and Primer Transfer Cum [C].

Figure 14 — Case Transfer Bar removed from the base. Note the Case Transfer Extension
Block on the left end. A. The four Case Transfer Pawis projeci from the center of the rail. As
the operating handle is cycled, these spring-louded pawls move the cases to each station.
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TRANSFER RAIL INSTALLATION

The cleaned parts should be assembled without
the application of oil, grease, or other type of
liquid lubricant. Use a petroleum solvent and
wipe parts dry.

Set the Right and Left Rear Transfer Rails over
the positioned spacers and position the Rear Rail
Brace aver the rails as shown. Insert the four rear
cap screws. Turn these screws in until the screw
heads contact the rails. Replace the four nuts on
these screws from the underside until they touch
the base. With the Hex Key Wrench, back off
gach screw jusl enough to permit free movement
of the rail and tighten the lack nuts while holding
the screw in position with the Hex Key Wrench.
The coil springs may now be inserted into position
between rear of rail and the spring holders.

Position the Transfer Rail Spacers over the
screw holes and sel the Front Transfer Rail over
the spacers as shown. Insert the four button head
cap screws, Turn them in until the heads almost
contact the Transfer Rail. Place a case under the
sizing (first) and crimping (fourth) stations. Slowly
lower the operating handle and position each
case so it enters the sizing and crimp die as the
operating handle is lowered. Position the handle
as far downward as possible without letting the
size die contact the rail. With hand pressure,
push the Front Transfer Rail firmly against the
two cartridge cases. Hold the rail in this position
and tighten all four cap scews snugly (Fig. 11).
Then raise the operating handle and remove the
two cases.

Note that this procedure gives perfect case-

die alignment, compensating for any die shift in-
duced by the setscrew locking system.

SIZE DIE AND
DECAPPING SYSTEM

SIZE DIE ADJUSTMENT

As received, the Carbide Size Die is properly
adjusted for the caliber named on the outside of
the shipping carton. When replacing the Size Die,
start by screwing it into the left hole in the Top
Plate. Lower the operating handle to its lowest
pusition and continue turning the die downward
urttil it touches the Transfer Rails. The Size Die
should just touch the rails with a case in the die
and the handle positioned all the way down. With
the die in position, lock it with the setscrew in the
Front of the Top Plate.

DECAPPING ASSEMBLY ADJUSTMENT

Adjust the Decapping Assembly so0 itis 1 to 1
1/2 turns short of contracting the inside of the
case head with the die in full down position. When
reloading magnum cases, the Decapping
Assembly should be about four turns higher.
Make sure the pin clears the case mouth as the
case is advanced io the next position. If protru-
sion is too much, the Decapping Pin Holder will
strike the inside of the case head. This can pre-
vent a full down stroke ol the operating handle
and will damage the Decapping Pin Holder. Inade-
gquate protrusion will fail to fully remove the
primer,

WARNING: DO NOT DECAP CASES THAT
CONTAIN LIVE PRIMERS ON THIS MACHINE!
Discharged primers are collected in a plastic con-
tainer beneath the Size Die station. The detona-
tion of a single primer while decapping is unlikely
to cause tool damage or personal injury, but if
such an incident served to ignite bulked live
primers in the plastic container, a severe axplo-
sion would likely result.

PRIMING SYSTEM

PRIMER TRANSFER BAR
RETURN ADJUSTMENT

The Primer Transfer Bar is cammed forward by
the Primer Transler Cam {see Fig. 13) in order io
pick up a primer from the Primer Feed Drop Tube.
The Primer Transfer Bar is moved lo ils rest posi-
tion by the [orce of the Primer Transfer Bar
Return Spring (Part No. B6754). In the resi posi-
tion the bar locales the primer over the Primer
Sealer Rod where it is ready to he seated into the
decapped case. The rest position of the bar must
be accurately adjusted so that the hole in the bar
is centered over the priming rod. The Case
Transfer Bar should be removed in order lo
{acilitale this adjustmenl. The adjustment of the
Primer Transfer Bar positioning is made on the
{ronl, underside ol the bar by moving the Transfer
Bar Stop Screw in or out lo center the primer hole
over the Primer Rod. This posilioning is [actory
adjusled and should require no re-adjustment
unless a problem oceurs.
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PRIMER TRANSFER CAM ADJUSTMENT

The Primer Transfer Cam, mounted on the
underside of the Top Plate, moves the Primer
Transfer Bar forward to pick up primers from the
Primer Drop Tube. Moving the cam forward or
backward positions the primer hole of the Primer
Transfer Bar directly beneath the Primer Drop
Tube when the operating handle of the machine is
in the fully downward position.

