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CONGRATULATIONS ON YOUR DECISION TO PURCHASE A HIGH QUALITY 

PRODUCT FROM ACMEDA! 
 

Acmeda Australia takes this opportunity to congratulate you on your 

decision to use one of the finest products from the industry leader. 

We thank you for your support and look forward for more support in 

the future to provide better service and products by exceeding your 

high expectations. 
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INTENDED PURPOSE 
 

This product is designed and constructed with an intention to enhance the productivity gains through quicker and high quality production of the 
windows furnishing or similar materials with reduced stress on the production operators. It is intended that any industry standard fabric could be 
cut to the desired size with highest possible accuracy. With recommended maintenance program the machine should last longer. The design and 
construction is aimed for safe and easy operation. Every possible care has been considered and adopted in design and construction of this product. 
However safety also greatly relies on the operators and owners. It is expected that the operator is trained properly to gain a thorough 
understanding of the machine controls and process to achieve the productivity goals with complete focus on safety. 

GENERAL DESCRIPTION OF THE MACHINE 
 

The components of this machine are classified into 3 groups; 

1. Mechanical elements 
2. Pneumatic elements 
3. Electrical/electronic elements. 

 
This machine has a table, with aluminum frame to support the fabric; it has fabric cutting unit, Free spinning rollers to support material and back 
stop. Product comes with following options, 

1. Ultrasonic cutting. 
a. 600 watts 
b. 900 watts 

2. Knife cutting 
3. Auto-Back stop Squaring. 
4. Motorised material rollers with automated edge guide. 
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GENERAL DESCRIPTION OF THE MACHINE CONTINUED 
 

It has a power unit attached to the machine, and a control panel box which has an operator interface and allows for easy operation. 
Machine is fitted with emergency stops at convenient locations to stop the machine and make it safe in the event of any unforeseen circumstance. 
Overall machine sizes are approximately: 6m (Long) x 5m (Width) x 1.4m (high). 
Machine runs mainly on electrical power, pneumatics is used for clamping the squaring edge (Auto Back Stop option), clamping the material, and 
for cooling the cutting head. 
With Auto Back Stop Squaring option, a touch screen interface is provided for operator to control the movements of the back stop squaring edge. 

 
 

GENERAL OPERATION DETAILS: 
 

Basic typical operation cycle involves, 
 Operator lines up the material to be cut 
 Squares the material. 
 Lowers the clamps to clamp the material 
 Initiates the cycle start (by pressing the start button) 
 The cutter traverses within the clamps and cuts the material. 
 On completion of cut, either initiated by the operator or by reaching maximum travel Limit cutter returns to home position. 
 Operator releases the clamps. (By selecting ‘Up’ on the selective switch). 
 Re positions the material to cut other sides and to maintain the pre-determined dimensions of the fabric. 
 Repeats the cycle to further do other cuts. 
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SAFETY FEATURES: 
 

 

Machine has been designed and constructed with a number of safety features, 
 

 Emergency stops 
 Machine reset push button 
 Cutter’s movement stops if the clamps are raised 
 Manual initiation of lowering and raising the clamps 
 Cycle will start with lowering the clamps and finish with lifting up the clamps, without lifting up the clamps the 

cutter can only returned to home position 
 Cycle will not start if cutter is not in home position. 

 
 
 

MACHINE INSTALLATION  
 

Area requirement: - 9.7m length x 6.84 width will be the recommended area. 1m all around machine will be required to allow for operator 
movements. 

In a designated area the machine will be assembled and installed by a qualified Rollease Acmeda authorised personnel /representative. The table 
will be leveled and calibrated to specifications. This will be verified as per the Technical requirements. The power and Pneumatic connections will 
be established and the test cycle will be run. A few samples will be produced to the customer’s specifications (Within the machine capabilities). 
Once the Acmeda trained technician or representative is satisfied with all the conditions, operator training will be provided, to ensure that the 
operator clearly understands the limitations and capabilities of the machine. 

 

 MACHINE MUST BE INSTALLED BY QUALIFIED AND AUTHORISED ACMEDA REPRESENTATIVE ONLY! 
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TECHNICAL SPECIFICATIONS:- 
 

TECHNICAL INFORMATION 
ELECTRICAL POWER REQUIREMENT 240v-50/60Hz. 

