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CUTTING TABLE SAFETY PRECAUTIONS-CUSTOMER RESPONSIBILITIES =
Acmeda

No mechanical or electrical work on the Cutting Table should be undertaken except by qualified technicians.

By necessity the cutting table uses significant pressures during moving and clamping operations and should be used carefully.
CUSTOMERS RESPONSIBILITY:

It is the responsibility of the owner to ensure that the Cutting Table is used only within its specifications and for its intended applications.

It is the responsibility of the owner to ensure that all operators have been thoroughly trained in the safe operation of the Cutting Table and its
components.

OPERATORS RESPONSIBILITY:
It is the responsibility of the operator to ensure that the materials to be cut are within the abilities of the cutting blades and speeds being used.

It is the responsibility of the operator to ensure that nothing is ever placed on the table that may become lodged under the backstop or clamp
bars and that the work area is always kept clean.

CUTTING TABLE SET UP REQUIREMENTS:

Electrical cord for Cutting Table should be fixed permanently and secured out of the way of the operator’s feet and any moving parts. It should
not be just lying on the ground.

Electrical Box key should be stored away from machine with management or technical staff.

Acmeda accepts no responsibility for property damage or personal injury if the safety precautions and procedures outlined in this operation
manual are not followed.

© ACMEDA All rights reserved



Technical Information - 4200 Series Cutting Table

FPower requirements:

Air pressure requirements:

Air pressure settings:

Safety Category:
Australian Standard:

Safety Features:

Area required:

240 -0 Hz /18 Amp circuit breaker (motor start type)

18cfrm compressar (minimum) with recommended FAD (Free air delivery) of 11 or greater.
With in-line air dryer (air pressure must not drop below 0.8Mpa)

Main pressure (Regulator): 700 kpa

Clamp pressure: Bal kpa
Back Stop pressure: BOO kpa
Class 4

AS4024-2006

Emergency Stops in & places
All external wiring and switches are 24% (lowvoltage)

Width: 4.8 metres (machine) + 1.0 metre either side for operating
Length: Tahle length + 1.0 metre either end for operating
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3.2 METRE MATERIAL ROLLERS
MATERIAL END STOP

END GUARD [ACCESS TO CUTTER)
MAIN CONTROL PANEL

ROLLERS EDGE CONTROL HANDWHEEL
SOUARING EDGE [STRAIGHT EDGE)
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BACKSTOP CONTROL PANEL
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QPERATING PROCEDURES Acmeda

HEALTH AND SAFETY TIPS

Itis very important that the cutting table be
operated in accordance with the instructions
and safety procedures outlined in this manual.

Acmeda has designed the Cutting Table with
the objective of minimizing the possibility of
personal injury or property damage from the
proper aperation of the machine. However,
the nature of the table operations make it
impossible to fully protect from some exposed
hazards and it is the responsibilty of the owner
and machine operator to observe all needed
precautions in the use of the machine. This is
espedcally true if 2 or more people are using
the machine.

MATERIAL ROLLERS SOUARING EDGE (L AMP

The Cutting Table requires significant forces
for effective operation. Some very obvious

CLAMP BAR RUNNER FOR BACKSTOP areas needs to be approached carefully as
—— =y follovvs:
Material Rollers- These are equiped with a
front safety sensor, but are neccesarily run by
a powerful motor so care is required.
Squaring Edge Clamp- Be careful to avoid
ever putting your fingers under this or finger
injury may resuft.
Clamp Bar- Exercise extreme caution with the
Clamp Bar as itis operated by 2 very powerful
pnuematic cylinders and is capable of seriously
injuring hands.
Runner for Backstop-Be careful to avoid
standing in the path of the backstop as it
maoves.

Aameda accepts no responsibilty for personal
injury or property damaqge due to the failure to
follow all operation and safety instructions.

(€ 2008 AC MEDA | 20




OPERATICN MANUAL FOR 4200 SERIES CUTTING TAELE

LEFT SIDE RUNNER WIRING BOX

BACKSTOP CONTROL PANEL

MAIN CONTROL PANEL

MAIN ELECTRICAL BOX

TV
X!
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QPERATING PROCEDURES Acmeda

EMERGENCY STOP {ES) BUTTONS

The Cutting Table is provided with Emergency
Stop buttons in several places around the table
that the operator is likely to be working. Please
carefully note where each one is located to
avoid confusion if it becomes neccesary to use
them.

If it hecomes neccesary to use an ES button
simply press firmly down on it. This action will
abort all active operations and cut the air supply
to the clamping mechanisms.

After pressing the ES button the Cutting Table
will need to be reset as follows to restore it to
normal operations:

1. Twistthe Emergency Stop button [the one
thatwas activated to beginwith) unti! it
pops back into the raised position.

2. N the cutter is notin the Home Position
{this will showw up at the bottom of the
touch screen as "CH'| do the following:

. On the main menu press "Cut Roll Control”.
. Press "Cutter Rev” to bring the cutter back
to Home Position.

3. Onthe main Contro! Panel press the green
Reset button. This should activate the air
supply and bring the Clamp Bars and
Squaring Edge into the up position.

4. Now the Backstop will need to be homed
again by pressing the "BackStpHome" in the
main "Menu” or the "BackStplndex” menu.
Wait for the homing to complete and the
Cutting Table will be ready to use again.

Continued on hext page

(212008 Ac WEDA | 30
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—

Figure 1

@

CLAMP BARS =

I B Imirm

CUTTER HEAD

Flease note that this figure shows
standard Clamping but the home
position for Side Clamping is the
same as shown,

i

HOME POSITION
In the home position the

| — - Cutter Head will be fully
dear of the Clamp Bars

as shown Fiqure 1.

CAUTION

Always make sure the cutter head is in the home position before
resetting the machine and always avoid moving the cutter by hand.

RESET BUTTON

TV
X!

IR

QPERATING PROCEDURES Acmeda

IMPORTANT PRECAUTIONS

Carefully read through the following precautions
hefore operating the Cutting Table.

Emergency Stop and Reset Speaal Precaution
To avoid any possibility of machine damage
during Emergency Stop procedures pay special
attentron to the Cutting Head position.

You must ensure that the Cutting Head is dear of
the Clarmp Bars and in the home position before
resetting the machine. The Cutting Machine wwill
automatically lower the clamp bars and home the
cutting head when you press Reset.

it 5 therefore extremmely imporiant that you never
move e Cutter Head by hand out of the frome
positiort before you pushr Reset” or the Clamp
Bars may corme dowrr orrto the Cutter Head ard
very fkely cacise darmage to the cutter fread ard
dampo bars.

Points to Remember

. Never manually by hand) move the cutter
head out of the home position.

. Always make sure the cutter head is in the
home position hefore taking any action on
the machine, and especially when using
the "Reset’ functron.

. If the Cutter Head is not in the home
position and the machine needs to be Reset
thenvery carefully bring it baclk by hand into
home position.

