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IMPORTANT
SAFETY PROCEDURES AND CONSIDERATIONS

To ensure safe working conditions, persons operating and assisting with the
operation of this machine must ensure that they read and fully understand the
instructions given within this manual and have raceived suflicient training in the use
of the machine and the satety aspects to be observed.

Note:- Persons under the age of 18 years must not operate the machine except
during the course of training under the supervision of a trained cperator.

A} POINTS TO NOTE BEFORE OPERATING OR ASSISTING WITH THE
OPERATION OF THE MACHINE.

1} You have read and understand the o[ag.eraﬁon and safety Qs of the machine
and have been checked out by a qualified supervisor, a@

*
2) The machine is supplied with full safe guarding.’ machine shall not be
operated unless the safe guardings are in positicz re functional.

3) Cutters/blades are the correct type, suita the machine and working
conditions, rotate in the correct direction o e sharp and correctly fitted.

4) Caorrect spindle and speeds are selec or the culter aquipment and working
conditions. 6

5) Loose clothing is either remo@or securely fastened back and jewellery

removed. \
6) Adequate working spac$®hting is provided.

7y Al dust extraction eq ent is swilched on, properly adjusted and working

adequately. § .
8) The machine $s curely installed (refer to installation section within this
manuai).

g9) The mach&hould only be used for cutting wood or matetials with physical
and technological charagteristics similar to wood, and for which the chip or
particle removal process is similar.

10} Only use tooling that complies with prEN 847-1. Sawblades made of High Speed
Steel {HSS) MUST NOT be used.
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3)

4}

S)
6)

DURING MACHINING:-

Woear suitable protective clothing e.g, approved sye protection, ear defenders
and dust masks. Gloves shall be worn when handling tooling.

Siop the machine using the emergency stop or at the mains isolator before
making adjustments, cleaning or carrying out maintenance.

Keep the floor area around the machine clean and free from wood refuse. Do
not allow the floor around the machine to be come slippety.

Stop the machine and report immediately to a person in authorily any actual or
potential malfunction or operator hazard. Do not attempt to repair or rectify the
machine unless qualified or authorised {o do so.

The operator must not leave the machine running whilst una@d.

Never by-pass interlocks. 0

N

WARNING:- \jt
Failure to observe correct operating pr cq& prior to and during operation of

this machine can result in severe inju

DO NOT attempt 10 operate the m e while undsr the influence of anything
that reduces your alertness.

O
Q&‘
&
&
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PREFACE

IMPORTANT

IT 18 QUR POLICY AND THAT OF OUR SU IERS TO

CONSTANTLY REVIEW THE DESIGN AND CAP OF OUR
PRODUCTS. WITH THIS IN MIND WE WO EMIND CUR
CUSTOMERS THAT WHILE THE DIMENS[ON PERFORMANCE

TO PRESS, ITIS POSSIBLE THATDUET NCORPDRAT!ON OF
THE LATEST DEVELOPMENTS TO NCE PERFORMANCE,
DIMENSIONS AND SUP?L?ER VARY FROM THOSE
ILLUSTRATED

DATA CONTAINED HEREIN ARE CURRE NT‘? HE TIME OF GOING

THIS MANUAL IS WRITTEN AS\A GENERAL GUIDE. DUE TO THE

NUMBER OF VARIATIORN . DPTIONS) AVAILABLE A TYPICAL
MACHINE 1S SHOWN TOYLCLUSTRATE THE MAIN FEATURES.

Q"b

$$

Wadkin Leicester

Green Lone Works, Leicester LE5 4PF, England.
Telephane: 0533 769111 Telex: 34646 Wadkin G.
Fax: 0533 742310
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SAFEGUARDING MACHINES

To comply with the Woodworking Machines Regulations 1974, operators must ensure
that they fully understand the instructions given and have received sufficiant training in
the use of the machine and the particular safety instructions to be observed.

NOTE: Persons under the age of 18 years must not operate the machine except
under supervision during a course of training.

BEFORE OPERATING THE MACHINE ENSURE THAT:-

All guards and fences are securely fitted and correctly adjusied in accordance with the
Regulations.

Cutters [ Blades are the correct type and rotate in correct directi @1’:, are sharp
and securely fastened. C;G

Correct spindle speed is selected for the cutter eqUiPmel"(\‘

Loose clothing is either removed or fastened and je removed.

Suitable jigs and push sticks are available as @n‘ate.

Sufficient working space is provided and % is adequale,

All dust extraction equipment is switcé?h, properly adjusted and working efficiently.
DURING MACHINING - *\

Wear suitable protective ent. e.g. goggles, ear defendars, and dust mask.
Stop the machine be @néking adjustments or cleaning chips from the work area.
Keep the floor $ ound the machine clean and free from wood refuse.

Do not allow the floor to become slippery with oil or grease |

Report immediately to a person in authority, any machine malfunction or operator
hazard. Do not attempt to repair the machine unless qualified to do so.

Ensure all power sources are isolated before commencing any maintenance work

WARNING: Failure to comply with the Regulations is a criminal ufience and could
result in legal proceedings.
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HEALTH AND SAFETY

This machine is designed and construciad using
the principles of safeguarding and practical
guidance containad in tho Britislr Standard
Codes of Practice BS5304: 1988 "Safeguard. of
machinary”, BS6854: 1587 “"Safeguard
woedworking machines” and cumant guidance
issued by the Heaith and Safety Exaculive.

The Health and Safety at Work elc Act 1974
places dullas In designers. manufacturers and
suppliers to ensure that-

1.  Arficles supplied for use at work are, so far
as is remsounably practivable, safe and
without risks to health during selting, use,
cleaning and maintenancs.

2  Persons suppied with the articles are
provided with adequate information about
tha use for which they are designed, and
about conditions necassary to ensura that
they will be safe and without risks to hesltir.

Thesa duties dre transferred {o you if you resupply
the machina by way of sals, leass, hire or hire-

purchasa.

Persong who install this machine for usa at vwo
hawve a duty under the Health and Safely at Wi
atc Act 1974, to ensure sp far a3 ia rea
practicable, that nothing about the way i
is installed makes it unsafe or-a ds
Thig inciudes such aspects as co

electrical installation, mnstmcﬂon%
fitting of guards and e 1T

equipment. When instal
consideration raust be giv
adequate lighting and

antilation

qsthe maching,,
fo"tha provisian of
gpace.

signors, manufacturers,
importers, sup gragtors and installers: are
explained in the Health and Safely Executive:
leaflet IND {(G) 1 (L} 1987.

The legal dulies

Ths machine is supplied complete with ali
necassary safegusrds to enable the user {o
comply with the Woodworking Machines.
regulations 1974. Dstails of comect instatation
and use, together with guidance on fitting and
proper adjusiment of guards are described in
Sections 1 to 4 of Ihls manual,

You are reminded that the Woodworking
Machines Regulations place sbeoluts: legal duies,
on employers and smployess to: ensure that
quards: and any other safety devices ara securaly
fited, comecily-adjusted and: propery: mainiained.

Repairs and maintsnance must cnly be
undarizken by suitably qualified. and: compatent
tachnicians. Ensure: that alt power suppliss. ars
igsolated bofore any maintemance work
tommences,. Insirictions of routine: maintanance

-are giver in Section 4 of this manual.

Machine operators must have recsived. sufiicient
raining andinstruction as to the.dangars arsing in
connection with. the: machine. the precautions. in
be observad and th uirements of tho
Ruquiationg which
ay work under the

apply, except whére)

adaquate superviSion™of = perzon who: haz 2
thorough. knowlodge. and experjence af the
maching.an fequired safguards.

ar the age of 8 years must
y complels am approved course of
fore: operating this machine: at work,
a%: participating: in a course: of training: under
ate suparvision. (N.B. Thiz:paragraghizonly
lavant to;. crcular sawing:machines, any sawing
machines fittad: with: & circulas blade,. any planing
machine for surfacing which: iz not meshanically
fad or any: verfical spindls moudling machine.)

Before commeneing work, ensure: that the cutters/
blades are; sef o cut in the comect direction,
gecuraly-fitted,. shemp, and: are- comgrilible withs the
miachine: and spindle speed.

Pust

Woad dust can be harmfut to: healih. by Inhalafion
and skin contact and.concentrations: of small. dust
particles in: the. alr can farm an explosive mixtune.
These concentrations usually occur in. dust
exiraction squipment which may ba destioyed
unless: explosion: precautions: have: baen taken In
the design: and installalion of the equipmeant
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Employess have dulles under the Factaries Act
1961 and Health and Safety-at Work-sfc Act 1974
to contrai weod dust inthe workplaceand from 15t
Qgtobar 1089 mare spacific-raquitaments will ba
impgsad-by the Controlof Substances Haxardous
{0 Health ‘Regulations 1988.

Employers should cawy out an adequate
assassnient of the :possible risks to health
asspclated with wood dust 10 snable = valid
dacigion 4o be ‘made about 4he measuras i
contrel the dust. 1 ‘may be necessary to provide
sifactive exhaust appliances.

Prsvention -or control .of wood «dust exposurs
should 'so far as is ‘reasonably practicable, ba
achisved by :measures OTHER than the
provisionz-of parsonal-prmtective aquipment.

Alboms dust devels shauld -not -axcasd 5 mgj
cibam

_Further dnformation and Teferenca ‘to pratical
gurdancs are contained In he following fres
loafigts fiom ihe Health-and Safety Execuiive:-

Wood dust: IND(S) 10 @) 1987
Haxards and:pracuations @
Controt Hardwood:Dust  IND(S) 21 L) *

‘Nolsg 6

machine {o
na of use,

Nelse levals can vay widaly ;
mauhine ‘dapending on ¢
Peraong sxposed 46 “high:
sharf lims, ‘may =
hearing loss and -

lavils can Tasylt i nant hearing - dam‘aga
The chﬁwmﬁacmﬂes ‘Ragulations fequire

amployers 1 teasonably’ practicable
Measuras ; duce noise lavels whem any
parson | {0 ba vxposed 4o 3 continuous
aquiva {aw laval of 90-dB{A) ar more, over
a9 hour warking day. Addionatly, sultable -ear

pm%ac!nm must be provided, -malntained and

wom.

Anadenuate assessment of likely noizs exposura
should e mads yging manufacturers date and if
necsssary, 2 nolse sutvey should-be canied out
by a compatent parson. it may be nocessary 4o
construct @ suftable noisa anclosura, in which
case profassional advice shauld be saught,

Machines identified as generating unhealfhy noise
levels should be appropriately marked with a
warning of the need to wear hearing protaction
aind it may bo nacoszary 1o designate particular
aress of the warkplace as "Esr prolections
zones". Suitable waming signs are spacified in
{ha Safety Signs Regulatons 1580.

Further Information and reforsnce are containegd
In the free ‘Health and Bafely Execulive leafist -
Noise at Woodworking Machines. IND(S) 22(L)
1888,

In order to protect the cutter block
and spindle against failure of the
ure, safety drive

¢ in the event of the operator

ing to pressurise the cutter block
efore running the spindle or failure
of the hydraulic pressure.

|
|
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Note: Because of the modular contruction of the XJS only the sections relevent to each

machine are included. It is also not possible 1o cover all the-options and customers special
requests that may have been added te thier machine. if you should require information not
contained within the manual please contact Wadkin at the address given on the front page.
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TION 1 _GENERAL DESCRIPTION

- OPERATING PRACTICE

General notes on all models of Wadkin
Planing and Moulding Machines

A planing and moulding machine produces planed
" or moulded surfaces on all four gides of lengths of
timber, both hard and softwood, at feed speeds
determined by the cutter equipment and quality of
surface finish requried.

A series of 'ridges’ (cutler marks) is created on the

surface of the imber as [tis moved past a rotating

cutterblock (see Fig 1). The quality of surface

finish Is determined by the number of knife marks

per 25mm (1") (the pitch of the cuttermarks). The

closar the pitch the batter the quality of surface
- finlsh.

FIG1
From experience a good quall msh has
knife merks ai a pitch of 1.5 10 Reducing
the pitch improves the surfacd finis but increases

the wear on the cuite asing 1he pitch

reduces the quallty.

The. number of c@kniv&s In a cutterbloci will
only be effective. when all are rolating In-precisely
the same culfing circle. Two main factors
influence this.

a. The fit of the culterblock on the spindle
b. The eoncantricily of grinding

The conventicnal method of mounting a
cutterblock is to lock a plain bora block on o a

- plain dround spindle with & locknut. The
tolerances in each component give a possible
0.05mm (0.002") clearance in the bore and thus
eccentric running (see Flg 2).

FIG2

ag

this clearance by p
cuitarbioek onto: the spifidie {see Fig 3).

>
Axial locklgg s required and a simpla safaty

ended.-to prevent the cuttarblock

moevin . OF rotating on the spindle, if the
hy( ‘essura is riot applied
N4
) - |
Cd e g JC 3« uj_l
- . ] _i,
(CFra(F 171y,
i
FIG 3

Because the Hydrofix focking is also used while
the knives in the culterblock are ground in tha
toolroom, it can be seen that the high accuracy of
the grinding process is transferrad direclly 1o the
planing and moulding -machlne, This accuracy,
tagesther with the true running of the precision
spindle of the moulder, reducas the running of the
knivas to within 0.002 {o 0.005mm of the frue
cutling circle.  However, this minimurn run-ott is
still such that only one knife leaves a finishing cut,
no matter how many are in the blpck.

To ensurs that all the knives in a cutterblock run in
an absolutsly frue cullng chcle, the tacnigue of
joinfing is. usad, In which the jointing 'stone’ frues
all the knivas while rotating at cutting speed in the
planing and moulding machine (ses Fig 4).
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OPERATING PRACTICES

WQd

FIG 2

It can be seen that for a given spindle speed and
quality of surfaca finish (pitch of knife marks}), tha
faad spead may be increased in direct relationship
to the number of knlves in the cuiterblack.

Cuttermaik piich = Feed spaed in mm per min
Biock rpm x No of culters

12 ¥ 1000
8000 x 1

For example
= 2m plich

for a spindle running at 6000 rpm and a feed
spaad of 12m/min and unjeintad (1 knife finfshing)

Jointing 2 4 knife block and Increasing the fa
speed to {(4x12) ie; 4BM/min gives the

resulting piteh (Fnish).
Joinling can bs caried out on st ;

r h< plan
blocks ~ 'straight’ jointing, and on r@
on the knives. In

‘plunge’ jointing.
at not be allowad to

His is approx 0.5mm on
ardwood {see Fig 5).

The process of jointing, be repeated
several imes, produces
the interests of quality thi
excaed a cartaln wid

sofiwood and 0.7

<

FIG S

Both high speed steel and carblde knivas may ba
jointed but require a different composition of
jolnting sione.

An altemmatlve methad of increasing ouiput is fo
Increases the spindle speed thus pammitiing a

faster feed speed for a given qualily of surface
finish. 'Wadkin' can offor alternative spindle
speeds up 10 2 maximum of 15000 rpm. This
highest spindle speed, achieved with very high
pracision, lubricated for life bearings, pemits a
2 12 x (250%) increase in oulput without jointing.

Typleal surface finish pitch values for different
applications are listed:

Sawmilling 1.5 to 2.5mm
Jainary 1.5 t0 2.0mm
Strip moulding 1.3 to 2.0mm
Fumniture 1.0 t0 1.5mm

Machine Foed Systems

Push Feed (Fig 6)

This ariginal H'Q?Of feeding a planing and

mautding machi still provided, and consists of

wo top‘d and two oppesed botlom driven

fead ha infesd end of the machine. An

and pad pressures belwesn the

s controle the timbor down o tha bed

55 to the fence as it passes through the

Ine. It follows that if bowed or fwisted stock

is fed to the cuttars, that while a perfect profile will

be producad, the component will be as lwisted or
bowed as it entered.

G S

The pushfeed machine has the disadvantage that
tha last plece of timber Is always left In the
machins; traction stops as the frailing end leaves
the feedworks. The last pisce can only be
refrieved by following with a scrap length or by
reverse fegding, In which case the component is
unfinished.

1-2

www.DaltonsWadkin.com



www.DaltonsWadkin.com

Wadkin

!'! OPERATING PRACTICES

Through feed (fig 7)

Through focd was developed to overcome the
handicap of the last piece remaining in cut, andto
eliminate the heavy top and side pressures.

Drive rolis hetween each cutierhead feed the
components through the machina.

=~ Hd =

> =92 =

-
=

¢

FIG?

A long Infeed tabie before the first botlom head,
together with the much lighter loading on the
timbar, enables stralghtening of the componentJa:
1he undsiside being straightenad {surfaced) at the
firat botiorn head, and the edge {fence sids) baing
stralghtenad at he first slde-head (see: Fig 8).

y

FIG 8

An alternative method of straightaning comblngs
underside and fenca sids ightening, using a
single culterbiock, plani undsrside in the
normal way and mach a referance adge with
a rabating disc on t me block (see Flig 9).

FIC

N
D

The above straightening lechniques are most
successful an mber which is. bowed and has
square ands, lyplcal of softwood. For timber
which s Iwisted and has outof-square ends,
typical of some hardwoods, an altermative
technique iy provided.

Grooved: bed. straightening (Fig 10)

In this dasign, grooving cutters on the: first battom
head permit support in the form of mils rght
through the:cut, thus: preventing 'dipping in’ on the
twisted:timber, or 'buclding’ as gut-of-squares: ends
come into contact with. each other. The grooves
on the underside: are: subsequently machined out
on a3 second boltom head, which is obligatory.
Fitting a standard lip plate and culterblock
converiz the maching to caii@\'unal uge.

Q’b

FIG 16

Hopper Feeding (Fig 11)

Ta enabla the-operator to feed timber at relatively
fast feed apeeds and atill maintain butt up, (this
may be difficult on short lengths), various types of
hoppar feed: are available.

FIG 11
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OPERATING PRACTICES

Coemponents are stacked in 3 hopper at the Infeed
end of the machine and automatically fed ane ata
fime fraom the botiom of the stack at a rate to
ensure ‘butt-up’. A slipplng device prevants tha
hopper feed {rying to overide the maching feed.

Feeding at very high fead speeds, typlcally on
flooring, cladding ele, also presents problems o
the operator, again a special feading device (fast
feed table Fig 12} can bs provided.

Thae fast feed table, in line with the machine feed,
recaives timber from 2 ilt holst and cross ¢hains,
the driven rllers In the fast feed table and an
overhead hydraulically driven nip roll ensure "bufi
up' before enfry inlo the machine feedwarks, a
slipping amangement prevents overiding.

Qutfead Equipment

sd ;pead machines, this

d at the outfeed end of

Generally used on hi
equipment can ha
‘Wadkin' moulde
la: siack, bu

rap, count, etc. Ouffeed
equipment provided and programmed 1o
print on @ .componant some identifying
Inforrnation. eq. Job No. Date, elc. Combinations
of these facilitios enahls the finished components
to ba pressented in a vadely of ways at the
ouffesd and of the machine,

Extra Head Positions

Typieally a planing and moulding maching has
four haads o maching ali four facoes, thoeo can be
augmented with the addiian of athar heads. The
most common is a second bottom head {0 ensure
clean up gn the underside. Whera tha amount of
{imber fo be removed is greal, or where the mould

detail is complex It may be necessary to pravide
an exira batlom head, availlable as an option,

Splitting ({Fig 13)

Splitting is a common operation, usually done o
the last botlom head, and often requiring very
large horse powers. Such a head is avallable and
‘may be fitted with anti kick-back fingers to preven
gjeciton towards the operator. Only one saw can
ba fitted on the smaller machines, ie. GC.

FIG 13 . Ao

\ Y
Uni ad
@ersa! head, either three or four posifon
(i

ays last head on the machine} can be

Namvided fo arder, or the machine prepared to fit

the head at a later date. Lhe three position head
may be used as a top head, bottom head or near
side head and at any angular positior in betwaen.
The four position head has the added capabillity of
use as & fence side head,

The universal head gives greailer flexibility for
spiitting and moulding on a conventional machine,
and special pressures, chipbreakers, efc can be
provided io ensure perfect conirol of the
workpiece,

Dial-a-Size Positioning (Fig 14)

On machines which are used for a large variely of
emall quantity batehos of square droeced
material, the set up fime can be reduced by
fitting Dial-a-Slze positioning.

FIG 14

1-4
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OPERATING PRACTICES

The near side head horizonial adjusiment is
motorised and fitted with an ecoder, the
motorised veriical movement of the top head
and feed Is also fitted with an encoder.

A programmable memory stores the widths and
thicknesses of the workpieces to ba produced,
and on command the two heads are repositioned
to the preset dimansions. In a similar manner,
whera components of mndom width are machined
{eg. Table tops, ses Fig 15)

The maching can be amranged to sense the width
of the incoming pisces and autormatically move
the outside head fo the required position.

Whilst being a slow operation, (butt feeding is not
possibla and the fead spead Is slow), the facility
does have great advaniage to some users,

FiG 15

Fead Enhancement

are the resuit of years of expariencs in the pla
and moulding industry, and for the great majon

vatiety of timbers available, and
condiions In which they ame presg

wear. $ .
Bed Iubrication $ .

A lubricant s Int fo the surface of the
machine bed, fro manual or aute pump; 1his

reduces friction, Improves feeding capability and
reducas bed wear.

An altermaive; of introducing air bstween ihe
{imbar and the bad of the machine, can be
provided for thosa machings that da not have a
second bottom head to machine off the small
amount of ail introduced fo the undersids of the
timber, or where tho materal being machined
must not in any circumstances be contaminated
with oil.

Feed rolis

The top driven feed mils of a through feed
moulder are normally spring loaded down ontg
the workplaca. The required amount of load can
vary with the nature of the work being run,
although as a general rule it must be as light as
practicable, and variation in rough timber
thickness will of course increase the load as the
feed rolis yield more. Adjustment of the loading is
done at each individual roll.