Recommended to have 16A “D” Curve type Circuit breakers at the mains power board. 
AIR PRESSURE REQUIREMENTS  Compressor – 15 CFM (MIN)  with FAD (Free Air Delivery) of 11 or greater 

 Air pressure must not drop below 0.6Mpa 
 In-Line Air Dryer - Applicable for Ultrasonic Cutting 
 Main Pressure (Regulator) - 700 kPa 
 Clamp pressure - 650 kPa 
 Backstop pressure - 600 kPa 

Machine Building Standards  Australian Standards AS 4024-2006 / CE Certified 
Safety Features  Emergency Stops 

 All External wiring and switches are 24v (Low Voltage) 
 Fully enclosed Drive Belts 

Construction Type  Full Aluminum construction - Main Table and Front End Unit 
 All steel parts are Nickel Plated and or Powder coated finish 

Cutting Capacity / Type  Crush Cutting (Standard with Machine) - Normal salvage cut in production 25mm. 
 cut achievable 25mm –( Can achieve smaller cut but is material dependant) 
 Knife Cutting (Optional) - cutting capacity same as Crush cutting 
 Ultrasonic Cutting (Optional) - Recommended 25mm salvage cut. ( Can achieve smaller 

cut  but is material dependant) 
Overall Dimensions  Length: 5700mm 

 Width: 4840mm 
 Height: 1320mm 
 Table Working Height: 875mm +/-25mm 
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OVERALL MACHINE DETAIL 
 

Machine Main Components: - Machine’s main components are as listed below, 
 

 Main Table 
 Front end table 
 Free spinning rollers 
 Back Stop Squaring Edge (With optional Auto Back Stop) 
 Fabric clamping Unit 
 Cutter 
 Power Unit 
 Control panel 
 Ultra sonic cutting system ( only on optional ultrasonic units) 

 
Main Table: 

Supports fabric while cutting before and also after separation from the roller. It is flat and has a smooth top for easy sliding of the fabric. 
Front End Table Unit: 

Supports the fabric from the roll before cutting. It is flat and has smooth top for easy sliding of the fabric. 
Free spinning rollers: 

Free spinning material rollers support and hold the material rolls. 

Back stop squaring edge: 
It allows for quick easy and accurate dimensional control, auto option available. 

Fabric clamping unit: 
Clamps the fabric during cutting operation. 

Power unit: 

Supplies power to the machine and has some electronic controllers. 

Control Panel: 

Provides HMI (Human machine interface) to operate the machine. 
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                                                                                                  OVERALL MACHINE VIEW 
 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Figure – 1 (Complete assembly of the machine with optional Auto Backstop) 
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MACHINE OPERATION 

 

Picture – 1 shows the controls on the control panel  
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

SELECTIVE SWITCH. 
CLAMP UP/DOWN 

CUTTER START 
CUTTER SPEED 
CONTROL 

TOUCH SCREEN PANEL 

POWER ON STAUS 
INDICATOR 

RESET 

EMERGENCY STOP 
EM ACTIVE LAMP 
INDICATOR 
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MACHINE OPERATION CONTINUED 
 

Before beginning ensure, that power (Picture – 2 & 3) and air (Picture-4) are connected and turned on, power Isolator switch is on, 
 

 
 

Next verify following conditions, 
 

Power indicator is on 
EM (Emergency) active indicator is off (Displayed on the touch screen only with Auto Backstop option). 
Emergency switch is in released condition. 
Clamp up/down is in up status. 
Ensure the back stop is in home position (Applicable for auto back stop option) 
Cutter Speed Controller is set to desired speed (Could be adjusted during the operation as well). 

 

 

SET AIR PRESSURE TO 700kPa. 
Ensure that the pressure does not drop below 600kPa. 

Picture-2 
 

Power Isolator switch 

Picture – 3 
Power Isolator 

Picture- 4 
 

Air connection 

  Before commencing operation, refer machine startup/shut down procedure at Annex I page 43.   
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OPERATING PROCEDURE  
 

NOTE: - TO ENSURE PROPER CLAMPING OF FABRIC ON BOTH SIDES OF THE CLAMP BAR A MINIMUM OF 20mm EXCESS SALVAGE MATERIAL IS REQUIRED. 
 