When the Primer Transfer Bar is in the full for-
ward position {toward: the operator], the align-
ment of the primer hole with the Primer Feed
Locking Block is checked with the Primer
Transfer Bar Adjustment Gage provided. Move

the Primer Transfer Cam forward or backward to
correct any mis-alignment. The Cam is attached to
the Top Plate by two button head cap screws and
two square nuts. Loosen the screws with the Hex
Key Wrench and move the Cam. Be sure to keep
the back edge of the Cam parallel to the back edge
of the Top Plate. Re-tighten the screws to hold the
Cam in position. The square nuts will lock against
each other so no wrench is needed on the bottom
side. Sevaral trial adjustments may be necessary
to achieve the precise centered position.

PRIMER SEATING ADJUSTMENT

The Primer Sealer Rod extends from the Primer
Rod Housing below the Base. The height thal the
end of the rod projects through the Case Transfler
Bar at the full upstroke of the machine, and conse-
quenily, primer seating depth, is governed by the
total length of the rod. Movement of the rod is ac-
tivated by a lever that is cammed by a stud
projecting from the rotating cross shafi.

Lengthening the rod will cause the rod to ex-
lend further and thereby seat the primer deeper
in the case. To lengthen the rod, loosen the lock
nut on the Primer Seater Rod Adjustment Screw.
Unscrew the adjustment screw from the rod a
slight amount and retighten the lock nut o in-
crease primer seating depth. Shorten the rod to
achieve less primer sealing depth.

ILis preferable to adjust the Primer Seating Rod
so Lhal full seating is accomplished slightly before
the end of the operaling stroke so thal primers are
seated by “Feel” rather than by a mechanical
slop. Primers MUST be sealed from .003 to .005
inches below flush of the case head to insure thal
the primer anvil contacls the case primer pockel
bottom. Improperly seated primers are less sen-
silive lhan those properly seated and can produce
mislires. ,

If the operating handle is not pushed [ully {0 the
slop on the upstroke the case al the priming sta-
tinn will nol be properly primed.

MOUNTING THE PRIMER FEED
Insert the Primer Feed Drop Tube projecting
from the Primer Feeder underside through the
mating slot in the Front Rail and into the Primer
Feed Locking Block. Make sure the Primer Feeder
is seated all the way down against the Front

Figure 168 -~ Filled Primer
Feeder mounted on the Green
Machine. Note Primer Feed In-
dex Spring in down posilion o
enguge Primer Feed Index
Wheel. Turn the Index Wheel
manually several clicks before
relpading starts. Three primers
should be mainigined in the
Drop Tube. If the Index Wheel
should fail to pick up a primer,
the Whee! should be indexed
manucily.
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Transfer Rail. Tighten the setscrew in the front of
the Primer Feed Locking Block with the wrench
provided.

FILLING THE PRIMER FEEDER

The Primer Feeder can be filled while aitached
or detached from the machine. A special primer
flipper is provided for orienting the primers and
filling the iray. Place the desired number of
primers (not over 100) on the ridged face of the
Primer Loading Tray. Shake the tray laterally to
orient all of the primers anvil side up. Place the
opening of the tray on the ledge at the top of the
Primer Feeder and under the lid. Gently raise the
tray until the primers slide down and forward in-
to the feeder. Insert the Primer Feed Drop Tube in
its mating slot in the Front Rail. Secure it with the
setscrew in the front of the Primer Feed Locking
Block as shown in. the accompanying illustration
(Fig. 16). Always maintain the sliding lid in place,
firmly in contact with the siops on the feeder.

After mounting, advance the Primer Feed Index
Wheel manually to drop three primers as the first
case approaches the priming station.

Note that the Primer Feed Index Spring pivots
on a stud located on the right front of the Top
Plate. It can be swung up and to the right to get it
out of the way or to discontinue primer feeding.
Be certain to swing il back down when loading
commences or the Primer Feed will not function.