(212008 Az WEDA | 3.1
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MAIN POWER ON/OFF

TOUCH SCREEN

RESET BUTTON

TV
X!

IR

QPERATING PROCEDURES Acmeda

2. After the Main Menu appears on the touch

GLETTING STARTED

To begin operation of the 4200 Series Cutting Table

there are a few simple operations that need to be
completed.

1. The main power switch is located on the left
side of the main electrical box, as shown. Tum
this on to begin Setup. It will take a several
seconds for the intemal computer to ready
itself for operation.

screen the Cutting Table needs to be Reset.
To do so press the green "Reset” button on
the lower right side of the Control Panel [as
shown). Now the Clamp Bars (A} and the
Backstop (B should be engaged and in the
up position.

IMPORTANT NOTE
It is very important that the backstop
now be homed. Failing to home the
backstop may resultin the backstop
A hitting the bearing end plates and
adversely effect cut accuracy. All
Cutting Table programming and
accuracy is dependent on the
Backstop Homing.

3. To home the Backstop press the "Back $top

4, After the Backstop has come to a halt the

Home" button on the touch screen. The Back-
stop should now slowly move to the homing
position.

machine will now be ready for reqular
operation.

(212008 Az WEDA | 40
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OPERATING PROCEDURES Acmeda

WIDTHSETTING  LENGTH SETTING SQUARING EDGE
© © . m.
POS1 POS 2 DOWN
T CONTRO'- Acmeda Ausiralia
(RS 110 Northcorp Bive.
A5 Broadmeadows
oy i VIC 3047
Ausiralia
Acmeda T+o1 3350 010
F+61 38355 0115
NORMAL CUT AUTO CUT

ROLLERS BACK STOP
.)mmo' .CCNTFD.

FORWARD

FORWARD

BACK STOP CONTROL PANEL FUNCTIONS
The table is equiped with a Control Pane! on
the Back Stop to allow for easier and more
effecient operation. The Contro! Panelis
equiped with all of the main functions that
are required to operate the cutting table, but
does not allow for any setup functions.

Width Setting- Prompts the Badk Stop to move
to the programmed material width.

Length Setting- Prompts the Back Stop to move
to the programmed material length.

Squaring Edge Up- Square edge up.

Squaring Edge Down- Square edge down.
Normal Curt- Activates a standard cut stroke.
Aunto Cut- Activates a standard cut stroke and
activates the rollers to retract the matertal after
the cut. Auto Cut should only be used when
cutting off the first length of the material roll.
Rollers Reverse- Rollers reverse pronpt

Rollers Forward- Rollers forward prompt.

Back Stop Reverse- Back Stop reverse

Back Stop Forward- Back Stop forward

The use of these functions will become mare
clear after you have read through this manual

completely.

(5 2008 AC MEDA | 50
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Press on the Acmeda logo
to access the Help menu.

OPERATING PROCEDURES

da

4200 Series
e Cutting Table
Acmeda g
Main BadkStp BackSip
Control Index Home
gg;@?ci’l ShutDwn Setup
CH

Table Operation Status: Refer to help menu on next page
(there is an identical list on touch-screen behind "Acmeda’

logo and under the "Help” key).

MAIN MENU

The main menu is the interface from
which all of the basic functionality
of the Cutting Table is accessed.

Main Control
This menu controls mast of the basic
functionality of the cutting table.

Badistop Index

This menu allows the user to contro!
the indexing functionality of the
hackstop.

Backstop Home

This key automatically homes the
badkstop. /£ /s very iroortart (o
aFways horme the badkstop before
operatinng tre Tabfe if the table has
beer turned off.

Cut Roll Control

The menu controls the manual
functions of the clamping and the
cutting operations.

Shut Down
This key is used to shut down the
Cutting Tahle as required.

Setup

Controls the settings of the
Cutting Table (most of these are
factory settings and should not be
changed without advice).

(22008 AC WEDA | 60
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Acmeda Cutting Table

4200 Sertes

Main
Comerol

BackSip
Index

BaclkStp
Home

CutRoll
Comtrol

HELP INDEX FOR CUTTING —|

TABLE STATUS
Em— Emergency Active
C - Cutter Not Ready
M — Cutter Moving

CH - Cutter Not Home

R1!— Rollers Not Ready

RM - Rollers Moving

B 11— Backstop Not Ready
BM— Backstop Moving

BR—- Badkstop Not Referenced

C1M — Clamp Moving

OPERATING PROCEDURES

@

Acmeda

HELP INDEX MENU

Em
The emergency button needs to be
reset.

Cl!
The cutter is not in position for
proper operation.

CM
The cutter is currently moving.

CH

The cutter is not in home position.

R!
The rollers safety sensor has been
activated.

RM
The rollers are currently moving.

B!
The Backstop is not ready for use.
The squaring edge may be down.

BM
The backstop is currently moving.

BR

The back stop needs to be homed.

C1M

The clamp is currently moving.

SM
The squaring edge is moving.
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OPERATING PROCEDURES Acmda

‘The Main Control menut is the most versatile menu for the general operation of the
Cuntting Table. From this menu the operator can control all of the manual functions
wiile also being able to program in length and width cuts as required. It also allows
for using the Auto Cut command and selection of a programmed cutting speed.

| OVERVIEW OF FUNCTION |

Main
Control

MoveTo Movelo

Width 1000 2100 Length
ActPos 900mm | Ultrasonic Cut |

Naormal Cutter Auto
Curt U/ Roil Speed 6 Curt

Rollers Rollers Sqbdge 5qtdge
Rev Frwv Dwin Up

CutRoll BackStp BackStp
Curl Menu Rev Frwv

Return to main menu.

Actual Position- Displays the
current position of the Badkstop.

MAIN CONTRO!L MENU
This screen controls all of the basic
aperations of the cutting table.

MoveloWidth- Prormpts the Back Stop to move
to the programmed material width.

Movelolength- Prompts the Back Stop to move
to the programmed material length.

ActPos-Displays the actual position of the Back
Stop.

Normal Cui- Activates a standard cut stroke.

U/Roll- Controls the rollers to spin under or
over-hand.

Cutter Speed- Select from pre-programmed
cutting speeds.

Aurto Cut- Activates a standard cut stroke and
activates the rollers to retract the material after
the cut Auto Cut should only be used when
cutting off the first length of the material roll.
Rolters Rev- Rollers reverse prompt.

Rolters Frws Roller s forward prompt.
SqEdgeDwn- Square edge down.

Sqtdgelp- Square edge up.

BackStpRewv- Back Stop reverse

BackStpFrae Back Stop forward
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@)

Main ] MoveT MoveT
oveTo oveTo
Control Width 1 000 2100 | [ength
Actual position ActPos 900mm | Ulirasonic Cut |
Normal Cutter Auto
Cut U/Roll Speed 6 Cut
* * ®
Rollers Rollers SqEdge Sqkdge
Rev Frw Dwwn Up
CutRoll M BackStp BackStp
Ctrl end Rev Fras
ACTIVE MODE
Figure A
U/Roll
O/Roll
T E<c {Over Roll)
l l
U/Roll
| ENTER [Under Roll)

3 T

Acmeda

OPERATING PROCEDURES

USING THE MAIN CONTROL MENU

First be sure that the machine is set up for the
kind of cutting required, either crush cutting
or ultrasonic cutting {A). Please see page... for
instructions for changing the cutting mode.