FOLLOWING STEPS ARE FOR STANDARD MACHINE (WITHOUT BACK STOP OPTION) ONLY 

1. Load the material roll on to the free spinning rollers. 
2. Extend the fabric from the roll on to the table, using straight edge as guide. 
3. Position the fabric by passing it under the clamps and ensure the fabric is properly lined up with the straight edge on the table. 
4. Allow about 50 to 60mm more than the required finish size. 
5. Select the “Clamp UP/Down” switch to “Down” position 

Tip-> If the clamps are already down select Up on the “Clamp Up/Down” switch and then repeat step 5 other wise step 6 will not 

work! 
Clamps should move down and grip the fabric firmly. 

6.   Now press the “Cutter Start/Return” button this will initiate the cutting of the fabric 
!!!! WARNING: - DO NOT PUT HAND/S OR FINGER/S IN BETWEEN THE CLAMPS WHILE THE CUTTER IS IN OPERATION 

7. Observe the cutter movement by looking in between the clamps when the cut is finished, press “Cutter Start/Return” button to initiate the cutter 
to return back to the home position. 
 If “ Cutter S tart/Retur n” button is not pressed the cutter travels to full length and then returns home! 

8. Ensuring the cutter has returned home, select the “Clamp Up/Down” to ‘Up’ position. 
This should raise the clamps up releasing the fabric. 

DO NOT RAISE THE CLAMP BEFORE CUTTER RETURNS HOME, IF CLAMP IS RAISED BEFORE CUTTER RETURNS HOME, EM (emergency) STATUS WILL 
BE ACTIVATED! If this occurs machine needs resetting, refer to “ Resetting – 2” s ituation in the next section, Page 17. 

9. Rotate the fabric by 900. 
10. Allow about 20mm more than the required finish size; slide the excessive fabric under the clamps. 

(Ensure that the fabric is lined up along the straight edge on the table.) 
11. Repeat steps 5 to 8; remove the material off cut from the table. 
12. Rotate fabric by 900. 
13. Using the fabric measure on the table set the fabric to the size allowing 20mm for finishing and slide excessive material under the clamps. 

(Ensure that the fabric is lined up along the straight edge on the table.) 
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OPERATING PROCEDURE CONTINUED 
 

14. Repeat step 11. 
15. Rotate fabric by 900. 
16. Using the measure set the finish size, slide rest of the excess material under the clamps. 

(Ensure that the fabric is lined up along the straight edge on the table.) 
17. Repeat Step 11. 
18. Rotate the fabric by 900

 

19. Using the fabric measure on the table set the fabric to the required size and slide excessive material under the clamps. 
(Ensure that the fabric is lined up along the straight edge on the table.) 

20. Repeat step 11. 
 

 
FOLLOWING STEPS ARE FOR MACHINES WITH OPTIONAL BACK STOPS ONLY 

1. Load the material roll on to the free spinning rollers. 
2. If optional Auto Back stop is used, set the homing position of the back stop (Refer Page 20 for homing of Auto back stop). 
3. Extend the fabric from the roll on to the table, using straight edge as guide. 
4. Position the fabric by passing it under the clamps and ensure the fabric is properly lined up with the straight edge on the table. 
5. Allow about 50 to 60mm more than the required drop size. 
6. Select the “Clamp UP/Down” switch to “Down” position 

Tip-> If the clamps are already down select Up on the “Clamp Up/Down” switch and then repeat step 5 other wise step 6 will not 

work! 
Clamps should move down and grip the fabric firmly. 

7.   Now press the “Cutter Start/Return” button this will initiate the cutting of the fabric 
!!!! WARNING: - DO NOT PUT HAND/S OR FINGER/S IN BETWEEN THE CLAMPS WHILE THE CUTTER IS IN OPERATION 

8. Observe the cutter movement by looking in between the clamps when the cut is finished, press “Cutter Start/Return” button to initiate the cutter 
to return back to the home position. 
 If “ Cutter S tart/Return” button is not pressed the cutter travels to full length and then returns home! 
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9. Ensuring the cutter has returned home, select the “Clamp Up/Down” to ‘Up’ position. 

This should raise the clamps up releasing the fabric. 
DO NOT RAISE THE CLAMP BEFORE CUTTER RETURNS HOME, IF CLAMP IS RAISED BEFORE CUTTER RETURNS HOME, EM (emergency) STATUS WILL 
BE ACTIVATED! If this occurs machine needs resetting, refer to “ Re-setting – 2” s ituation in the next section, Page 17. 

