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H15N & H15R Series
Foot Flange Mounted Motors

@ Max. HP Free Speed ft. lbs. Nm lbs. kg lbs. kg

H15N54M 2700 5400 2.1 2.8 2.54 1.15 3.88:1 345 156
H15N29M 1450 2900 3.8 5.1 2.54 1.15 7.12:1 345 156
H15N16M 775 1550 6.8 9.2 2.93 1.33 13.39:1 345 156
H15N10M 475 950 11.4 15.4 2.93 1.33 22.3:1 345 156
H15N08M 375 750 14.0 18.9 2.93 1.33 27.66:1 345 156
H15N05M 263 525 20.0 27.0 2.93 1.33 38.87:1 345 156

H15R49M 2450 4900 2.1 2.8 2.54 1.15 3.88:1 345 156
H15R26M 1300 2600 3.8 5.1 2.54 1.15 7.12:1 345 156
H15R14M 700 1400 6.8 9.2 2.93 1.33 13.39:1 345 156
H15R09M 425 850 11.4 15.4 2.93 1.33 22.3:1 345 156
H15R07M 338 675 14.0 18.9 2.93 1.33 27.66:1 345 156
H15R05M 238 475 20.0 27.0 2.93 1.33 38.87:1 345 156

* Note: All models assume overhung load located at 0.82" (21.04mm) from face of motor.

Non-Reversible Models

Reversible Models

RPM Stall Torque Weight Maximum Overhung 
Load @ Stall*Model Gear 

Ratio
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Lubricate the motor with an air line lubricator, using a 
light air tool oil (Cleco # 500021). Adjust the lubricator to 
dispense one drop per cycle or three drops per minute. This 
oil is available in one (1) pint (533484) or one (1) gallon 
(533485) quantities. A high film strength oil (536333) is 
also available. This oil cannot be used in Atomist type 
lubricators, use only with Economist or serv-oil type 
lubricators.
Thoroughly grease all gears with Cleco teflon grease 
(513156) every 100,000 cycles. Whenever the tool is 
disassembled, pack the gearing with approximately  
1/4 ounce of grease. Teflon grease (513156) is available  
in one (1) pound cans.

Clean all parts (except bearings, o-rings and rotor 
blades) in a solvent and blow dry. make sure the air 
inlet screens and muffler are thoroughly cleaned or 
replaced. Inspect all parts for excessive wear or damage 
and replace as necessary with Cleco replacement parts.
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.-h·. Coat the needle bearing in the lower end plate and the 
ball bearing in the upper end plate with a light film of 
grease. Replace any motor parts showing excessive 
wear or scoring. Minor scoring in the cylinder and on 
the end plates can be removed by honing or resurfac­
ing the parts. Check the condition and length of the 
rotor blades. Blade length should be .002" to .0075" 

· shorter than the cylinder and they must fit freely into 
the slots in the rotor. 

NOTE: If idler gear replacement is necessary, it is 
recommended that they be replaced in sets along with 
the mating drive gear. 

The ring gear(s) will normally outlive several sets of 
idler gears, but must be replaced if other than normal 
wear is apparent, broken teeth, cracks, etc. 

ASSEMBLY OF TOOL 

Assembly Torques 

Threaded Joint Torque 

Motor Housing/Gear Case 40-50 ft. lbs. 

Gear Case/Flange Housing 40-50 ft. lbs. 

ASSEMBLY OF MOTOR 

Install the bearings into the upper and lower end 
plates. Assemble the rotor to the upper end plate us­
ing the C109J nut. NOTE: Position and set the ro­
tor as close as possible to the upper end plate, 
without dragging or rubbing. A good practice is to 
stone the blade slots and polish the ends of the rotor 
with a medium grit emery cloth. Clean the rotor after 
doing this. Assemble components making sure the 
bearing is firmly seated in the upper end plate. 

Begin tightening the rotor nut, do not over-tighten. 
This could cause damage to the bearing. Alternately 
spin the rotor while tightening the nut until a clear­
ance of approximately 0.00 l" is achieved. 

Figure 1 illustrates two alternate methods of seating 
the rotor to the upper end plate. 

Method I: Use a piece of pipe which is slightly long­
er than the rotor, and tap lightly against the work 
bench several times. This helps seat the threaded 
components. 

Method 2: Hold the rotor and upper end plate assem­
bly vertically (plate downward) and strike the edge of 
the plate with a wood block. 

Figure 1 Method2 Method 1 

0.001• 
Clearance 

Rotor 

Pipe 

Assemble the cylinder and rotQr blades to the upper 
end plate and rotor assembly. Make sure the cylinder 
pins are located in the proper holes in the end plates. 

Slide the motor assembly into the motor housing and 
install the stack-up ring. 

ASSEMBLY OF GEARING 
NOTE: If gear replacement is necessary, it is recom­
mended that the idler gears be replaced in sets along 
with the mating drive gear. 