Pnoumalic loading can be provided; this has s
number of advantages. The loading: doss not vary
with any variatton in lift, and the amount of ioading
can be changed more easily, using an air
ragulator valve,

Ona ragulator controls the @ to rolls bafore
fhe top head, and the ot ulator controls the

rolls after to top heado

Noige

Flanin ulding machines,by virue of the
cutter heads and the speed of the

nu
preduce high noise lavals, typically
an 95dB and 115dB whan cutiing.

The "Wadkin' push ferd and through feed sysiam%h

g woodworking machine regulations require
that an operator is not to ba subjected to noise
levely above BOdBA for 8 hours, somo
precautions ate therefore requried and a safety/
acoustic covar can be supplied for this purpose.

it should be noted however, thal sven with a
sound enclosurs, under some circumstances,
because of 'break out' {at say the infead end),
the niclse level at tha gperating positions will be
above 90 dBA,

For personal safety reasons the operator should
wear ear defenders.

WARNING Before operating the machine read the
Praface and Noiice to Operators In section 3,
Operafing Instructions.
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!" OPERATING PRACTICES

LEADING PARTICULARS

Principat dimensions and capacitles of Super XJ3220

fdaximum skze of

timber admitted 230mm x 130mm
Maximum size of finished fimber 220mm x 120mm thick
Minimum size-of finished timber 15mm % 8mm thick
Feed speed infirritely variable 10-120 meters per min
Pressure adjustment of feed rolis ' @dnced}
O
Limit switch at the exiremities of the rise fall beam, C)
Feed rolls on each infaed shaft {pushfeed) 3% ;iide x 186mm dia.}

% serrated rollers.

Feed rolis at each throughfeed station {shaft mounted) &’( {50mm wide x 140mim dig)

Fead rolls at each throughfeed station {flange 2 x {20 wida x.140mm dia.},
1 x {40 wide x 140mm dia.)
Serrated or polyurathane rolls + spacers

Driven table rollers &\O 220 wide x t40mm dia. plain steel roll.

Diameter of cutter spind!esQQ' 50mm standard, 1.13/16in or 2.1/8in - options.
*

@ 8000 rpm

tom head ' 10mm
itst fence side vertical head 10mm

www.DaltonsWadkin.com
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OPERATING PRACTICES

bBiameler of cutterblocks
Minimum cutting circle (all heads with dia 40mm spindies) 125mm

Maximura cutling circle top heads 180mm planing
250mrn moulding

Maximum culling circle
fence and near side heads 190mm planing, 205mm moulding
(upto 15mm below bed level).

Maximum cutting circle
botiom heads 130mm planing
250mm moulding

180mm planing
&lﬂt battom)
Unit 6 CP

Maximism saw size R Q‘ 400mm
250mm

Minimum saw size
Sleeve size x 50mm )/D x 240mm long
sed double key drive 3/8" wide

Output of motors $

6 30kw (4Ghp)

Feed motor {hydraulic)
Rise and falt motor OQ 1.9%w (1 1/2hp)
Spindle miotors &\.

@' 5.5kw (75hp)

All heads - standard Q

All heads - options 7.8kw {10hp), 11kw {15hp), 15kw {20hp), 16.75%w (25hp)

Horizontal heads oniyy options 22.5kw (30hp)

Splitting unit motog@tions 18.75kw (25hp), 22.5kw {30hp}, 30kw (40hp)
37.5kw (50hp) 45kw (60hp), 55kw (75hp), 75kw (110hp)

1-8
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SECTION 2 LIFTING AND TRANSPORTATION

Unloading

Verfy the weight of the machine (see
Installation Data), Ensure that all lifting
equipment used is capabie of lifting this weight
as a minimumn.

To lift the maching, place two §5mm diameter
steel rods 1.5 meters long In the holas
provided in the machine feet.

Carefully place slings of suitable capaclty on
the crane hook. The angle between the slings
not to exceed 90 degrees. Keep these as
wide apart as possible by insering wooden
chocks between the machine body and the
slings o avoid damage. Locate the slings
securaly on the steel rods.

Moving

In the process of moving, avold jolting or
vibrating the machine. If the ground is fiat the
machine can be positioned on wooden plinths
and moved by rollers Instead ot {5Ing.

IMPORTANT: When liting, the machine has a
tendency 1o tilt backwards (towards the electric
motors and the motor mounting brackets).
Allowance should be made lor this in 6

positioning.

Unpacking @
Undo the packing and make sure tha @ag_e
has not occured during fransit; @ & case
of accessories and ascertain that thesnachine
is cormplete with all fittings. é .

Cleaning $

Bafore levelfing the«@ine, carefully remove
the anti-rust material particulardy from tha
bright pans.

Clgan the maching with paraffin or diesel and

a soft rag. Do not use a substilute - 1t may
precipitate an explosion.
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SECTION 3 INSTALLATION DATA

Major Dimensions and Welght

Machine Dimensions and Weights

Maximum.length £200mm
Maximum width 2200mm
Maximum height 1700mm
Weight 7000kg

Locations ang Foundations

To obtaln the best result from the ‘Wadkin'
woodworking machine it is important that
the floor on which the machine is 1o stand
has been prepared and is dry. Level the
machine from the middie of the bed
betwesn the adjustable screw supporis
with the aid of a spirit level. Place the
steel plates supplied with the machine
under the adjustable levelling scraws.

Suggested levelling aids:

Straight edge 2 metres fong

Feelers (thickness gauges), 0.50, 0.10,
0.15 and 6.2mm.

Enginear's spirit lavel.

Levelling transversely

Place the spirit level across the table at
right angles to the fence and repeat this
gection at intervals of 800mm. Total
variation at each position should not
gxceed 8.1mm,

The foundations

‘the size of the foundations depends upon
the speeifke. maching model, Jormat ot the
heads and disposition of the exhaust
outlets and will be provided for individual
machings.

If the floor consists. of 1 - 150mmn (4
to 6 inches) solid e, no special
foundation is necess M2 'HILTI type

holding down - {got supplied: with the
machineg} c_alx'o sed to secure the
machlne% r.
Note; Gﬁ

E MACHINE MUST BE

B DOWN BEFORE USE,
a “foundation plan for datails of floor
%ar a required.

OQ Suppiles and services,

Leveliing longitudinally
L 2
.@‘ne table and
hwise check any

machine. Deavidtion should not be more
than ¢.2mm.

Place the spirif leve

The straightening table (i.e. {able before
the first bottem head), should be in {ine
with the table after the firsi bottom head.
Maximum tolerance is 0.1mm In 1600mm.,

Electrical supply

The customer is responsible for an
adequate elecirical supply. Detalis of
power requirements are provided with the
machine.

The maghine is delivered with its complete
elactrical equipment ready for cotnection,

The electrical connection and schematic
diagram are found in the: electrical control
cubicle of the machine. All that is requirsd
Is to connect the power supply to the
disconnect {isofator] swiich at the
electrical controt cubicle or panel.

www.DaltonsWadkin.com
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INSTALLATION

dﬁdﬁ

POINTS TO NOTE WHEN CONNECTING
THE POWER SUPPLY,

Check the voltage, phase and frequency
corraspond with those on the machines
nameplate details.

Check the main fuses are of the correct
capacity in accordance with the machine
nameplate details.

Connect the incoming supply of leads to
the appropriate terminals.

Check all connections ara sound and thal
equipment is earthed.

Check the spindle rmtation Is comect.
When locking from the front of the
machine the feed rolls should rolate In a
clockwise direction, To reverse the
rotation on any drive, revarse any iwo of
the iead connections at the incoming
supply.

IMPORTANT:
ANY ELECTRICAL MODIFICATIONS

SHOULD BE CARRIED CUTBY A 6

COMPETENT ELECTRIGIAN. Q
Pneumatic pressure eqmpmet%;g
fitted)).

To maike the system oe connect up
. ittings g .

the alr pipas and fitting a suitable air
supply. $ ¢

The size of t inlet connection Is 1/4in
BSP ternal

The size of the air pipe is 8/nm O/D X 5mm
¥D.

Pressure required is € bar (approximately
90 PSI), see Operating Instructions for
feedroll pressures,

The air consumption is approximately 200
cu.dm/r (7 cu. feet/hr).

Exhaust {Dust Extraction) Connection.

The size of the connections are given on
the Foundation and Dust Extraction Plan.

The part of the air extraction pipe fitted fo
the exhaust hood should be flexible and
detachable. The length of the flexible part
is dependant on the way the pipe is used
and the adjustment required on the work
spindle. As a guide use a fiexible pipe one
metre long for the lower and fence side
spindles and two mestres for the top and
near side spindles.

The flow of air to the exhaust hoods
should be approximat to 30 metres
per second.

Volume of Air R@.

Fcrbotla @Lz[-
51-5 efres/min.
(18 cu.f/min.}

ce and near side heads
0 cu.metres/min.
953 1053 cu/F/min.)

For top heads
37-40 cu. metres/min.
{1305-1411 cufifmin)

The total volume of air required for the
Dust Extraction is dirgctly related to the
{otal number of spindles.

Schemalic Diagrani for Efgctrical Services
The electrical wirlng and schemalic

diagram will ba in the electrical control
cubicle of the machine.
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SECTION 4 GENERAL OPERATING INSTRUCTIONS

Safely

The safe operation of woodworking machinery
requires constant aleriness and close attention
1o the work in hand.

Read this instruction manual, the: Preface,
and Safety Notes carefully before operating
the machine.

Blunt cutters often contribute to accidens, An
efficient machinist knows when sharpening is
necessary, but if thers is reluctance io spend
fime on grinding and resetling, the cutiers may
run beyond their efficient limits and nstead of
cutting efficlently and smoothly they will tend
to chop and snatch at the workplece. This not
only increases the risk of accidents but also
lowers the quality of worls.

Customers are strongly atvised at all times to
use high tensiie culterblock bolts which should
be tensioned by means of a forgue spanner.
When choosing cutterblocks ensure they are
suitable for the minimurm cutting speed of the
machine.

It s recommended that personnel invoived
with the machine are acquainied with the

Woodworking Machines Regulations 1974 ano

alsp. booklet NQ. 41 ‘Safety in the
woodworking machines’  issued
Department of Employmeant and availa
Her Majesty’s Stationary Office

Code of Practice 'Safeguardin arking
Machines' Part 1 BS 6854. $ .

The safety covers<$1usl hooads must be
closed during the time the machine is running.
Gover the non-used part of the cutterblocks
with the guards provided.

Safoly Dovicos

Only remove the feed roller guard when
changing rollers and with spindles switched off
at the control panel.

Spindles which are run In two directions {ie:
Universal Head), should be filted with a
locking collar 1o prevent utiforeseen unlocking
on mode changeover.

Do not work spindles if the spindle nuts or
infermediate collars are not securely tightened.

Only remove fitted covers from the drive belt
housing: when changing or retensioning befts.
The drive spindle: must be stationary before
meking any adiustments.

WARNINGS

Notice to operators

Read and follow the guideflings given in
Safeguarding Machines a afely  Notes

whichr are- repeated o front of the

machine. 0
Before operatiag@rmchine.

Ensure th \#ﬂ rds and jences are securely
fitted an eclly adjusied. . Guards and
avices are NOT to be removed

other @n
whi achine is in operation. They ara
¢ r YOUR SAFETY.

sure cutters/blades are the correct type-and
Totate: I correct direction of cut, are shamp and
securely fastened.

Cutter equipment is suitable for machine
spindle speed.

Remove or fasten loose ciothing, confine long
hair and remove jewallery, etc.

Enesure sufficient working space is provided
and that lighting-is adequate.

Switch on all dust extrastion equipment,
ensure it is working sorreclly.

Puring Machining

Wear suilable protective equipment, eq.
goggles, ear defenders, dust mask,

Stop the machine before making adjustments
or cleaning woodchips from the working area.

www.DaltonsWadkin.com
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GENERAL OPERATING INSTRUCTIONS

Keep the floor area around the machine clean
and free from wood refuse.

Do not allow the floor to become slippery with
oil or grease.

Repont any machine malfunction or operator
hazard 10 a person in authority Immediately.
Do not attempt to repair the maching unless
gualitied to do so.

Ensure all power sources are isolated before
commencing any maintenance work.

Comply with the Woodworking Machines
regulations. Failure to do so could result In
legal procsedings.

Machine Conirols

Before starling the machine, operators should
tamiliarise themselves with the various
caontrols and their usage.

Checl direction of spindle, rotation ensuring
that the spindles rotate treely. Theck each
spindle motor separately.

Check the infeed table raise
operation (If adjustable).

cutter heads until the pass is¢o or the
machine s stopped. The pead s

variable and can be adjustgd ohtrol dial
on the panel, to give sp reughout the
maching range.

The machine has confinuous feed@
When started, timber stock will W e

L 4

covered and should
er than the workpiece,

The fged rolls are
be adjusted to 1

The height e feedroll adjustment is
indicated by the gradualed scale on the panel
above the Inteed roll cover. Adjusiment of the
feaed rolls is made by pressing the pushbutions
marked:

? Raise feed rolls

g Lower feed rolls
Nate: The powered verical adjustment of
the beam is electrically interlocked with the

Top head and cannot move uniil the hydrautic
iocks are disengaged.

The pushbuitons are posilioned on the
Elegtrical Conlrof Panel located at the Infeed
end of the machine and also at confrol stations
located at various points on the machine,
depending on modular construction.

The adjustment for height of the intermediate
rubber covered (plain) rolls may be made
independently to suit the finishad workpiece.

The panst mourded control station at the
infeed end of the machine may contain the
following features.

1) START - STOP pushbutton with
indicator-fight for each spindle. Bultons
numbcred from infeed )

2)  FEED ST/@
(&)

3) FEED
*

>
4} E - LOWER pushbution for beam
adj &m

% MASTER STOP {emergency) button
indicator light,
and lowe

B}

GLAMP GN/OFF push bution for
hydraulic locking of top head vertical
movament.

7) HYDRAULIC PUMP ON pushbuiton.
This initiallses pump for hydraulic drive. It can
only be swilched off at either master stop or
malin power button.

8) INDEPENDENT/TRANSFER switch
for machine use in a line or for indepsndent
use.

9) WARNING LIGHT for feed speed. |f
ilurninated the feed will stop (see FAULT
FINDING).

10} FORWARD - REVERSE (inch)
pushbutton used for setting.

11) VARIABLE FEED SPEED CONTROL
with readout.

12) MOTOR BRAKING pushbution where
brake motors are fitted this releases brake
when motor is stationary.
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13}  OIL ON/OFF switch only for automatic
bed lukrication. Qil is not pumped untif
machine i$ running.

14) LOW OIL WARNING
15} MAIN POWER ON/CFF pushbution.

18) MOTOR QVERLOAD WARNING
when illuminated.indicates a motor has
tripped and is ‘running down'.

17) WOOD METERAGE COUNTER the
hottom right hand meter records total meters
threugh machine, The op left hand meter
Indicates the amount of timber machined of a
particular run. The middie left hand meter
indicates the required amount of timber to be
maghined In.a run. This figure is set by
pressing the white laver down (bottorn left
hand corner) and then pressing the relevant
hutton under each unit counter to
advance/retard the figure displayed.

At the end of a run the Teed rollers will stop.
To restart zero the top left hand counter, reset
{if required}.the "un’ length and then press the
feed stamt pushbution.

18) AMPERAGE METER for spiilfing
saws.

The motor rating an the spliting saw is 67
amps and the feed speed should be adjusted
50 as not o exceed this value-when spiitting,

@1
@7

FIG1

ILLUSTRATION OF CABINET CONTROL LAYOUT

www.DaltonsWadkin.com
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Dial-a-Size Elecironi¢ Positioning to
Near Side Head and Top Head

The powsred traverse movement fo
the near side head is by a 'KEMO'
geared motor,

The traverse movemenis of the heads
are each connected to an 'encoader
which sends pulse signals to iis
respective ‘'Elgo’ digital read out
contraller situated in the main control
panel.

The traverse of the heads reacts to
data put into the 'Elgo’ contraller which
displays the cutterblock position in
relation 1o its datum face. The datum
face for the near side head is the
fence. Datum for the top head is the
bedplate. _

The head traverse movements may be
hand or power operated and a swilch
is provided for this purpose.

Setting Up

All setting parameters are availa Q

the froni keypad. Progr is
inhibited until’ a link at the the
unit is opened.

The prgramming link is e form of a

two terminal plugdn, block, with a

shorling wire. ug to set in

paramaiers, R@er’t plug to operata.

Note: The toller will nat run with
the link open.

Setting of the parameters is achieved
as follows:-

1) Press T, top display
extinguishes and 'CH is
displayed. This ensures that
the operator knows when the T
button has been depressed
{even by accident).

2) Enter [T} functions [1]........... [51,
'CH' is extinguished. Title name
is displayed in top window;
value of parameter is displayed
in bottom window.

3) Press C to clear existing value,
enter required valus,

4) Press T again {0 revert to
operating mode.

The [T] functic meters are as

follows:-
i seis the slowdown
duting approach to
ition. 'SLSP' is displayed.
] This sets the stop correction
(b, offset. ‘COR' is displayed.
[3] Saw width compensation is
entered. 'SABL' is displayed.
[4] Time at standstill -during
backlash over-tun and delay in
drop-off of 'In Position' relay
after drive stop is initiated.

'Ti' is displayed. Time can bs
set from 00.0 to 15.9 seconds.
Also sets the auto retract time
{i.e., distancs),

[5} This sets the decimal point
in the displays.

'DP’ is displayed.

1:» means units only (i.e., no
decimal point).

2:- means tenths dispiayed (i.e.,
one decimal piace G.0)

3:- means hundreds displayed
{i.e., two decimal places 0.00).

One [1] function is available with

programme link either open or closed.
That is Inch/Metric selection. This is
used as follows:
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(1) Press:{T], 'CH appears in to warn operator that he has
display. - pressed the bution.  Simply
{2) ‘*Press [O], "inch’ or 'mm' pressing [T} again roturne
appears indisplay. controller to operating mode.

{3) Press [C]1ochangaover. :

{4) Press [T] 10 revert 1o Note: Allthese parameters will
" oparation. . be preset-by Wadkin during the

satting-up of the machine.
The  decimal point s

automatically moved and any Method of Operation

gctwal . valuse  correctly . , :

wﬁ&'@a‘l&d.  The. set up To Set Datum

paRmators. are also in the 1)  Switch to ‘Hand' operation (Fig

chosen units. 2)
When T} is  pressed #

"inddvertently, 'CH' is displayed @

y__ e
L 2 §
START/STOP \
TOPHEAD - (POSL 1 SIDE HEAD
POSITION TATUM DATLM TFOSITION
CONTROLLER  PUSHBUTTON & PLUSHAUTYON CONTROLLER

SELECTOR SWITCH
START!STOP HAND/AUTO
PUSHBUTTONS
(POSITIONING) MASTER

S5TOP BUTTON

FIG2 OIAL A SIZE CONTROL PANEL
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OPERATING INSTRUCTIONS

2) Determins the  distance
between the cuiterblock and
either the fence or bedplate, by
useé of a known thickness
setting block or piece of timber;
by hand winding the spindle up
to the setting block.

3) Enter this figure using the
keypad. :

4) Press Datum pushbutton (Biue)
on centrot panal.

Thess figures will be displayed on the
demand  value dispfay_ {bottom
window). The Datum figura is now set.

Note: (@) These Datum figures nasd
only be re-set at machine switch-on, or
if the cutterbloeks are changea.

MNote: {b} To hand set the height of
the top: horizontal spindie

Ta move the heads . te a pre-
deterrmined posifion.

1) Switehr to 'Elge’ operation: (Fig:
2).

2) Enter the required posiiion
using the: kepadk '

3) Pross."Start’ push button.

The head selected wilt now move
automaitcally to the set. fdsition and
the figures will: ber:displayed. in the
actual value: display {foprwindow).

> & new position,
s (2rand: (3%

4} T mav
repea

Mote: The leed can only be inched in
‘\: mode.

f ifie maching

independently of tha beam, disenga@%_ Switch to "Auto’ position.

cluteh ({i.e., operate power rigseffall
lever, (see Seiting Up Machine). 6

O

yo. N

2} The feed cap new be mn
continuously, or inched:

In order to protecw cutter block and the spindle against failure of the

hydraulic press
drive collars
event of t
spindle

,'safety drive collars must be used. Failure to use safety
esult in seizure of the cutter block on the spindle in the

erator failing to pressurise the cuiter block before running the

ilure of the hydraulic pressure.

4-6

www.DaltonsWadkin.com




www.DaltonsWadkin.com

Wadkin

!I' OPERATING INSTRUCTIONS

89 SETTING PROGRAMMABLE MEMORY POSITIONING

Near Side Head and Top Head

This unit has the capaclty to be programmable for ninty-nine positional head seftings.
The powered traverse movement to the near side head is by a geared motor,

The. traverse movements of the heads are each connected to an 'encoder” which
sende pulee signale to ite respoedtiva digital read out controlier situated in the
electrical control pansl.

The traverse of the heads reacts to data put into the coniroller which displays the
cutter block position in relation to its datum face. The datum face near side
head is the fance. Datum for the top head is the bedplata.

The head traverse movements may be hand or power ope@Q and a swilch is
provided for this purpose.

FiG3 CONTROL PANEL

www.DaltonsWadkin.com
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OPERATING INSTRUCTIONS

The illusirations {buttons) on the left hand side of each page show the buitons to be
pressed, and in what-crder.

If buttens are shown with an '&' sign between them, they must then be pressed
simuitaneously, '

POSITIONING PST 218
SWITCH ON MAGHINE

CALIBRATION (Manual)

Each axis must be datumed before production is started.

The calibrating procadures is as follo@

The PST 218 unit can control 2 Qoth of which must
ba independently datumad. EC)
*

*
N Push the button until t \lo be datumed
{either-axis 1 or axis 2 own as a number in the LED

dispiay % AXIS
6 .

' T dg and calibration buttons must be presssd
& lCAEl)E!RI s@éﬂeousiy.

103,

+ Enter new value,

Press enter,

.

The axis shouid now be datumed. Repeat the same
operation for the second axis. ‘When both axes have
been datumed, the unit is ready for use.