10. Rotate the fabric by 900. 
11. Allow about 40 to 50mm more than the required finish size; slide the excessive fabric under the clamps to cut the first edge of the width. 

(Ensure that the fabric is lined up along the straight edge on the table.) 
12. Repeat steps 6 to 9; remove the material off cut from the table. 
13. Rotate fabric by 1800. 
14. Set the back stop squaring edge to the required width size. 
15. Lower the squaring edge 
16. Slide the material so that it lines up with the squaring edge. 
17. Repeat step 12. 
18. Rotate fabric by 900. 
19. Lift up the squaring edge 
20. Allow about 40 to 45mm slide it under the squaring edge. 
21. Slide excessive material under the clamps 

(Ensure that the fabric is lined up along the straight edge on the table.) 
22. Repeat step 12. 
23. Rotate the fabric by 1800. 
24. Set the back stop squaring edge to the drop size. 
25. Lower the squaring edge 
26. Slide the material so that it lines up with the straight edge on the table and the end of material lines up with the squaring edge. 
27. Repeat step 12. 
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RESETTING 
 

Resetting is required under following situations:- 
 

1. When Emergency button is pressed (Cutter is in home position). 
2. Cutter has not returned to home position and clamps are lifted up. 
3. When the control panel box door is not closed properly 

 
Situation 1, when emergency button is pressed (Cutter is in home position): 

 
 Select ‘down’ on the clamp up/down selective switch. 
 Release the emergency stop button (emergency light turns off) 
 Press the reset button 
 Lift up the clamps (Select ‘Up’ on the clamp up/down selective switch.) 

Situation 2, Cutter has not returned to the home position and clamps are lifted up. 

 Select ‘down’ on the clamp up/down selective switch. 
 Press the emergency stop 
 Release emergency stop 
 Push the reset button 
 Press the cutter start/return button. 

(Cutter should move slowly back to the home position) 
 Select ‘Up’ on the “Clamp Up/Down” switch this should raise the clamps. 

Situation 3, when the control box door is not closed properly 

1) Press the emergency stop button. 
2) Physically check and confirm that the door on the control panel box is closed properly 
3) Release the Emergency stop button 
4) Select ‘down’ on the clamp up/down selective switch. 
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RESETTING-CONTINUED. 
 

5) Press the reset button 
6) Lift up the clamps (Select ‘Up’ on the clamp up/down selective switch.) 
7) Press cutter start/return button to verify. 

a) If cutter does not start repeat Step 1 to 7 again. 
b) If cutter starts resetting has been successful. 

 
OPERATING WITH THE OPTIONAL ULTRASONIC CUTTING SYSTEM:-  

 
 

 

Picture - 2 Selective switch 
for turning 
on/off the air for 
cooling the While working with ultrasonic cutter unit care 

ultrasonic cutter must be taken in order to ensure smooth 

head. operation and cutter head lasting longer: 

Every time ensure that the 
 

1.   Ultrasonic on/off switch is turned on. 

Ultrasonic/Pneumatic 2.   Air selective switch is turned on.  
 Crush cutting on/off 

Set air pressure to 0.1 - 0.2MPa. (Not more 
than 0.2MPa.) 

 

 
  Failure to do as per the above instructions may result in damaging the material due to tearing action instead of cutting and unit 

wearing out quickly, necessitating to replace the unit. 
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AUTOMATED BACK STOP (OPTION) 
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Homing the Back Stop. 
 

Every time machine power is turned on, before 
commencing any movement of back stop, first back 
stop home has to be set. 

This is achieved by using the Main menu screen and 
touching on the ‘BACK STOP HOME’. 

WARNING:- 
FAILURETO SET THE HOME POSITION OF BACK 
STOP WILL RESULT IN CRASHING AND DAMAGING 
THE UNIT. 
If back stop home position is not set, the ‘Act 
Position’ appears blank on the screen; this can be 
verified by selecting either ‘Backstop Control’ or 
‘Back stop index’, where actual position is displayed. 

When the ‘BACK STOP HOME’ is activated, the back 
stop slowly moves towards the cutter, once it
reaches closest position it moves away from the 
cutter and by default it stops at 900mm. Once it 
comes to complete halt and displays 900mm, 
homing is complete. It can be verified by moving to 
next screen by selecting either ‘Backstop control’ or 
‘Back stop index’. 

