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3900 SERIES CUTTING TABLE

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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3900 SERIES CUTTING TABLE

INTENDED PURPOSE

This productis 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 productionoperators. Itisintended thatany industry standard fabric could be
cut to the desired size with highest possible accuracy. With recommended maintenance programthe machineshould last longer. The design and
constructionisaimedforsafe and easy operation. Every possible care has been considered and adopted in design and construction of this product.
However safety also greatly relieson the operators and owners. Itis expected thatthe operatoris trained properlyto gain athorough
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 machineare classifiedinto 3 groups;

1. Mechanical elements
2. Pneumaticelements
3. Electrical/electronicelements.

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

1. Ultrasoniccutting.
a. 600 watts
b. 900 watts
2. Knife cutting
3. Auto-Back stop Squaring.
4. Motorised materialrollers with automated edge guide.

© 2015 ROLLEASE ACMEDA | Page 5 of42




3900 SERIES CUTTING TABLE

GENERAL DESCRIPTION OF THE MACHINE CONTINUED

It has a powerunit attached tothe machine, and a control panel box which has an operatorinterface and allows for easy operation.

Machine is fitted with emergency stops at convenient locations to stop the machineand 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
forcoolingthe cutting head.

With Auto Back Stop Squaring option, atouch screeninterfaceis provided for operator to control the movements of the back stop squaring edge.

GENERAL OPERATION DETAILS:

Basic typical operation cycleinvolves,

Operatorlines up the material to be cut

Squares the material.

Lowers the clamps to clamp the material

Initiates the cyclestart (by pressing the start button)

The cuttertraverses within the clamps and cuts the material.

On completion of cut, eitherinitiated by the operator or by reaching maximum travel Limit cutter returns to home position.
Operatorreleases the clamps. (By selecting ‘Up’ on the selective switch).

Re positions the material to cut othersides and to maintain the pre-determined dimensions of the fabric.

Repeatsthe cycle to furtherdo other cuts.
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3900 SERIES CUTTING TABLE

SAFETY FEATURES:

Machine has been designed and constructed with anumber of safety features,

= Emergencystops

=  Machine reset push button

= Cutter'smovementstopsif the clamps are raised

= Manualinitiation 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
cuttercan only returned to home position

= Cycle will notstartif cutteris notin home position.

MACHINE INSTALLATION

Arearequirement:-9.7mlength 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 leveledand calibrated to specifications. This will be verified as per the Technical requirements. The power and Pneumatic connections will
be established andthe testcycle will be run. Afew samples will be produced to the customer’s specifications (Withinthe machine capabilities).
Once the Acmedatrainedtechnician orrepresentativeis 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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3900 SERIES CUTTING TABLE

TECHNICAL SPECIFICATIONS:-

TECHNICAL INFORMATION

ELECTRICALPOWER REQUIREMENT

240v-50/60Hz.
Recommended to have 16A “D” Curve type Circuit breakers at the mains power board.

AIRPRESSURE 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 - Applicablefor 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

e Crush Cutting (Standard with Machine) - Normal salvage cutin production 25mm.
e cutachievable25mm—( Can achieve smaller cut but is material dependant)
e Knife Cutting(Optional) - cutting capacity same as Crush cutting
e Ultrasonic Cutting (Optional) - Recommended 25mm salvage cut. ( Can achieve smaller
cut butis material dependant)
Overall Dimensions e Length:5700mm
e Width:4840mm

Height: 1320mm
Table Working Height: 875mm +/-25mm
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3900 SERIES CUTTING TABLE

OVERALL MACHINE DETAIL
Machine Main Components: - Machine’s maincomponents are as listed below,

e Main Table

e Frontendtable

e Freespinningrollers

e Back Stop Squaring Edge (With optional Auto Back Stop)

e Fabricclamping Unit

e Cutter

e PowerUnit

e Control panel

e Ultra soniccutting system ( only on optional ultrasonic units)

Main Table:

Supports fabricwhile cutting before and also after separation fromthe roller. Itis flat and has a smooth top for easy sliding of the fabric.
Front End Table Unit:

Supports the fabricfrom the roll before cutting. Itis flat and has smooth top for easy sliding of the fabric.
Free spinningrollers:

Free spinning material rollers support and hold the material rolls.
Back stop squaring edge:
It allows for quick easy and accurate dimensional control, auto optionavailable.
Fabricclampingunit:
Clamps the fabricduring cutting operation.
Powerunit:
Supplies powerto the machine and has some electronic controllers.
Control Panel:

Provides HMI (Human machine interface) to operate the machine.
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3900 SERIES CUTTING TABLE

OVERALL MACHINE VIEW

Figure — 1 (Complete assembly of the machine with optional Auto Backstop)

Back Stop.

Fabric clamping Uni

ront End Table Unit \

N

Table Unit

Operator's path while
sefting the Fabric.

Ultrasonic Generator/Power supply

aterial Rellers (Manual) 4

DETAIL B
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3900 SERIES CUTTING TABLE

MACHINE OPERATION

Picture —1 shows the controls on the control panel

TOUCH SCREEN PANEL

EM ACTIVE LAMP
INDICATOR “
CUTTER SPEED -
CONTROL
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3900 SERIES CUTTING TABLE

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

MACHINE OPERATION CONTINUED

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

low 600kPa.

Picture-2

Powerlsolatorswitch

Picture—3
Powerlsolator

Picture-4

Airconnection

Next verifyfollowing conditions,

% Powerindicatorison

& EM (Emergency)active indicatoris off (Displayed on the touch screen only with Auto Backstop option).

& Emergency switchisinreleased condition.
& Clampup/downisinup status.

& Ensure the back stopisinhome position (Applicable forauto back stop option)
& CutterSpeed Controllerissettodesired speed (Could be adjusted during the operationas well).