Contirmation is in the top right of the unit where there are
LED lights {for each axis which represent the calibration.

www.DaltonsWadkin.com
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OPERATING INSTRUCTIONS

o»

a7

MANUAL POSITIONING

The axis to ba moved must be selected first.

Push the button until the axis to be moved (either axis 1
or axis 2) is shewn as a number In the LED display.

AXIS

]

For manual pesitioning of the unit, the made key and the
direction of travel must be pressed simuitaneoulsy.

Move to a higher value than the pcsitio&@

Move to a lower value than tf:e@ﬂon.

ished, the stop bulten must

When manual positicnin
itack into the automaiic mode.

be pressed o putt

DIAL-A-SIZE P NING (SET POINTS)
The axis to bé%@d must be selected first.

i shown as a number in the. LED display.

5’2} Axs

Push%%on untit the axis.to be movad (either axis 1

To use the Dial-A-Size option, this is simply a case of
pressing the set point button and then the gimension.

Pressing the 'start’ button will send the axis to the
position.

When in position, an LED in the top right of the unit will be
iit.

}Whilst positioning is taking placs, the 'siarted' LED will be
it.

www.DaltonsWadkin.com
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OPERATING INSTRUCTIONS

RE

v

s
PR

PROGRAM POSITIONING (For programming of, see
later instructions)
CALLING UP PROGRAM

(PrROGRAM |

FPROGRAM

)

By ‘Eressing the 'program’ button, the disptay will change
to the program mode.

Pushing sither of the two buttons will in S8 or
decrease the program number to the Q&gqulrad.

Pushing the "start' bution will dr%vﬁye axis-to the position

stated in the program. Q,
*

NOTE:To escaps fro \h'ogram mode of the unit,
press the 'pn outton.

Whe_n tho axigda\in hosition, the 'in position' LED will be
Hiuminated !@ top right of the unit.

\\

MMING OF THE UNIT

y-pressing the "program' button, the display will change
the prograim - mods.

Push either of the two buttons until the program number
required to be programmad is found.

The buttons 'mode’ and 'snter’ when pressed
simultaneously will enable you to have the access to the
program numbaer that is illustrated in the dispiay.

Yau will now have access to the axis.

Enter the required figures if a new number or alleration.

NOTE:f the figures for axis 1 are correct and it is only
axis 2 which has to be altered, prass 'ENTER'
without altering any figures to give
access to axis 2.

4-10
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OPERATING INSTRUCTIONS

ENTER
ENTER

Qty.

Pushing the 'enter’ button will enter the figures into the
memory and give you access to axis 2.

Enter the requirad figures,

Pressing the 'enter’ button will enter the new figures into
the mamory.

The unit is now ready for use as 'caliingu&ﬁrogram'.

NOTE:Program-P O is only for m@oses.

. (\‘
To clear existing$y -\ation, press 'CL Qty' before
entering new fig A

TO USE THE g@s. OFF-SET FEATURE

CALIBRA’ MANUAL

of both the left hand and top head spindle

Th
_ m%%alibrated to use the off-set feature.
axis

must be datumed before production is startod.

%TE: Maximum travel limit parameters. may require

‘changing, Calibration for using radius off-sat is as
follows:

Push buttor until the axis to. be datumed (either axis 1 or
axis 2) is shown as a number in the LED display.

AXIS

1

de1],

www.DaltonsWadkin.com
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OPERATING INSTRUCTIONS E

0 The mode and calibration buitons must be pressed
H — & CALIER simultanecusly.

Enter the distance from the centre of the spindte to the
bed, or fence, depending which axis is being calibrated.

Press enter

operation for the second axis. When is have been
datumed, the unit is ready for use. O

O

*
Confirmation is in the top H de of the unit where
thare are LED lights { g%n, is, which represants the

The axis should now be datumed, rep% same

calibration. )

$®

96' calibrate each axis to

the centre of each

ead spindle
; —‘#' - _ =2 ]

NU
ﬂfe'.-nc1 il
¢ near

' side

thead
$ : . bed levet
| S— ! S\
=S

4-12
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To enter the radiug off-set

Meadsure and record the radius of the cutterheads to be
used.

Push the button until the axis to be off-set (either axis 1 or
axis 2} is shown as a number in the Led display.

The 'Mode' and ‘Correct’ buttons must be pressed
simultaneously.

Enter radius value of the cutierhead f @particuiar

axis. 0
. o Q *
Pross 'Enter twice, 8&\

Repeat the sa cedure forthe second axis.

When bo@e ave had the radius off-sets entered, the

ed as 'calling up a.program’.

unit can

When heads are moving into their programmed
Ons and, when they are in position, the display will
he relevant position of the centre of the spindle.

To display the actual 'finished' size positions, of the
cutterheads, push the 'program’ button.

2-13
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OPERATING INSTRUCTIONS

PARAMETER SECTION - To enable the E.S.P. System to function in either Metric
(MM) or imperial {Inches)

PARAMETERS - This section should only be entered Into by a competent person,
who fully understands their function. '

To enter into the parameter section, press ‘mode’ and 'Y’ then '2' Q' '&’

imperial Melric

r————

Axis 1 Axls 2 AXiS 1 Axis 2

Decimal Point @
Display = PA

Press ‘0’ to change - 00
Press Enter

N E? *
Calibrafion Method 6‘1\‘

Risplay = PAD

Press Enter &@
2

Pre-Switch off Value/Over run Q

Display = PA

Press Enter *\

This parameter to corract any
positioning error due to
"avar mn"

<
Tolerance Yalus $
Display = PA
Press Enter

Loop Mode
Positioning direction
Digplay = PAb
Press Entar

Loop Value
Display = PAb
Prass Enter

£~14

www.DaltonsWadkin.com



www.DaltonsWadkin.com

Wadkin

ul' OPERATING INSTRUCTIONS

Delay Time
Display = PAde
Press Enter

Minimum Travel Limit
Display = PA
Press Enter

Maximum Travel Limit

Display = PA

Press Enter

NOTE: (Q
If the radius off-set featurs ‘ID

ig used then the maximum CJ

travel limit should be

Spindle_Factor Counter 6
For Generator Matching

Display = PA @
= Press Enter
Co

Spindle Factor Denominato c
Display = PA \E\
Press Enter Q® .

Conversion [mmgchl
Display = PAg

_ Press mode and then Enter {o switch from Axis 4 to Axis 2, and go thmugit fhe same
_ parameters

When finished with both Axis 1 and Axis 2, press Mode and 1 to exit parameter
" section.

4=15
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chh

FAULT

Axis will not position accurately.

>

$ .
$$

FAULT FINDING

SCOLUTION/CHECK

&
\0&

Check that unit is calibrated (LED top
right if unit cafibrated), recalibrate if
nacessary.

Physical object causing an obstruction.
Remove object and ck overioad.
Try again.

Movement |} ater than the axis
limits. Inse figures.

*
Negai@ue in positioning memary.

4-16
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SECTION 5 HEAVY DUTY PUSH FEED MODULE

General

This unit comprises of four infeed shafts, two
above and two below bed level.  The
gearboxes at the rear driving the shafts, may
be hydraulically or mechanicaily driven, Three
serrated steel rollers are fifted to each shaft.

When coupled to the Bottom head module the
unit Is adjuetable in the vertical plane to a
maximurn of minus 10mm below fixed bed
level. Movement in this direction sets the ‘cut’
on the Bottom heardl.

Side pressures before and after the feed rolls
exert a small force on the timber to keep it in
contact with the fence up to the first cutting
nead.

The standard side pressures are of a skid type
design. If the timber is to be 'hand fed’ then
the first side pressure changes to a 'roller’ type
to ease teeding. Both types may be operated
preumatically instead of the standard spring
pressure.

As a secondary measurg to ensure timber is
fed parallet and along the fence line, the infeed
shafts are pifched. This has the affect
driving the timber not only through
machine but alse up to the fence. %

An adjuetable bedplate with acou@)ﬂed
fingers positioned after the feedro s, caters for
varying cutling circles when t om Head
module is fitted. (see Bed nd Fences

for further inforration),

Adjusting infeed Tahﬂ&igm {Fig 1)

1} Release locking handle (1).

2) Use the ratchet spanner {2) to adjust the
table rise and fall screw. Drive direction

of the spanner is adjusted by a lever at
the raichet end.

Adjustment from fixed bed level may be
read off the height scale {3).

3)  Affer setting re-tighten lecking handis (1).

*
FIG 1 JNFEER@BLE ADJUSTMENTS

NS
O

Q%usting Side Pressure (Fig 1)

1. Ralaase locking handle (4) and adjust the
side pressure 1o suit timber width,

2)  When set re-tighten handle (4.

3) Turning screw {8) i a clockwise direction
increases the spring tension and stiffens
the 'skid' movement. Tumed in an anti-
clockwise direction the opposite occurs.

Boitom Infeed Roller Adjustments. (Fig 2).

The boftom feed rollers have two adjustable
stops for maximum and minimum height
selting.

Each stop is adjusted by slackening off the
tocknut (1}, adjusting the screw {2) until the
desired position of the roller is achieved and
then tightening locknut.

1}  The first infeed roller {3) should be set at
0.8mm above bed level with the air off.

www.DaltonsWadkin.com
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HEAVY DUTY PUSH FEED MODULE

2) Place a straight edge (4) across the firsi
infeed roller to the middle of the
adjustable bedplate {3) before the First
Botiom Head.

3) Adjust the second infeed relter (8) until it
-Just touches the bottom of the siraight
edge.

4) The maximum height setting Is factory sel
at 8mm above the bed level but this
should be adjusted by the customer ic
suit the wood type, cut and thickness ot
timber attime of machining.

MAXIMUM  HEIGHT 2

SETTING STOPS \

MINIMUM - HEIGHT
SETTING STOPS

FIG 2 BOTTOM FEED ROLLERS -

HEIGHT ADJUSTMENT

Top Infeed Roller Adjustments (Fig 3).

The top set of infeed rollers are normally set
fiush with the through feed rollers. They
should not normally be adjusted unless when
being replaced, maintained elc.

Adjustments are made by«

1) Slackening oif locknut (1).

2) Place a spanne flats of the plston
cknut.  Tumn either
clockwise
whether

lowergd.

L 4

L J
3) \a!ﬁq et re-fasien locknut (1).

/

FIG3 TOP INFEED )
ROLLERS ADJUSTMENT

5} The pressurg to the bottom feedroll may
be adjusted using the pressure regulator
and its corrssponding gauge.

www.DaltonsWadkin.com
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HEAVY DUTY PUSH FEED MODULE

MAINTENANCE

Routine Maintenance

The slideway and the rise and fall screw for
the adjustable infeed table should be oiled
weekly using Wadkin L4 oil {see approved
lubricants). Once oiled they shouid be
adjusted through their total movement to
gnsure even distribution of lubricant and
prevent dust build up on slide faces or sorew.

Oil points zre provided at the front of the
magchine {Fig 1}.

The rear bearings. on the feed roller shafts are
'sealed for life' and require no maintenence.
However the: front needle roller bearings, that
carry the main loading, do nead greasing at
menthly intervals with Wadkin L6 grease (see
approved lubricants).

RISE AND FALL
SCREW

FIG1

LUBR[CAT!O& BINTS

N

Fluted feed rollers shouid be Clearsd waekly
with a wire brush.

Changing Feed Rolls {Fig 2)

The feed rolls are shaift mounted with a key
iocation to provide the drive.

The serrated feed rolls may be changed
around to even out their wear rate le, rollers
changed top io boftom, fence side to near
aide,

Bollom and top rollers are removed in the
same manner although the-bedplate (4). must
be removed to gain excess lo the bottom
sollers (See Bedplates and Fences for
removing parts).

1) Slacken off setscrew (1) a quarter of a
turn

2) With a soft faced mallet gently tap the
rollers to break the clamping adhesion,

3} Slacken off the selsgiew (1) a further
couple of trns angremove ‘G- washer
(2). The feed.golle? nearest the 'C'
washer shou @ gently supporied by
hand whilst dping this.

Note: SematédYollers have sharp edges and
care s% aker when handling therm.
{J

e rollers and exchange positions

When refitting ensure shaft roller bores
and rims are clean. Appilication of a
sprayed fim of.oil onto the shafts not oniy
aases fitting but also helps. prevent rollers
tiphtening on shafls, especially whers
working with wet or resinous timber.

Check rims of rollers “bull' up to each
other,

FIG2 CHANGING FEED ROLLERS
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5} Supporting outer feed roll replace 'C'
waeher (2) and tighten gorew {1).

Repiacing Top Feed Roller Shaft Bearings
(Fig 3and-4)

The bearitgs may be replaced with the feed
1ol swings (1) either in sifu or by removing a
unit as a sub assermbly and woiking on a
hench.

To Dismantle a Feed Roll Swing.

1) Isclate power at master stop or main
isolator.

2) Remove serraled feed rolls  (see
changing {eed rollers).

3) Slacken off jubilee clfip screws (2} at
either.end or the P.V.C. boot (3}.

4)  Push hack the boot near the swing (1) to
expese the and of the universal coupling
{4). Using an allen key remove he
grubscrew {9) securing the coupling to
the teed roll shat.

Repeat this procedure at the gearbox 6

5} The ouiput shafis of the 'Siti' gearboxes
have a 10mm tapped hole in lheir [ace.
Insert a grubscrew and extract the shait
approximately 50mm.

Note: Whilst the shafl is being extracted ihe
universal coupling must be supported to
prevent it dropping.

SETSCREW
IN OUTRUT
SHAFT OF
GEARBOA

i34 EXTRACTION OF GEARBOX
\ ¢ OUTPUT SHAET

FIG3 BEARING REPLACEMENT -
' TOP FEED ROLLERS

8) With the universal coupling {4} free at the
gear box end slide off the P.V.C. boot (3).
Ease the coupling off ihe feed roller shaft
taking care not io separate the two halves

of the coupling.

Follow procedures 7),8).9), and 10) only if
removing swing as a unit otherwise go fo 11),

7 Remove the locking grubscrew (6)
securing pivot shaft (8).

8} Remove pivot pin (7) locating
pneumatic eylinder to feed roll swing.

Mote; With the pin (7) removed the swing is
free lo rotate on shaft {8) and therefore o
preven! damage the swing should be
supported as the pin is being removed.

8} Using a suilable driver remove pivot
shaft (8)  whilst supporting both
Swings.
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10) The bushes (17) should be pressed
out and then the bores cleaned and
de-burred hefore pressing. new bushes
in.

When assembiling, the left hand swing
(when viewad from the rear) should
have its cranked arm at the rear most
part of the pivet shaft (8.

11) Remove key (8} and internal and
external circlips (10-and 11).

12} Unscrew the three M3 capscrews (12)
and remove them ahd the dust cap
{13).

13) The feed roll shaft may now be
extracted from the front of the
machina.

Note: It may be necessary o tap the feed roll
shaft from the: rear using a soft faced mallet to
break the-bond between bearing and shait,

14) Using a suitable driver tap the needls
bearing out of the front of the swing.
By doing this It also remoeves the seal
(18). Cars must be taken when
removing the bearing not o damage
the bores.

bath. The filin of grease which remains after
the solvent has sevaporaled wil provide
protection: for the bearing untii charged with
lubricant.

The new needle hearing should be charged
with 'Kluber' lubticant, type 'isoflex' NBU 15. 1t
Is important.that the correct amount of grease
is-applied, preferably using the formula,

G (weightin grams) =d x B x 0.01
d = Bore of bearing inmm
B = Width in mm

This is approximately suificient to fil one third
of the bearing volume.

To Rs-Assemble:-

18) When assemblj
reversa the "stri

CQ!TIpOﬂEI']lb’
r*procedure,

When filﬁng%z garings use ‘Loclite
641" on e otfer Gage (fixture time &
sec, fullicu %6 haurs)

Care s e taken when fitling new
Dearmé hey ‘hult’ up to shoulders.

e-use seal (16) always replace with
tem. The open face of the seal should

e the dust cap.
15) Using a suitable driver then top the 6

roller bearing out of the rear of th
swing again taking care net to dai{,

the bores. \

not normally need gin
Preparation Prior to Fn‘ea@ iy
Ensure shaft and s are clean and free

from burrs.

The rear roller bearing IS 'sealed for life’ and
doses not need charging with grease.

Belore fiiting the new needle roller bearing
(15) the protective lubrlcant must  be
meticulously removed with petroleum spirit,
tristhamolamine or olher volatile solvent.

in order to prevent the moving pars from
being damaged by drying out due to over
cleaning, add a small amount of the bearing
iubricant to othe cleaning agent at the sveond

Replacing Bottom Feed Roller Shaft
Bearings (Fig 4 and 5)

‘Fhe bottom feed roll shafts are anly accessible
when separate from the machine. Therefore
the bottorn fegd rolf swings and mounting
bracket are removed as a complete sub
assembly,

To Remove Unit as e Sub Assembly

1) Position beam at approximately half #s
maximuem travel height and then isolate
magching at master stop or main isolator.

2) Remove serrated feed rolls  (see
changing feed rollers),

3} Slacken off jubllee clip screws (1} at
gither and of the P.V.C. bools {2}.

www.DaltonsWadkin.com
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4) Push back the boots (2) near the swings
(3) 10 expose the ends of the universa
couplings {4). Using an allen key remove
the grubscrews {5) securing couplings to
the feed roll shafts (6).

Repeat this procass at the gearbox end.

5) The output shafts of the 'sit gearhoxes
which connest fo the universal couplings
have a 10mm tapped hole in the face.
Insert & setscrew to full thread depth of
aach in turn and use this to exract the
output shaft approximately 50mm (see
Fig 4).

Nete: Whilst each output shaeft s being
extracted the respective universal coupling
must be supporied at the gearbox end fo
preveni it droppling.

8) With the universal couplings (4} free at
the gearbox end slide the P.V.C. boot {2)
offi each shaft. Ease the wuniversal
coupling of the feed roller shafts taking
care not to separate the two halves of
each coupling.

7}  Isoiate air supply and then disconned,
pipes from cylinders (7). ?
8) Unscraw the four capscrews
swing bracket {8) and semo lete
wilh swings, shafts ete. 10

Q) There is no naei? separate the
individual swing swing bracket
unless to Teﬂem:@o Ze hushas (9).

i this is th Q&:emove stop bar (10) by
unserewi selscrews securing K.
This a access to the grubscrew
securing the pivet shaft {11). Unscrew
and remove this. Remove pivot pins (12)
between air oylinders and swings (3)

taking care to support and lower the
cylinders to bench level.

Wiih the cylinder pivots removad the pivot
shaft {11) may now be driven oul again
taking care not io allow swing assemblies
io tall.

The bushes (2) should be pressed out
and then the bores cleaned and deburred
before fitting new bushes.

When re-assembling, the right hand
swing (when viewed from the rear) shouid
have its cranked arm at the rear parf of
the pivot shaft {11).

To Dismaritle a Feed Roll Swing

10) Remove key {13) and Internal and
external circlips (14 and 15).

11) Unsgrew the three M3 capscrews {16)
and remove them and the dust cap
(17).

12} The feed roll shaft may now be
extracted from the front of the swing.

to tap the feed rofl
soft faced mallet to
n bearing and shaft.

Note: it may be nec
shail from the rear
trreak the bond

S itable driver 1ap the nesdie

% {18) out of the front of the

% By doing this it also removes
8&!19 seal {19)

AN

&Y

FIG5 BEARING REPLACEMENT-—
BOTTOM FEED ROLLES
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14) Using a suitable driver tap the roller
hearing out of the rear of the swing (1)
taking cars not o damagd the bores.

15) The ‘inner rings’ (20} are hardened
and should not normally need
chaiging.

Preparation Prior To Re-assembly

Ensure all bores and shafts are clean and free
from burrs. The rear roller bearing is "sealed
for life’ and does not need charging with
grease. )

Before fitting the new needle roller bearing
(18) the protective Iubricanl rmust be
meticulously removed with petroleum spirit,
triethamolantine or other volatile solvent.

In order to prevent the moving parts from
being damaged by drying out due to over
cleaning, add a small amoun! of the bearing
lubricant to the cleaning agent at the second
hath. The film of grease which remains afier
the solvent has evaporated will provide
protaction tor the bearing untll charged with

jubricant Q
The new needle bearing should be char @

with 'Kluber lubricant, type 'Isoflex' NB
is important that the comrect amount o
is applied, preferably using the fo

G (weight in grams} = d x B
d= Bore of bearing in mm
B= Width in mm

This is approximat uﬁ@m to fill one third

of the bearing vol
To Assemble a Feed Roll Swing

16) Assembly is the reversal of the
dismantting procedure although a few
points shouid be noted:-

a) When fitting new bearings use ‘Loctite
641" on the outer cage (fixture time 5 sec,
full cure 3-6 hours).

b) Ensure bearings ‘butt up' ¢ housing
shouiders.

¢} Do not re-use seal {16) always reptace
with new. The open face of the seal
should face the dust cap.

www.DaltonsWadkin.com
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ILLUSTRATED PARTS LIST

CONTENTS

BOTTOM INFEED ROLLERS

TOP INFEED ROLLERS

PNEUMATIC "SKID" TYPE SIDE PRESSURE

SIDE ROLLER PRESSURE

'SKID" TYPE SIDE PRESSURE - SPRING OPERATED @
O

L
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9,29,30,31 21,2223

2728 225 26 24 2728

FIG 1 BOTTOM INFEED ROLLERS

5-10
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Ref No
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HEAVY DUTY PUSH FEED MODULE

BOTTOM INFEED ROLLERS

Doscription

Swing bracket

Feed roil swing - left hand

Feed roll swing- right hand

Feed rolls - chromed

Spacing collar

'C' washer

Plvat shalt for swing

Dust cap

Stop bar

Key 10mm x 8mm x 170mm long

Feed roll shait

Hexagon head seiscraw M12 x 28mm long
Hexagon socket capscrew M3 x 8mm-long

Seal'INA' G485 x 56 x 4 @
Inner race 'INA' IR 40 x 45 x 17

Inner race 'INA' IR 40 x 45 x 20 O
Needie bearing ‘INA* NK46/20:

Hexagon socket counter sunk screw M4 x 16mm long 0

External circlip 40mm dia. .
Plain washer M12 \Q
Bearing 'SKF 6006-2RS \&
Internal circlip 58mm dia. 6
Externatcirclip 30mm dia.