The design of the Index Spring incorporates a
built in safety disengagement feature. Should the
Index Wheel require more than a pre-determined
force to rotate, the Index Spring will slip up out of
engagement. Modification of the Index Spring
could defeat the safety fealure. If the Index
Spring should become damaged or bent, it is
strongly recommended that a new replacement
part be obtained from RCBS.

Figure 17 — The Primer Feed Index Spring
engages and rotates the Primer Feed Wheel on the
down siroke of the operating handle. The spring is
designed to slip upwards if excessive resistance is
encounlered, T

POWDER CHARGING
OPERATION

Your Green Machine comes equipped with' the
RCBS Little Dandy Powder Measure. For use on
this tool, the Powder Rotor has a round Cam at-
tached and an adaptar is threaded on the Powder
Measure Body. The unit is mounied by setting it
over the lop ol the Expander Drop Tube with the
Cam io the rear. The Cam is rotated by engaging
two Rotor Cam Pins held in the Cam Pin Holder.
The Pin Holder is localed behind the Powder
Measure and secured in the Top Linkage Mount.
As the operating handle is cycled, the pins engage
the Cam, rotating it one-half turn with each half of
the siroke,

Alter filling the Powder Hopper, seille the
powder by briskly throwing several charges
manually and returning powder to the Hopper.
Then throw at least ten more charges and check-
weigh them on a powder scale. This assures that
the chosen Rotor is throwing the desired charge.
Repeal this procedure.

At {irst, proceed slowly and cautiously unlil the
operation of powder charging is fully undersioad,
If the Cam Pin Holder is not adjusted properly, it
and the Rotor Cam Pins may be damaged when
contact is made. If damaged, the pins and holder
cannol be repaired; they must he replaced.

Disengage the Rolor Aciualing Pins whenever
you do NOT want o dispense a powder charge. Be
sure lo re-engage the pins when vou want to
resume loading.

WARNING: IF YOU FORGET TO RE-ENGAGE
THE PINS, YOU WILL ASSEMBLE AMMUNITION
WITHOUT A POWDER CHARGE.

ROTOR CAM PIN
HOLDER ADJUSTMENT

The Rotor Cam Pin Holder is installed vertically
behind the Powder Measure. It holds two Rotor
Cam Pins. Note thatl these pins are held by ball
detents in the forward and rearward positions.
Pushed forward, lhey engage mating slols in the
Rotor Cam. To manually operate lhe Powder
Measure independent from the normal machine
cycle, such as to check powder charge, pull the
pins to the rear lo clear the Cam (Fig. 18).

To properly time the Rotor, move the operating
handle to its fully lowered position. Turn the
Rotor so the cavily is downward and Rolor
number is upside down. Loosen the Cam Pin
Holder setscrew. Push the Rotor Cam Pins toward
the front so that the bottom pin enlers the left slot
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of the Rotor Cam and tighten the Cam Pin Holder
setscrew. Cycle the tool handle fully and observe
how the top pin engages and turng the Rotor about
a quarier revolution and then the lower pin
engages and compleies Rolor rotation through
180 degrees (Fig. 19].

Figure 18 — Components of Powder Charging
System: Rotor (A), Rotor Cam Pin Holder (B), Rotor
Cam Pins [ & D). Parts are in normal position with
tool handle in down stroke. Top pin has enguged
the cam, turning it part way. Bottom pin is in full
engagemeni, powder has been discharged inlo
cose.

Figure 19 — Hear view of top pin engaged in cam
at the starl of the down stroke of the operating
handle.
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EXPANDER DROP TUBE ADJUSTMENT

The Expander Drop Tube is adjusted with the
Powder Measure removed. Loosen the four
selscrews securing the Powder Measure Adaptor
to the Expander Drop Tube and lift off Powder
Measure. The Expander Drop Tube is secured in
position by a setscrew on the front of the Top
Plate. Loosen the setscrew and turn the Expander
Drop Tube clockwise if more case mouth flaring is
desired or counter clockwise for less flaring. Cor-
rect flaring is achieved when a hullet will enter
the case 1/16 inch to 1/32 inch with easy finger
pressure (Fig, 20).