Before commencing operation, refer machine startup/shut down procedure at Annex | page 43.
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3900 SERIES CUTTING TABLE

OPERATING PROCEDURE

INOTE: - 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

AR L

10.

11.
12.
13.

Load the material roll onto the free spinningrollers.
Extend the fabricfromthe roll on tothe table, using straight edge as guide.
Position the fabricby passingitunderthe clamps and ensure the fabricis properly lined up with the straight edge on the table.
Allow about 50 to 60mm more than the required finish size.
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.
Now press the “Cutter Start/Return” button this willinitiate the cutting of the fabric
11l WARNING: - DONOTPUTHAND/S OR FINGER/S IN BETWEEN THE CLAMPS WHILE THE CUTTER IS IN OPERATION
Observe the cutter movement by looking in between the clamps when the cutis finished, press “Cutter Start/Return” button toinitiate the cutter
to return back to the home position.

If “Cutter Start/Return” button is not pressed the cutter travels to full length and then returns home!
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, referto “Resetting — 2” situation in the next section, Page 17.

Rotate the fabricby 90°.
Allow about 20mm more than the required finish size; slidethe excessive fabricunder the clamps.

(Ensure that the fabricis lined up along the straight edge on the table.)

Repeatsteps 5to 8; remove the material off cut from the table.

Rotate fabric by 90°.

Using the fabricmeasure on the table set the fabricto the size allowing 20mm for finishing and slide excessive materialunderthe clamps.
(Ensure that the fabricis lined up along the straight edge on the table.)
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3900 SERIES CUTTING TABLE

14.
15.
16.

17.
18.
19.

20.

OPERATING PROCEDURE CONTINUED

Repeatstep 11.

Rotate fabric by 90°.

Using the measure set the finish size, slide rest of the excess material under the clamps.

(Ensure that the fabricis lined up along the straight edge on the table.)

Repeat Step 11.

Rotate the fabric by 90°

Using the fabricmeasure on the table set the fabricto the required sizeand slide excessive material under the clamps.
(Ensure that the fabricis lined up along the straight edge on the table.)

Repeatstep 11.

FOLLOWING STEPS ARE FOR MACHINES WITH OPTIONAL BACK STOPS ONLY

1

o vk wN

Load the material roll on to the free spinning rollers.
If optional Auto Back stopis used, setthe homing position of the back stop (Refer Page 20 for homing of Auto back stop).
Extend the fabricfrom the roll on to the table, using straight edge as guide.
Position the fabricby passingitunderthe clamps and ensure the fabricis properly lined up with the straight edge on the table.
Allow about 50 to 60mm more than the required drop size.
Selectthe “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.
Now press the “Cutter Start/Return” button this willinitiate the cutting of the fabric
1111 WARNING: - DO NOTPUTHAND/S OR FINGER/S IN BETWEEN THE CLAMPS WHILE THE CUTTER IS IN OPERATION
Observe the cutter movement by looking in between the clamps when the cutis finished, press “Cutter Start/Return” button to initiate the cutter
to return back to the home position.
If “Cutter Start/Return” button is not pressed the cutter travels to full length and then returns home!
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3900 SERIES CUTTING TABLE

9. Ensuringthe cutterhasreturned home,select the “Clamp Up/Down” to ‘Up’ position.
This should raise the clamps up releasing the fabric.
DO NOT RAISETHE 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, referto “Re-setting —2” situation in the next section, Page 17.
10. Rotate the fabric by 90°.
11. Allow about40to 50mm more thanthe required finish size; slide the excessive fabricunderthe clamps to cut the first edge of the width.
(Ensure that the fabricis lined up along the straight edge on the table.)
12. Repeatsteps 6to 9; remove the material off cut from the table.
13. Rotate fabric by 180°.
14. Setthe back stop squaring edge tothe required width size.
15. Lowerthe squaringedge
16. Slide the materialsothatitlines up with the squaringedge.
17. Repeatstep 12.
18. Rotate fabric by 90°.
19. Liftup the squaringedge
20. Allow about40to45mm slide itunderthe squaring edge.
21. Slide excessive material underthe clamps
(Ensure that the fabricis lined up along the straight edge on the table.)
22. Repeatstep 12.
23. Rotate the fabricby 180°.
24. Setthe back stop squaringedge tothe drop size.
25. Lowerthe squaringedge
26. Slide the materialsothatitlines up with the straight edge on the table and the end of material lines up with the squaring edge.
27. Repeatstep 12.
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3900 SERIES CUTTING TABLE

RESETTING

Resettingis required under following situations:-

1. WhenEmergency buttonis pressed (Cutterisin home position).
2. Cutterhasnotreturnedtohome position and clamps are lifted up.
3. Whenthe control panel box dooris notclosed properly

Situation 1, when emergency buttonis pressed (Cutterisin home position):

= Select‘down’ onthe clamp up/down selective switch.

= Release the emergency stop button (emergency light turns off)

= Presstheresetbutton

= Liftup the clamps (Select ‘Up’ on the clamp up/down selective switch.)

Situation 2, Cutter has notreturned to the home positionand clamps are lifted up.

= Select‘down’ onthe clamp up/down selective switch.
=  Pressthe emergency stop

= Release emergency stop

= Pushtheresetbutton

= Pressthe cutterstart/return button.
(Cutter should move slowly back to the home position)
= Select‘Up’ onthe “Clamp Up/Down” switch this should raise the clamps.

Situation 3, when the control box dooris not closed properly

[EY

) Pressthe emergency stop button.

) Physically check and confirm that the door on the control panel box is closed properly
)

)

w N

Release the Emergency stop button

N

Select ‘down’ on the clamp up/down selective switch.
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3900 SERIES CUTTING TABLE

5) Presstheresetbutton

6) Liftup the clamps(Select ‘Up’ onthe clamp up/down selective switch.)
7) Press cutterstart/return button to verify.