Kay 8mm x 7mm % 38mm

Bronze bush 35mm O/D x 30mm /D x tde

Hexagon socket grubseraw M10 x 16 ng

Locknut M10

Hexagon head selscrew M10 x ng
Hexagon head setscrew M10 m long

Plain washer V10 \
Spring washer M10
Cylindar ‘Parker SEB, RCE3

{complete with pi

No Ofi.

MMM LEN LGSR NNODONNGNMNMNONEGENIOR M) PN G - -t ot

www.DaltonsWadkin.com
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FIG 2 TOP INFEED ROLLERS
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2. TOP INFEED ROLLERS

Ref Mo,

COND OV S o~

Dascription

Swing bracket (=0 S3972

Feed roli swing - left hand

Feed roll swing- tight hand

Feed rolls - polyurethane

Mounting for tap feedroll cylinders

'C’ washer

Pivot shaft for swing

Dust cap

Spacers for feed rolls (specify width)

Key 10mm x Bmm x 170mm long

Feed roll shait

Hexagon head seiscrew M12 x 25mm long
Hexagon socket capscrew M3 x 8mm long
Seal'INA' G465 x 55 x 4

inner race 'INA' IR 40.x 45 x 17

Inner race 'INA' IR 40 x 45 % 20

Needte bearing. INA' NK45/20

Hexagon sackat counter sunk scrow M4 x 18mm long

External circlip: 40mm.dia.

Plaim washer M12

Bearing 'SKF 6006-2RS

Internal girelip S5mm- dia.

External cirlip 30mm dia.

Key 8mm x 7mim x 36mm long
Bronze bush 35mm O/D x 30mm YD.
Hexagon socket grubscrew M10-x-1

n
Hexagon head setscrew M0 x 2 ng

Plain washer M10

Hexagon socket grub scr ms mfong
Cylinder'Parker 5EE3

{complste with pivat pi and clips)

@“’0
&

oo((\

No Off.

A oed 2R O b oaa s

RN BB NRONOMNNMEROMNMODGMNNR

Q0
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8,12,17

3910 2,15 11,14 \6

FiG3 PNEUMATIC 'SKID' TYPE SIDE PRESSURE

514
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3. PNEUMATIC 'SKID' TYPE SIDE PRESSURE

Ref No. Descriptlon

1. Bracket

2. Support for bracket

3. Tenon for support

4, Plunger

5. Sleave

6. Clamping washer

7. Skid link

8. Pivel fink

g. Tension pin dia. 8mm x 24mm fong

10. Hexagon socket counter sunk setscrew M8 x 16mm long

11. Locking handle M12 (female) )

12, Bronze bush O/D 25mm X 1/D 20mm x 15mm

13. ‘Festo' single acting cylinder ref ESW-32-50P

14, Stud M12 x 50mm.long @
15. Hexagon socket capscrew M10 x 30mim long

16. Plain dowe! dia. 12mm x 40mm long O

17. Taper pin 0

No Off.

ok PY b ad e A DD il ad o el b ek a2

www.DaltonsWadkin.com
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71819
o 1817 A% SR
1 9 I @
<* —
_. 5 st
v

41415

F16 4 SIDE ROLLER PRESSURE

5-18

www.DaltonsWadkin.com



www.DaltonsWadkin.com

Wadkin

HEAVY DUTY PUS! I FEED MODULE

4, SIDE ROLLER PRESSURE

Ref No Description No Off.
1. Side pressure bracket 1
2, Block for pressure brackat 1
3. Support Jor pressure bracket 1
4, Check strip 1
5, Rolter 1
6. Clamping washer 1
7. Sliding shatt 9
8. Roller pin 1
9. Compression spring 70mm free length,12 coils,O/D 23.35mm, D 17.46mm,

2.9mm wire thinckness 1
10. External circlip 20mm 1
1. Bearing 'SKF 6004-2RS 1
12, Black nylon plug 1
13. Hexagon sealket capacrew M10 x 30mm long @ 2
14. Hexagon socket counter sunk screw M8 x 20mm long 2
15. Tension pin-dia. 8mm x 20mm long O 2
16. Tension pin dia. 8mm x 24mm long a
17. Tension pin dia, 4mm x 26mm long. 2
18. Tension pin dia. 8mm x 30mm long: . Q ¢ 1
18, Tensicn pin dia. Smm x 30mm long \ 1
20, Hexagomn socket counter sunk screw M6 x g 2
21. Locking handle M12 {female). @" 1
22, Stud M12 x 65mm long @ 1

Q
517
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Ref No.

DO O A W0

v
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HEAVY DUTY PUSH FEED MODULE

'SKID' TYPE SIDE PRESSURE - SPHING OPERATED

Pescription

Bracket

Support for bracket

Tanon for support

Plunger

Tensgion screw

Clamping washer

Skid link

Pivot link

Tension pin dia, 8mm x 24mm long

Hexagon socket counter sunk selscrew M8 x 16mm long
Locking handle M12 (fernale)

Bronze bush O/D 25mm x 1/D 20mm x 15mm
Compression spring 187, 3mm free length, /D 24, 6 mm
31 cails

Stud M12 x 50mm long 0
Hexagon socket capscrew M10 x 30mm long
Plain dowel dia. 12mm x 40mm long N Q’

Taper pin l

@7'3%11,
O

No Off.

al —d P A =k ek ol ok L b

b A} s =
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SECTION 6 BOTTOM HEAD MODULE

General (Fig 1)

This unit comprises of a cutlerblock spindle,
belt driven from a horizontally mounted motor
at the rear of the module.

Timber passage over the module is via shaft

mounted top through feed rollers leading and

traiing the cutterbleck and an opposed top
ralterdrontom roller combinaron at e outleed
end of the unit. All rolters are driven at the
back of the module through 'Siti’ gearboxes
{see chapter - Gearboxes and Drive Shafts).

Due to modern machining techniques
movement In the horizontal {lateral) plane is
seldomn i ever required. When fitted
moverment in this directlon is factory set to give
approximately 12mm adjustment backwards:
from the datum face of the fence when it is set
at zarn.

¥ it should be necessary to obtain further
lateral movement when at the maximum
rearward position, it may be obtained in the
following manner:-

Isolate power supply at mains or by using
master stop.

FIG1 HORIZONTAL HEAD
ADJUSTMENT

Remove the pulley guard and release the belt
tension {refer to Mainenance - Vee Belt Drive
Tensioning). Move the belts onto the next
vacant pulley groove fo bring them back into
fine and then.re-tension-the bels.

Loeking coliars: prevent the: spindle movement
exveeding the original factory set boundaries
and therefore if the belts are repositionad, then
the rear stop (1) must also be reset.

This may be done by slackening off the grub
screw (2), moving the collar back a further
12mm and then relightening the grubscrew
{2).

Botom Head Venric d Horlzontal
Adjustment (Fig 2, Fig
Spindie: adiuatmc\where provided may be

adjusted withimits, limits in both planes from
dule.

erblock Height

@ Isolate power supply at mains or by
using master stop.

2) Removefraise. guards to allow clear
access to bedplates and cutterblock,

3) Ensuring bedplates are clean placs a
straight edge {1} on the oulfeed table
of the module projecting over the
bottom herizonial cutterblock.

If set correct the blades should just
touch the underside of the straight
edge. Adjust cutterblock height if

necessary.
Vertical Adjustment
4) lsolate power supply at mains or at

master stop if not already isolated.

www.DaltonsWadkin.com
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BOTTOM HEAD MODULE

Release outboard housing lqcking
handles (2). -

FIG 2 SETTING CUTTERBLOCK

set the blades of the edge reference
- cuter approximately 0.76mm behind
datum fence line.

6)

7)

Using supplied winding handle rotate
adjusting screw (3) clockwise fo raise
the spindle of anii-clockwise to-lower,

and engage power i no f

O

% BOTTOM HEAD ADJUSTMENTS

close pressure release valve (5).
Pressurise bearing o 300 bar by

When the correct height has bee®
achieved tighten locking handles (% 11) Retasten spindle barrel lock (4) and

adjustmenls are necessary. O

\

Horizontal Adiustments {if ﬁtfed)%

8)

9

10)

Ensure power ig d at maing or
at master stop, ,Remove conical

Befor aking any lateral
adju%&%ts, the hexagon spindie
barmel lock (4) situated behind the
fence must be released ang the
outboard bearing (9} depressurised by
turning the pressure release valve (5)
one quarter lum anti-clockwise using a
amm Allen key,

Position cutterblock as required using
adjusting scraw (8). If edge reference
is fiited a straight edge (6) should be
placed along the maln fixed fence w0

application of hydraulic pressura 10 the
nipple (7) in the recess on the face of
the outboard (8). Replace outboard
aover and cngage pewer if no further
adjustmenis are required.

Adjustment tc Top and Botiom Through
Feed Roliers

For information relating to adjustmeni,
maintenance and parts vefer to chapter -
Driven Bed and Top Through Feed Rollers.

Adjustment of Side Pressure after Botlom
Head {Fig 4)

The 'skid' type side pressure is only fitted
when the botiomn module is followed by a Top
or Top/Bottem Head Module. The side
pressure mounting, fixed to the bedplate,
carries a tenon which guides the pressure
tangential to the timber.

www.DaltonsWadkin.com
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1) Belease locking handle (1) and adjust
the side pressure to suit timber width.

2 When set re-tighten handle

R $
FIG 4 SIDE PRESSURE AFTER (b
BOTTOM HEAD 99

3 Tuming screw (2) n & cl%
direction increases the spn‘n% on
and stiffens tha 'skid' m

Tuming the screw | anti-clockwise
direction has an ite effact.

" QD
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MOUNTING THE CUTTERBLOCKS
General

The XJS machine can be fitted with plain bore
or Hydrogrip (hydraulic pressure) cutterblocks.
Hydrogrip cutterbiocks are used to provide an
improved surface finish: and atlow higher {eed
spaeds to be used. The method of fitting the
two types differs.

When changing cutterblock, be awars that the
spindles for plain bore blocks have right or left
hand threads, dependent on spindie location,
and tighten accordingly.

The Hydrogrip blocks are not scraw fitting and
require to be presswrised in position on the
gpindic. To protact the Hydrogrip cutierblock
and the machine spindle I the event of
hydrautic failure, it Is necessary for safety drive
collars.ie be used.

The consequence of not using the safely drive
collars wlll result in the cutterblock seizing on
the machine spindle in the event of gither; the
operator neglecing 0. pressurise  the
cutterblock and then running the spindle, or
the Hydrogrip cutterblock sleeve losing
pressure.

If a seizure ooeurs, the spindle and cutterblock Q

must be returned to Wacdkin for repair.
appropriate charge will be made for
service.

Two types of safety collar are ese
ara a threaded safety collar; fory hen full
length tooling is in'use on the macifie spindle.
A plain safety collar; for ”%&“ short length
tocling is used of the m spindle.

Quthoard bean‘ngs@f' ed o the horizontal
spincies to give™greater rigidily to the
cutiorblock; these suppert each spindle ai lts
culer posiilon.

The outhoard hearing support bracket on the
hollom heads is attached and focked to the
support plate manuaily.

The outboard bearings must be depressurised
holore removal or making lateral (horizontal)
adjustments to the bottom heads.

To Change Cutterblock (Fig 1, Fig 2, Fig 3}

The method of changing cutterblocks depends
on the type fitted and it will be first necessary
to: remove any outboard bearing, locking
collar, spindle: nut, and spacers fitted, as
applicable.  lsclate machine from power
source,

1) Remove the conlcal shaped oulboard
hearing cover.

2) Depressurise the outhgard bearing (B)
by turning the: pre&elease vaive
{4) one quarter G m using & 3mm
Aller Key.

3) Slacker{othtfie two 12mm collar nuts
1 Poaptive 'C' washers (2) clear

move outboard bearing housing

@ This housing is spigoted and must he
6 pulied off paralis! to-the spindle.

FIG1 BOTTOM HEAD QUTBOARD
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4)

Remove cutterblock off spindle.

Cautlon When handling cuﬂerblbcks' carg
should be taken to avoid injury on knife

blades.

The method of removal varies

depending on the type of block.

a)

Noie:

B)

Plain bore cutterblock.

Unscrew the cutterblock nul from the
spindle wilh the spanner/s provided.
Can be right or left-hand thread (see
Gieneral},

Place the spanner/s on the hexagon of
the epindls and the two flat faces of
the.culterblock locknud, or;

Hold the sparnner (top) securing the
spindle firmly in pasition and unscrew
the cotterblock locknut from  the
spindle with the bottom spanner.

Remove cutterblock.

‘e
DO NOT use any form of percussi $

tool ar damage to spindie bea
can result. DO ‘NOT use a_| r

gxignsion Sparuer, \
Hydrogrip cutterblg, x@a:‘n Collar

Untightening the capstrew in the collar
using an @ key, releases the

collars grl e spindle allowing it 1o

be@.

LOCKING

FIG2 SAFETY COLLARS

SCREWS

Note:

On reassembly ensure the collar is
fited with its localing pins iacing
cutterblock.

Deprassurise the hydrogrip cutterblock
by turning the pressure release screw
(5}, located in a recess on the barrel of
the cutterblock one quarer wm o
release, using a 3mm A/F hexagon
key.

Slide the cutterblock from the apindlo.

3 HYDROGRIP CUTTERBLOCK

<)

Note:

Always |eave the pressure release
screw (B) undone when the
cutterblock Is not in use to avoid
distortion to the cutterblock dug to the
variation iy raoom temperatures.

Hydrogrip cutterblock with threaded
collar,

Release the capscrew in the safely
collar using an Allen Key. Unscrew
the fwo knuried headed pins until the
collar is free to unscrew.

On assembly this collar must be
screwed finger tight against the
pressurised block and then if needed
unscrewed until the pins line up with
corresponding cuttsrbiock holes.

Depressurise the hydrogrip cutterblock
by {urning the pressure release screw

6-6
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{8), located in & recess on the barrel of
the cutterblock one quarter iurn to
release, using a 3mm A/F hexagon
key.

Slide the cutterblock from the spindle.

Always leave the pressure releass
screw (8) undone when the
cutterblock I8 not in use to avoid
distortion to the cuflerblock due to the
variation in room temperatures.

Before replacing cutterblock ensure
spindte, spindle shoulder, shoulders of
cutterblock and bores are all clean.

Carefully place fhe cutterbiock on the @

spindie. On the Hydrogrip blocks

tighten pressure release screw (5), 0
and pressurise the cuiterblock by .
applying hydraufic pressure lo the ’\Q

pressure nipple (6) located in a recess E$

ivcated on the barrel of the block (see

fig 3). (b,

Fit safety collars andfor spacers as
applicable. On the plain bore

cutterblocks, tighten the block to theo

spindfe with the spanner/s prov:deK'

Replace bearing housi L
retightsn cap,m, o w * NB. before pressurising the outhoard

callar nuts ; DFESSUW bearing, set the bearing in the mid
release vaive ( pressurise

bearing to 300 4350 p.s.i) by posgition of its axial adjustment,
application o ulic pressure to the

nipple (1) recess on the face of to allow for final sefting of the

e BeAN0: See NE. cutter block

Rotate spindle slowly by hand fo
check knives are clear off chipbreaker
etc. Replace cover, engage power
and start head for a short period of
fime to ensure smooth rotation withou!
vibration.

www.DaltonsWadkin.com
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MAINTENANCE
Routine Maintenance
screw. {1}. Grease lraverse screw usihg
Caution: Before proceeding with zny Wadkin LG grease.

maintenance ensure power is off at mains or
at master stop.

Weekly

it is recommended thal the maching be
cleaned thoroughly once a week, especially
when working on hardwood or highly resinous
material, to prevent choking of ventilator
airways and build up of deposits on working
pars.

Clean all spindles regularly and remove all
remalns of resin and grease. Do the same
with the cutterblock collars and machine
tables.

Check 1hat all machine parts slide, or rotate
freely. Lightly lubricate as diracted, do not
ovar-tubricate.

if claaning with compressed alr, take carg not
to direct tha jet onto the spindle bearing
housings, moving shafs, etc., and avold
forcing dust and debris into bearings and
housings.

Centralised lubrication points at the fro cbgd
maching allows. for oifing of the botto
slideway as part of an overall oilin ‘%ﬂ .
The slideways should be oilﬁ weekly
intervals and then adjusted {| i

positions o ensure even
pravent dense sawrus

‘Wadkin' grade ‘4" oi
Approved lubricar!s)

Three Monthly {Fig 1}

article build up.
uld be used (see

Etectric drive motors have ‘'sealed for life’
bearings and are maintenance free. However
the fan cowl should be removed at Intervals
and the fan checked for damage, excessive
end float, signs of overheating, etc. If the cowl
itself is damaged it should be replaced,

Remove drive belt cover at rear of module and
clean the spindle barrel lateral adjustment

With the: cover off, the spindle drive belis ang
tension can be checked, The belts (2} should
be capable of being. deprassed approximataly
1 1/2 to 2cm-per metre of span, by application
of average thumb pressure of 2.2 - 3.2 kgf (5-7
ibf).

N

FIG 1

TRAYERSE SCREW
LUBRICATION AND

DRIVE BELT TENSION

Aetension if required and rafit cover,

Ves Belt Drive Tenstoning {Flg 2)

It is important that drive belts are correctly set
as insufficlent tension causes sfipping and

premature. belt wear. The method of
adjustment is as [uliows.

1) isolate power at master stop or mains.

2) Femove cover to expose spindle
pulley and belts (Fig 1).

www.DaltonsWadkin.com
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3) Slacken off motor mournting plate bolts
(1).

% /1

J A
2\..____':"

3

‘Ii L __JQ
ll:lu 3

FIG 2 VEE-BELT DRIVE TENSIQN@

\@ Data).
5)

&\,U
4) Tension belt by @‘mg the top
locknut (2} an ng the bottom
lociut (3} (n . anti-clockwise
direction. $

5) Whe ionad fock .up-both nuts (2
a nd motor mounting bolts (7).
Refit cover and ehgage power,

There may be occasions where the tensioning
arrangement does not follow that described.
However, all beit drive adjusiment follows the
same general principle: This involves moving
the drive pulley centres or motar platform, thus
taking up any slack in the belt drive. The
mothod used will normally be self evidant,
Always refighten any securing fealures fitted.

if one or more of the vee-bells becomes faulty
it will usually be necessary lu replace as a

complete sel. (See Replacing Prive Beits.)
it is impossible to obtaih 3 correctly {ensioned
drive, with ali beits taking an equai share of
the load, by mixing old and new, or different
belts,

Replacing Drive Belts (Fig 2)

Drive belts must be replaced as & set 1o obtain
correct drive periormance.

1) {solate power at master stop or maings.

2) Remove Cover.

3} Religve tension on balts by reducing
drive cenire slacken off the four

motor m bolts (1), the locknut
(3) ang:é:} the motor by rotating nut
{2) in'a clockwise direction.
*
4} ve old drive belts and fit a new

set of helts of the same size, type and
reference (see Motor and Drive Belt

Retension the new helt set (see Vee
Belt Fensioning).

Note: it may at times be necessary 1o
remove a drive puliey. The fitied
motor shaft pulleys are fitted with
Taper-lock bushes (see fig 4y,
culterblock spindles are litted with
patailel keys. (See Remove and
Rofit-Driva Pulisys).

Remove and Refit-of Drive Pulleys {Fig 3}

To remove a Taper-Lock bush pulley:

1) Stackan off all screws (1) severat turns
using a hexagonal key. Remove one
or two screws according to number of
jacking holes (2).

2) Inserl screws in jacking holes after
oiling thread and point of grub screws,
or thread and head of cap screws, as
applicable.

6-10
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FIG3 REMQVING A TAPER-LOCK BUSH

3) Tighten screws {1} alternatively urdil
bush {3} is loosened in Puliey hub and
assembly is free on shafl.

4) Remova pulley assembly from shaft.

To refit a Taper-Lock bush pulfey:

completely clean and free from oll or

5) Afterthe drive has\geen renning under
load for & sho e, stop and check
fightness rews. Tighterr i

needeﬂo .

>
8} \ \y screw holes 'witht grease 1o
e dirt.

1 Ensure that mating taper surfaces are $ % Outboard Bearing (Fig 4)
i

dirt. Insert bush in hub and line up q

screw holes.

2) il thread and point of grub sc Q\?
thread and head of cap scrm‘%a g
screws (1) loosely in thy, les in
hub of pufley.

3) Clean shait, fit
snatt as a unl
fitting; the will nip the shaft first,
then hub wi

Note: It is necessary fo axially align drive
and driven pulleys.

4) Using a hexagon key, alternatively
tighten screws (1), until all screws are
pulled up securely. Use a short langth
of pipe on key 1o Increase leverage.

must be carried out in a clean and dry
nvironment, Failure {o do so could resuilt in
premature: baaring failure.

Preparation Prior to Fitting Bearings

Before. fitting: a new bearing, the protection
lubricant must be meticulously removed with
petroleurn spirt, tristhameolamine, or other
volatile solvent.

In order to-.prevent. the moving pars from
being damaged by drylng out due to over
cleaning, add a small amount of the bearing
fubricant ta the cleaning agent.at the second
bath. The film of grease which remains afier
the solvent has evaporated will provide
protection for the bearing until charged with
lubrigant.

www.DaltonsWadkin.com
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The new bearings should be charged with
‘Kluber' jubricant, tvpe ‘'isoflex’ NBU 15. H is
important that the correct amount of grease is
applied, preferably using the formula:

G (weight in grams) = d x Bx 0.01
d = bore of bearing in mm
B = width inmm

This is approximately sufficient to fill cne third
of the bearing volume.