Cutter Speed- To choose from one of the
programmed cutting speeds press the number
block beside "Cutter Speed” [B). Choose the
most suitable cutting speed for the matenial
that you intend to cut. These cutter speeds

can be changed anytime to suit individual
needs and can be accessed through the "Setup”
menu.

Rollers Direction- If your machine is equiped
with automated material rollers you may want
check the roller direction and change the
direction based on how the material is placed
on the rollers. You can choose between over
roffand under-roff depending on whether the
matenal is loaded with the free end coming off
the top or bottom of the roll [as shown at left).

Follow these steps to change the roll direction:

1.  Press the 'U/Roll O/Roll" key to bring up
the selection menu [Figure AJ.

2. Press the left arrow keys to change
between over-roll and under-roll modes.
The active mode appears in the upper
left hand comer of the touch screen.

3. Press the 'Enter” key to activate the new
roller mode and it should now appear in
the boxin the "Main Control” screen.
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OPERATING PROCEDURES Acda

MloweT: v T
\x?i";ho 1000 2100 LE:S”?
ActFos_s00mm
o game o] [
IMPORTANT NOTE
Moy e v Sqﬁf,ge If you set the back stop distance outside
A of the inner and outer limits of the table
Cutroll ey Backstp | | Backstp the table functions will freeze and the
ar rev Fr table will need to be Reset and the Back
Stop Homed again.
NUMEER
DISPLAY
. FIGURE A
™,
ESCAFE
0 i Z 3 Esc
CURSOR
LOCATION
4 5 6 <«
EMTER
COMMAND
- 7 | 8 9 |

USING THE MAIN CONTROL MENU

The Badk Stop location can be accurately
programmed to the desired distance for
material length and width cuts. The distance
settings will be the final cut size of the material.
To change the settings do the following.

1. Press on the humber for width {the box
beside the "Move To Width" key) and a
new screen keypad will appear [as shown).

2. lype inthe width distance required for the
material. You can see this distance in the
top left corner of the screen. Press Enter to
accept. This width should now appear in
the box in the Main Control menu.

3. Toprogramin the material length press the
number box beside "Move To Length' key
and follow the same steps as used for the
width.

4. The "Move To Width" and "Move To
Length” keys can now be used as needed.

Malking a Cut To malke a cutfrom this Menu

you can use the "Normal Cut’ or "Auto Cut” key.
When the end of the material is detected by the
sensor the cutter will return to the home position.
Hyou rreed to abort the cut befor it is firnshed
You sl press the Normal (Lt ey again

For the cycle to stop ard the cutter o retusrt to
the home positor?.

NOIL:

Before cutting the matenial using these
setfings make sure you have squared up
2 perpendiciilar sides of the material.
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OPERATING PROCEDURES

MAIN MENU CUT ROLLERS MENU
oweTo o o Cut-Rollers r
\Ej mm'mOOO| 2 OO| | S ,—Ij
namlelevrs ‘ Rbllersl ‘S%I?“dﬂge |Sq5r;ge Rolers <E:=Iaaran.€ Jame ‘mmrs |
=] ] | =] =] -] [
ACTIWE MODE
Figure A
Crush Cut
r—-——~-~-—~-= A
I 1
| |
! T | Esc
| 1
I 1
| |
| 1
| i
| ¢ 1
| A
I 1 r
Ep———
Examgle | MAIN MENU
ENTER
Mlore T howeT
W?j'tho 1000 2100 I.er\gtr?
gl S B B
s _soon | Ot o | New Mode
nomal | Rl | ‘..““‘Cu‘n?eF’E Auto CUTTER MODE
[ u
= - CHANGE KEYS
Raollers Rallers SgEdge SgBEdge
REw Fru Cham up
CutRoll Backs Backs
étrl Menu Rcevtp Fcr\.mrtp

CHANGING CUTTING MODES

FROM CRUSH-CUTTING TO ULIRASONIC
CUTTING MODES OR VISE-VERSA

Before using the Cutting Table you will need
to malke sure the cutting mode is set to the
kind of cutting you wil! be doing.

As shown at left, the mode setting can be
changed as follows.

1. Press on the cut mode box [with "Crush
Cut’ or "Ultrasonic Cut’ in window) and
a selection screen will come up as in
Figure A

2. By pressing the arrow keys on the left
side you can switch between Crush Cut
and Ultrasonic Cut. The active mode will
be shown in the upper left corner of the
touch screen.

3. When the active mode reads as the mode
that you require press the Enter key.

4. In the Cut-Rollers or Main Control menu
the cut mode box should now show the
changed cut mode [as in Example 1)
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| OVERVIEW OF FUNCITION

The Badstop Indexing function allows the operator to program in particular
required distances for the backstop and to simply press a button to activate
each increrment. The Indexing function is an incrermental setting and may be
activated from any position. For example, iIf you have a large section of material
that needs to be divided into 400mm lengths your can simply square the large
section up then use the Badcstop Indexing function to progressively cut the
material into 400mm strips, indexing the backstop after each cut.

OPERATING PROCEDURES Acmeda

BackStp
Index

Move BckSt_Dlndex Move

Rev Frav

Pos 1 400 mm

Index Home
ToPos
Act 1200 mm
Clanp Clamp S5qtdge Sqkdge
BarUp BarDwn Up Dwn
CurtRoll Main
Crl Menu Ctrl

BACKSTOP INDEX CONTROL MENU

This screen controls all of the hackstop
indexing operations of the cutting table.

Move Rev- Manually move the Baclkstop in
reverse.

Move Fre Manually move the baclstop
forward.

Posi-Press on number box beside "Pos 1" to
hring up keypad to program index distance.

Act- Displays the actual position of the Backstop.
Index To Pos- Press to begin one indexing cycle.
EFach time this button is pressed it will execute
ohe tndexing cycle.

Home- Press if for any reason the Backstop
needs to he homed again.

Clamp Bar Up-To raise clamp bar .
Clamp Bar Dwn-To lower clamp bar.
Sqtdge Up-Manually raise the Squaring Edge.

SqEdge Dwn- Manually lower the Squaring
Edge.

CutRoll Cirl Cut Roll Contro! Menu.
Menu- Press to bring up the Main Menu.