RESETTING-CONTINUED.

a) Ifcutter doesnotstartrepeatStep 1to 7 again.
b) If cutter startsresetting has beensuccessful.

OPERATING WITH THE OPTIONAL ULTRASONIC CUTTING SYSTEM:-

Picture-2

NEUTRAL

Setair pressure to0.1- 0.2MPa. (Not more
than 0.2MPa.)

Selective switch
forturning
on/off the air for

coolingthe

ultrasoniccutter
head.

Ultrasonic/Pneumatic
Crush cutting on/offf

While working with ultrasonic cutter unit care
must be takenin orderto ensure smooth
operation and cutter head lastinglonger:

Everytime ensure that the

1. Ultrasonicon/offswitchisturned on.
2. Airselective switchisturnedon.

@® Failuretodoas perthe above instructions may resultin damaging the material due to tearing action instead of cutting and unit
wearing out quickly, necessitating to replace the unit.
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3900 SERIES CUTTING TABLE

AUTOMATED BACK STOP (OPTION)

P

CONTROL PANEL SELECTION MENU

FIRST SCREEN
3900 Series
Culting table
\BACK STOP BACK STOP
CONTROL INDEX
T—_BACK STOP
HOME SETUP
Figure - 2

BACK STOP CONTROL- TOUCH SCREEN OPERATION:-

All the movements of the back stop squaring edge are
controlled by the ‘Touch screen’.

® Before beginning any operation including the
cutting, Ensure that the Back Stop Homing is done, by
touching the ‘BACK STOP HOME’ button on the Main
Menu screen

@ Failure to home the back stop may result in
crashing the Back stop unit!

Tip-> When square edge is down all movements of the
backstop are stopped. To move the back stop, the
square edge must be lifted up.

Main menu presents 4 options, as shown in
the Figure-2.

1. Back stop control
2. Backstop Index
3. Backstop Home
4. Setup.

1) Back stop control:-
Select this option to control the back stop
squaring edge movements.

2) Back stop Index:-
Select this to control for further movements
relating to indexing, moving / setting to indexed
position.

3) Back Stop Home:-
Select this every time machine is turned on. To
set the home position of the Back stop. Details of
homing is explained in the next page.

Warning:- Failure to home the back stop may result in
crashing the Back stop unit!!!

4) This is for maintenance purposes only.

SETUP IS FOR MAINTENANCE PURPOSES ONLY AND
SHOULD NOT TO BE USED BY THE OPERATOR!
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Home position
isnot set!

Home Position
isSet.

| Width | | iength

Move To
Width 1 I 1500
SR ) i

Act Position

Bekst
Rey” [

SqEdge
Down MENU

| Width | _length |
Move To
Width \I 0800 I \I 1500

Act Position
Bekstp
Rev i

SqEdge
Dowh MENU

Move To
Length

Bk Stp
Frw,

5q Edge
up

Move To
Length

Bek Stp
Frw.

S Ecge
up

HOMING BACK STOP
Homing the Back Stop.
900 Seri
MAIN MENU c3uf%?,g?2§fe Every time machine poweristurned on, before
commencing any movement of back stop, first back
SCREEN BACK STOP BACK STOP
CONTROL INDEX stophome hasto be set.
BA&S&TEOP rro— Thisisachieved by usingthe Main menu screenand

touchingonthe ‘BACKSTOP HOME'.

WARNING:-

FAILURE TO SET THE HOME POSITION OF BACK
STOP WILLRESULT IN CRASHING AND DAMAGING
THE UNIT.

If back stop home positionis notset, the ‘Act
Position’appears blank on the screen; this can be
verified by selecting either ‘Backstop Control’ or
‘Back stopindex’,where actual positionis displayed.

Whenthe ‘BACKSTOP HOME' is activated, the back
stop slowly moves towards the cutter, once it
reaches closest position it moves away from the
cutterand by defaultit stops at 900mm. Once it
comesto complete haltand displays 900mm,
homingis complete. It can be verified by moving to
nextscreen by selecting either ‘Backstop control’ or
‘Back stopindex’.
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BACKSTOP CONTROL

Selected

% REMEMBER:->
“When square edge is down all movement of the square
edge is stopped. To reposition the back stop the square

3

900 Series

Cutting table

BACK STOP BACK STOP
CONTROL INDEX
BACK STOP

HOME SETUP

edge must be lifted up “.
“Backstop Homing must be done priorto moving the
backstop.”
On selecting ‘Back stop control’, screen presents further
functions as listed below,

1. ‘Moveto Width’touchingthis willmove the back stop to

the width thatissetand displayed onthe screen.
2. ‘Width (0800)’ allows setting width, and displays set
width (800mm isthe set width as shown)

3. Length (1500) allows setting the length and displays set
length (1500mmis the length setas shown).

4. ‘Moveto Length’touchingthis willmove the back stop to
the Length that issetand displayed on the screen.

Move To
‘Widch

Bekstp
Rev

wld h

i

[ ——
Act Position Bek Stp
o Frw.

i IL“'"J

P LT

MENU

Move To
Length

5. ‘BckStp Rev’touching this willmove backstop infinitely
towards the cutterside aslongasit is touched oruntil its

min limitis reached.
6. Act Position gives feedback indicating actual position of

5q Edge
Up

é&

the back stop at all times; if the back stop is not homed

this will be blank.

\ 7. ‘BckStp Frw’isverysimilartothe ‘BckStp Rev’ exceptthat

the back stop moves away from the cutterand its moves
until touched or maximumlimitis reached.