NOTE: All gears must be thoroughly greased witlz 
513156 grease, but not excessively. 
ASSEMBLY OF GEARING - SINGLE GEARED 
Secure the motor housing in a vertical position in a 
vise or suitable fixture. 
CAUTION: Do not overtighten the vise. This may 
cause damage to the motor housing. 
Install the small thrust washer (303161 ), needle bear­
ing, and retaining ring into the lower gear cage. 
CAUTION: The bearing is a press.fit, always press 
on the printed side of the bearing. 
Install the large thrust washer (502995 ), bearing 
spacer, and ball bearing on the other end of the gear 
cage. Assemble the gearing by placing the slip-on 
gear (if used) thru one of the idler gear slots in the 
gear cage. Install the washer (535409) against the ball 
bearing. Coat the idler gear pins with grease (513156) 
and insert the idler gears, with pins, into each slot of 
the gear cage. Put a liberal amount of grease on the 
idler gears and assemble this package into the ring 
gear. Make sure the square lugs on the ring gear are 
f~ing toward the motor end of the gear cage. 

Figure 2 
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If a slip-on gear is used, you may have to use end "B" 
of alignment tool 536539 (Figure 2) thru the needle 
bearing of the gear cage to properly mesh the slip-on 
gear with the idler gears as the ring gear is being 
installed. Place this gear package onto the motor 
housing so the rotor gear properly engages the idler 
gears, or slip-on gear, and the lugs of the ring gear 
·engage the two notches in the motor housing. Install 
the gear case and using a 1-1/2" open end wrench, 
tighten to 40-50 ft. lbs. torque (left hand). 

ASSEMBLY OF GEARING - DOUBLE GEARED 

Secure the motor housing in a vertical position in a 
vise or suitable fixture. 

CAUTION: Do not overtighten the vise. This may 
cause damage ID the motor housing. 

Install the shon spindle gear (keyed and press fit), 
small thrust washer (303161), needle bearing, and 
retaining ring into the upper gear cage. 

CAUTION: The bearing is a press fit, always press 
on the printed side of the bearing. 

Install the retaining ring (800206) on the other end of 
the gear cage. Assemble the gearing by placing the 
upper slip-on gear (if used) thru one of the idler gear 
slots in the upper gear cage. Coat the idler gear pins 
with grease (513156) and insert the upper idler gears, 
with pins, into each slot of the upper gear cage. Put a 
liberal amount of grease on the idler gears and as­
semble this package into a ring gear. Make sure the 
square lugs on the ring gear are facing toward the mo­
tor end of the gear cage. 

If an uppeF slip-on gear is used, it may be necessary 
to use end "B" of the alignment tool (536539), shown 
in Figure 2, thru the needle bearing of the upper gear 
cage to properly mesh the slip-on gear with the upper 
idler gears as the ring gear is being installed. Place 
this gear package onto the motor housing so the rotor 
gear properly engages the idler gears, or slip-on gear, 
and the lugs of the ring gear engage the two notches 
in the motor housing. 

. 
Assemble the large thrust washer ( 502995) and ball 
bearing on the end of the lower gear cage. Install the 
lower slip-on gear thru one of the idler gear slots in 
the lower gear cage. Install the washer (535409) 
against the ball bearing. Coat the idler pins with 
grease (513156) and insert the idler gears, with pins, 
into each slot of the lower gear cage. Put a liberal 
amount of grease on the idler gears and assemble this 
package into the other ring gear. Make sure the square 
lugs on the ring gear are facing toward the upper 
stage of gearing. 

It may be necessary to use end "A" of the alignment 
tool (536539), shown in Figure 2, thru the spline end 

of the lower gear cage to center the slip-on gear for 
proper meshing with the idler gears as the ring gear is 
being installed. Place the thrust washer (502977) on 
the motor end of the lower gear cage and set this as­
sembly onto the upper stage of gearing. Make sure the 
lower slip-on gear slides over the spline of the short 
spindle gear and the two lugs on the lower ring gear 
engage with the two slots on the upper ring gear. 
Install the gear case and using a 1-1/2" open end 
wrench, tighten to 40-50 ft. lbs. torque. 

ASSEMBLY OF MOTOR HOUSING 

Place the gasket and end cap on the motor housing 
and secure in position with the three (3) screws. 

ASSEMBLY OF FLANGE HOUSING 

If removed, install the needle bearing into the flange 
housing as shown in Figure 3. 

Figure3 

Needle 
Bearing 

Install the ball bearing and retaining ring (800254) on 
the spindle. Install the spindle assembly into the front 
of the flange housing and secure with the large retain­
ing ring (800097) . 

Place the lock over the end of the gear case. Make 
sure the four (4) tangs of the lock fit into the slots in 
the end of the gear case. 