Main Ctrl- To Main Cantrol menu.
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OPERATING PROCEDURES Acmeda

ACTIVE SETTING
Figure A
+0000
I
E I
=0
< | 5
0 1 2 3 | Esc LR MATERIAL 5
Z TO BE CUT %
4 5 6 «— g ! sl
[ -
II
+/- 7 8 9 « SOUARING EDGE
DIRECTION
SETTING ENTER COMMAND
BackSt
P Move BckStplndex Move
Index Rev . Fra
Pos 1 400| mm
Index Home
ToPas
Act 1200 mm
Clamp Clamp SqEdge Sqkdge
BarUp BarDwn Up Dwn
CutRoll Main
Ctrl Menu Ctrl

USING THE BACKSTOP INDEX
CONTROL MENU

It is important that you square up atleast 3 sides
of the material before you begin using the Back-
stop indexing feature [see Figure A).

1. To program the desired Indexing distance
press the number box beside "Pos 1" to
bring up the keypad menu.

2. Key in the ldexing distance including either
a positive {+] or Negative |-] prefix in order
to indicate which direction you need the
backstop to travel. You will see the active
setting in the upper left corner of the touch
screen.

{+]- to travel fromfront to back
{-] - to travel from badk to front

3. Press the Enter key to accept number and
the newv setting will appear in the number
box beside "Pos 1.

IMPORTANT NOTE

If you index the backstop outside of the

A inner and outer limits of the table the
functions will freeze and the table will
need to be Reset and the Backstop
Homed again.

Continued on next page.
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BackStp
Index

MowveTo hoveTo

wWidth 1000 2100 Length
ActPos  200mm Ultrazanic Cut |

Marmal Cutter Aupo
ut Ly/Rol Speed o Cut
Rolers Rallers SgEdge SgEdge
=N Fru Cham Up

CutRoll Backstp Backstp
ctrl Menu Rew Frr

move | BekStplndex [ Mo
Rew Frws
Pos 1 400 | mm
fndex Horme
ToFaos=
Act 1200 mm
Clamp Clamp SgEdge sgtdge
Barltp Barlhwin Up Chaen
CutRofl Mazirn
Cert Menu Crrl
Cutter CutRollers [ aumer
Rew Fonae
[ Ultrazonic cut |
Cutte Cutte|
==
Rallers Jdamp Clamp Rollers
Renw Barlp BarCnam Fras
Mai Backst,
cl Menu ncix

USING THE BACKSTOP INDEX
CONTROL MENU

Continued from previous page.

‘The Back Stop Index menu does not have a key
to control the cutting action so one of the
following 3 options can be used.

To enable the cutting action from the touch
screen you may do one of the following:

. Bring up the "Main Control” menu and use
the "Normal Cut” key to operate the cutter.

ar

. Bring up the "Cut Roll Control” menu and
use the "Cutter Start” key to operate the
cutter.

As an alternative you can activate the cutting
action by using the "Normal Cut’ button on the
Back Stop control panel.

VWhen you are ready to begin the [ndexing
operations simply press "Index To Pos’. Every
time you press the "Index To Pos” key the Back
Stop will trave! the programmed distance.

You can still utilize all of the reqular commands
to square up the material before and during the
use of the Indexing functions.
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OPERATING PROCEDURES Acmeda
I I I I I I I [ T T1
| OVERVIEW OF FUNCIION |
This is the manual mode for the cutters and is the only menu that allows for the CUT-ROLLERS CONTROL MENU
manual forward and reverse of the cutter blade. This is a2 useful option when
setting up the cutter speeds or testing new materials as well as taking the first This sareen contrals all of the cuttng
trim cut off of a roll of material. operations of the cutting table.
Cutter Rev- Manually controls the movement
of the cutter in reverse.
Cutter Forw- Manually controls the movement
of the cutter forward.
Ctéttfircm Cutter Cut-Rollers Cutter
Rev Forw U/Roll- Controls the rollers to spin under or

_ overhand.
| Ulrasonic Cut |

Cutter Speed- Select from pre-programmed
Cutter Cutter ;
U/Roll Speed 6 Start cutting speeds.
Cutter Start- Press to begin an autormatic full
length cut. Can also be pressed during a cut
Rollers Clamp Clamp Rollers cycle to abort the cycle.
Rev BarUp BarDwn Frw Rollers Rev- Rollers reverse prompt
: Rollers Frae Rollers forward prompt
Main Menu BacdkStp
Cut Index Clamp Bar Up-To raise damp bar .

Clamp Bar Dwn-To lovwer cdamp bar.

Main Cirl- To Main Control menu.
Menur Press to bring up the Main Menu.

BadkStp Index- Backstop Index Menu.
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CutRol!
Ctr!

OPERATING PROCEDURES Acmda

NOTE:
Cut Mode- 1t is very important that you
have the mode set to the type of cutting
that you are doing, whether crush cutting
or ultrasonic cutting. $ee page 9.0 for
details on switching modes.

Cutter Cut-Rollers Cutter

Rev Forw
| Ulrasonic Cut | OR

Cutter Cutter

U/Roll Speed 6 Start
|

Rollers Clamp Clamp Rollers
Rev BarUp BarDwn Frw

Main BackStp
Ctrl Menu Index

USING THE CUT-ROLLERS CONTROL
MENU

[tis important to remember that the cutter will
not operate unless the damp bars are down (in
clamping mode| and that they will not raise
back up unless the cutter is back in the home
paositon.

The basic process is as follovvs:

1. Make sure the Cut Mode and the Cutter
Speed are set to the desired settings.

2. Arrange the material to be cut, using the
Roller Controls as neccessary.

3. Whenyou are ready to cut push the
"Clamp Bar Down’” key to clamp the
material.

4. Nowyou can either use the manual keys
to move the cutter forward and then bacle
ward at the end of the cut or you can use
the "Cutter Start” key to activate a complete
auto cut cyde.

5. When the cutter is back in the home
position press the "Clamp Bar Up” key to
undamp the material.

To use the Badk Stop functions you will need to
go to the "Main Control” menu or "Back Stop
lndex” menu accessible from the bottom of this
touch screen.
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CAUTION

As aprecaution itis best to press the
Emergency Stop button when changing
over to avoid injuries and damage that
may result from inadvertantly activating
the Table functions, especially the cutter
movement.

cFT T,

WL

QPERATING PROCEDURES Acmeda

CHANGING THE CUTTER HEADS

Do not operate Ultrasonic Cutter until all instructions
have been followed completely [next 3 pages) !

To change from Crush Cutting to Ultrasonic cutting
use the provided Alan key. As a safety precaution it
is best to press the Emergency Stop button when
changing over.

The Ultrasonic Unit is a preasely calibrated and
expensive insfument so exitreme care must be
taken to avoid bumping and dropping it

1. Loosen and remove the screws from the Crush
Cutter as shown.

2. Ease Cutting Head off of the locating dowels
and store in safe location.

3. Carefully ease the Ultrasonic Cutter into place
and onto the dowels.

4, Screwr the bolts and washers back into place
and tighten firmly.

5. Now attach the main power cable for the
ultrasonics to the bottom, as shown. The
fitting is bayonet style and once engaged
requires only about 1/2 tum to fully lock.