Changing Outboard Bearing

1) lsolato power at master atop or at
mains.
2) Remove conical shaped outhoard

bearing cover.

3) Depressusise and remove outboard
bearing as described previously in
'‘Changing Cutterblock/Saws'.

)

4) Remove bearing locknut (2), un-screw
hexagon socket capscrews {(10) and
remove the protective ring (1), it Is not
necessary o remove the grease
nipple {8) or the pressure release
valve {8}.

5) Remove the end cap for the outboard
bearing housing {5} by removing 4-off
hexagon socket capscrews (11).

&) Wwithdraw the E1P sieeve {12}, the
bearing spacer {3) and the spring disc

{4). The bearing (6} should be
withdrawn wit slegve, unless lhe

failure of { ing (6) has caused it

to seiz e housing (7). K the
hearing\is tuck inthe housing remove

Jt @ bearing puller on the bearing

. Take care not to damage the

%Usmﬂ 7).
O

10 8

FIG 4 QUTBOARD BEARING - BOTTOM HEAD
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8}

9)

BOTTOM HEAD MODULE

Aftar preparation, (see proparation
prior to fitting bearing) {it new bearing
{6) o ETP slegve (12} ensuring that
the bearing spacer (3) and the disc
spring (4) have also been fitted.

Use only sufficient pressure o it
bearings, applying pressure to ihe
inner ring only. Ensure that bearing
ring fits up to location.

Lubricate bearing (see preparation).

Reassemble unit by reversing stages
3),2),1} ensuring that the labrinyth
seals in \he oulbhoard hearing end
caps (5) arae refillad with grease.

Care must be taken when [illing
hearing locknut {2} not to overtighten.
A small amount of engineering

MNofe;

10)

11}

12)

adnesive {Loctite grade 241) should
be applied to the thread of the bearing
locknut (2).

The bonding adhesive from the
previous assembly may be left as a
powder and. rmust be removed belore
applying further adhesive.

Check that oufboard assembly runs
freely when turned by hand.

Re-position bearing housing, secore

and re-pressurise as described in

'‘Changing Cutlerblock Saws'

Replace outheoard cdvew and engage
power. O

www.DaltonsWadkin.com
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BOTTOM HEAD MODULE

ILLUSTRATED PARTS LIST
CONTENTS

1. Bottom Head Axizl Adjustment

2. Boftom Head Rise and Fall Adjustment

3. Pneumatic 'Skid' Type Side Pressure

4, Spring Operated *Skid' Type Side Pressure

5. Bottom Head Outhoard Bearing

IMPORTANT: WHEN ORDERING SPARES ALWAYS QUOTE @
MODEL AND MACHINE NUMBER. O

www.DaltonsWadkin.com
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BOTTOM HEAD MODULE

1. BOTTOM HEAD AXIAL ADJUSTMENT

Ref No Description Mo OFf.
1. Botftom head vertical slide 4
2. Stretcher for bottormn head 1
3. Front plate 1
4, Axial adjustment shafi 1
5. Clamping washer 2
8. Bearing bracket ]
7. Chain sprockel 2
8. Nut for bottom head rise and fail 1
8. Locking pad for slide 1
10. Shafl for boltom head clamping 1
11. Sprocket shaft for axial adjustment 1
12. Barrel clamping nut for axial adjustment 1
13. Square end shaft extension 1
14, Brackst for axial shaft bearings ]
15, No 1 Taperpin 1 @
18. Hexagon socket cap screw MB x 25mm long
17. Plain washer M8 @
18. Bush 25mm /D x 20mim ¥D x 15mm long Cy
19, Hexagon socket cap screw M10 x 25mm long s 4
20. Dowel 8mm diameter x 40mm long ¢ Q 2
21. Tension pin 8mmidiameter x 35mm long @ 2
22, Bush 258mm QA x 20mm VD x 20mm long 2
23. Taper pin No 4 6 2
24. 'INA* Thrust bearing AXK - 2542 % 2
25, 'INA' Thrust washer AS 2542 4
28. Motch nut M24 x 1.6mm pitch 2
27. Chain connecting fink No 26 6 1
28. ‘Reynold' chain 1/2" pitch x 3% pl@i 1
25. Threaded collar M20 trapezo 1
80. Hexagon sackel grubscr mim long 1
3. ‘Sike' position mdlcator 1
3z, Locking handle 2
33. Hexagon soc!cet@ 10 x 30mm long 4
{stretcher to side t hg)

§
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BOTTOM HEAD MODULE

FIG 2 BOTTOM HEAD RISE AND FALL
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BOTTOM HEAD MODULE

2. BOTTOM HEAD - RISE AND FALL ADJUSTMENT

Ref No.

CEeNAO kWD~

Descriptinn

Bevel box for bottom head adjustment
Bracket for cross shaft bearing
Cross shatt for bottom head rise and fall
Syuare end shaft extension
End cap for rise and fall bevel box
Screw for bottom head rise and fall
Bevel gear lor rfse and fal]
Bevel gear for rise and fall
Cover for bavel box
Sealing ring
Key 8mm X 7mm x 20mm
YNA’ Shaft washer WS 81105
NA’ Thrust washer AS 2542
"INA' Thrust bearing AXK 2542
Plain washer M6
Hexagen lock nut M16
Taper pin
Siko position indicator 08011 2mm
Key 5mm x 5mm x 20mm
Collar dia 20mm bere
Hexagon socket grubscrew M6 x 6mm icng
'INA' Thrust washer AS 2035
INA" Thrust bearsing AXK 2035
External circlip dia. 16mm %
Pan head screw M4 x 10mm long
Hoxagon ecckat capserew M6 x 20mm\$
Bush 25mm O/D x 20mm /D x 25m
Bush 30mm O/D x 25mm /D x
bush 25mm O/D x 20mm VD x @
m long

Hexagon socket capscrow,

%

%
Q

N RO PR L Y

Mo Off.

PR S B (U T 1 R QU R W AP RV T RIS

%

—y
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8,12,17

39,10 215 1,14 \6

FIG 3 PNEUMATIC 'SKID' TYPE SIDE PRESSURE
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BOTTOM HEAD MODULE

3. PNEUMATIC 'SKID' TYPE SIDE PRESSURE
Raf No. Dosgcription ' Mo Ofr,

Bracket

Support for bracket

Tenon for support

Plunger

Sleeve

Clamping washer

Skid ik

Pivot link

Tension pin dia. 8Bmm x 24mm long

Hexagon socket countar sunk setscrew M8.x T6mm long
Locking handie M12 (femalg}

Bronze bush O/D 25mm x KB 20mm x 15mm
‘Fasto’ single acting cylinder ref ESW-32-50P

Stud M12 x 50mm long
Hexagon socket capscrew M10 X 30mm long

LCONOO AN S

F L T e A s B & T R e e T e

Ptain dowel dia. 12mm x 40mm long

Taper pin ' 0

b b ok ek ek = el ok
NeoakOMN~O

G-21
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FIG &

'SKID' TYPE SIDE PRESSURE — SPRING OPERATED

6-22
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4, 'SKID’ TYPE SIDE PRESSURE - SPRING QPERATED

Ref No. Dascription No Off.
1. Bracket 1
2. Support for bracket 1
3. Tenon for support 1
4. Plunger 1
5. Tenslon screw 1
6. Clamping washer 1
7. Skia Hnk 1
8. Pivot link 1
8. Tansion pin dia. 8mm x 24mm long 2
14, Hexagon socket counter sunk setscrew M8 x 16mm long 2
11 Locking handle M12 (female) 1
12, Bronze bush O/0 25mm x [/0 20mm x 15mm 1
13. Compression spring 187.3mm free length,
Q/D 24.6mm, /D 17.3mm, 31 coils 1
14, Stud M12 x 50mm long. 1 @
14, Hexagon socket capscrew M10 x 30mm long b
16. Plain dowel dia. 12mm x 40mm long
17. Taper pin 0

6-23
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BOTTOM HEAD MODULE

5, OUTBOARD BEARING - BOTTOM HEADS

Ref No.

LRNoB RO

Deseription

Protective ring for hydrogrip sleeve

lockout for outboard bearing

Bearing spacer

Disc sprirg 98mm O/D % 70.5mim KD x 1mim
End cap for outboard bearing housing
‘RHMgrease packed bearing 6211-TB-EP7
Qutboard bearing housing

Drive key

Hexagon socket capscrew M3 x 12mm: lohg
Mexagon socket capscraw M5 x 12mm-fong
Hexagon socket capscrew M& x 12mm onhg
ETP sleeve (less front plate}

Grease nipple literns only supplied

Prassure release valve 1 with ETF sleeve
Hand wheel M8 threaded

Coliar nut *WDS" 404-204 M12

Taper dowel dia. 12mim x 49mm long
Shoulder screw

‘¢ washer

Stud M12 x 70mm long

MNo Cf.

M =t = PR = o=k b o A e

www.DaltonsWadkin.com
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SECTION 7 STAGGERED SIDE HEADS

General

This is the standard side head module with a
500mm stagger between heads. Timber is
driven through by two iop through feed rolls
opposite the near side head followed by an
opposed top/bottom roller combination. St
gearboxes at the rear, transfer the drive from
the shafts to the feed rolls.

A gide pressure opposite the fence side head,
a top roller pressure for the fence side head
and a near side head guids all help ensure
timber is presented to the cutterbiocks
correctly.

Fence Side Head-(Fig 1, Fig 2)
1) Isolate power at mains or at master
stop.

Ensure that the machine bed is cleamn.

2) Set the fence guide (1) with a

b. Hotate the handscrew {5) clockwise to
advance the spindle or anti-clackwise
to retract the spindle.

C. Refasten the locking handle (4).

NOTE: Maximuen faleral adjustunent s 33mm.

3) Set the axial position (height) of the
cuitorblock (B) as follows:

a. Release the locking handle (4).

b. Release the spindi@p {7y and
adjust cutter hei rotaling the
handscrew (8} @ni*elackwise o lower
orciockwi&&‘ e the spindle.

L J
c. 3] a@hespindleclamp )

an the focking handle (4)

straightedge (2) against the fence
quide and cutters (3} in a similar
manner to that used for the First Q
Bottorn Head. |f necessary adjust heo

spindle laterally as foliows: \

FIG 2 HAND CONTROLS-
FENCE SIDE HEAD

FIG1 FENCE SIDE HEAD

a. Aelease the locking handie {4},

4) Set the sliding bedplate using
adjusting knob {3) to wilhin Smm of
the cutterblock.

www.DaltonsWadkin.com
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Wadkin

MNear Side Head (Fig 3, Fig 4)

1) Isolate power at mains or at master
siop.

Ensure that the machine bed is clean.

MINIMUM CUTTING
CiRCLE

MOULDING
CIRCLE

8 1&‘L_%L

\

L -
S
- & '

FIG3 NEARSIDE HEA@

G, Refasten locking handte (5)

d. Reset digital readout, (where fitted) to

the known dimension.

3} Set the axial position (height) of the

cutterblock (3) as tollows:

a. Release the locking handle (5)

FIG 4 HAND CONTROLS -
NEAR SIDE HEAD

NN

2) Check ital readout ({if fitted)
usiet atum blogk (1) of known
width inserted between the fence
guide (2) and culterblock (3) The
cutter blades should just touch the
near side of the daiem block.
necessary, reposition as follows:

a. Release locking handle {b)
b. HRotate handscrew (6) clockwise 1o

gdvance the spindle or anti-clockwise
to retract the spindle.

b. Release fhe spindie clamp (4) ard
adjust the cutier height by rotaling the
handscrew (7) anti clockwise to lower
the spindle or clockwise to raise the

spindle.
c. Refasten the spindle clamp {4)
d. Refastan locking handle {5}
4) Sel the sliding bedplate using

adjusting kneb {8) to within 5mm of
the cutterblock.

7-2
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Mear Side Hoad Chipbroaiker and Side
Pressure {Fig &, Fig.6)

The relationship belween the site pad
pressure and chipbreaker is factory pre-set but
may, if required, be adjusted by slackening off
loek nut (7} and turning stop screw (8) to
adjust chipbreaker arm.

The iension on the chipbreaker arm may be
varied by adjusting the screw (9) on the spring
loaded: standard version or by adjusting the
pressure regulator for the chipbreaker arm on
the pneumatic option.

(1) Set up as follows:

4. isolate power al mains or sl rsler
stop.
b. Remove dust/jointer hood {4)

c. Slacken fl the lwo lociing. nues (5)

d. With. & straightedge (1) placed along
the side pad pressure (10} and side
guide {11} after the near side head,
position the whole radial chipbreaker
unit by iurping the hand wheal (2)
such. that the: cufterblades just touch
the straightedge. With this set the
chipbreaker should be approximately
2mm. ngarer the fence than the side
guide.

2) Tighten up tocking nuts (5)

3 Slacken off the side pad pressure
locking. nut {3) and r on the pad
pressure laterall he nose is
approximately + from the
cutterblook. ep agt tighten nut {3)

*
>
4) Loage ?\Qtwo nuts {12) holding the
ch r {6) and reset this so that
e is approximately 20mm from
cutterblock,

Tighten up nuts {12)

NEAR SIDE HEAD — SIDE
PRESSURE AND CHIPBREAKER

FIG 5

FIG 68 NEAR SIDE HEAD
CHIPBREAKER ADJUSTMENT

Side Pressure Opposite Fence Side Head
{Fig 7}

The side pressure ailthough independenily
adjustable is mounted to the near side head
chipbreaker carier and thus once set

www.DaltonsWadkin.com
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maintains its relationship to the near side
head. Adjust the side pressure to exert a
moderate force on the timber as follows:-

1) Isolate power al mains or at master
stop

2) Slacken off the two locking nuts (2)

3} Using a rule or timber of ihe gorrect

width position side pressure (1)
4) Retighten nuts (2)

5} The tension on the skid may be vared
by adjusting screw (3} clockwise to
stiffen the skid movement on the
spring version. or by adjusting the air
pressurg regulator .on the pneumatic
aptional varsion.

FIG 7 TOP AND SIDE PRESSURES

|2

Top Roller Pressure - Fence Side Head
(Flg 7)

1} Isolate power at maing or at master
stop
2) Slacken screw {7) to position top roller

pressure unit laterally along the bed,
Retighten screw {7} when set.

3 Slacken screws (4 and 8} {0 adjust the
roller pressure (6) 1o suit limber width
and thickness. Refasten when set.

Adjusiment 10 Tops Bottom Through
Feed Holls

O

For informat relating to  adjustment
raintenaifce, and parts refer fo chapter -

Drigelbg Rolls and Top Through Rolls,

O
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MOUNTING THE CUTTERBLOCKS

Generat

The XJS machine can be fitted with plain bore
or Hydrogrip (hydraulic pressure) cufterblocks.
Hydrogrip cutterblocks are-used to provide an
improved surface finish and ailow higher feed
speeds to be used. The method of fitting the
two types differs.

When changing cutterblocks, be aware that
the spindles for plain bore blocks have right or
left hand threads, dependent on spindle
location, and tighten accordingly.

The spindies are threaded as follows:
Near Side Vertical spindle - left. handthread.

Fence Side Verfical spindie - right hand
thread.

The hydrogrip blocks are not screw fitting: and
retjuire to he pressurised in position on the
spindie, To protect the Hydrogrip culterblock
and the machine spindls in the event of
hydraulic fallure, itis necessary for safety diiv

collars te be used. &\

The consequence of not using the
colfars will result in the cutterblog
the machine spindle in the entvo
The operator neglecting assurisg  the
cutterblock and then @o the spindle. or

the Hydrogrip ¢ k sleeva losing
pressure.

If a sgizure ocours, the spindle and cutterblock
must be returned to Wadkin for repair. An
appropriate charge will be made for this
servics,

Two types of safely collar are used. These
are a threaded- safety collar; for use when full
length tovling is-in use o titre machine spindis,
A plain.safety collar; for use-when short length
toaling is used on the machine spindle.

To change cutterblocks on Fence and Near
Side Heads (Fig 1)

The method of changing cutterbiocks depends
onthe type fitted,

1} [solate- power at or ai master
stop
2} Remgv a¢s, quards and extraction

duct required to allow easy
d access fo cutterblock

move cutterblacks as follow taking

9\ e
$ suitable care whan handling:-

iain Bore Type

a. Unscraw 1he culterblogk nut trom e
spindle with the spanner/s provided,
Can be right or left thread (see
General)

b. Place the spannear/s on the hexagon of
the spindle and the two flat faces of
the cutterblock locknut, or;

C- Hold the spanner (lop) securing the
spindle firmly in position and unscrew
the cutterblock locknut drom  the
spindle with the bottom spanner.

NOTE: DO NOT use any form of peroussion
tool or damage to spindle bearings
can resull. DO NOT use a box or
extension spanner.

www.DaltonsWadkin.com
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Weadkin

Hydrogrip Type

a.

Relgase logking screw on salety collar
(fig 2) and remove from spindle,

FIG1 HYDROGRIP CUTTERBLOCK

8

Deprossurise tho hydrogrip cuttarblook
by turning the pressure release screw
{2}, located in & recess on the harrst of
the ecutierblock one quarter furn io
release, using a dmm A/F hexagon
key.

Slide the cutterblock from the spindl%
Always leave the pressure n
he

screw  (2) uhdone w t

cutterblogk is not in n&voiﬁ
cistortion o the culter %Te to the
variation in room 185,

To replace t@w of cutterblock:
Careful%m apindies, cutterblocks,
sp%ﬂ collars before fitting new
cu acks.

Carefully place the cutterblock on the
spindle.  Cn the hydrogrip blocks
tighten pressure release screw (2),
and pressurise the cutterblogk by
applying hydrauiic pressure fo the
pressure nipple (1) located in a recess

located an the bamel of the block {see
fig 1).

C.

Fit safety collar {(see fig 2) and lighten
seclring scrow.

On plain bore culterblocks. Tighten
the block to the spindle with the
spanner/s provided.

Turn the spindle slowly to ensure the
culterblock is free and replace covers,

guards, extraction ducts etc.

Operate the spindle for a short peried
to ensura it rotates frazly and without
vibration.

CAUTION
O

Take carc no@allow the outterblock to fall

onio th

cal%% damage to spindle bearings and
EET]

&1

dle shoulder while fitting. This

t vibsration.

@fety Coltars (fig 2)

Fitting procedure:

1)

a.

Threaded collar

Mount the culterblock ento the
machine sgpindle. Make sure the
cuterbioek s up 10 the shoulder on
the spindle.

Pressurise cutterblock to the correct
worlting pressure.

IUnscrew the ping in the threaded
safety collar to the fullest extent, using
the knurled heads.

Serew the collar onte the spindle,
finger tight, against the end face of the
cutterblock.

Reverse the collar on the threads,
sufficient to allow the pihs 10 be
brought into line with corresponding

7-6
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holes in the end face of the
cutierblock,

When in fine, screw the pins into
position, ocating into the holes of the
cutferblock.

LOCRING

FIG 2 SAFETY COLLARS

Tighten the capscrew in the collar,
using an Allen Key. This causes the
collar o grip the threads on the
spindle.

2)

o

o

The collar will now maintain the dive 6

to the cutterblock in the event &

depresaurisation.

>
Y

$$

To release; reverse the procedure.
Plain coliar

Mount the cutterbleck onto the
machine spindle, making sure it fits up
o the spindle shoulder. Pressurise
cutterblock to e correct working
pressure.

Slide the collar with its pins facing the
cutterblock along the maching spindie
up 10 the. cutterblock. lLocate the pins
in to the corresponding holes i the
biock.

Tighten up lhe cag we in the collar,
using an Alle This causes the
collar to grip ﬁayzpindle-.

*
>
The will friow maintain the drive
0 cuterblock in the event of
lepressurisation. :

o reiease; reverse the procedure.

www.DaltonsWadkin.com
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MAINTENANCE

Routine Maintenance

Before proceeding with any maintenance
ensure power is isolated at mains or at master
stop.

Weekly (Fig 1)

it 15 recormmended that the machine be
cleaned |horoughly once 2 week, especially
when working on hardwood or highly resinous
matenial, to prevent choking of ventilator
airwaye and builld-up of doposite on working
parts, Enswre sawdusi build-up at rear of
machine Is ¢lear of motors and beilts.

Glean all spindles regularly and remove all
remains of resim and grease. Do the same
with cutterblock collars and machine tables,
Check that all machine parts sfide, or rotate
freely.

Lightly lubricate as directed, do not over-
lubricate.

If cleaning with compressed air, take care %
4

to direct the jet onto lhe spindle
housings, moving shafts, ete.,

forcing dust and debris into Q@and

housings.

weekly using Wadkin gr 6 (see Approved
Lubricants). Gre:ﬁ gs for the slide way
are located unde the Near Side Head
chipbreaker carrier plate. After Jubrication the
Heads should be adjusted to their exiremes lo

gvenly distribute the grease and prevent
sawdustiresin buitd-up on the slideway.

N

FIGT E&EAQ LUBRICATION
@g gonrh[y (Fig 2)

!ectnc drive motors have sealed for life

bearings and are maintenance free. Foweaver

liie fan cowls showd be removed ar imervals
and the fans checked for damage, check for
excessive end -iloat, signs of overheating ete.
It a cowl itgelf i damaged it should be
replaced. Check tension and condition of
drive: belts. The belts should be capable of
heing depressed approximately 1 1/2 1o 2ern
per metre of span by application of average
thumb. pressure of 2.2 - 3.2 kgf {5-7 bf} |f
necessary retension (see vee Bell Drive
Tensloning). Unscrew the two nuts (1)
retaining the cover (2) over the bevel gears.ios
the motor rise and fall{near the side head
motors). Clean and regrease using Wadldn
grade 1.6, Replace and secure cover.

www.DaltonsWadkin.com
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FIG 2 BEVEL GEAR LUBRICATION

vee Beli Drive Tensioning (Fig 3}

Both fence and side head motors are mount

in the same way and adjustment to each
similar.