When correct flaring is achieved, retighten the
setscrew securing ' the Expander Body. The
Powder Measure must be re-limed after replace-
ment upon the machine by appropriate adjust-
ment of the Cam Pin Holder as described
previously.

The Expander Drop Tube and Expander Body
are threaded together {see assembly drawing]. If
the Drop Tube should loosen from the Expander
Body, retighten firmly and re-align for the Powder
Measure as required. The Powder Measure
Adaptor and the Little Dandy Powder Measure
may also loosen. Retighten as above

)

INSTALLING THE POWDER MEASURE

Sel the Powder Measure over the Expander
Drop Tube with the Cam 1o the rear. It is exlreme-
ly important that the Rotor Gam be positioned so
that it is parallel to the front of the Top Plate.
Tighten one of the screws on the Powder Measure
Adaptor. Loosen the expander die setscrew on
the front of the Top Plale. This will allow the
whole assembly lo be turned for easier access o
the other screws. With all four adaplor screws
tight, again line up the Rotor Cam so that it is
parallel to the front of the tool and tighten the ex-
pander setscrew.




POWDER CHARGE CHANGE

The Powder Measure should be removed {rom
the machine and emptied belore changing Rolors.
Remove lhe cap screw holding the Cam to the
Rotor. Loosen the Rotor Guide Screw [Arrow, Fip.
23) in the Powder Measure Body and withdraw it
about ball way. Then pull the Rotor out of the
Powder Measure Body. Clean the proteciive oil
[rom the new Rolor and insert il into the Powder
Measure Body. Align the slot in the Rotor with the
selscrew and tighten the screw. Turn the Roior so
the cavily is in the up ({ill} position. Then atiach
the Cam with the cap screw as shown in the adja-
cenl pholo, Nole orientalion ol Cam slols.

See page 17 for a lable of Powder Measure
Rotors and the charge weight of popular pistal
powders each throws.

BULLET SEATER ADJUSTMENT

Bullet Seating is accomplished with a pivoting
linkage assembly. Major adjustment is done by
roialing the Bullet Sealer Adjustiment Stud {A, Fig.
21} by full turns until the bullet is seated almos! to
full depth. To adjust the Stud, remove the Push
Bar Relainer Clip (E) from the Bullet Seater Ad-
justmeni Screw (B). Remove also the snap ring
securing Lhe Push Bar lo the Top Link Mount (D).
Turn the whole Linkage Assembly lo screw the
Stud in or out of the Top Plate.

To check lhe sealing depth, re-connect the
Linkage System, inser! a bullet inio the Bullet
Guide, and, with a flared case under the Seat die,
pull the operating handle all the way down. Raise
the handle and check the hullet depth. If more
sealing depth is required, remove the cartiridge
from the rails, re-inserl it under the Seal Die and
make another adjusiment to the Linkage. Final ad-
juslment in sealing depth is done by turning the
Bullet Sealer Adjustmen! Screw (B} lo achieve
praper sealing depih. To provide deeper sealing,
turn the Bullet Seater Adjustment Screw up. in ef-
fect lengthening the screw. When properly ad-
justed, lurn tha lock nut (C) down against the
Bullel Seater Slem The Sealer Stem is provided
with lwo [lals at the top 1o facilitale tighlening the
lock nut. The flals can be exposed by pushing the
coil spring down on the shaft of the plug. The Push
Bar Retainer Clip (P/N 86703) musi be posilioned
so that its curved end is past the slot in Lthe Bullel
Seater Adjustment Screw [lar proper retension
amdt to assure uniform bullet sedating depth.

Ilis necessary thal the Bullet Sealer Plug Cavi-
ty conform closely to buile! nose configuratlion. If
not, a bullet slightly cocked in the Bullel Sealer
Guide will bind when the Seater Plus is on down
stroke. Sealer Plugs are furnished {or wadcutter,
semi-wadcutter and round nose bullets,

Seater plugs can be easily changed by removing
the Retainer Clip from the Adjusting Screw and
unscrewing the Bullet Seater Plug Bushing from
the top of the Seater Die Body [See Seater Die
Assembly Drawing, page 35 ). Insert the 3/32
hex key wrench in the hole in the Seater Plug and
using the 1/4" open-end wrench on the Flats of the
Bullei Seater Siem, unscrew the Plug from the
Stem. Screw the new Plug into the Stem and
tighten. Reassemble the Seater Die Assembly by
reversing the above. Adjust the bullet seating
depth as desired.