MAIN MENU 
SCREEN 

Home position 
is not set! 

Home Position 
is Set. 

HOMING BACK STOP  
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 BACKSTOP CONTROL  

REMEMBER:-> 
“When square edge is down all movement of the square 
edge is stopped. To reposition the back stop the square 
edge must be lifted up “. 
“Backstop Homing must be done prior to moving the 
backstop.” 

On selecting ‘Back stop control’, screen presents further 
functions as listed below, 
1. ‘Move to Width’ touching this will move the back stop to 

the width that is set and displayed on the screen. 
2. ‘Width (0800)’ allows setting width, and displays set 

width (800mm is the set width as shown) . 
3. Length (1500) allows setting the length and displays set 

length (1500mm is the length set as shown). 
4.   ‘Move to Length’ touching this will move the back stop to 

the Length that is set and displayed on the screen. 
5. ‘BckStp Rev’ touching this will move backstop infinitely 

towards the cutter side as long as it is touched or until its 
min limit is reached. 

6. Act Position gives feedback indicating actual position of 
the back stop at all times; if the back stop is not homed 
this will be blank. 

7. ‘BckStp Frw’ is very similar to the ‘BckStp Rev’ except that 
the back stop moves away from the cutter and its moves 
until touched or maximum limit is reached. 

8. ‘SqEdge Down’ Touching this will bring down the Square 
edge. 

9. Menu takes back to the main screen 
10. ‘SqEdge Up’ touching this will lift up the Square edge. 
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SETTING WIDTH AND LENGTH (DROP)  

REMEMBER:->
“When square edge is down all movement of the Back 
stop is stopped. To reposition the back stop the square 
edge must be lifted up “. 
“Backstop Homing must be done prior to moving the 
backstop.” 

On selecting to set Width or Length, as shown, will allow for 
next screen to appear which will require operator to enter 
the values for width or length. 

 To set values, it must be entered using the digits and 
‘Enter’  () will save the values. 

 Values are displayed on the top left hand corner as 
shown. 

 To return without setting the value Esc must be 
pressed this takes back to the previous screen. 

 If there is an error while entering the digits, back 
space ( ) could be used to correct the error. 

 ± Plus or minus button is not used. 
 . Decimal point button is not used. 
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  BACKSTOP INDEX   

 
REMEMBER:-> 

“When square edge is down all movement of the Backstop 
is stopped. To reposition the back stop the square edge 
must be lifted up “. 
“Backstop Homing must be done prior to moving the 
backstop.” 

 
 

When ‘BACK STOP INDEX’ is selected from the main menu, next 
screen will be displayed as shown. 

1) ‘Act’ Displays actual position of the back stop. 
2) ‘Pos 0300’ Displays set index value and allows to change 

the values by displaying next screen. 
3) ‘Index to Pos’ moves the back stop to the set position 

values incrementing from its existing position. 
4) ‘BckStp Frw’ touching this will move backstop infinitely 

away from the cutter as long as it is touched or until its 
max limit is reached. 

6)   ‘SqEdge Up’ touching this will lift up the Square edge. 
7) Menu takes back to the main screen 
8) ‘SqEdge Down’ Touching this will bring down the Square 

edge. 
9) ‘BckStp Rev’ touching this will move backstop infinitely 

towards the cutter side as long as it is touched or until 
its min limit is reached. 

 

2 

1 

3 

4 

8 

9 

7 6 
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 SETTING INDEX POSITION 
 

REMEMBER:-> 
“When square edge is down all movement of the Backstop is 
stopped. To reposition the back stop the square edge must 
be lifted up “. 
“Backstop Homing must be done prior to moving the backstop.” 

 
When ‘Pos’ is selected, next screen is displayed as shown. It 
allows operator to enter the desired values for indexing. 

Using the screen shown, values can be entered by selecting the 
digits. 

 To set values, it must be entered using the digits 
and ‘Enter’  () will save the values. 

 Values are displayed on the top left hand corner as 
shown. 

 To return without setting the value Esc must be 
pressed this takes back to the previous screen. 

 If there is an error while entering the digits, back 
space () could be used to correct the error. 

 ± Plus or minus button allows the movement to be 
reversed, + Away from cutter, - Towards cutter. 