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

9. Menu takesbackto the mainscreen

10. ‘SqgEdge Up’touching this will lift up the Square edge.

e/
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SETTING WIDTH AND LENGTH (DROP)

Width Jength
‘ S //’
vgme | e e | s
s T . ke “Backstop Homing must be done priorto moving the
- _ backstop.”
sadge ikl P On selecting to set Width or Length, as shown, willallowfor
nextscreen toappearwhich will require operatortoenter
the values forwidth orlength.
e Tosetvalues,itmustbe entered usingthe digits and
‘Enter’ (+ )will save the values.
Lo J[ 2 || 2 || 3 |[ese | e Valuesaredisplayed onthetoplefthand corneras
shown.
‘ ‘ ‘ : ‘ ‘ ’ ‘ ‘ ¢ ‘ | - | e Toreturnwithoutsettingthe value Esc mustbe
‘ " H 7 H 8 H 9 H - | pressed this takes back to the previous screen.
o [fthereisan error while entering the digits, back
space (< ) could be usedto correct the error.
e t Plusorminusbuttonisnotused.
e . Decimal pointbuttonisnotused.
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BACKSTOP INDEX

&

SELECTED.

3900 Series
Cutting table

CONTROL

BACK STOP BACK STOP

INDEX

BACK STOP
HOME

SETUP

Back Stop || | Back Stop [,
Feverss | B3R Forward |
| (S
e Ed l--~1,1.‘1."~: Eage

| 8 =g 7 In 6

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 priorto moving the
backstop.”

When ‘BACKSTOP INDEX’ is selected from the main menu, next
screen will be displayedas shown.

1) ‘Act’ Displaysactual positionof the back stop.

2) ‘Pos0300’ Displayssetindexvalueandallowsto change
the values by displaying next screen.

3) ‘IndextoPos’ movesthe backstoptothe setposition
valuesincrementing from its existing position.

4) ‘BckStp Frw’ touching this will move backstop infinitely
away fromthe cutter as longas it is touched or until its
max limit is reached.

6) ‘SqEdge Up’touchingthiswill lift up the Square edge.

7) Menu takes backto the mainscreen

8) ‘SqEdge Down’Touchingthis will bringdown 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.
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SETTING INDEX POSITION

BekStp
Rev

Selected.

Pos | 030D Index To
Pas
[Act 1000 |

SqEdge
Down

MENU

Value Display

L

Init
Pos

Bck Stp
Fra.

Sq Edge
Up

[ Tl JLl2 J[= e ]
[ JLe Jl= Jle JL <]

REMEMBER:->
“When square edgeis 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 priorto moving the backstop.”

When ‘Pos’ is selected, next screenis displayed as shown. It
allows operatorto enterthe desired values forindexing.

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

e Tosetvalues,itmustbe entered using the digits
and ‘Enter’ (+! )will save the values.

e Valuesaredisplayed onthe topleft hand corneras
shown.

e Toreturnwithoutsettingthe value Escmustbe
pressed this takes back to the previous screen.

o [fthereisan error while entering the digits, back
space (<) could be used to correct the error.

e =+ Plusorminus button allows the movementto be

reversed, + Away from cutter, - Towards cutter.

. Decimal point buttonis notused.
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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 ultrasonicorto 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.

Ultrasonicrequires aslightly different procedure, as ultrasonicunitis a precise unitand needs cooling during cutting thereforeitis strongly
recommended to follow the instructions given here,

To access the cutter open the doorlocated on the control panel box
refertothe figure -6.

Back Stop.

Fabric clamping Uni Squaring Edge
Power Unit

Table Unit

Front End Table Unit

~ Dooron the control panel box.

Control Panel

Power Isolation Switch
Operator's rum while
Cutter Assembly, sefting the Fabric.

Ultra Sonic Unit Controller

NS r": / 2 Operators position while operating. F | gU re- 6

Material Rollers (Manual)

*_Y
DETAIL B
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CHANGING THE CUTTERS CONTINUED.

LOCATION PINS

&

Flgu re- 7 UNSCREW THESE TWO SCREWS AND

Figure-8

JUST SLIDE OUT THE CUTTER UNIT

ULTRASONIC CUTTER UNIT

" CONNECT AIR HERE

SLIDE IN THE ULTRASONIC
CUTTER UNIT, RE INSERT
THE SCREWS AND TIGHTEN UP.

The cutter units, fitexactly the same way, they are located on the two locating pins and are secured by two screws as shownin 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
unitexactly the same way (slide onto the location pins) and tighten the two screws to secure the unit. Ensure that the cutter unitand the screws are tightly

secured. For Ultrasonic unit connect Air as shown.
Turn on the air using *selective switch, before starting the cut.

' Shown on Picture2 page 15.
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TROUBLE SHOOTING
SI.No. | PROBLEM FACED REQUIRED ACTIONS
1 Machine does not start Check the power connection Ensure thatthere is powersupply and turned on.
Checkthe airconnection Ensure pressurized airis flowing correctly.
Check the emergency stop Ensure the emergency stopisreleased
Check the doors of control panel box Ensure dooris properly closed and locked in
position.
Check the cutterisinhome position Ensure that the cutter isin home position
Check the clamp selective switchisin down Ensure that the clamps are down and are clamping
position Switch Input. the fabric.
2 ClampsdonotClampor unclamp | Checkthe airpressure and connections to the Ensure that there isenough pressureand the
pneumaticcylinders locateon eithersideof clamp | connectionisleak proof.
bars.
3 Auto Back stopdoesnotmoveto | Checkthe homing positionof the Backstop. Ensure that the back stop is moved to the home
correct distances Check the distances set for the movement. position, whenever the machine poweris switched
on.
Ensure correct distances have been set.
4 Squaring edge on back stopdoes | Checkthe airpressure, connectors and the Ensure thatthe connectors are in position and
not move up or down. cylinders there is air pressure and cylinders are OK.
5 Ultrasoniccontroller Problems Check the Controller manual for trouble shooting.
6 Ultrasoniccuttertearsthe Check the selective switch for ultrasonicunit, the Ensure thatthe switchisturned onforultrasonic
material air for ultrasonic. andfor the air.

© 2015 ROLLEASE ACMEDA | Page 260f42




3900 SERIES CUTTING TABLE

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 forthe machine to ensure safer operation,

1.