i BT

oy
e a&ﬂﬁ
Figure 22 — Bullet Seater Plug{arrow) on

down stroke, about fo seat wadcutior
bullet.
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CRIMP ADJUSTMENT

Loosen securing seitscrew and unscrew crimp
die lto approximately flush with the Top Plate
underside. Place & cartridge with bullet seated to
desired depth in the fourth position beneath the
crimp die. Lower the tool handle to botiom posi-
Hon. Turn the crimp die clockwise until firm con-
tact is made with the case. Raise tool handle and
turn die clockwise an additional one-third turn.
Lower, then raise tool handle and check amount
of crimp. Then turn die clockwise or counler-
clockwise as required for final crimp adjustment.
When properly positioned, lock the crimp die with
the hex head setscrew in the front of the Top Plale
{Fig. 24].

Figure 24 — Crimp Die (D) properly adjusted.

-
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Figure 23 — (L to R) Sizer-Decapper {A] Ex-
pander Drop Tube with Powder Measure
attached (B] and Bullet Seater (C].

CALIBER CONVERSION

The Green Machine iz easily converted from .38
Special to .357 Magnum. This is accomplished
with simple adjustments of the Expander Drop
Tube, Bullet Seater, Crimp Die and changing to
appropriate Powder Rotor as described in other
sections of the manual. No Size Die adjustment
should be necessary.

Changes to other calibers will be detailed in
separate instructions when change parts kits are
available in the future.
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THE GREEN MACHINE PARTS LIST

PART NUMBER DESCRIPTION
09098 . . i e e e Setscrew 10/32 x 1/4 Flat Point
09110, . et e e Shell Holder Ram Pin C
L L 0 Retaining Ring .318
09604, .......... e e e Lock Ring 1/4-28
BO609. ... e e Decapping Pin, Large (Pack of 5)
L1 o Decapping Pin Holder, Large
OB 1B, .. et e e e e Decapping Rod, Short
BOB22. . i e e Decapping Unit, Short
18263 . .o e e e Roll Crimp Die .357 Magnum/.38 Special
BBl . . e e e Button Head Cap Screw 1/4-28 x 1/2
JB2Ba. .. e e e Detent Spring '
T 324 1 2 Detenl Phug
JB2BB. ... e e e Retaining Ring
BOO7 . e e e Tri-Lock Nut 1/4 x 20
Bl004. . it e e Setscrew 10/32 x 3/16 Cup Point
00410 . ... e e e e Brass Buffer
2 Hex Nut 10/32
BBOAT. .t e e e Little Dandy Pistol Powder Measure Body
BBO4Z. . e e Little Dandy Pistol Powder Measure Guide Screw
BAO43. o i e e e Little Dandy Pistol Powder Measure Hopper
BBO44. .ot e e ey Little Dandy Pislol Powder Measure Hopper Cap
BE5S1L. . o e e e e Base & Top Plate
BBE 13, . e e e Top Linkage Mount
BBO 1. ... e Guide Rod
25 = = Curved Link
BBD16G. ... e e Handle ,
BBOL7 . e e s Handle Knob
BBEIB. . . e e e e Link Cross Shafl
BBBIO. .ttt e e s Linkage Rod
BBS20. .ttt e e e e e Linkage Arm Shoulder Bolt
2 1 15 3 Rt Link Pin
2151 T Thumb Screw 1/4-20 x 3/4
BBO24. . i e e Top Link Mount SHCS, 3/8-16 x 1
BBO . . e e e Cam Pin Holder 55 10-24 x 3/8
BB 2B . .t e e e e e e Cross Shaft SHCS Left, 3/8-16 x 3/4
BB 27 .ttt e e Detent Ball .156 Diameter
BBE 2B, ot e e e Base Spring Anchaor
BBO2O. . e e e s Cross Shaft SHCS Right, 3/8-16 x 1 3/4
BB530. . v i e e e Case Feed Base Assembly
2o A S Case Feed Wheel
BBE 3. . e e e e Clevis Arm Pin
BBSE3d. . e e e Clevis Roller
BBO3G . i e e e Transfer Clevis
BB53B. .t e e e Case Feed Base
BBB3B. ... e Clevis Pin Ring IRR 2000-18
BBO 3. e e Clevis Arm
BBEA0. . .. e e e Clevis Pin
BOGATL . e e e Clevis Arm BHCS 10-32 x 1/2 Long
BBBAZ. ... i e Case Relainer - Front
BB, o e e e Case Retainer Stud, Drivelok #7 Special
BBO4d. . ... e e Case Feed Base Mounling Screw 5/16-18 x 1