6-7 Theloose air hose from the ultasonics now
needs to be firmly pushed into the air fitting
at the back of the electrical drag chain
bracket. It should push in at least 10mm.

NOTE:

To release the air hose push down on the
ring lip around the edge of the fitting and
the hose can be pulled back out. Pushing
on the ring may also assist in putting the
hosein.
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MoweTo
Width

l1ooo| [2100

MoweTo
Length

Actfcs  900mm

Crish Cut

Mormal Cumer Awto
Foll
Speed

Rollers
Rexw

Rollers
Frow

SqEdge
D

5qEdge
Up

CutRoll
Ctrl

BackStp

L
e v

BackStp
Frow

ACTIVE MODE

Figure A
UltrasonicCut
Tl | Esc
; J L]
— .
CUTTING MODE
CHANGE KEYS ENTER

OPERATING PROCEDURES Acmeda

[ I I [ [ [ [ I T T T1T

CHANGING FROM (RUSHCUTTING TO
ULTRASONIC CUTTING MODES

Before using the ultrasonic cutter the Cutting
Mode must be changed.

As shown at left, the mode setting will need to
be changed to "Ultrasonic Cut’ as follows.

1.  Press on the boxwith "Crush Cut” and
a selection screen will come up as in
Figure A

2. By pressing the arrow keys on the left
side you can switch between Crush Cut
and Ultrasonic Cut. The active mode will
be shown in the upper left corner of the
touch screen.

3. When the active mode reads "Ultrasonic
Cut’ press the Enter key.

4. In the Main Control menu the Box should
now read "Ultrasonic Cut’.

Continued on next page.
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ULTRASONICS POWER AND AIR SUPPLY

R |~ — . It 1s extremely important that the air is turned
— on during the operation of the ultrasonic cutter

or damage to the unit may result ftis only
during the Cutter stroke that the damaqging

BASE

S -d . e vibrations are activated, but the air should be
BYE S— T left on any time the Contoller power is on to

|
— S et S E B avoid inadvertent damage
Dynamic Pracess Controller DPC™ Il i
T EEEN——— TSN \ Make scrre your are farmhar witlh e Dukane
User’s Marwial jprovided with the Lrvt] that 15
dedicated sofely o re Litrasoric it

The power and air supply will now need to be
MAIN DISPLAY STATUS ~ POWER switched an as follows:

1. Switch the main power switch to the
AIR ON/OFF Dukane Controller to "On" (Al

It will take a few minutes for the inboard
computer to prepare for operation. After it has
stopped the Controller should read "On-line” in
the Status screen and "TIME" in the Main Display
AIRON screen. If it does not please refer to the Duwkarre
DFPC Users Mara/tor further instructions.

AIR REGULATOR

2. Now switch on the air contro! and check
the air pressure. The air pressure should
stay at 3 Bar (0.5 mpa).

NOTE:

You will be able to hear air flowing

from the horn cooling hose. This is
CAUTION o 9
& It is extremely important that the air is turned on during the operation of
the ultrasonic cutter {during the cut stroke while the unit is vibrating).
Failing to do so could result in overheating & damage to the ultrasonic unit. Continued on the next page.
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OPERATING PROCEDURES

MAIN CONTROL MENU CUT ROLLERS MENU
voveTa] [ non >100 | [ MewTe Cutter CutRollers Cutter
Weidth Length R Faras

Actros_500mr

Marmal Cutter AUt Cutter Cutter

S| o] [ a
RFallers Rollers SqEdge SqEdqe Rollers Jdamp Clamp Follers

6= Frwv Cram Up B Barlp BarCwvn Fr
CutRoll Backst Backst hiain Backst

Ctrl WU Rev | Fra arl e Index

AIR SUPPLY
AR REGU ! . .
— - AIRON
Al

ULTRASONIC OPERATION

Operating the Ultrasonic Cutter 1s essentially
the same as operating for Crush Cutting.

1. First make sure that the airis turned on
and that the povver to the Ultrasonic unit
is switched on.

Please note that the ultrasonic vibration will not
begin until the cutter motion is activated.

2. Fordetailed instructions on using the
‘Main Control Menu” please refer to
Section 8 of this manual.

3. Fordetailed instructions on using the
"Cut Rollers Menu' please refer to section
11 of this manual.

ULTRASONIC SHUTDOWN

When you have finished using the Ultrasonic
Cutter follow these simple steps:

1. Turn off the Ultrasonic air supply and the
power on the Ultrasonic Controller.

2. Remove the Ultrasonic Cutting Head from
the table inversely to the order as described
in sectron 12.0.

3. Ifyou nowwant to begin Crush Cutting
you will need to change the Cutting Mode
hack to Crush Cutting as described in
Sectron 9.0 or Sectron 1.2.1.

4, Follow the next Section 13.0 for machine
Shut Down procedures.
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4200 Series
Cutting Table

Acmeda
Main BackStp BackStp
Cantrol I'ndex Home
((::grt':?ci’f ShutDwn Setup
CH

OPERATING PROCEDURES Acmeda
I I I I I I I I I |
SHUT DOWN OPERATION
1. First make sure the area is dear of all

materials and other objects, especially any-
thing that may be under the cdlamping
systems.

2. Inthe touch screen Main Menu press the
"Shut Down’ key. [t will take a few minutes
for the machine to ready itself for shut-
down.

3.  When the touch screen prompts you to

turn the povver off you need to switch it
off at the main electrical box switch.

If you will be leaving the table unused for longer

periods of time you may want to disconnect the
air pressure supply to the table.
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OPERATING PROCEDURES Acmeda

Setup

EXAMPLE OF SETTINGS
Cut Speeds
1 Z 3
, 0w ® %
% % %
CutAuRaN el CutMarVel CutSlowM el
% % [ 5 %
Cutiritvel CutiritTime Cia mpDelay
Ciolw  [rids  Lisls
RoliRevTime RoltFraiel RoliRevVel
s " o
Menu B,?égggre MNext

CUT SPEED SETTINGS

This menu allows for the operator to program
custom speed settings to suit different kinds of
maternals. [t also controls some of the other
table settings.

The first 6 boxes allow you to set 6 different
speed programs. The setting refers to the
percentage of the total speed of the drive
system. Generally you will want to keep the
percentage belowv.....

CutAuRevVel Cut Auto Reverse Velodty
CutManVel- Cut Manual Veloaty
CutSlowel- Cut Slowing Velocity
CutinitVel- Cut Initial Velocity

Cutlnitlime- Cut Initial Time

ClampDelay- Clamp Delay

RollRevTime- Roll Reverse Time

RollFra/el- Roll Forward Veloaty

RollRevWel- Roll Reverse Velocity
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Setup

OPERATING PROCEDURES
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Acmeda

Cut Speeds 3
1 2
g Lo o [ Ju [ |%
L Je [ Je [ ]

CutAuReN e CutManivel CuiSlowAf el

T0% [ Je L w
CutlnitV el Cutlnitlime ClampDelay
R P e

RoliRewTime RoliF navVel RofiRev el
[ s [ e [__|%
BarCode
Menu Reader Next

CUT SPEEDS CUSTOMER SETTINGS

{fse thrs page fo record the settings speciic
fo each1 customer. 7His shoedd be recorded

auring thre machirre seto.