8.

9.

Ensure that the operatoris fully trainedand is aware of the functions and limitations of the machine

Ensure thatthe machine and operating areais always maintained clean and any unwanted material isimmediately removed from
the machine.

Do notdrop the material from any height onto the table, this will cause destabilization problems and machine may failto perform

to the expectations and may incur expensive servicing.

Do notleave the material rollup tube on the table; it can become an obstruction for Backstop movement particularly with Auto

Back stop option.

Do not stack any material underthe tablesas this may turninto a hazard and lead to the risk of tripping and falling.

Ensure thatthe cutteris properly cleaned and maintained without developing any marks orindents.

Cuttersand cutter head must be regularly checked to ensure smoother quicker cutting operation. In case if the cutteris 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.

Checkingall the safetyfunctions and ensuring that the safety functions are working well willensure avery safe operation.

Regular maintenance isrecommended to be done once every year.

10. If usingthe optional Auto back stop

a. Do notput orstickanytapesor papersonto the runners, asitcan be a hazard which may damage the unit.
b. Ensurethetableandaroundtableitisclearforthe movement of the back stop unit.

c. Ensurethatno personisallowed nearthe table while back stopisin operation.

d. Watch the back stop position carefully while moving the back stop.
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SERVICING:

MACHINE MAINTENANCE CONTINUED

Regularservicing is essential to ensurethe smooth operationand better productivity therefore the machine must be serviced by a qualified, trained
and authorized technician from ACMEDA. *Violating this may result in atampered product and poor performance from the machine and may lead to

a hazardous situation.

Optional Auto back stop, the ‘Setup’ button on the menuscreenis for maintenance purposes and is password protected. Itis notintended for

operator’s usage.

REPLACEMENT PARTS:-

With our experiencein the field and feedback from the customers has allowed us to identify the replacement parts that needs replacing depending

on the weartear by regular usage.

The drawings are attached atthe appendix.
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APPENDIX
MAIN ISO VIEW

Back Stop.

Fabric clamping Uni Squaring Edge

Front End Table Unit

Reverse, towards Cutter

Operator's path while
setting the Fabric.

Material Rollers (Manual)

DETAIL B
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REPLACEMENT COMPONENTS FOR CARRIAGE ASSEMBLY

REPLACEMENT COMPONENTS

Runner Carrier Bracket Components

A, TM10-9014-011025
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 X 6 X 12 Shoulder Bolt

4. TM91-8000-000001
Shoulder Spacer

5. TM93-0001-000606
606 Bearing

C. TM10-8015-002609
609 Bearing Assembly

6. TM93-0002-000609
609 Bearing

7 TM91-8000-006090
Bearing Shaft for 609 Bearing
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CUTTER REPLACEMENT

A. CRUSH CUTTING UNIT

C.KNIFE CUTTING UNIT

REPLACEMENT COMPONENTS

Cutting Unit Components

A TM10-CBDW-420000
Crush Cutting Head w/Cutting Blade and Drive Whee|

1. TM23-9011-012020
Stainless Steel Brush Cutto 20mm

2. TM21-2009-022038
Crush Cutter Anvil

3 TM21-92009-022037
Cutting Blade 50mm Dia.

4. TM93-B000-0069200
6900 Bearing

5. TM10-3900-162536
PU-Bush.

B. TM10-2014-130195
Complete Dukane Ultrasonic Bracket Assembly
{(Without the Dukane Ultrasonic Unit)

5. TM21-2003-000030, TM21-2003-000033 and
TM21-2003-000035
30mm Disk-Dukane U/S Bracket

6. TM21-2010-016018
Pivot Shaft

7. TM93-1217-DRM308
3/16 X 17 Spring- Blue DRM0308

8 TM21-2009-000005
Spring Bung- Dukane Bracket

C TM10KNAB-420000
Knife Cutting Head w/ Cutting Blade and Knife Anvil

2. TM21KNO0-420000
Knife Blade

B. ULTRASONIC CUTTING UNIT 10.  TM21-KN01-420000
Knife Anvil

11. TM10-3900-162536

PU-Bush.
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CRUSH CUTTER

FIRST LOOSEN NUT OFF GRUB SCREW USING
8MM OPEN END SPANNER. THEN LOOSEN OFF
THE TOP GRUB SCREW (ONLY SLIGHTLY)
USING A 2.5MM HEX KEY.

AFTER THE CUTTING BLADE IS RETIGHTENED
AWAY FROM THE BOTTOM ANVIL LOOSEN OFF
THE CUTTER BLADE SHAFT WITH A 13MM OPEN
END SPANNER.

REMOVING THE CRUSH CUTTER BLADE

LOOSEN OFF THE BACK CAP SCREW ENOUGH
TO ALLOW MOVEMENT OF THE CUTTER BLADE
MOUNTING ARM USING A 5MM HEX KEY. BACK
THE CUTTER BLADE OFF THE BOTTOM ANVIL
AND RETIGHTEN SCREW (THIS IS NEEDED FOR
THE NEXT STEP).

4

COMPLETELY REMOVE SHAFT AND CUTTING
BLADE/BEARING ASSEMBLY. LEAVE THE BACK
CAP SCREW TIGHTENED AWAY FROM THE
BOTTOM ANVIL.

REPLACING CRUSH CUTTER COMPONENTS

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

Signs that the Cutting Blade needs replacing:

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

. The Cutter is not cutting completely
through the material. Please note that if
this is happening it could be possible that
distance between the Blade and Anvil is
not set properly.

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.

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

Continued on the next page.
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CRUSH CUTTER CONTINUED

5

PUT THE NEW CUTTING BLADE ASSEMBLY
ONTO THE TOP BLADE MOUNTING ARM
PAYING SPECIAL ATTENTION TO THE
ORIENTATION OF THE CUTTING BLADE

AS DETAILED IN Fig.1.