FIG 3 DRIVE BELT TENSIONING

O /P@

1) Slaclen oft the four moter clamping

bolis {1}

2} Tension the beits using an outward
force on the mator

3) Tighten motor clamping bolts
Repiacing Ver Beltg (Fig 3)

Drive helts must be replaced as a gat to obtain
correct drive’performange.

1} Relieve tensign -on the drive belts by
stackening off the four holts {1)

2} Slide the towards machine unitil
befts @ removed

3 . iNnew beilts (check size, type and
| rence)

Retension and sacure bolis.
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ILLUSTRATED PARTS LIST

CONTENTS

1. Fence side head carralge adjustments

2. Jpindle barrel locks for fence and near sude heads
3. Near side head carraige adjustments

4. Motor rise and fall for side. heads

5. ‘Skid' type side pressure — spring operated O
8. ‘Skid’ type side pressure pneumatrc 5)

37. Near side head ch;pbreaker M%%

IMPORTANT :- When o $gspares aiways quote madel and
mac mber

0
Q&‘
@“ o
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FIG 1

FENCE SIDE HEAD CARRIAGE ADJUSTMENTS
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STAGGERED SIDE HEAD MODBULE

1. FENCE SIDE HEAD CARRIAGE ARDJUSTMENTS

Ref No,

@B NDO s W

Ty
== O
-

AN R R R A A SR A R O R RO T S S R G G
SEO®NONRSINHODE NN FENPD RO BN ORON

Pescription

Fence side head carriage 105mm dig. barrel
Adjusting nut for spindle barrsi

Carriage extension

Horizontal adjustment screw

Nut tor horizontal adjustment screw

Collar

Square end shaft extension

IHorizontal adjustment shalfl-for spindle rise and-{al)
Bevel gear

Spectal washer

Spacer
Carrlage extension O

Bevel gear housing,
Adjusting screw for spindle rise and fall 0
Bevel gear housing cover . Qo

Grommet to suit 25mm hole, 20mnr shatt
‘Nadella' bearing sieove M 15 % 20 x
‘Nadella' thrust plate CP 32035

‘Nacdella’ bearing RAX 720

'Nadella' seal ET 2026
‘Nadelia’ bearing sleeve i@o X 16.4

Taper pir Nod x
INA' Shaft washer 4

'INA" Thrust bgawig K 2035
INA Thrust ;‘ ashay AS 2035
Bronze flanged Bsh 26mm O/, 20mm I/D, 20mr long
20 % 1.5p
indigator 0902 E (4mm)
*8i al indicator 0902 | {4mmy)
&r pinNo G
Koy 5mm x 5mm x 2mm long:
'‘Nadella' thrust plate CF 32542
'Nadella' thrust bearing AX 2542
‘Gaco' Lip seal SMIM 32427
Notched nut M24 x 1.5p
Hexagon socket capscrew M10 x 50mm long
Plain washer M10
Hexagon socket capscrew M10 x 35mm long
Hexagon socket capscrew M8 x 45mm long

Extension shaft for horizontal rise- and fall
Hexagon socket capserew M8 x 30mm iong a%

No. Off

www.DaltonsWadkin.com
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FENCE SIDE HEAD CARRIAGE ADJUSTMENTS

FIG 1
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1. FENCE SIDE HEAD CARRIAGE ADJUSTMENTS [CONT....)

Ref No.

42,
43.
44,
45,
48.

Description

Tension pin 6mm dia x 50mim long

Hexagon set screw M6 x 10mm long

Hexagon sockel grubscrew M6 X 6mm fong.
Hexagon socket countersunk screw MB x 16mm long
HMexagon sockat capscrew M8 x 40mm long

No Off.

A B S I AC T S
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FIG 2  SPINDLE BARREL LOCKS FOR FENCE AND NEAR SIDE HEADS
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STAGGERED SIDE HEAD MODULE

2. SPINDLE BARREL LOCKS FOR FENCE AND NEAR SIDE HEADS
Ref No. Description No.off

Shaif} for near side head barrel lock

Shaft for fence side head.barrel lock

Block for side head clamps

Bristol lock handle {male) M12 x 25
Hexagon socket capscrew MB x 40mmong
Hexagon lock nut M12 ‘

M oh W
G RN

717
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NEAR SIDE HEAD CARRIAGE ADJUSTMENTS

FIG 3
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STAGGERED-SIDE HEAD MODULE

3. NEAR SIDE HEAD CARRIAGE ADJUSTMENTS

Ref No.

e I I s R

Deseription No. off

Near side head carriage- 105mm dia barrel

Ad]usting nut for spmdle barcel - :

Carriage ex{enstont :

Horizontal ad;ustment screw

Nut for horizantal ad;ustrnent screw

Coliar ) LT

Square end shatt extensuon T e R

Horizontal ad;usiment shait forspmd%e nse anctfall

Bovel gear :

Special washer L

Spacer -

Carriage extension RS o
Bevel gear housing S @
Adjusting screw for Splndle rige: and fall o O
Bevel gear housmg GOVET 0
Extension shaft for horizontal rise and falt . Q‘
Hexagon socket capscrew- Mg'x 30mm long l\
Grommet to suit 25mm hole, 20mm- shart

‘Nadeila’ bearing s[eeve M1EX20x20 5

'Nadella’ thrust plate GP 32035 @

‘Nadelia’ bearing RAX 720:

‘Nadella’ sgal ET 2026

‘Nadella’ bearing sleeve IM 15&

Taper pin No 3

'INA' shalt washer WE%O

‘INA’ thrust bearing.

INA' thrust wagh 035

Bronza flanged B 26mim O/0; 20mirm l/D, Q.Omm Iong

‘Nadelia' thrust plate CP 32542

'Nadella' thrust bearing &X 2542

'Gaco' lip seal SMIM 32427

Notched nut M24 x 1.5p

Hexagon socket capscrew M10 x 50mm long
Piain washer M10

Hexagon socket capscrew M10 X 45mm long
Hexagon socket capscrew M3 x 45mm leng
Tension pin 6mim dia x 50mm long

T A T T TN 5 B . B SR E U I T+ R T o T e e B L, R L B A T A i A & e e e
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STAGGERED SIDE HEAD MODULE

3. NEAR SIDE HEAD CARRIAGE ADJUSTMENTS (CONT...)

Ref No.

43.
44,
45,
46.

Description

Hexagon set screw M6 x 10mm fong

Hexagon sockel grubscrew M6 x 6rmim long

Hexagorn socket screw countersunk screw M8 x 16mm long
Hexagoen socket capscrew M8 x 40mm long

No Off.

N o+ NN
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FIG 4 MOTOR RISE AND FALL FOR SIDE HEADS
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STAGGERED StLDE HEAD MODULE

4, MOTOR RISE AND FALL FOR SIDE HEADS

Ref No.

A A N

LT S S T o LI T I 5 O S S R JU " U S N Sy ..
LN AWN S OORNGO MO O

Description

Slideway for side head motor mounting
Bracket for mounting side head motors
Wear strip

Vertical adjustmant screw

Slide for mounting side head motor
Nut for slde head molor rise and fall
Bearing block

Cover for bevel gears

MNotched nut M24 % 1.5p

Spacer

‘Gace' lip seal SMIM 32427

‘Narlella' thrust piate CP 32542
‘Nadella' thrust bearing AX 2542

Self iocking nut M12

Bevel gear

Hexagon socket grubscrew M6 x emm long

"Nadella' bearing sleeve IM 15 x 20 % 20 \
‘Nadella' thrust plate CP 32035 6&

‘Nadella' bearing RAX 720

Hexagon head setscrew M12 x 35m

Spring washer M12

Hexagon socket capsctrew M& x ong
Tension pin dia 6mmx-50an

‘Nadella’ bearing sleeve lr\G 20x 20
‘Madella® seal ET 202 :
Key Smm x 5mm x long

Hexagon soc w M10 x 25mm long
Exlensmn sha crlzontal rise and fail

$$

N\

0

No off.

L 18 e B A T O A T T L T o O N N S S i T |
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11,14
16

5 3,9,10 2,15 & B.12,17

FIG 5 SKID" TYPE SIDE PRESSURE — SPRING OPERATED

7-24
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STAGGERED SIDE HEAD MODULE

5. 'SKID' TYPE SIDE PRESSURE - SPRING OPERATED

Ref Mo.

PR N AN

12,
13.

14,
15,
16,
17.

Descrintion

Bracket

Support for bracket

Tenon for support

Plunger

Tension screw

Clamping washer

Skid link

Pivot link

Tension pin dia. 8mm x 24mn lung
Hexagon socket cousiter sunk setscrew MB x

16mm long

Locking handle M12 {fomale) @
Bronze bush O/0 25mm x 1/D 20mm x 15mm O
Compression. spring. 187.3mm free length, 0

/D 24.6mm, 1/D 17.3mm, 31 coils .

Stud M12 x S0mm long. ¢ Q

Hexagon socket capscrew M10 x 30mm long %
Plain dowel dia. 12mm x 40mm long 6
Taper pin &

¥
>

$$

L 4

No Off.

[y+] P — =md wd 2 b omb od

o ) el et

www.DaltonsWadkin.com

7-25



9e-4

JHNSSIHd 3AIS 3dAL OIS, DILVWNENG 9 Ot

oL'6s

G’z

gy ¥l

www.DaltonsWadkin.com

www.DaltonsWadkin.com

Li'et'8

FMNACKW G¥IH 3AIS IHTDDVLS




I.Unki

www.DaltonsWadkin.com

STAGGERED SiDE HEAD MOOULE

5. . PNEUMATIC 'SKID' TYPE SIDE PRESSURE

Ref No.

SP@NEO A LN

12.
13.
14,
15.
16.
17.

Bescription

Bracket

Support for bracket

Tencn-lor suppoit

Plunger

Sleeve

Clamping washer

Skid link

Pivot link

Tension gin dia. Bmm x 24mm long.
Hexagon sockel counter sunk selscrew

M8 x 16mm long

Locking handie M12 {temale)

Bronze bush Q/D 25mm.x D 20/ x 15mir
‘Festo’ single acting.cylinder ref ESW-32-50F
Stug M2 x 50mmfong

Hexagon sockel capscraw M1Q % 30mm long
Plain dowet dia. 12mm x 40mm long

Taper pin E$

@’b
(\%

¥
>

$ .
$$

N\
90

www.DaltonsWadkin.com
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[LLUSTRATED PARTS LIST SECTION

37. NEAR SIDE HEAD CHIPBREAKER MK IO

Ref No. Description. No. off
1 Plate-for mounting sear side head: chipbreaker 1
2 Pad for near side head side gnide. 1
3 Block for mounting near side head chipbreaker 1
4 Arm for near side head chipbreaker 1
5 Hood for near side head 1
6 Latch for near side head chipbreakers 1
7 Block for remining near side head chipbreaker 1
8 Spring 1
9 Block for near side head adjustment

10 Clamyp for near side head adjustoent &
11 Bolt for near side head chipbreaker pivot 1
12 Nutfor near side head chipbreakerspring O 1
13 . Plunger 0 1
14 Guide for spring . Q . 3
15 Serew for side guide adjustment \ i
16 Stud for pivot bolt \& 1
17 Stud for block 6 1
18 Shoe for chipbreaker 1
19 , Nut M12 @@ 6
20 Plain washer M12 i
% SR Stud M12 x 55mm long 3
22 TNA' Thrust washer sS-3552 1
23 INA’ Thrust beagingh A XW - 30 2
24 TNA' Needie bearing HR 302() 1
25 ) TNA' Inner ging TR25 x 30-x 30 i
26 {BNA) Thrst Wwasher AS-3047 1
27 Noteh not 1
28 Te fin dia 8nun x 40mm Iong 1
29 $gbn socket cap screw M0 x 35mm long 1
30 fcoil insert M2 1
31 &‘ape: pin No. 1 i
32 Handwheel : 1
33 -Hexagon head setscrew M12 x 35mm long i
34 Locknut M2 1
35 Oilire busk z
36 Locking handle 3
37 Sind mi2 x 65mm long 2
38 Hexagon sockef capscrew M12 x 30mm long z
39 Stud M12 x 45mm Iong 2
40 Self locking aut M12 i

www.DaltonsWadkin.com
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SECTICON 8 CLOSE COUPLED STAGGERED SIDE HEADS

General

This optional side head module has the heads
staggered 80mm. The Gimber is driven
through by two top through feed rolls opposite
the near side head, followed by an opposed
top/botiom roller combination. *Siti' gearboxes
at the rear, ransfer the drive fram the shafis to
the feodrolls via a.cardan prop shaft.

Side pressures, side guides and top roller
pressures glf help ensure timber s presented
correctly 10 the cuterneads.

Fence Slde Head (Fig 1)

1) Isclate power al mains of &l master
stop.
Ensure machine bed is clear.

-

FIG 1 FENCE SIDE ADJUSTMENT
2) To adjust the spindle laterally proceed
as fellows:
a. Release the locking handle {1).
b. Rotate the handscrew (2) clockwise to

advance the spindle towards the fence
and anti-clockwise to retact ihe spindle
away from the fence.

c. When sef refasten focking handle (4],

3} Set the axial posilion {height) of (he
cuttarblock as follows:

a. Releuse the spindle barrel lock (3).

b. Turn the: handscrew (4) clockwise o
lower or anfi-clechwise [0 raise the
spindle.

c. Whan cet refasten lo ndies.

Near Side Head (Fig 2 O

Because of lhgmgioge distance (S0mm;
between the SM@ spindies: movament of
the near si ead’ also moves the hedplate
{between ijie Side hieads) at 459 degrees.

1) %izontal spindie adjustment.

voirh any damage to the tooling, horizontal

%tustm&nls should be carried oul in the
|

[owing order:

Near side head carriage out - adjust spindie
first then the side guide.

Near side head carriage in - adjust the side
guide (st Uten the spindle.

Refer to Sectlen 20 for side guide adjustrnent,

Ensure machine power is isolated belore
adjustments.

a. Slacken off the two locking handles

{1

b. With the machine bed clean piace a
biock of known width or & piece of
timber 1o 4 set size betwaen fence and
near side head cutter,

www.DaltonsWadkin.com
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CLOSE COUPLED STAGGERED SIDE HEADS

2}

Rotate the handscrew {2} clockwise {0 .

move the spindle Towards Tence and
anti-clockwise to retract it away from
the fence.

Adijust the cuiter until the knives are
just iouching fthe seliing piece.
Opering/ramaval of the lit on the near
side head hood will facilitate viewing.

By noting the reading on the siko
indicator {3) and adding or deducting
the difference between the block width
and the required but, a new siko
reading may be obtained.

remove the setting piece close/replace
hood lid and adjust o new reading.

Vertical spindle adjusimant.

Release the two spindle barrel locks
{4).

Turn handscrew (5) clockwise to rab%

and anti-clockwise to lower spindb

FIG2 NEAR SIDE HEAD ADJUSTMENT

Note:

Rotation of the handscrew also raises
and lowers the drive motor,

When set io the desired height
refasten barrel locks (4).

Adjustment to Top and Boftom Through
Faed Rolls

For

nformation  relating to  adjustment

maintenancs and parts vefer to section 'Drlven
Bed Holis and Top Through Roils'.

8-2
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CLOSE COUPLED STAGGERED :SIDE HEADS

MOUNTING THE CUTTERBEOCKS

Gerneral

The XJS machine can be fitted with plain bore
or Hydrogrip (hydraulic pressure) culterblocks.
Hydrogrip cutterblocks are used to provide an
improved surface finish and allow higher feed
speeds 1o be used. The methed of fining the
fwo types differs.

When changing cutterblocks, be aware that
the spindles for piain bore blocks have sight or
left hand threads, dependent on spindle
location, and tighten accordingly.

The spindles are threaded as follows:
Near Side Vertical spindle - left hand thread.

Fence Side Vertical spindle - right hand
thread.

The hydrogrip blocks are not screw fitting and
requirg 0 be pressurised in position on the
spindle. To protect the Hydrogrip cutterblock

and the machine spindle in the event D

hydraulic failure, it is necessary for safet

colars to be used. %
The consaquence of not veing th@ly drive

collars will result in the cuth cle seizing on
the machine spindle in t ent of either;
The operalor neglecli pressurise tha
cutterblock and th ning. the spindle, or
the Hydrogrip cu lock sleeve lasing
pressure.

if a seizure oceurs, the spindle and cutterblock
must be returned to Wadkin for repair. An
appropriate charge will be made for this
service.

i
i

Two types of safety collar are used. These
are a threaded safety collar; for use when tull
length feoling is in use an the machine spindle.
A plain safety collar; for use when short lengih
looling is used on the machine spindle.

To change: cuiterblocks on Fence and Near
Side Heads, (Fig 1)

The methodiof changing cutterhlocks depends
on the type fitled.

1) Isolate power tQins, or at masier
stom
*

L J
2 e%&rs. guards and extraction
as required to allow easy
. % edad. access lo cutterblock

Remave culterblocks as follows taking

6 suitable care-when handling:-

Plain Bore Type

a. Unserew the cutterblock nut from the
spindle with ihe spanner/s provided,
Can be right or left tread {see
General)

b. Place the spanner/s on tho hoxagon of
the spindle and the two {lat faces of
the cutterblock locknut, or;

c. Held: the spanner (fop} securing the
spindle firmly in posilion and unscrew
the cutlerblock locknut from the
spindle with the bottom spanner.

NOTE: DO NOT use any form of percussion
tooi or damage o spindie bearings
can resull. DO NOT use a box or
extension spanner.

www.DaltonsWadkin.com
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Hiydrogrip Type

a. Release locking screw on safety collar
{fig 2} and remove from spindle.

FIG 1 HYDROGRIP CUTTERBLOCK

b Depressurise the hydrogrip cutterblock
by turning the pressure reldase screw
(2}, located in & recess on he barrel of
the cutterblock ene quarter um (o
release, vsing a 3mm A/F hexagon
key.

c. Slide the cutterblock from the spindles 6
Always lgave the pressure r§
e

screw (2} undone
cufterblock s not in u void

distorfion to the gutt e 1o the
variation in raom te res.
*
4) To replace bo s of cutterblock:
a. Caretully, _gledh spindles, culterblocks,
space collars before filling naw
ctitterblocks.
b. Carelully place the cuiterblock on the

spindle. On ihe hydrogrip blocks
tighten pressure release screw (2),
and presswurise the cutterblock by
applying hydraulic pressure to the
nrassure nipple (1) located in a rceess
located on the barrel of the biock (see

fig 1).

T. Fit safety collar {see fig 2) and tighten

securing screw.,

d. On plain bore cutterbiocks. Tighten
the block to the spindle with the
spanerfs provided.

e. Turn the spindle slowly to cnsure the

cutterblock is free and replace covers,
guards, exiraction ducts alc.

f. Operate the spindle for a short perlod
to ensure it rotates freely and without

vibration.
CAUTION C)O

Take care wzoaﬂow the cuiterblack to fall
indle shoulder while (itting. This

oo
can : damage 1o spindle bearings and

5 nt vibration.
afety Collars {fig 2)
Fitting procedure:
1) Threaded collar
a. Mounl the culterblock onlo the
machine spindle., Make sure the
culterblock fits up to the shoulder on

the spindle.

b. Pressurise cultesblock to the correct
worldng pressure.,

c. Unsorew the pins in the 1ihreaded
safety collar to the fullest extent, using
the knurled heads,

d. Screw the collar onto the spindle,
finger tight, against the end face of the
cutterbluck.,

. Reverse the coflar on the threads,

sufficient to allow the pins 10 be

www.DaltonsWadkin.com
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CLOSE CQUPLED STAGGERED SIOE HEADS

brought into line with corresponding
holes In the end face of ihe
cutterblock,

When in fine, screw the pins into
pasition, lecating into the holes of the
cutterblock.

LOCKING
SCREWS

FIG2 SAFETY COLLARS

2)

Tighten ihe capscrew in the collar,
using an Allen Key. This causes the
collar to grip the threads on the
spindle.

The coilar will now maintain the drive
10 the cuiterblock in the evens\'
depressurisation.

To release; reverse the prez.
Plain collar $ ¢

Mount the lock onto  the
machine spindid? making sure 1t fits up
to the spindle shoulder, Pressurise
culterblock to the corract working
pressure.

Siide the collar with its pins facing the
cutterblock along the machine spindle
up 1o the cutterblock. Locate the pins
in to the cerresponding holes in the
block.

Tighten up the cap screw in the collar,
using an Allen Key, This causes the
eollar lo grip the spindio.

The collar will now maintain the drive
1o the cutterblock in the event of

depressurisation.

To rejease;, reverse the procedure.

www.DaltonsWadkin.com
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MAINTENANCE

Routlne Maintenance

Before proceeding with any mainienance
ensure power is isolated at mains or at master
stop.

Weekly

It is recommended that the machine be
cleaned thoroughly once a week, especially
when working on hardwood or highly resinous
malerial, o prevent choking of vemiawor
airways and build-up of deposits on warking
parts. Ensure sawdust build-up at rear of
machine is ¢lear of motors and beits.

Clean alf spindies reqularly and remove all
remains of resin and grease. Do the same
with cutterblock collars and machine tables.
Check that all machine parts slide, or rotate
freely.

Lighlly lubricate as directed, do not over
ubricate.

If cleaning with compressed air, lake care not
to direct the jet onto the spindle bearing
haugings, moving shafts, ele, and avoid
forcing dust and debris into bearings and
housings.

weekly using Wadkin grade L& {see Ap

Lubricants). Gredse nipples for 16 Y
are loccaled underneath the Nea Head
chipbreaker carrier plate. After ubricdlion the
Heads should be adjusted 10 \tgeitremes 10

evenly distribute the gr and prevent
sawdust/resin buid-up o ideway.

Three Monthly

Electric drive motors have sealed for life
bearings and are maintepance free. However
the tan cowls should be removed al intervals
and the fans checked for damage,

Q‘ :

The Side | lead Slideways should be gre O

check for excessive end float, signs of
overheating ele. If a cowl itself is damaged it
should be replaced. Check tension and
condition of drive: belts. The bells should be
capable of being depressed approximately 1
1/2 to 2cm per melie. of span Dy application of
average thumb pressure of 2.2 - 3.2 kgf (5-7
bf) ¥ necessary retension (see Vee Belt Drive
Tensloning).