 . Decimal point button is not used. 
 
 
 
 

 
 
 

Value Display 
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CHANGING THE CUTTERS 
 
 

The machine has optional cutting head units with crush cutting head being the standard there may be circumstances to change the cutting heads 
from standard, crush cutting to ultrasonic or to knife cutters. While cutter head changing process between knife cutter and crush cutter heads is, 
straight forward, it is to replace crush cutter head undo the 2 screws and swap the cutter head and tighten with the screws. 

Ultrasonic requires a slightly different procedure, as ultrasonic unit is a precise unit and needs cooling during cutting therefore it is strongly 
recommended to follow the instructions given here, 

 

  

Figure-6 

To access the cutter open the door located on the control panel box 
refer to the figure -6. 
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CHANGING THE CUTTERS CONTINUED. 
 

 

The cutter units, fit exactly the same way, they are located on the two locating pins and are secured by two screws as shown in figure 7 & 8. If it is required 
to replace crush cutting unit with Ultrasonic Unit or vice versa, undo the two screws as shown and Slide out the existing cutter unit. Replace the new cutter 
unit exactly the same way (slide onto the location pins) and tighten the two screws to secure the unit. Ensure that the cutter unit and the screws are tightly 
secured. For Ultrasonic unit connect Air as shown. 
Turn on the air using 1selective switch, before starting the cut. 

 
 

 

1 Shown on Picture 2 page 15. 

LOCATION PINS 

Figure - 8 
Figure - 7 
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TROUBLE SHOOTING 
Sl.No. PROBLEM FACED REQUIRED ACTIONS 

1 Machine does not start Check the power connection Ensure that there is power supply and turned on. 
  Check the air connection Ensure pressurized air is flowing correctly. 
  Check the emergency stop Ensure the emergency stop is released 
  Check the doors of control panel box Ensure door is properly closed and locked in 

position. 
  Check the cutter is in home position Ensure that the cutter is in home position 
  Check the clamp selective switch is in down 

position Switch Input. 
Ensure that the clamps are down and are clamping 
the fabric. 

2 Clamps do not Clamp or unclamp Check the air pressure and connections to the 
pneumatic cylinders locate on either side of clamp 
bars. 

Ensure that there is enough pressure and the 
connection is leak proof. 

3 Auto Back stop does not move to 
correct distances 

Check the homing position of the Backstop. 
Check the distances set for the movement. 

Ensure that the back stop is moved to the home 
position, whenever the machine power is switched 
on. 
Ensure correct distances have been set. 

4 Squaring edge on back stop does 
not move up or down. 

Check the air pressure, connectors and the 
cylinders 

Ensure that the connectors are in position and 
there is air pressure and cylinders are OK. 

5 Ultrasonic controller Problems Check the Controller manual for trouble shooting.  
6 Ultrasonic cutter tears the 

material 
Check the selective switch for ultrasonic unit, the 
air for ultrasonic. 

Ensure that the switch is turned on for ultrasonic 
and for the air. 
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MACHINE MAINTENANCE  
 

Operational Care: 

A large responsibility of the safer and successful operation depends upon the owner and the operators, following are some of the 
guidelines about caring for the machine to ensure safer operation, 

1. Ensure that the operator is fully trained and is aware of the functions and limitations of the machine 
2. Ensure that the machine and operating area is always maintained clean and any unwanted material is immediately removed from 

the machine. 
3. Do not drop the material from any height onto the table, this will cause destabilization problems and machine may fail to perform 

to the expectations and may incur expensive servicing. 
4. Do not leave the material roll up tube on the table; it can become an obstruction for Backstop movement particularly with Auto 

Back stop option. 
5. Do not stack any material under the tables as this may turn into a hazard and lead to the risk of tripping and falling. 
6. Ensure that the cutter is properly cleaned and maintained without developing any marks or indents. 
7. Cutters and cutter head must be regularly checked to ensure smoother quicker cutting operation. In case if the cutter is worn or has 

developed any indentations or similar marks, it needs to be either replaced or re-sharpened, if this is the case, using the spare parts 
listed at the annex please contact ACMEDA. 