Cut Speed Settings

%

%

%%

%

9%

%

S HWN

CUutAURevVel:
Cut Manvel:
CutSlow\Vel:
Cutinitvel:
Cutinitlime:
ClampDelay
RollRev[ime:
RollFrw\el:
RollRev Vel:
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EXAMPLE OF SETTINGS

Baclk Stop Settings

Next

BckStpMarvel BeiStpindexvel BckStpAuroVel

100 |% [ 100 |% | 100 |%

Width Allowance Length Allowance

3 o L3 ]mm

BokStpOset BekStpinmtPos BckStpPosLim

[ 333 [mm [ 900|mm [4277]mm

BarCade

Prev Reader

Menu

NOTE ON ALLOWANCE OPTIONS:

THEWIDOTH & LEMNGTH ALLOW ANMCE OFTIOMNS MAKES IT EASY TO AUTOMATICALLY ADD FOR
EXTREA MATERLAL TO BE LEFT ON OR TAKEMN OFF WITH EACH CUT. FOR EXAMPLE, IF YOU NEED
3 MM OF EXTREA MATERIAL TO BE LEFT ON A LENGTH CUT SIMPLY PROGREAM 2 MM 1IN THIS
MENU UNDER "LENGTH ALLOW ANCE". NOW YOU CARN STILL PROGRAM THE CUT (1IN THE MAIN
COMNTROL MEMLUY TO BE THE MOMINAL 5IZE (FOR EXAMPLE 200000, BUT THE MACHINE WILL
ADD THE MM EXTRA AND THE ACTUAL CUT WYILL EE 20030 M.

OPERATING PROCEDURES

BACK STOP SEITINGS MENU

This menu controls all of the speed and imit
paosition settings for the Back Stop. During
the installation of the machine these settings
will be properly calibrated and should never
need to be changed for nhormal operations.
BddStpManVel- Back Stop Manual Velocity
BckStplndexVel- Back Stop Index Velocity
BddStpAutoVel Back Stop Auto Velocity
Width Allowarnce- The +/- allowance auto-
matically added to width cuts. PLEASE SEE
NOIEATBOTTOMELEFT.

Length Allowance- The +/- allowance auto-
matically added to length cuts. PLEASE SEF
NOIEATBOTTOMLEFT.

BckStpQOset- Back Stop Offset

BddtplnitPos- Back Stop Initial Position
BdkStpPoslim Back Stop Position Limit

Prev- Go back to previous menu

Bar Code Reader- Access to the Bar Code menu,
if applicable.

Menu- Go hack to the Main Menu.
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OPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

Next

@

OPERATING PROCEDURES Acmeda

BckStpManVel: %
BckStplndexVel: %
BckStpAutoVvel: %
WidthAllowance: %
LengthAllowance: %
BckStpOset %
BckStpinitPos: %
BckStpPoslim: %
Back Stop Settings
BciStpManvel BokSrpindexVel BokStpAutoVel

[T %
Width Allowance

o

BelStpOiset BelStpinitPos

L Jom [ Jom

BarCode

Prev Reader

[ T%

Length Allowance

[ fmm

BeiStpPosLim

L mm

Menu

BACK STOP CUSTOMER SETTINGS

Lise this page to record the setiings speaiic
to eaclr customer. 115 should be recorded
auring the machiune setup.

BdStpManVel- Back Stop Manual Velocity
BdkStplndexVel- Back Stop Index Velocity

BdiStpAutoVel-Back Stop Auto Veloaity

Width Allowance- The +/- allowance auto-
matically added to width cuts.

Length Allowance- The +/- allowance auto-
matically added to length cuts.

BddStpOset- Bacl Stop Offset

BcStplnitPos- Back Stop Initial Position

BclStpPoslim- Back Stop Position Limit
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OPERATING PROCEDURES Acmeda

REPLACEMENT COMPONENTS
Runner Carrier Bracket Components

A IMI0-9014-011025
Felt Channel Cleaner Assembly

1. TM91-9011-025025
Felt Cleaner Bracket for Channel

2. TM93-9006-015019
Felt Block-Grade "A" Eng. Felt

B. TM10-8015-002606
606 Bearing Assembly

3. TM92-0001-105365
M5 X6 X 12 Shoulder Bolt

4. TM921-8000-000001
Shoulder Spacer

5 TM93-0001-000606
606 Bearing

C.  TMT10-8015-002609

609 Bearing Assembly

6.  TM93-0002-000609
609 Bearing

/. TM91-8000-006090
Bearing Shaft for 609 Bearing

(52008 Az WEDA | 16.0




OPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

A CRUSH CUTHING UNIT B. ULTRASONIC CUTTING UNIT

OPERATING PROCEDURES Acmda

REPLACEMENT COMPONENTS
Cutting Unit Components

A Th1 O-CEBOWA-420000
Crush Cutting Head wy Cutting Elade and Drive Wheel

1. Th93-92011-012020
Stainless Steel Brush Cut to 20mm

2. Tha91-2009-022038
Crush Cutter Anvil

3 Th91-92009-022037
Cutting Blade S0mm Dia.

4. Th93-BOOO-006900
5500 Bearing

B ThT1O-9014-130195
Complete Dukane Ultrasonic Bracket Assembly
(without the Dukane Ultrasonic Unit)

=3 ThS1-2003-000030
30mim Disk-Dukane UfS Bracket

&, ThAST-501 0016018
Fivot Shaft

7 TMS3-1 21 7A0ORM308
316X 1" 5pring-Blue DRMOZ08

8. Th%1-2009-000005
spring Bung- Dukane Bracket

[ Th1 O-KNAB-420000

Knife Cutting Head wy Cutting Blade and Knife Arvil

9. TS T-KNOO-4 20000
F.nife Blade

10 TMOT-KNOT-420000
Fnife Arnwvil
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OPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

OPERATING PROCEDURES
I I I I I -

REPLACEMENT COMPONENTS

Various Other Components

DETAIL A

A TMT0-RUBO-450000
SCALET1:5

Replacement Rubber for Clamp Bars

RS part rurns in? Bre boitom of the
Clarmp Bars.

B.  TM93-9009-008002
6M Channel Strap- Stainless Stee!

TM93-9009-008001
4.8M Channel Strap- Stainless Steel

TM93-9009-008000
3.6M Channel Strap- Stainless Steel

T3 pare is 17 1he Runner extrusion it
Four places. This display assermbly 55
greatly reduced i size fo the actual
PIrE

C. TM94-9186-252198
LH Polycarbonate Cylinder Guard

D. TM94-9186-252281
RH Polycarbonate Cylinder Guard

E. TM?1-9003-017093
Material Guide Finger
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OPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

REMOWVING THE CRUSH CUTIER BLADE

OPERATING PROCEDURES

REPLACING CRUSH CUTTER COMPONENTS

If the quality of the cut from the Crush Cutter
begins to dedline it may be time to replace the
Cutting Blade.