ADJUST THE DEPTH OF THE TOP GRUB SCREW
FOR CONTACT BETWEEN CUTTING BLADE AND
THE ANVIL. TURN THE BOTTOM ANVIL BY HAND
AND WHEN BOTH THE ANVIL AND THE BLADE
ROLL TOGETHER SMOOTHLY WITHOUT GAPS
THE DISTANCE IS SET RIGHT. NOW RETIGHTEN
THE GRUB SCREW NUT WITH 8MM SPANNER.

REPLACING THE CRUSH CUTTER BLADE

BACK CAP SCREW

TIGHTEN THE BLADE SHAFT FIRMLY. NOW IT
IS IMPORTANT TO LOOSEN THE BACK CAP
SCREW SO YOU CAN COMPLETE THE NEXT
STEP.

FIX THE CUTTING BLADE INTO POSITION
USING THE BACK CAP SCREW AND A 5MM
HEX KEY. IT IS NOW SET FOR USE.

REPLACING CRUSH CUTTER COMPONENTS
(continued from previous page)

When replacing the Cutter Blade make sure to
load it 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 facing the Mounting
Arm. The wider side (4mm) should be facing
outward or away from the Mounting Arm.

Fig. 1

MOUNTING ARM ’
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KNIFE CUTTER

KNIFE CUTTER

Knife cutters require precise settings;
henceitneedstobe sentbackto
ACMEDA to getthe partsreplaced,
re-sharpened and for calibration.
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ULTRASONIC CUTTER

LOOSEN OFF THE CUTTER DISK (VERY SLIGHTLY)
WITH A S HEX KEY. IF THE DISK NEEDS TO BE
ROTATED THEN ROTATE THE DISK BY HAND
UNTIL THE WORN AREA IS 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 {STEP 4).

IF THE CUTTER DISK NEEDS TO BE REPLACED

THEN COMPLETELY REMOWVE THE CUTTER DISK,

SCREW AND SPACERS.

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

REPLACING ULTRASONIC COMPONENTS

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

The Cutting Disk does not rotate during
operation, therefore it is possible to stightly
rotate the disk and utilize the unused 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 completely
through the material. Please note that if
this is happening it could be possible that
distance between the Cutter Disk and
the Ultrasonic Homn is not set properly.

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
deform which is likely to affect the accuracy of
the final cut.

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 tuning of the
instrument

Continued on the next page.
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ULTRASONIC CUTTER CONTINUED

REPLACING / ROTATING THE CUTTER DISK GRUB SCREW

5 T 6 U

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 OPERATOR TRAINING WE WILL BE ABLE
TO RECOMMEND APPROPRIATE SETTINGS FOR
YOUR PARTICULAR APPLICATIONS.

ADJUSTING THE PRESSURE

Vg

O

THE GRUB SCREW'S FUNCTION IS TO ALLOW THE
PRESSURE OF THE SPRING TO BE ADJUSTED AS
LOCK THE SPRING PRESSURE INTO POSITION REQUIRED. AS YOU TIGHTEN THE GRUB SCREW
BY HOLDING 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.

REPLACING ULTRASONIC COMPONENTS
(continued from previous page)

Follow the instructions to the left for mounting
a new Cutting Disk onto the Ultrasonic Unit.

During reassembly be sure to load the parts in
the correct order with the large 1mm spacer
between the Cutter Disk and the Disk Arm and
the small washer under the Pivot Shaft head
(as shown below).

\

DISK ARM _—"
CUTTER DISK

PIVOT SHAFT

STANDARD
WASHER

ULTRASONIC HORN/

[N
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ULTRASONIC CUTTER CONTINUED.

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

TEST button.

4 Line LCD display

While tensioning the cutterit could be tested using the DUKANE Ultrasonic Generator /power supply. Without
mountingthe cutter ontothe locating pins, connect the cuttertothe powerinputcable.

Turn onthe powerandthe air.

Pressthe testbutton onthe generatoras showninthe above picture.

Ifthe 4 line LCD display indicatesOverload, 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 /Powersupply user’s manual pages 57 and 58.
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PNEUMATIC CYLINDERS FORAUTO BACK STOP

REPLACEMENT COMPONENTS

TME4-3900-SMC017 PNEUMATIC

CYLINDER
A.  TM94-3900-SMCO017-PNEUMATIC
CYLINDER.

B. M6 SCREWS
C. SHOULDER SCREWS

Occassionally there may be a situation
that the cylinders may need replacement,
should such a situation arise.

Obtain the spare cylinders from Acmeda.

1. Make sure that the power has been
shut down and the air line is not
pressurised.

Disconnect the hoses from the
cylinder being replaced.

Undo the Screws marked B

Undo the Shoulder screws marked C
Remove the cylinder

Replace the new cylinder correctly.
Tighten screws B & Shoulder
screws C

Re connect the hoses.

Switch on the power and ensure line
is pressurised.

C® Noorw N

DETAIL A
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FRONT END CLAMP

REPLACEMENT COMPONENTS

TM94-3900-SMC001 PNEUMATIC
CYLINDER

A.  TM94-3900-SMC001-PNEUMATIC
CYL.
B. M6 SCREWS

Occassionally there may be a situation
that these cylinders may need
replacement, should such a situation
arise,

Obtain the replacement cylinders from
Acmeda.

1. Make sure that the power has been
shut down and the air line is not
pressurised.

Disconnect the hoses from the
cylinder being replaced.

Tighten the ‘NUT" so that it moves up
the 'CYLINDER ROD'.

Undo the rod from the 'THREADED
PLATE.

Undo the 4 Screws marked B
Remove the cylinder

Replace the new cylinder correctly.
Tighten the 'CYLINDER ROD' into the
'THREADED PLATE'

Secure the plate and rod by driving
'NUT' towards the plate.

Tighten screws B.