Ves HBeit Drive Tensloning (Fig 1)
Both fence and side head mo e mounted
in the same way and adj ent to each is

similar, 06

FIG1 DRIVE BELT TENSIONING

1) Slacken off the dour motor clamping
bolts (1).
2} Tension the belts using an ouiward

force on the motor.

3} Tighten motor clamping bolts.

www.DaltonsWadkin.com
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Mepiacing Vee Belts (Fig 1)

Drive belts must be replaced as a set o obtain
correct drive performance.

1) Relleve iension on the drive beits by
slackening off the four bolts (1).

2) Slide the motor lowards machine unfll
bells may be removed.

3) Fit new balls {chcok aize, iype and
reference).
4) Retension  and  secure  bolts

www.DaltonsWadkin.com
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CLOSE COUPLED STAGGERED SIDE HEADS

iLLUSTRATED PARTS LIST
CONTENTS
1. Near Side Head Rise and Fall
2, Near Side Head Lateral Adjustment
3. Near Side Head Spindle and Carriage Locks.
- 4, Fence Side Head Lateral Adjustment
5 Fence Side Head Rise and Fall o @
IMPORTANT; When ordering spares always quole - . O
meodel and machine number, L 0

www.DaltonsWadkin.com

8-9



ol-g

9id

£

1Iv4 OGNV 3Si av3H 3JIS Wy aN

www.DaltonsWadkin.com

e Bl Giol

www.DaltonsWadkin.com

R A
8izi9l's ¢t

SQv3H 3015 03H3LOVLS A371dNO0 ISOT0




w_qkin

www.DaltonsWadkin.com

CLOSE COUPLED STAGGERED SIDE HEADS

1. NEAR SIDE HEAD RISE AND FALL

Het No.

OO NSO AN

Description

Plate for shafl extension

Square end shait extension

Rousing for vertical shaftbearings

Extension shaft

Horizontal winding shaft

Pinion

Housing for horizontal shaff bearings

Brackst for shaft bearing

Gear

Rise and fall ieadscrew {left hand thread)

Rise and fall leadscrew (right hand thread)

Screw hlock for motor siide

Adjusting screw clamp for spindle barrel ] @
Haxagon head setscrew M12 x 46mm long

Key 8mm x 6mm x 20mm long. O

Bronze bush 25mm O/D x 20mm /D x 15mnylong 0
Hexagon socket capscrew M8 x 18mm long ' .
Plain wastier M8 . Q
Taper pin No.1 \

'SIKCO’ digital indicator G302E 4mm %

Hexagon socket capscraw M8 x 25mm long: |

Bronze headed bush 26mm O/0 x 20mm i -%m fong
Locking coliar

Hexagon socket grubscrew M6.x 6m .

Noteh nut M20 % 1.5mm

Shaft washer ‘INA" WSB1104 6

Thrust bearing "INA" AXK 2035 Q

Thrust washer "INA' AS 203 O

Thrust washer 'INA" WS @ .
Bronze bush 25mm G/D m /B X 20rmm long

Hexagon socketc 4 x 12mmiong

Hexagon head set 10 x 55mm-long

Both leadscrg@e’mb{ies are identical apart from the 'Handed’
Leadscre

&

Mo, Off

-t NI PO O e Pt B3 R s PO MO e LD RD b ek oy ok [ b ek POk ome ) — —
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G 2

NEAR SIDE HEAD LATERAL ADJUSTMENT

g-12
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CLOSE COUPLED STAGGERED SIDE HEADS

2. NEAR SIDE HEAD LATERAL ADJUSTMENT

Ref No.

CANOD P WP

Desctiption

Screw for cross traverse

Housing for fraverse screw bearings

Nut traverse

Shaft extension

Bracket for shaft bearings

'SIKO' digital indicator 0802 | 2nun

Taper pin No.1

Bronze bush 25mm O/ x 20mm VD x 15mm long
Hexagon socket capscrew MB x 80mm long

Plain washer Mg

Thrust washer INA' LS 2542

Thrust bearing "INA' AXK 2542

Thrust washer 'INA" AS 2542

Notch nut M24 x 1.5mm P,

Bronze bush 30mrm OfD x 25mm D x20mm long

No Off.

Eacdit AL 2 A B A T (5 T o T o SR U A A S i
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1

e
B -
‘%ﬂﬁi‘gylw

)

& 1 3 56 4 7

FIG3 NEAR SIDE HEAD SRINDLE AND CARRIAGE  LOCKS

g-14
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3. NEAR SIDE HEAD SPINDLE AND CARRIAGE LOCKS

Ref No. Deseription

Shaft for side head lock

Handle (tnale) M12 x 25mrm

Slide plate

Lock bar

Stud M12 x 70mm long

Kipp handle [fernale} M12

Spacing. collar 25mm Q/D x 14mm KD x 50mm long
Stud M12 x 125mm fong

WO AL

No Off.

e T LV o & N O 3 |

www.DaltonsWadkin.com
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S

e

FIG 4  FENCE SIDE HEAD LATERAL ADRJUSTMENT
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CLOSE COUPLED STAGGERED SIDE HEADS

4. FENCE SIDE HEAD LATERAL ADJUSTMENT

Ref No. Description

1. Locking handle

2, Brass pad

3. Traverse nui

4, Hexagon socket capscrew M8 x 35mm long

5. Traverse screw

g. MNut M16

7. Washer M16

B. Flanged bush 16mm D x 22mm O/D x 12mm long

9. Tension pirt dia. 6mm-x 24mm long

10. Univesrsal coupling shalt

11. Collar

12. Hexagon socket grubscraw ME x 6mm long

13. Spacer @
14. Housing

15. Bush 20mm /D x 25mm O/D x 15mm long O
18. Hexagon socket capscrew MB x 50mm long 0
17. Washer M8

18. 'SIKQ' indicator - 0902E 2mm . Qo

19, Taper pin No.1 \

20. Square end %
21. Rise and {all gearbox {Shown for reterence} 6

¥
>

$ .
$$

Mo Off.

-k L ) PR ek A NN SN e

www.DaltonsWadkin.com
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CLOSE COUPLED STAGGERED SIDE HEADS

5. FENCE SIDE HEAD RISE AND FALL

Ref No.

CENDG AW

Description

Locking handie

l.ocking.shatt

Clamping pad

Rise and fall nut

Hexagon socket capscrew M12 x 35mm long
Risg arnid [all screw

Key 8mm x ¥mm x 14mm long

Sevel gear 32 teeth

INA" Thrust bearing AXK 2542

‘INA' Thrust washer AS 2542

'INA' Thrust washer WS 81105

Bevel gear box

Hexagon socket capscrew M& X 75mm long
Bush 25mm /D x 30mm /D x 25mm long
Caover

Pan head screw M4 x 10mm long

Locknut M18

Washer M16

Seating ring

End cap

Hexagon socket capscrew ME x 20imm fong
Bush 20mm I/D x 25mm O/D x 25mm fong
Bevel gear 16 ieeth

Key 5mm % Smm x 20mm long

Circlip - 16mm dia. exlernal

‘INA' Thrust bearing AXK 2035 6
"INA’ Thrust washer AS 2035 Q
Coltar

Hexagoen socket grubscre mm leng
Shalt \

Housing
Bush 20mm /D x Q/D x 15mm long
a

Hexagon socketgapsetew M3 x 20mm long
Washer M8 § ¢
g

‘SIKC ind]
Square
Tape

02 12mm

((\
. Q‘
|\
®

No Oif,

B L 2 A I A S L S I B ST \ Y WO -y 1 R S G Y g
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SECTION 9 TOP HEAD MORULE

General {Fig 1}

The Top head cutterblock carrier has attached
to if, a bank of three Individual chipbreakers
prior t¢ ths spindle and a pad pressure
following the spindie. :

An  opposed top  rollerbottom  roller
cambinalion, diiven at the rear of the module
by 'Sit' gearboxes, trails the cutterblack.

A small amount of adjustrment is catered for on
ihe horizantal heads,

The machine is factory set (o give
12mm movement backwards from thae
datum face ot the fence when it is set

at zero,

Note:

If it should be necessary o obtain further
lateral movement when at ihe maximum
rearward position, it may be oblained by
removing the puliey guard and releasing the
belt tension. (Refer to Maintenance - Vee Belt
Drive Tensioning). Move the belts onto the
next vacant pulley groove to bring them back
intn line and then re-tension the belts.

Locking collars preverit the spindle movement

and therefore if the bells arc rcpositionedt\&
the rear stop {1} must alsc be reset.
Al fo.N\

HORIZONTAL HEAD
ADJUSTMENT

FIG

%ote:

exceeding the original factory set boundarieDQ

This may be done by stackening off the
grubscrew (2), moving the collar back a further
12mm and then retightening the grubscrew

{2).

Top Head Verical and Horlzonia
Adjustiment (Fig 2, Flg 3)
Before making any horizontal adjustment

ensure that the jointer is 'parked’ clear (see
Jointer chapter).

Horizontal Adjustment

pury

] Isofale power at I 8top or mains.

2) Release the s@e barret lock {2).

*
*
Adjgs] %e- handscrew (1).
T@n barres lock (2).

! Vertical Adjustrment - Top Head Onily.

3)

4)

The outboard bearing suppont is
hydraufically locked into position and
MUST he released hefore any vertical
adjustment is made. The lock and
unlock control buttans are found on
the main control cabinet and on the
infead and outieed sub control unit {6)
depending on modular assembily.

1} Release hydraulic locks (7} by
pressing button indicated thus «{}» .
Then isolate power supply at mastaer
stop or at mains.

Ensure bed is clean,

Remove jointer <cover (3) by
slackening off thumb screws (4) or
remove blanking cover if no jointess
are fitted. This aliows easy access to
cutter.

www.DaltonsWadkin.com

g-1



www.DaltonsWadkin.com

TOP HEAD MODULE

Wadkia

4) Place a datum blpock (5) of known
thickness under the cutterblock.

5) Fotate Ihe hand screw (9 ise
io lower ihe spindie or
{o raise the spindie. knives
should just touc loek when the
cpindic is rotated y by hand via
the outboardﬁng.

& gb
FIGZ2 TOP HEAD SETTING AQ

FiG 3 SETTING TOP HEAD TO
BDATUM BILOCK

5} When setling to a datum block check
the digital readout. If necessary reset
counter by loosening grubscrew in
cotlar of the readout and then turming
collar until the reading coincides to the
thickness of the datum block. When
sel remove block.

7) Set head 10 desied position and
replace caver (3).

8) Swilch power on and engage hydraullc
locks by pressing button indicated .

Electrical Vertical Adj t - Top Head and
Baam

Note: The p@ verlical adjustment of
the heam is eleelrically interdocked with the
Top hea dannot move until the hydraulic
[0 ngaged.

Release ouboard bearing suppon
iocks by pressing button marked thus
|~ . The lock and unlock buttons
are found on the main control cabinet
oron the infeed sub control station.

2) Engage cluich lever (B). If the clulch
does not readily engage, turn the
hanhdscrew (3}, glightly to the left or
right until it engages.

3) To raise the headfbeam press lhe
button marked ' # *. The button with
the downward pointing arrow moves
the head/beam down. These butlons
again are found on fhe ‘main controf
cabinet or on the infeed sub station.

4) when in the required position re-
engage locks by pressing bufton
marked -« . Disengage cluich.

9-2
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Top Head Chipbreaker and Pad Pressure
(Fig 4)

Ensure power is isolated from machine. The
bhed chould be clean and the cuterblock
already 'set up’. Place a straight edge on the
table under the pad pressure, cutterbiock and
chipbreakers. When set all three should be in
line with each other.

To Adjust Pad Pressure
1) Use adjusting screw (1) to raise and
lower pad.

FIG4 TOP HEAD CHIPBREAKER AND
PAD PRESSURE

2) Slacken off pad pressure locking nuts
{2) and [aterally position the pad nose
Smm clear of the maximum cutting
circle. Alse position pad, width wise,
to suit limber,

3} Retighten nuts (2).

To Ajust Chipbreaker

The chipbreaker is made up of a bank of three
individual units each posilioned in a similar
way.

Set the hetyld of each unit as follows.

4) Slacken off the two locknuts (3)-

kes anit untll
e siraight edge
pad pressure after

8) T@h’l‘he locknuls (3).

7 %{op screw (4) provides for smali
adjustment to afign all the chipbrezker
nose pleces.

5} Ralse/lower the
the nose tou

C:)Q Lateral adjustment
) .

8) Stacken off the two locknuts (5) at the
rear of the top head znd tum the
atfpisting screw (8)  untl the
chipbreaker nose is approximately
20mm from the cutter knives.

a) Fasten rear locknuts {5).

Adjusiment io Top and Hoftorm Through
Feed Rullers

For information relating to adjustment,
maintenance and paris reler to chapter -
Briven Bed and Top Through Feed Rolis.

www.DaltonsWadkin.com
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MOUNTING THE CUTTERBLOCKS

General

The XJS machine can be fittec with plain bore
or Hydrogrip (hydraulic pressure) cutterblocks.
Hydrogrip cullerblocks are used o provide an
improved sturface finish and allow higher feed
speeds o be used. The method of fitting the
two types differs.

When changing cutterblocks, be aware that
the spindles for plain bore blocks have right or
left hand threads, dependent on spindle
lncation, and tighten acordingly.

The top horizontal spindle has a right hand
thread.

The Hydrogrip blocks are not screw fitting and
require lo be pressurised in position on the
spindle. To protect the Hydrogrip cutterblack
and the machine spindle in the event of
hydraulic failure, it is necessary for salety drive
coliars 10 be used.

The consequence of not using the safety dnvo

coliars will result in the cuterblock seizi

the machine spindle in the event of eil@%ﬁe
operator  neglecting to pre the
cutterblock and then running 1hd[a. or
the Hydrogrip cutierblock gve losing
pressure.

If & selzure oceurs, @indl& and cutterblock
musi be returned to Wadkin for repair.  An
appropriale charge will be made for this
service.

Two types of safely collar are used. These
are a threaded safety collar; for use when full
length tooling Is in use on the machine spindle,
A plain safety collar; for use when short length
tooling is used on the machineg spindle.

Qutboard bhearings are fifted to the hotizontai
spindies o give greater rigidity to the
cutterbloclk; these support each spindle at its
outer positlon.

The outboard bearing support bracket on the
Top heads is hydraulically locked from the
control panal or infeed station and s
interlocked to the powered rise and fall of tha
spindle to ensure the plaie is free 10 move with
the spindle. The bearing p@ks must be
released before making @ ents and once
released the- power isolated before

commencingto ¢ 6 er cutterblocks.
L J

block {Fig 1, Fig 2, Fig 3)

of changing tooling depends on
tted and it will be tirst necessary fo
any outboard bearing, locking cofllar,

%)I Gle nut and spacers tiied, as applicable.

clate machine from power source.

1} Slacken off shouldsr sciews (1) and
remove ouwlhoard bearing cover (2). K
jointers are fitted the cover and
position of shoulder sorews may vary
to those illustrated,

2} Deprassurise the outhoard bearing by
turning the pressure release valve (B)
ong quarter of a iurn using a 3mm
Alien key.

3} Ensure pad pressure, chipbreaker and
iointer are all well clear of cutterblock
especially i fitting a larger cutting
circie.

www.DaltonsWadkin.com
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4) Siacken off the two 12mm coliar nuis
{3}, swing captive 'C' washers {4) clear
and remove outboard bearing housing
{5).

Mote: This housing is spigoted and must be
pulled horizontaily.

FIG1 TOP HEAD CUTYERBLOCK
CHANGE -\

5 Remov e@ﬂuck off spindle. Whan
hand@ut!erblocks care should be
taken 10 avoid injury on knife blades.
The method of removat of the
cutierblocks vanmies depending on the

block fype.
a) Plain Bore Cutterblock
Unscrew the cutterblock nut from the spindle

with the spanner/s provided. Can be rght or
feft-hand thread (see Genaral).

Place the spanner/s on the hexagon of the
spindle and the two flat faces of the
cutterblock locknut, or;

Hold the spanner {top) securing the spindle
firmly In position and unscrew the cutierblock
lockmut from the spindle with the bottom
gpanner,

Note: DO MOT use any form of percussion

lout ur dainage {o the spindle bearings
can result. DO NOT use a box or

extension spag
Remove cu!terblocb
b) Hydrogrip Cug&foak with Plain Coffar.
*

L 2
Rel M capscrew in the coilar using an
All . This causes the collar 10 loosen its

the spindle and slide off.

‘ .
\$ﬁote: On reassembly ensure this collar is

fited with localing pins facing
cutterblock.

LOCKING
SCREWS

[[IG2 SAFETY COLLARS

Depressurise the hydrogrip cutterblock by
turning the pressure release screw (8), located
in a recess on the barrel of the cutterblock one
quarter tumn to release, using a 3mm A/F
hexagon key.,

Slide the cutterblock from the spindle.

9-6
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FIG 3 HYDROGRIP CUTTERBLOCK

Always leave the pressure release screw (8)
vndene when the cuiterblock is not in use to
avoid distortion {o the cufterblock due to the
variation in room temperaturgs.

¢) Hydrogrip Culferblock with Threaded Collar

Release the capscrew in the collar using an
Allen key. Unscrew the two knurled headed
pins untif the collar itself is free to unscraw.

On reassembly this coliar must be
screwed finger light against the
pressurised block and then, if needed,
unscrewed until the pins ling up with
the corresponding cutterblock holes,

Note:

Depressurize the hydrogrip culterblo:@
turning the pressure release screw (8),

ne 10)

in g recess on the barrel of the cu
quarter turn to release, using A

hexagon key. $ .

pindle,

AF

Slide the cutterblock fro

Always leave the preSture release screw (B)
undone when the cutterhlock is not in use to

\\

o

avoid distortion to the cutierblack due 1o the
variation in room {emperafures.

6} Before replacing cutlerblock ensure
spindle, spindle shoulder, shoulder of
cutlerblock and bores are all clean.

7 Carefully place the cutierblock on the
spindle. On the hydrogrip blocks
lighten pressure release screw (B),
and pressurise the cufterblock by
applying hydraulic pressure 10 the
pressure nipple (7) located in a recess
tocated on the barrel of the block {see
Fig 3).

8) Fit safgty collar
applicable. he plain bore
cuftarblocks, il n the block to the

spindle \w@eé spanner/s provided.

2} Rm bearing housing (5) and
en caplive ‘C' washer {4) and
ar nuts (3). Tighten pressure
retease valve (6} and pressurise
bearing 1o 300 bar {4350 p.sd) by
application of hydraulic pressure to the
nipple (9) in the recess on the face of
the bearing.

or spacers as

Rotate spindie slowly by hand lo
check knives are elear of chipbreakar,
pad pressure etc. Replace outboard
bearing cover, engage power and start
head for a short period of time to
ensure cutterblock is running smoothly
and without vibration.

www.DaltonsWadkin.com
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MAINTENANCE

Routine Maintenance

Cautlon: Before mainlenance is performed
on the machine the power must ke switched
off at master stop or mains.

Weekly

it is recommended thal the machine be
cleancd thoroughly once a weelk, especially
when working on hardwood or highly resinous
materal, to prevent choking of venlilator
airways and huild-up of depnsils on working
parts.

Clean all spindies regularly and remove all
remains of resin and grease. Do the same
with cutterblock collars and machine tables.
Check that alf machine paris slide, or rotate
freely. Lightly lbricate as diracted, do not
over-iubricate.

It cleaning wiih compressed afr, 1ake ¢are not
to direct the je! onto the spindle beaiing

housings, moving shafis etc, and auoip
forcing dust and debris into bearings\k

housings. @»

Centralised lubrication points at the of the
machine allows for oiling ob theetop head
slideway as part of an over g operation.

The slideways sh%be oiled at weekly
intervals. Once iubrcated the head sheuld be
fraversed to its maximum and minmum
position to ensure even distribution of off and
to prevent sawdustresin ‘build up' on
slideways. 'Wadkin' grade L4 oil should be
used {(see Approved Lubricants).

Three Monthly (Fig 1)

Electric drive- motors have sealed for life
bearings and are maintenance free.

However the fan cowl should be removed ai
imervals ana the ian checked for damage,
check for excessive end float, signs of
overheating etc. It the cowl itseif is damaged it
sheould be replaged.

At the rear of the module re
over the lop head spindle
grease using Wadkin

Approved Lub}cantm

v the cover
Clean and

spindle barrel

A

lateral adjustment scre

conditlon e belts. The belts (2} should
be ga being depressed approximately
1el/AL m-per metre of span by application

{\gverage thumb pressure of 2.2 - 3.2 kgf (5-7

*
N@ page 10-10
Whilst !he# # alsa check tension and

%1 Y It necessary retension (see Vee Belt

five Tensloning).

grease {see

FIG 1

TRAVERSE SCREW
LUBRICATION AND

DRIVE BELT TENSION

www.DaltonsWadkin.com
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Vee Beli Drive Tensloning (Fig 2}

It 1s important that drive bells are correclly set
as insufficient tension causes slipping and
premature belt wear.

Too much tension causes bearing wear. The
rmethod of adjustment is as follows:

1) Isolate power at master stop or mains,

23 Remove cover 1o expoco opindle
pulley and belts (Fig 1).

3) Stacken off motor matting plate bailtg
(1)

4} Tension belt by slackening the top

locknut (2) and turning the botiom
locknut {3} in an anticlockwise
direction.

2
N,

AR

FIG 2 VEE-BELT DRIVE TENSIONING

5} When tensioned lock up both nuts {2
and 3) and motor mounting bolis (1).
Reftt cover and engage power.

There may be occasions where the tensioning
arrangement does not foliow that described.