Signs that the Cutting Blade needs replacing:

. The material is not sealing propetrly at the
edges [thread ends are visible|.

. The Cutter is not cutting completely
through the material. Alease rote that if

1

FIRST LOOSEN NUT OFF GRUB SCREW USING LOOSEN OFF THE BACK CAP SCREW ENOUGH this is happering it could be possibfe that
8MM OPEN END SPANNER. THEN LOOSEN OFF  TO ALLOW MOVEMENT OF THE CUTTER BLADE distarce betwear the Blade ard Amil is
THE TOP GRUB SCREW {ONLY SLIGHTLY) USING ~ MOUNTING ARM USING A 5MM HEX KEY. BACK r0t set properly.
A 2.5MM HEX KEY. THE CUTTER BLADE OFF THE BOTTOM ANVIL

AND RETIGHTEN SCREW {THIS IS NEEDED FOR

To change the cutting blade you will need to
remove the Cutting Blade/Bearing assembly
from the Shaft Carefully follow the steps as
shown at the left to remove the Assembly.

THE NEXT STEP).

Be sure to handle the parts carefully. If the unit
or any parts are dropped they may brealk or
deformwhich is lilkely to affect the accuracy of
the final cut The Cutting Blade itself can be
resharpened so do not discard duf! Blades.

[

3 L) 4 i
AFTER THE CUTTING BLADE IS RETIGHTENED COMPLETELY REMOVE SHAFT AND CUTTING
AWAY FROM THE BOTTOM ANVIL LOOSEN OFF BLADE/BEARING ASSEMBLY. LEAVE THE BACK Continued an the next page.
THE CUTTER BLADE SHAFT WITH A 13MM OPEN  CAP SCREW TIGHTENED AWAY FROM THE
END SPANNER. BOTTOM ANVIL.

(€ 2008 4G MEDA | T?O




OPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

REPLACING THE CRUSH CUTIER BLADE

BACK CAPF SCREW

OPERATING PROCEDURES

. O
© D
.@\ 0
5 g 6 s
PUT THE NEW CUTTING BLADE ASSEMBLY TIGHTEN THE BLADE SHAFT FIRMLY. NOW IT
ONTO THE TOP BLADE MOUNTING ARM IS IMPORTANT TO LOOSEN THE BACK CAP
PAYING SPECIAL ATTENTION TO THE SCREW SO YOU CAN COMPLETE THE NEXT

ORIENTATION OF THE CUTTING BLADE STEP.
AS DETAILED IN FIGURET..

7

ADJUST THE DEPTH OF THE TOP GRUB SCREW FIX THE CUTTING BLADE INTO POSITION
FOR CONTACT BETWEEN CUTTING BLADE AND USING THE BACK CAP SCREW AND A 5MIM
THE ANVIL. TURN THE BOTTOM ANVIL BY HAND HEX KEY. IT IS NOW SET FOR USE.

AND WHEN BOTH THE ANVIL AND THE BLADE

ROLL TOGETHER SMOOTHLY WITHOUT GAPS

THE DISTANCE IS SET RIGHT. NOW RETIGHTEN

THE GRUB SCREVW NUT WITH 8MM SPANNER.

REPLACING CRUSH CUTTER COMPONENTS
{continued from previous page)

When repladng the Cutter Blade make sure to
foad 1t into the Cutter Head in the right way.

The Cutting Blade is not symmetrical {as shown
below] and care must be taken to ensure that
the shorter side |{3mm)| is faang the Mounting
Arm. The wider side [4mm) should be facing
outward or away from the Mounting Arm.

FIGURE 1

MOUNTING ARM

(22008 AC WEDA | ?7 i'




QOPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

REMOVING THE KNIFE CUTTER COMPONENTS OPERATING PROCEDURES Acmeda

REPLAONG KNIFE CUTTER COMPONENTS

if the quality of the cut from the Knife Curtter
begins to decline it may be time to replace the
Cutting Krives.

Signs that the Cutting Knives need replacing:

. The material is not sealing properly at the
edges [thread ends are visible).

*  The Cutter is hot cutting completely
through the material. Please note that if
this is happening it could be possible that
4 g tightness of the Blade and Anvil is

not set properly.
1 FIRST LOOSEN OFF THE BOTTOM ANVIL SHAFT 2 UKEWISE, LOOSEN OFF THE TOP KNIFE BLADE property
WITH A 13MM OPEN END SPANNER SHAFT WITH THE SAME SPANNER.

To replace either the top knife blade or the
bottom knife arwil, you will need to remove the
bottom knife anvil FIRST. Follow the steps as
shown on the left to remave the assembly.

Be sure to handle the parts carefully. If the unit
or any parts are dropped they may break or
deformwhich is likely to affect the accuracy of
the final cut. The Cutting Knives itself can be
resharpened so do not discard dull Blades.

D

)
3 COMPLETELY REMOVE SHAFT AND KNIFE BLADE/ANVIL
Continued on the next page.
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OPERATION MANUAL FOR 4200 SERIES CUTTING TABLE

REPLACING THE KNIFE CUTTER COMPONENTS

5

b

4 PUT THE NEVWY CUTTING KNIFE ASSEMBLY
ONTO RESPECTIVE MOUNTING ARM PAYING
SPECIAL ATTENTION TO THE ORIENTATION

OF THE KNIVES AS DETAILED IN FIGURE 2.

e

6 THEN TIGHTEN THE BOTTOM ANWVIL SHAFT FIRMLY.

5 FIRST, TIGHTEN THE TOP BLA SHAFT FIRMLY.

L

7 (heck the tightmess of the knives by pushing
them gently opposite ways. Then rotate the
bottom Anvil Knife to ensure the top Blade is
following the rotation.

OPERATING PROCEDURES

Acmeda

REPLACING KNIFE CUTTER COMPONENTS

(continued from previous page)

When replacing the Cutter Knives make sure to
load it into the Cutter Head in the right way.

‘The tightness of the cutter setup is critical. It is
important to maintain it at an optimum level to
ensure best cutting effect. Contact manufacturer

if further advice required.

FHGURE 2

MOUNTING ARM

MOUNTING ARM

(5 2008 ACMEDA | 17.3




OPERATION MANUALFOR 4200 SERIES CUTTING TABLE

LOOSEN OFF THE CUTTER DISK {VERY SLIGHTLY)
WITH A 5MIM HEX KEY. IF THE DISK NEEDS TO BE
ROTATED THEN ROTATE THE DISK BY HAND
UNTIL THE WORN AREAIS OUT OF THE CUT
PATH. NOW SKIP TO STEP 5 [NEXT PAGE].