Re connect the hoses.

Switch on the power and ensure air
line is pressurised.

© oNOO A~ W DN

g
N=O

© 2015 ROLLEASE ACMEDA | Page 390f42




3900 SERIES CUTTING TABLE

wooiyel-1ebleq@ojul

ew-a ] Z0zZ-9v6 128.(0) 6F+ Xe4[1 909-9v6 LZ8L(0) 67+ 1oL

70A-9002'90 SpIUE-JebIaq MWW/ GRY (] Jye ££6..-A0 L oYeNs Janejsaigr] O 00 8 HAWD JyeT Jebieg
SCTINIQ T YW 9G1I8YIS 00 v 1ISGZINIQ 2 P S918LS IS ¢
WWZ | XN 1100 [2UDURKD 2d & WZ L XN SCNEILISISPUIKT XS 2
Ssadim )y o0 p 28| WS HAS G
620-0 fuuds uoisseldwod 20 7 BE0-QIepapRng XIS ¢ £Z
Jepoo Suidweo 19q 2d 7 HIN|SWLSPUSWAIS XAS ¢ g
G1v M Busnoy JOleaugn| '2d 7 SLY M esneysbie|) ®IS 7 8
Siv ¥ wosd Suidwes g 2d 7 GLY N ROGULSHUISWARS ¥S ¢ L
00ZEIL00FYL WS L 1ou) 'sbewms suo Jo) 18|dwed 1w usSegne uls Jny Rejduwoy
001 LMP0 7 S/d AGEOLAN| LM JBUSISE) 318G 40 365 001 LAE0Y S/el SN 4810 U JSEYUSLBLY 185
S000S5£2000 JE18WI I / IS8 WIS (WW] 056+ [840LEXT) = 7 S 029 198 Payjoo) TWW) 0G0+ (AT = 1 GLv 020 UsWstugez v
91009025000 WOl 91920 " LX@IN $810C § J0J0aUU0 WO L 1865 VIS 1100 § 8s0pBa@y|
50009025000 20/ MNS | (PJEDUBYS) WG 312D ' LGN S810C £ J0J0suu (pJepuels) W 18qey L xai ‘B1od ¢ "asoprRaes| 1z
£0009025000 XS "Se0d € "J0198UL0S LM U2l 1XEW THOG-E JBGH0PIS USlRuspUl
¥0009025000 Wl Baes| eleyaspusy
20009025000 20 /%NS | {puepuels) W 8iqed 'ydy {PEDUEIS) WG B ae)| '8)eYdEpuT 0T
ON [BUSIRIN/ JN 1598 AnUen / sbusuLe;en UoRdY umm_. DUnUuIB o8 S0d

‘weysAs sixe aLy Jo sice ay Jo (ajejd aweu Sie Uo pajeso))
JAquINU JapJo pue [eusiew asipe ases|d ' 831A8s 10 si8p.o ped aieds Jo esed u|

IPARS

"8SI0U 8Y3 BINP3J 0}
J8pIo ul pasn aq ued Aexds 34| 4 piepuess e ‘Asiou s13j2q ey ‘uonesado Buunp j|

‘afewes ayy jo Buiuogisod s 198102 A1eSSS3U JI PUR [OQUOD 2JON

“{L1) wo|qpus 8y 0] Lo (1) 19400 dnserd ey edeidey ‘g
'UOISUB) 139 Jueysued
© sainsua sny) ‘uomsod oju padwed aq |im iexoexy Kand Buluoisusy
oy jeyy os eypboy bn yoogpus ey} pue (Z) dois pesp ey Mg L
i¥eq Buiun ayy ey ‘thbua)| J9q 8y 0 %510
-10 1 oisua) Y1aq YL “(61) PG BY3 Jo suraw £q }j2q PeLRD) By} LoISLSL ‘9
‘wpz anbioy Buiueybiy
(9) sie|oa Buidwep sy ypm sbewed ay 0 ¥aq paywo} sy dwen g
“(L'9) siejjod
Buidwiejs ayy usemyaq ebeuses ay Jo doj ey) 0} ysny yaq peyro} ayj Jo
spus e @oejd pue U}@8) JO JAGQUINU SLWES Y} LYIM }j8q PaLjooy mau B Ul ind  '§
‘($) 3199 payioo} a1y arowas pue (g) siejjod buidwiep srowey g
“(61) 3409 Aq (9 ) A8|Ind Buiuoisue) Jjeq pue (p) 3oq Buiun oy uakPelS T
“}o0jqpue 8y} woy (Z) dojs peap ey sAowal SILR Jayy "ul paddid Ajuo
LY “18ALp By (£1) yoojgpua ey woy (|) 1800 onseid ey srowsy ‘|
:pauugyRd aq o) sey ainpadoxd Buimojj sy ‘Aessedsu ag ebueys
}|8q e ‘siy jo auds ul ‘pjnoys "edueusjuR M| Aj[eaiseq salinbal jjeq Buiwg ay |
WauRoe|day 98

‘a|peau wepodiy

e M ued |10 ue 8sn ‘siy op o) ‘(0}) ebeluea ayj jo Spus Yioq uo (g) S19A0d
onseid ayy ul pajeso| (Wuiges) sejoy omy yBnoyy {5)) paedlign| ase siadim 3y
241 (@ d1AH 8dk} $Z51SNIQ 01 Bupiodde 1o uoRealqn] 1o gy7(Q Jod)y 0oexXs |
‘B'a) jio sjpuids yum uonessdo jau sinoy QS| ieye siaddim 38y ey eyesuqn)
O] PUSLULLDIBS SM SUOQIPUCD JUBIQUIZ [BLUOU 104 ‘SUOJPUOD JUBLULOIIAUB
ue awpq apAo ‘paads ‘peo| i uo spuadap [eaisiul uoneduqn| ayy “(gh) siadim ay
papeo) Buuds Aq pajesugn| pue peueap a.1e (g) spo. apinb pajunous Ajjewssul ay |
Tanesaan1