THE GREEN MACHINE PARTS LIST CONTINUED

PART NUMBER DESCRIPTION
BB . . e e e e Case Feed Base Mounting Screw 5/16-18 x 1/4
31375 T T Case Tube Assembly
BBBAT . it e e e Clevis Assembly
BBGAB . . . i e e e Case Feed Tube
ST 1T L L Case Retainer - Rear
B0 . .t e e e Case Feed Wheel Shoulder Pin
2151 P Snap Ring IRR 2000-31
BBDO . e e e e e e Cartridge Index Spring
3L T 1o T Case Index Deten! Pin
BB . ot e e Clevis Roller Pin
BBEEG . . .. e e e e e Transfer Cam
3175 1] T Transfer Cam Adjustment Screw B/32 x 1/2 SHSS
BB . .ttt e e e s Case Discharge Chule
BBEBO. . .. e e e e Case Transfer Rail Front
BBB70, .ttt e e e Case Transler Rail Left Rear
BB5BO. ..ot e e s Case Transfer Rail Right Rear
BB5O0, .. e e e e Case Transier Rail Spacer
BE5BOL. ... e e e Case Transfer Rail Spacer - Modified
BB5O 2, e s Front Case Transfer Rail Screw 1/4-20 x 5/8 BHCS
BB, . . e e Rear Case Transfer Rail Screw 1/4-20 x 1 1/2 BHCS
BE5d . .t e e e e Rear Rail Brace
BBOOG . . it e e e e Case Transler Rail Spring Holder
BBOOB . i e e e e Case Feed Base Washer !
LT 1 1/4-20 Nul
BBSOO. ... e e e e Case Transler Rail Spring
BEEOO. v e s e e e Case Transfer Bar Assembly .38-.357
BBBD 2. ... e e e e e Transf{er Pawl
BBBOT . et e e e e Transfer Pawl Pin
BBBOd. .t e e e Transfer Pawl Springs
BBBOG. . v e e, Roll Pin .156 Diameler x 1/2 Long
BOBOG . . v e e e e, Case Transfer Bar .38-.357
BOEI0. . it e e e e e Case Exiension Block .38-.44
BBB20. .ot e e e e Transfer Bar Reiurn Block - Case & Primer
3] 5T 5720 Return Block Stop Screw
BBBZ22. . i e s Case Transfer Bar Relurn Spring
BOG2T . i e e Case Advance Slop Block
BEE24. ..t e e T, Cap Screw 10-32 x 5/8 Long SHCS
BB 2B . e e e e e Transfer Bar Relurn Block Assembly
BBB 27 . o e Case Advance Slop Screw 10-32 x 1 SHSS
BEED. . e e e s Powder Charging Assembly
BBBAD . . . e s Expander Body
BBBATL . .o e e e 38-.357 Expander Drop Tube Assembly
BBBI0 . oo e e e Expander Drop Tube, .38-.357
BBBBT . .ot e Powder Measure Adaptor
BBBBZ. .. i i e e e e e Rotor Cam
BBEB . .. e Rotor Cam Screw 8-32 x 5/16 SHCS
BOGEA, . i e e e Rotor Cam Locating Pin
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THE GREEN MACHINE PARTS LIST CONTINUED