Thread the gear case (left hand thread) into the flange 
housing. Make certain the spline on the spindle 
engage fully with the spline in the gear cage. Make 
sure the threaded hole in one of the lock tangs aligns 
with hole "A" in the side of the flange housing, see 
Figure 3. Apply loctite #242 to the threads of screw 
(B141B) and install in hole "A" in the side of the 
flange housing. Tighten to 40-50 in. lbs. torque to 
secure the lock. 
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Cleco® H15N & H15R Series Foot Flange Motors
Head and Motor Assembly

H15N H15R
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Cleco® H15N & H15R Series Foot Flange Motors
Single Gearing Assembly

H15N29M
H15R26M

H15N54M
H15R49M
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Cleco® H15N & H15R Series Foot Flange Motors
Double Gearing Assembly

H15N05M
H15R05M

H15N08M
H15R07M

H15N10M
H15R09M

H15N16M
H15R14M
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Cleco® H15N & H15R Series Foot Flange Motors
Flange Housing Assembly wiht Keyed Spindle
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Recommended Spare Parts List for
Cleco® H15N & H15R Series Foot Flange Motors

H15N29M & H15R26M

H15N54M & H15R49M

H15N05M & H15R05M

H15N08M & H15R07M

H15N10M & H15R09M

H15N16M & H15R14M
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Apex Tool Group, LLC
1000 Lufkin Road
Apex, NC 27539
Phone: 919-387-0099
Fax:      919-387-2614
www.apextoolgroup.com

Sales & Service Centers
Note: All locations may not service all products. Please contact the nearest Sales & Service Center for 
the appropriate facility to handle your service requirements.

Detroit, MI	 Houston, TX	 Lexington, SC	 Los Angeles, CA
Apex Tool Group	 Apex Tool Group	 Apex Tool Group	 Apex Tool Group
Sales & Service Center	 Sales & Service Center	 670 Industrial Drive	 Sales & Service Center
2630 Superior Court	 6550 West Sam Houston	 Lexington, SC 29072	 15503 Blackburn Avenue
Auburn Hills, MI 48326	 Parkway North, Suite 200	 Tel:  800-845-5629	 Norwalk, CA 90650
Tel:   248-391-3700	 Houston, TX 77041	 Tel:  803-951-7544	 Tel:   562-623-4457
Fax: 248-391-7824	 Tel:   713-849-2364	 Fax: 803-358-7681	 Fax: 562-802-1718
	 Fax: 713-849-2047	 	

Seattle, WA	 York, PA	 Canada	 Germany
Apex Tool Group	 Apex Tool Group	 Apex Tool Group	 Apex Tool Group
Sales & Service Center	 Sales & Service Center	 Sales & Service Center	 GmbH & Co. OHG
2865 152nd Avenue N.E.	 3990 East Market Street	 5925 McLaughlin Road	 Industriestraße 1
Redmond, WA 98052	 York, PA 17402	 Mississauga, Ont. L5R 1B8	 73463 Westhausen
Tel:  425-497-0476	 Tel:  717-755-2933	 Canada	 Germany
Fax: 425-497-0496	 Fax: 717-757-5063	 Tel:  905-501-4785	 Tel:   +49 (0) 73 63 81 0
		  Fax: 905-501-4786	 Fax:  +49 (0) 73 63 81 222
			 
England	 France	 China	 Mexico
Apex Tool Group	 Apex Tool Group SAS	 Cooper (China) Co., Ltd.	 Cooper Tools
GmbH & Co. OHG	 25 rue Maurice Chevalier	 a company of	 de México S.A. de C.V.
C/O Spline Gauges	 77330 Ozoir-La-Ferrière	 Apex Tool Group, LLC	 a company of
Piccadilly, Tamworth	 France	 955 Sheng Li Road,	 Apex Tool Group, LLC
Staffordshire B78 2ER	 Tel: +33 1 6443 2200	 Heqing Pudong, Shanghai	 Vialidad El Pueblito #103
United Kingdom	 Fax: +33 1 6443 1717	 China 201201	 Parque Industrial Querétaro
Tel: +44 1827 8741 28		  Tel:  +86-21-28994176	 Querétaro, QRO 76220
Fax: +44 1827 8741 28		  Fax: +86-21-51118446	 Mexico
Tel: +44 1827 8741 28			   Tel:  +52 (442) 211-3800
			   Fax: +52 (442) 103-0443

Brazil	 Hungary		
Cooper Tools Industrial Ltda.	 Cooper Tools Hungaria Kft.	
a company of	 a company of	
Apex Tool Group, LLC	 Apex Tool Group, LLC	
Av. Liberdade, 4055	 Berkenyefa sor 7	
Zona Industrial - Iporanga	 Pf: 640	
18087-170 Sorocaba	 9027 Györ	
SP Brazil	 Hungary		
Tel:  +55 15 2383929	 Tel: +36 96 66 1383	
Fax: +55 15 2383260	 Fax: +36 96 66 1135	