“sjuswia Ninbal sduR Ul MAO0]
2ARY SjuBLID|e 3pING pue aALP pasyln ay | ‘fewejul si weysks apinb ay) "sajnsed
uBiaio) pue jsnp jsuleBe peyoeyoud si ) ‘sixe jeyod sy jo ubisep 8y o) anQ

[ZEIED]

3511 s1ed a1eds [ aldizIesia

‘ue Jw asyoesiesur] 18p ( ppydsuadi | ayais) 1ewwnusbeiyny eip
pun -eusjely o1 a)Ig 815 usgeb usBeyuesdineg Jepo usbun|seqieRies.3 1eg
IRTGS

“uspIem 1eUsq Aeidsye|D-34 1d UsdIqnSIepuRyY
WaUP W OSSP UuR) SUBWALUYRZ Sep uayIsneiebjne uslaNRE leg

‘uspJasm peibuoy 466 pun ynudiaqn usuonisod
uspusiygnzue SIp USSSNW  [asydsmuswaly wep yden Bunioy
‘ualenuow (£}) yooiqyuelwin we () addexyospqy ‘g
1apypmab B dsuawery epuagielqydie)b
oule JsI JWog "paIm Jwwepebuie uonisod Jesys jne sjosyusjun 18p BunisyeH
8Ip Jep ‘UBqNRIYISIBA 158y (L |) F0quBjwn Wap Jw (Z) Bejyssuepul uaq L
_com—_:ncu uswely Enu yne Bunsappeyy “ebuguswsiy J8p %5}'0-1'0 PrBq

.

2

usly 81 * (6)) 2gnesyos alp Jegn usweuuyez uaq ‘g
TUWN Z usWwowys pysiuy

‘UBWUBPRSE)  (9)  ueyIMSUWBjUBWSRY USp W udwauuyez usg 'S
Bajuia (£'g) @or b Ny

olp  uaydswmz aweyaqousbemne Jep  yw  Bpung  susweuuyez

S8p uspu3 8Ip PUN UBYBIZUID |YeZBUYRZ JBYDIBE USLIBLUYRZ UBNaU usuIg ‘b

‘uayeizsnessy
{p) uvewseuuyez uep pun uaBRUOWSP (9) eXIMSWWepUAWEY eIg
“uauuedsiue (g1) eqnesydg Yaunp (9 ) ajjosjuajwp) pun (p) usweuuyez *

‘us R UOWSP

30jgpu3 woa (Z) Bejydsuepuz usp yoeueq "PPeyseb inu st 8ig "uayaizqe
Byezusqnelys weule Jw (£}) yooryuejun we (}) eddexyyospay eig ')
:uayaBinz.ion 15|04 81 35! ‘USpIam BIpUBMOU |8SYIBMUBLLBIY
ula yoouuap ayjjos “uuesbunpem uswauuyez uazesabula 8ip puis YdliZiespunio
Usuiapugez
“2|nuey Yw JagebiQ ule uaiseq We yais jeuble nzieliH
ygebyseu (g)) uebemyneq we ueyss uepidq JnE (g) USNINSWLIBPUBLUAIY
Usp Ul wZe uebunIYoqeILIYIS 18MZ J8qn S|iBMal uspiem (1) 8z)peiuyds 8ig
‘uabB10s 84 NZ (O dTAH UeydIazULBY ‘PTG ISNIQ YIBU [QIBIULIS
J9pO g¥ZAQ 403y 0IEX8| '§'Z) [QISILYIS YU PIS 00G) 'Bd UOA Uezsqaliag
usApyaYe Jeul yoeu wajshssBuniyndg sep 149 ydwe pam uebunBuipaqgsqgaiieg
usjeuou teg ‘e Bungebuwn 'y Az ¥ Wyosag '‘Bunisejeg Jep uoA
BiGueyqe puis ejfenBjuLIBILYS BI] E._E_._ummm pun jBwiaseb (g|) azpyenuysg
euapajebue ‘apupaabl seqn uspiem (G) usjemsBuniyny uspusBalusuul aig
BURTSTITSS

‘unesBunyem puis sjuswajesbuniyny
pun -sqeuuy USjepuamIBA 8i] ‘Pospabge usyne YOBU USLWBUUYRZ WOA
P pun puaBeljuauul 351 Buniynd 81 "US|IBIPWAIL PUN ZANWYIS WoA usbuupurg
sep uabeb Ypuydwaun negny UBAINNASUOY UBIY! Ydunp Is! asydefeuod 9ig

[IEDTE T

o~ ™

\\\ 77

\\\

ETN —

AYOYH-NT “00LLYYOPS-INT “00LL¥YOYd-INTT

SIXY [ejiod YHYT §394 38 10/
USSYOB|BUOd ¥HYT ¥30y3g 1N}

4dHV1 4315434

jenuepy saueuauR)
Bunsiamuesbunyiepy

© 2015 ROLLEASE ACMEDA | Page 400f42




3900 SERIES CUTTING TABLE

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. BergerLahr—Maintenance manual

5. DUKANEiQSeries Ultrasonic Generator/Power Supply LS User’s Manual.
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Picture-2

Power Isolator switch

Picture -3
Power Isolator

EMERGENCY STOP

EM ACTIVE LAMP
INDICATOR

POWER ON STATUS
INDICATOR

SELECTIVE SWITCH
CLAMP UP/DOWN.
CUTTER START

CUTTER SPEED
CONTROL

FOR OPTIONALAUTO
BACK STOP CONTROL

PICTURE - 1

TOUCH SCREEN PANEL
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ANNEX I

MACHINE STARTUP/SHUT DOWN PROCEDURE.

Before Starting the machine ensure following conditions:
» Poweris 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 emergencystop
& 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.