8. Checking all the safety functions and ensuring that the safety functions are working well will ensure a very safe operation. 
9. Regular maintenance is recommended to be done once every year. 
10. If using the optional Auto back stop 

a. Do not put or stick any tapes or papers on to the runners, as it can be a hazard which may damage the unit. 
b. Ensure the table and around table it is clear for the movement of the back stop unit. 
c. Ensure that no person is allowed near the table while back stop is in operation. 
d. Watch the back stop position carefully while moving the back stop. 
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MACHINE MAINTENANCE CONTINUED 
 

SERVICING: 
 

Regular servicing is essential to ensure the smooth operation and better productivity therefore the machine must be serviced by a qualified, trained 
and authorized technician from ACMEDA. 2Violating this may result in a tampered product and poor performance from the machine and may lead to 
a hazardous situation. 

 
Optional Auto back stop, the ‘Setup’ button on the menu screen is for maintenance purposes and is password protected. It is not intended for 
operator’s usage. 

 
 

REPLACEMENT PARTS:- 
 

With our experience in the field and feedback from the customers has allowed us to identify the replacement parts that needs replacing depending 
on the wear tear by regular usage. 

The drawings are attached at the appendix. 
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 APPENDIX   

 MAIN ISO VIEW  

 
 
 
 
 
 
 
 
 
 
 
 
 

Forward away from cutter 
 
 
 
 
 
 

Reverse, towards  Cutter 
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REPLACEMENT COMPONENTS FOR CARRIAGE ASSEMBLY  
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 CUTTER REPLACEMENT  
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CRUSH CUTTER 
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CRUSH CUTTER CONTINUED 
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KNIFE CUTTER 
 

Knife cutters require precise settings; 
hence it needs to be sent back to 
ACMEDA to get the parts replaced, 
re-sharpened and for calibration. 

KNIFE CUTTER 
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ULTRASONIC CUTTER 



© 2015 ROLLEASE ACMEDA | Page 36 of 42 
 

 
 

3900 SERIES CUTTING TABLE 
 

ULTRASONIC CUTTER CONTINUED 
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ULTRASONIC CUTTER CONTINUED. 
 

Ultrasonic cutter is controlled by DUKANE Ultrasonic Generator/Power supply as shown below. 
 

 

While tensioning the cutter it could be tested using the DUKANE Ultrasonic Generator /power supply. Without 

mounting the cutter on to the locating pins, connect the cutter to the power input cable. 

Turn on the power and the air. 

Press the test button on the generator as shown in the above picture. 
 

If the 4 line LCD display indicates Overload, the tension is too high needs to be reduced. 
 

To run the system verification tests for Ultrasonic generator/Power supply unit, Testing the generator or System test Procedures refer to Ultrasonic 
Generator /Power supply user’s manual pages 57 and 58. 

 
 
 
 

TEST button. 

4 Line LCD display 
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PNEUMATIC CYLINDERS FOR AUTO BACK STOP  
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FRONT END CLAMP  
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REFERENECES:  

Following standards, Acts, directives have been referenced during design and manufacturing of this product, 1.   AS 4024-

2006 
2. EU Directive 2006/42/EC 
3. Occupational Health and safety regulations 2007 (Australian Act). 
4. Berger Lahr – Maintenance manual 
5. DUKANE iQ Series Ultrasonic Generator/Power Supply LS User’s Manual. 
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ANNEX I. 
 

MACHINE STARTUP/SHUT DOWN PROCEDURE. 
 

Before Starting the machine ensure following conditions: 
Power is properly connected and power is turned on at main source ( power point) for
machine operation. 
Pneumatic connection is connected and pressure is set at 700kPa. 

 
For Normal Start: 
Turn on the Power Isolator 
Wait for 20 Seconds 
Release the Emergency stop 
Press reset button 
Machine will be operational now. 

 
For Quick Start: 

Turn on the Power Isolator 
Release the emergency stop 
Press the reset button 
Lower the clamps using the selective clamp up/down switch 
Lift up the clamps 
Press the emergency stop 
Release the emergency stop 
Press the reset button.
Machine will be operational now. 

 
Warning: If the clamp selective switch is up before pressing the reset button, pressing reset button
will lift up the clamps. 

 
Shutting Down (normally at the end of the working) 
Ensure that machine table and clamping area is kept clean, fabric is not left under or around the

clamps. 
Lift up the clamp using the selective switch 
Press Emergency stop 
Turn off the Power Isolator Switch.