=

IT MAY BE NECCESSARY TO LOOSEN OFF
THE GRUB SCREW AND NUT SLIGHTLY FOR
EASIER REPLACEMENT OF DISK [STEF 4).

REPLACING / ROTATING THE CUTTER DISK

IF THE CUTTER DISK NEEDS TO BE REPLACED
THEN COMPLETELY REMOWE THE CUTTER DISK,
SCREWY AND SPACERS.

REPLACE THE NEW CUTTER DISK AND
THE MOUNTING COMPONENTS FROM THE
PREVIOUS DISK EXACTLY AS BEFORE.

OPERATING PROCEDURES

REPLACING ULTRASONIC COMPONENTS

If the quality of the cut from the Ultrasonic
Cutter begins to dedline it may be time to
rotate the Cutting Disk or possibly replace
the Disk.

Fhe Cutting Disk does ot rotate duning
gperatiorn, trerefore it is possible to siighty
rotate e disk arnd vtilize tre untsed edges.

Signs that the Cutting Disk needs rotating or
replacing:

*  The material is not sealing properly at the
edges [thread ends are visible|.

. The Cutter is not cutting conmpletely
through the material. Alease note thatif
s /5 Raoperirg it codld be possible that
distarnce betweerr the Cuiter Disk ard
e Ltrasoric Horm s not set propery.

To rotate or change the Ultrasonic Cutter Disk
carefully follow the steps as shown at the left.

Be sure to handle the parts carefully. If the unit
or any parts are dropped they may break or
deformwhich is likely to affect the accuracy of
the final cut. The Cutting Disl itself can be
resharpened so do not discard dull Blades.

The Ultrasonic unit itself is a sensitive and very
expensive instrument so great care should be
taken to avoid bumping it as this may break the
internal ceramic components and otherwise
adversely affect the custom fine twning of the
instrurment

Continued on the nextpage.
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REPLACING f ROTATING THE CUTIER DISK

GRUBSCREW | OPERATING PROCEDURES

REPLACUNG ULTRASONIC COMPONENTS
(continued from previous page|

. Follow the instructions to the left for mounting
P /E SN a new Cutting Disk onto the Ultrasonic Unit
5 ©
.f\ — During reassembly be sure to load the parts in
S, the correct order with the large Tmm spacer
g | between the Cutter Disk and the Disk Arm and
h the small washer under the Pivot Shaft head
jas shown belovv|.
g R 6 —
FIRMLY TIGHTEN THE DISK ONTO THE DISK ADJUST THE DEPTH OF THE TOP GRUB SCREW
ARM USING THE 5MM HEX KEY. BY HAND FOR CONTACT WITH SPRING. AS A RULE

YOU ONLY NEED TO TIGHTEN THE SCREW/ JUST
BEYOND CONTACT WITH THE SPRING [1/4 TURN).
SEE BELOW FOR DETAILS. PLEASE NOTE THAT £
DURING OFERATOR TIRAINING WE WILL BE ABLE
TO RECOMMEN D APPROPRIATE SETTINGS FOR

YOUR FARTICULAR APPLICATIONS.
DH{SK ARM

ADJUSTING THE PRESSURE /

CUTTERDISK — |

PIVOT SHAFT

STANDARD I
WASHER

7 \ J THE GRUB SCREW'S FUNCTION IS TO ALLOW THE ULTRASONIC HORN
R PRESSURE OF THE SPRING TO BE ADJUSTED AS
LOCK THE SPRING PRESSURE INTO POSITION REQUIRED. ASYOU TIGHTEN THE GRUB SCREW
BYHOLDING THE GRUB SCREW STATIONARY THE SPRING IS COMPRESSED AND RESULTS IN
WHILE TIGHTENING THE M5 NUT DOWN MORE PRESSURE BETWEEN THE DISK AND THE
ONTO THE DISK ARM. IT IS NOW SET FOR USE. ULTRASONIC HORN.

(T 2008 Az WEDA | 18.1
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Acmeda

TROUBLESHOOTING GUIDE FOR 4200 SERIES CUTTING TABLE

PROBLEM

POSSIBLE SOLUTIONS

Table functions nat working

k- Emergency Stop active. Twist and pull up ES button.
mTable has not been reset. Press the green Reset button,
mCircuit breaker in main Electrical Box may have been tripped. Check and reset if needed.

Clamp Bars will not clamp or unclamp

»Emergency Stop active. Twist and pullup ES button.
B The Cutting Unit is not in home position. Use the "Cutter Reverse” key to bring back to hame postion.
*The air supply is not turned on or is insufficient to operate cylinders. Check the air supply.

Back Stop will nat move

mEmergency Stop active. Twist and pullup ES button.
B The squaring edge clamp isin clamping (down) position. Push the "Squaring Edge Up" key to bring up.

Material Rollers not moving
(If appicable)

mEmergency Stop active, Twist and pull up ES button,
The front rollers sensor is interupted (someone may be standing too close to the rollers). Make sure that
the area is clear between the sensors.

Ultrasanic Unit problems

Flease refer to the Dukane Ultrasonics Manual Mo, 403-551-03 (Section 12, Page 123 for troubleshooting
guide for ultrasonic unit. This would have been provided with the Dukane Unit.

Ultrasonic Cutter does not reach the
end of the material to be cut

mThe Material Sensor is not set in the right position. Loosed the Screw Knob and slide sensor back toward
the Ultrasanic Unit until it stops and then retighten the Screw Knab,

Cutter does not stop at end of material

*The Material Sensor may be misalligned. Check that it is alligned in the groove and tightened securely.
mThe material may be too light or transparent for the Sensor to detect

hlaterial cut qualty is poor ar material
is not cutting through completely

*The distance set between the Cutting Blade and bottom Anvil is not close enough. Adjust and retighten.
*The Cutting Blade is becoming dull and needs to be replaced. See section 17 or 18

Crush cutter not responding to cut
commands

mThe cutter may not be in the home position Make sure that it is completely seated in the horme position.
#The table may be in Ultrasonics mode. Make sure the mode is set to "Crush Cut” mode.

@ ACKMEDA Al rights reserved
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-Base Model + Motorised Backstop, Motorised Rollers and Material Sensor-

Notes:

Drawing file name, eg. 630032p28vi.dwg
630032 refers to the FCR job number.
pe8 refers to the poage number.

vl refers to the version number.

dwg refers to the file extention.

Drawing Structure

- Device/wire identification eg CB0l or 3002.

The first two letters of the label refers to the device type. eg CB
equotes to Circuit Breaker.

The first two numbers of the label (eq. S002) refers to the drawing poage
the device/wire can be located. eg the first two numbers of

3002 refers to page 50 on the droawings. The page number is indicated in
the drowing file name eg the pS0 in the file name 630032pS0vi.dwg

refers to page 30. The remaining numbers refers to the unique
identification number of the device or wire on that page.

- When an asterix *) appears next to a contact it meons that it is
positively guided.

- LHS ond RHS are with respect to the flow of material
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