PART NUMBER DESCRIPTION
BBBGO. . ... s Rotor Cam Pin Holder Assembly
BBBBB . . i e e e Rotor Cam Pin Holder
BBBG7 ... . i e e e e Rotor Cam Pin
BBBBB . .. . e e e Top Link Mount Assembly
BBBBY, ... e Bullet Seater Linkage Pin
BBB70. . i e e Bullat Seater Linkage Assembly
BBBZ L. st e e e e e Bullet Seater Adjustment Stud
BBB7 2. . e e e Bullet Seater Pivot Bar
BBB73. ettt i e Bullet Sealer Push Bar
BBB74. .. e e e e Pivot Pin
BEB7 O, o i e e e e Seater Die Assembly .38-.357 .
BEGB4 . .. e s Snap Ring IRR 1000-25
BBBBE . Lo e e Bullet Seater Stem
BEBBG . . e e e e Bullet Seater Plug .38-.357 SWC
BOBBTZ . o e e e e Bullel Seater Plug .38-.357 RN
BEOOS . . i e e e e Bullel Ssater Plug Bushing
BB703. . e e Push Bar Retainer Clip
BB704, .. . e e e e e s 12-28 Hex Nul
BBZOS . it e e e Bullel Seater Guide .38-.357
BB7 0. o e e Seater Die Body
BB716. ... . e e e e Sealer Plug Spring Relainer
BBT L7 . e e e Sealer Plug Coil Spring
BB718. . Bullet Stop Spring ¢
BB7 10, e e e Sealer Plug Adjustmeni Screw
BB720. . ot e e e Primer Pivot Assembly
BB7 2L, . . e e e Primer Seater Lever Arm
BG7 22, e e e s Primer Lever Arm Pivol
BB7 2. . i e e e Primer Pivot Screw 1/4-20 x 5/8 SHCS
BB72d. e e Small Primer Feeder Assembly
L TN Small Primer Feeder
BB7 2B . . i e e e e Small Primer Feed Index Wheel
BB7 31, e e s Primer Feed Index Wheel Delent Ball 312 Diameter
0 Primer Feed Deleni Spring
BB733. e e e e e Primer Index Wheel Retaining Ring IRR 2000-25
BB7 3B . . . e s Primer Feed Lid
BB740. .. i e e . .. .Primer Feed Lacking Biock
BB7d1 . .. e e Mounting Screw 10-32 x 1/4 BHCS
BB742 ., e Primer Sealer Cam Rod
BB74d. . e e s Small Primer Rod Housing
BB74B. .. . e e e e Primer Rod Housing Cap
BB7 47 . i e e Primer Rod Housing Bage Nut
BE748. .. ... e . e Small Primer Sealer Rod
BB750. . ... e Primer Seater Rod Spring
BB70 ..ttt e e e s Primer Sealer Rod Adjusiment Screw
BB752 . et e e e e Small Primer 'Transfer Bar
BB703 . .. . e e e e Primer Transfer Cam
1 T 2 Primer Transfer Bar Refurn Spring



THE GREEN MACHINE PARTS LIST CONTINUED

PART NUMBER DESCRIPTION
BB75G . . e s Primer Calcher Botlle
BO7 57 . e e e Internal Tooth Lock Washer - 1/4
BB73B. ..o e Small Primer Transler Bar Assembly
G Primer Index Assembly
BO763. .. e Set Screw 10-32 x 5/8 Long SHSS
BB7BB. .. e e 1/4 Inch Flai Washer
BB7B0 . .. e Mounting Screw 1/4-20 x 1 1/2 FHMS
BO770 . e e Carbide Sizer Die .357 Magnum/.38 Special (PRT)
BG700. .. o e e e 1/4-20 x 1 3/4 BHCS'
BOT 0L . e e 1/4-20 Square Nuls

ACCESSORIES

PART NUMBER DESCRIPTION
BBBZD. ... e e Ammunition Calcher Box
BB737 . i e Primer Feed Loading Tray
BB7B4 . . oo e e s Cleaning Brush
BO70D . . oo e e e Wrench 1/4 Inch
BB7GE. . . e e e Wrench 3/8 Inch
BO707 . e e e s Dust Cover
00834 . . . s Hex Key Wrench 5/64
09635 . . . e e s Hex Key Wrench 3/32
BB7O4 . . e e e Hex Key Wrench 1/8 ;
BB7O0 . . e e Hex Key Wrench %/64
BLAS0. e e e Hex Key Wrench 5/32
BO70Z. .. e e e Case Transfer Adjusimenl Gage
BB703. . e Primer Transler Adjustment Gage

Operators Manual
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SHOULDER PIN
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' RETAINING RING
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CASE FEED INDEX WHEEL

CASE TUBE ASS’Y
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