However, all belt drive adjustment follows the
safme generat principle:  This involves moving
the drive pulley centres or motor plalfom, Lhus
taking up any slack in the belt drive. The

method wsed will normally be self evideni.
Always retighten any tifg foaturas fifted.

lf one or more CPee-betts becomes faulty
it will usually bé=hecessary to replace as a
comple %ée Reptacing Drive Belis). It
is m}b 1o ohtain a correclly tension

dri h all belts taking an equal share of
lxb ¢, by mixing old and new, or different
S.

Replacing Drive Beils

Drive beils must be replaced as a set {o obtain
COIrect drive performance.

1) Isolate power at Tnaster stop or mains.
2) Remove cover.
3} Relieve tension on belts by reducing

drive centres i.e. slacken off the four
motor mounting bolts (1}, lhe locknut
{3} and raise the motor by rotating nut
{2) in a clockwise direction.

43 Remove old drive belts and fit a new
set of belts of the same size, type and
reference (see Motor and Drive Belt
Data).

5) Retension the new bell se! (see Vee
Belt Tensloning).

8-10
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Nofe: 0 may at times be necessary o To Fefit a Taper-Lock Bush Pulley:

remove a drive pulley. The motor

shaift pulleys are fitted with taper lock 1}
bushes (see fig 3). OSpindle pulleys

are located on folerance rings and

held on by spigot washer and screw,

Remuoval and Reflt of Drive Pulleys (Fig 3) 2}

To remove a Taper-Lock Bush Pulley:

1) Slacker off all screws (1) several turns
using a hexagonal key. Remove one 3)
or two screws aceording to number of
kacking holes (2).

2} Insert screws in jacking holes after
oiling thread angd point of grubscrews, Note:
or thread and head of capscrews, as
applicable.
4)
3) Tighten screws (1} aftternatively until
bush (3} is loosened in pulley hub and

assembly IS free on shafl. @

4) Remove pulley assembly from.shafl, @
A

Ensure that mating taper surfaces are
comptetely ctean and iree from oil or
dirl. Insert bush in hub and fine up
screw holes,

Oil thread and point of grubscrews, ar
thread and head of capscrews, Place
screws . {1) locsely in threaded holes in
hb of pulley.

Clean shaft, fit hub and bush to the
shaft as a unit. Locate in position, on
fitting; the bush will nip the shafi first,
then hub will be drawn onto bush.

It is necessary
and driven pu

jally align drive

Usings &agon key, alternatively
tightef: ws (1), until all screws are
p% securely. Lise a short length
e on key o increase leverage.
After the drive has been running under
toad for a shon lime, stop and checl
tighiness of screws.  Tighten if
needed.

N

FIG3 REMOVING A TAPER-LOCK BUSH

www.DaltonsWadkin.com
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8} Fill all empty screw holes with grease

to exciude dirt.
Preparatlon ptlor to fitting hearings

Wadkin strongly recommend buying an
exchange spindle rather than attempiing a
hearing change.

Before fitting a new hearing, the protection *

lubricant must be meticulouly removed with
petroleum  spirit, triethamolamine, or other
volatile solvent.

in order to prevent the moving parts from
being damaged by drying out due to over
cleaning, add a small amount of the bearing
lubricant to the cleganing agent ai the second
bath,

The film of grease which remains atler the
solvent has evaporated will provide protection

tor the bearing uniil charged with lubricant.

The new ULearings should be charged wih

‘Kluber' lubricant, type 'Isoflex’ NBU 15. I is
Important that the correct amount of grease is
applied, praterably using the formula:

G {weight in grams) = d x B x 1.01
d = bore of bearing in mm

B = width in mm

Tlds is approximately sufficient to 11 one third
of the bearing volume,

Outboard Bearlng Change Top Head ({Fig 4)

Note: Work must take place in a clean and

resulf in
|solate

L 4

L J
1} &3 outboard bearing assembly

(see  Changing

%{n machine
% CUtterblOCk)‘

e

FiG 4 OUTBCARD BEARING -TOP

et
""ﬁlm g‘ﬁ-

= e lﬁ%
*.;)\:@ = “\\

5

<) %
S

5

HEAD
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2)
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Note:

4)
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it is not necessary to remove the
housing assembly {2} from the
mounting place {1}, unless the housing
(2) has become damaged. To remove
see later rote 'Housing Removal,

Remove 2 off grubscrew (15).
Remove ETP slegve locknut (4),
remove 2 off hexagon sockef

capscrew {10) which will then aflow
the ETP end cap {5) to be withdrawn.
Remove bearing locknut {3}, the ETP
sleeva {14) and the bearing assembly
can be withdrawn from the rear of the
housing (2).

The bearings (12} can now be
removed along with the bearing
spacers (6 and 7) using a bearing
puller.

Care must be taken not to damage the
ETP sleeve {14},

Afier preparalion [see preparation
prior 1o fitting Dbearings}), and
fubrication, The new bearings (12}

can now be fitted to the ETP sleev
(14} cumplele with the b

I
spacers (6 and 7). Ensure t%\e

bearings {12} are fitted the % ay

round. Use only cufficient pregsure to
fit bearings, apply[n$wre to the
inner ring only. re tha the
bearing ring fi tn the location
shoulder.

3)

Note:

Refit £TP sleeve (14} and bearing
assembly into the housing {2) ensuring
that the assembly fits right up to the
shoulder of the housing (2). Reiit
bedring locknut {3) ensuring that it is
tight. Relit sleeve end cap {5) and
sleeve locknul (4} insent grubscrews
(15).

Ensure all labyrinth seals are re-filled
wlth grease.

Qutboard Bearing Housing Removal (Fig 4)

1)

2)

Q@

Notao:

Remove ouwlboard beaging assembly
frorm machina. &
Remove gmb@ﬂi}, remove anti
rotation pin {11 emove the extemal
circlip )QGYI‘IE rear of the housing,
thi v‘lgb 1he housing. assembly to
b oved frem the froat of the
ne. Carg must be laken not lo

mage the housing assembly {2} or
the mounting plate {1).

To refit lhe housing reverse the
previous steps. Re-assembly will be
aided by smearing the bore of the
housing plate {1) with oil,

Care must be taken when re-assembly
not to damage the tape strip (9) in the
housing plate (1).

www.DaltonsWadkin.com
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ILLUSTRATED PARTS LIST
CONTENTS

1. Top Head Axial Adjustment

2. Top Head Power Rise And Fall
3. Pad Pressure After Top Head
4. Top Head Chipbreaker

5 Cutboard Bearing @

O

*

R Q

IMPORTANT: WHEN ORDERING SPARES ALWAYS QUOTE LN l\
MODEL AND MACHINE NUMBER

www.DaltonsWadkin.com
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FIG 1

—_—

TOP HEAD AXIAL ADJUSTMENT

9-16
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1. TOP HEAD AXIAL ADJUSTMENT
Ret No. Description No.Off
1. Nut for herizontal head adjustment 1
2 Shatt for horizontal head adjustment 1
3. M24 x 1,5 Chamfered notch nut 2
4, Bearing biracket for horizontal head adjustment 1
3. HNAY Thrust bearing AXK 2542 2
6, 'INA' Thrust washer AS 2542 4
7. Sprocket for horizontal head axial adjustment 2
. ‘REYNOLD' Roller chain no. 111046 12.9mm (1/2") pitch,

40 pitches 1
9. iNo. 4 Taper pin 1
10. Shaft 1
11. 20mm D x 25mm C/D x 20mm fong bronze bush 2 @
12. Universal coupling with 12mm A/F telescopic shafl 10
13. emm dia. X 24mm long tension pin cg
14. Shatt for horizontal head cross adjustment . Qo 1
15. Bearing block \ 1
18, Digital readout % ]
17, Seuare shaft extension 6 1
18. Taper pin 0o, 1 % 1
19. Chain connactor fink 1
20. Tiueaded collar M20 rapesuidal 1
21. Hexagon socket grubscrew M8 x ng 2
22, smm dia. x 40mm long tension 1

>
Y

$$
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FIG2 TOP HEAD POWER RISE AND FALL
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2. TOP HEAD POWER RISE AND FALL

Ref No.

L N R R S

Description

Socket head capscraw M12 x 30mm long
Plain washer M18

Slide strip

Top head vertital slide

Verlival rise and fall screw

Nut for rise and fall screw

Hexagon haad selscrew M8 x 25mm long
Top cover

Hexagon socket capscrew M8 x 8mm long
Bevel gear

Woaorm gaar

Bearing 'SKF' 6204 RS

Daog clutch

Externat cirglip 16mm dia.

8ronze bush 20mm O/D x 16mm ¥D 2 16mm long

Tension pin 8mm dia. x 32mm long &
Gearbox/cluteh housing 6

Clutch spacer washer

External circlip 30mm dia. %
Thrust washer 'INA' AS 2642
Thrust bearing 'INA° AXK 2542 6

Shaft washer INA' WS 2542

Logknut M16
Bronze bush 30mm O/D @D * 20mm long
Hexagon socket g_mbsc% x 10mm long

Clutch loecation ar

Clutch adjusting sh

Broré&sh 35mm O/D x 30mm YD x 20mm long
Bevel gear

Parallel key 5mm x Smm x 20mm long

Main frame

No Off.

e A T S R =Y

—_

5

N

cont/....

www.DaltonsWadkin.com
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TOP HEAD POWER RISE AND FALL

FIG 2
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2 TOP HEAD POWER RISE AND FALL {cont....

Ret No. Description No Off.
38, Bearing bracket 1
37. Bronze bush 25mm O/0 x 20mm VD x 15mm ong 2
38. ‘SIKQ digitat readout 0902E 2mm 1
39. Hexagaon socket capscrew M& x 20mnt long 2
44, Flain washer M& 2
41, Square end shaft extension 1
42, Taper pin No. 1 1
43. + Compression spring 1
44. External circlip 25mm dia. 1
45. Notch nut M24 x 1.5mm 1
48. Cluteh yoke 1
47. Adijusting shaft
43, Hexzagon socket capserew M6 x 10mmyiong &
43. Bottom cover
50. Parallel key 8mm x 7mm x 32mm long . Q‘ 1
51. Worm whes! \ 1
52. Bronze bush 25mm YD x 20mm KD x 25mm lon, & 1
53. Thrust bearing TNA" AXK 2035 2
54. Thrust washer 'INA' AS 2035 @ 4
55, End cap 1
58. Hexagon S0cKe! capscrew di6 X zon@ 3
57. Internal circlip 47mm dia. 2
58. Collar 32mm /D x 20mm ¥D m 1
58. Hexagon socket grubscr *& mm long. 1
60. Hexagon socket capscr@& X 16mm igng 4
L 2
+ Not filustr

&
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23,24,25,26

FIG 3 TOP HEAD PRESSURE PAD
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3. PAD PRESSURE AFTER TOP HEAD

Ref No.

17,
18.
18,
20.
2.
22.
23.
24,
25,

28,

27.

28.
29,

OR

OR

OR

OR

Description

Cover for top head pressure spring

Nut for top head pressure adjustment
Pointer support first iop head

Pointer support second top head

Wear strip

Saddle for top head pressure

0-130mm Metric scale

Polnier

Screw for lop head pressure adjustment
Bracket for mounting tap head pressure pad
Cross tenon

Slide for top head pressure

Hexagon head setscrew

Haxaqon socket grubscrew MEB x 6mm long
Hexagon socket capscrew M10 x 18mm long
Hexagon socket capserew M10 x 50mm long
Hexagon sockel capscrew M6 x 10mm leng

Compression spring ‘Flexo' 283816 %

Thrust washer ‘INA" AS 1226

Locknut M12

Taper pin 6
Handwheel M12 Q
Helicoil insert M12

‘Tee nut “WDS' 664203 \O

Stud M10 x 55mm iong@
Nut M10
Plain targe washer

Hexagon soc apscrew MB x 20mm:long.
Collar

%
;)

Eoai A B i« T L T A& LUBC S S s T L Y o6 I b BN

Pad pr shoa Mor machine with
Fad ure shoe for }one top head only
splittitgrcounter profiling }

Pad prassure shoe
Pad pressure shoe for
dia. 125 cuiting circle }

Pad pressure shoe for soft pads {(optional)

Heor machine with two
jor more top heads

No Off.

bk ek b e ek ek ek el ek ok ke

A
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21,22,23
20

S

N
7
26 8/
13 14
15, 186
AN

| ! —

33,34 35
T3

‘_ “‘ 71 & | "@ @‘:;-‘9 O
= AHPegh Rk

17 39 38 18 19 37 40
FIG 4 TOP HEAD CHIPBREAKER
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4. TOP HEAD CHIPBREAKER MK 111

Ref No. Description No Off.

Wear strip

Screw

Thumb nut "WDS' 614-204
Hand knob

Cap for tension spring
Adjusting screw

Plale for adjusting screw
Swing for chipbreater (font}
Stop for top hezd chipbreaker

10. Swing for chipbreaker (rsar}
11, Shaft for chipbreaker pivnt

12. Eye bolt
13. Hood for chipbreaker carrier c?
14. Adjusting screw for lop chipbreaker

e = S S B
L . T T T 1~ SN S R S

15. Batflefspring housing . (\‘ 3
16, Biock for spacing baffle N l \ 3
17. Shoe for chipbreaker 6 3
18. Pin for chipbreaker shoe pivot 3
19. Bracket for mounting chipbreaker shoe % 3
20. Hexagon head setscrew M8 x 20mm~§5 \ 4
21, Stud M12 x 80mm long 6 z
22, Large washer M12 Q 2
23. MNut M2 2
24, Hexago'n head gmbscrc\\' Omim long 4
25, Locknut M& 4
26. Hexagon socket gaps M6 x 16mm long 2
27. Hexagon socket capgerew MT2 ¥ 30mm fong 4
23 Coffar 40mm » 25mm KD x 16mm wide 1
29, Disc sprin mQ/Dx254mmiiDx 1.5 10
30 Acd ¢ to SG M12 1
31 Nut 1
32 Lock 2
33. Stud M12 x 85mm long 6
34, Washer M12 23
35. NutM12 6
36. Hexagaon head setscrew M6 x 30mm long 3
37. Hexagon socket grubscrew M6 x 10ram iong 3
38. Oilite bronze bush 20mm O/D % 16mm ¥0 x 12mim long 6
Contv....
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212223 % _ 2

20

173938 18 19 37 40
FIG 4 TOP HEAD CHIPBREAKER
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4, TOP HEAD CHIPBREAKER MK 111 (CONT....}

Ref No. Description No Off.
39. Compression spring 1
40, Mexagon socket capscrew M10 x 60mm long 8
41, Compression spring 135mm long x 28.2 O/0 x 21.8 /D 1
42, Thrust washer 'INA" AS 1226 2

www.DaltonsWadkin.com
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5. QUTBOARD BEARING - MK 111 TOP HEAD

Ref MNo. Description No Off.
1. Plate for mounting outboard bearing housing 1

2. Housing for adjustable outboard bearing 1

3. Locknut for outbroard bearing housing 1

4, Locknut for hydro grip sleeve 1

5. End cap for hydro grip sleeve 1

8. Qutler hearing spacer } supplled as matched 1

7. inner bearing spacer } pair 1

8. ¥nob for outboard location 2

9. Tape strip for outboard bearing housing 2
10, Stud for outhoard bearing plate 1

1. Anti rotation pin {or housing 1 @
12, Drive key

13. ‘C' Washer C?
14. DP 2000, 2783 hiack plug

15, Shoulder screw 'WDS' 615-203 N Q‘ 2
16. Collar nut 'WDS' 404-204 M12 N l \ 2
17. Hexagon sockst capscrew M5 x 12mm long 6 2
18. Hexagon sacket capscrew M3 x 12mm long 1

19. 'BHP" hearing 7911 x 2 TAU EF7 @ T2
20. ‘INA' external circlip WHSS 2
21, TNA Internal snap fing B8R)100 6 4
22, Plain dowel dia. 12 x 46mm longQ 2
23. Tension pin dia. 6 x 32mm lom 4
24, Hexagon cockel capser Omm long. G
25. Hexagon sockel grubsgféwWit x 16mm long 1

28, ETP sleave (les &) 1
7. Pressure relieve items nnly supplied 1
28. Grease nippl ¢} with ETP sleeve 1

$$

9-29
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SECTION 10 TOP HEAD/BOTTOM HEAD MODULE

General (Fig 1}

This medule has a top head followed directly
by a bottom head. Timber is fed through the
unit by a single top feed roll and an opposed
top/hotiormn voller combination at the outfesed
gnd. Drive 1o the through feed rollers is via
'siti' gearboxes at the rear of the module (see
chapter - Qearboxes and Drive Jhalis).

A small amount of adjustment is catered for on
the horizontal heads.

Note: The machine is factory set to give
12mm movement backwards from the
datum face of the fence when it is sel
at ZERQ.

li & should be necessary to obtain further
lateral movement when at the maximom
rearward position, it may be obiained by first
Isolating the power at the master stop or
mains, removing the pulley guard and
releasing the belt tension (see Maintenance -
Vee Belt Drive Tenslonlng). Move the bells
onto the next vacant pulley groove to bring
them back info line and then re<ension the
pels.

Locking collars prevent the spindle moveme Q

exceeding the origtnal factory set bou d&
and therefore if the belis are reposltione&

the rear stop (1} must also be reset,

FIG1 HORIZONTAL HEAD
ADJUSTMENT

This may be done by stackening off the
grubscrew (2}, moving the collar back a further
12mm and then retightening the grubscrew

()

Top Head Vertical and
adjustment (Fig 2, Fig 3)

Horizontal

Belore making any horizontal adjustment
ensure that the jointer is '‘parked’ clear {see
chapter - Jointers).

Horizontal Adjustrment

1} Isotate-power at ma@ap or mains.

2} Release the spingle barrel lock {2).

*
3} Adjus @ha handscrew {1).
)

g) barref lock {2},

ertical Adjustinent - Top Head Only

The outboard bearing support is
hydraulically locked inte position and
MUST be released hefore any vertical
adjustment is made. The lock and
unlock contrel buttons are found on
the main control cabinet and on the
inteed ang cutreed subcontrol stations
{6} depending on moduler assembly.

1) Helease bhydraulic locks (7) by
pressing button indicated thus -
Then isolate power supply at master
stop or at mains.

2) Ensure bed is clean.

3) Remove jointer cover (3) by
slackening off thumbscrews (4} or
remove blanking cover if no jointers
are fited. This allows easy access 1o
cutter.

www.DaltonsWadkin.com
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4) Place a datum biock (5} of known

thickness under the cutterbiock.

FIG 2 TOP HEAD SETTING

7)

8)

Note:

\g&

&) Rotale the handscrew {9) clock:

lower the spindle’ or anti-¢l ' to
raise the spindle. The kaj hould

just touch the bio {the spindle
is rotaled slowly and via the

outboard bearin‘gA R

t

1)

2}

FiG 3 SETTING TOP HEAD TO
DATUM BLOCK

3)

4}

When setting to a datum block check
the digital readout. |f necessary reset
the counter by loosening grubscrew in
collar of the readout and then tuming
collar until 1he reading coincides to the
thickness of the datum block. When
set remove block.

Set head 1o desired position and
replace cover (3},

Switch power on and engage hydraulic

locks by pr% button indicated
=

Electrical Vertic, tment - Top Head and
Beam

L 3

*
R@wered vertical adjustment of

heam is electrically inferlocked
with the Top head and cannot move
untlt  the  hydraulic locks  are
disangaged.

Release outhoard bearing support
locks by pressing button marked thus

+/b _The lock and unlogk butions are
found on the main control cabinet or
on the infeed sub control station.

Engage clutch lever (8). [f the clutch
dees not readily engage, tum the
handscrew (9), slightly to the ieft or
right untll it engages. '

To raise the head/beam press the
bution marked * 4 . The button with
the downward pointing arrow moves
the head/beam down. These butlons
again are found on the main control
cabinet or on the infeed sub station.

When in the reguired position re-
engage locks by pressing button
marked -l . Disengage clutch,

10-2
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Top Head Chipbreaker and Pad Pressure
{rig 4j

Ensure power is isolated from machine. The
bed should be clean and the cutterblock
already 'set up'. Place a straight edge on the
table under the pag pressure, cuiterblock and
chipbreakers. When set all three should be in
ling with each other.

To Adjust Pad Pressure
1} Use adjusting sorew (1} to raise and
jower pad.

Z I
2 e |" \ |

FIG4 TOP HEAD CHIPBREAKER AND
PAD PRESSURE

2

2) Stacken off pad pressire locking nute
{2) and laterally position the pad nose
Smm clear of the maximumn cutting
circle. Also position pad width wise to
suit {imber.

3} Retlghten nuts {2}

T Adjust Chipbreaker

The chipbreaker is made up of a bank of three
individual units each positioned in a simitar
way.

Set the height nf each unit as follows.

4) Slacken oif the twa locknuts (3).
5) Haiseftower the chi ker unit untit
the nose touch g siraight edge

piaced under the)pad pressure after

the top, neQ N
B} TE&Q&»\e locknuts (3}.

7 @etpp screw (4) provides for smalt
diustment to align all the chipbrealker
nose pieces.

Lateral adjustment

8) Slacken off the two locknuls (5} at the
rear of the top head and twm ihe
adjusting screw {6) untit the
chipbreaker nose is approximately
20rnm from the cutter knives,

9} Fasten rear locknuts {5).

BoHom Head Vertleal and Horlzontal
Adpustment (Flg 5, Fig 6)

Spindle adjustment where provided may be
adjusted within its limits in both planes from
the tront of the module.

To Check Culterblock Height

1} isolate power supply at mains or by
using master stop.

www.DaltonsWadkin.com
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3}

Remove/raise guards to allow clear
access to bedplates and cotlerblock.

Ensuring bedplates are clean place a
straight edge {1) on the oulfeed table
of the module prejecting over the
boltom horizontal cutterblock, i set
correct the blades should just jouch
e undesside of e slraighl edge.
Adjust cutterblock height if necessary.

Horizontal Aojustments (if fifted)

8)

9)

Ensure power is isolated at mains or
at master slop. Remove conical
outboard bearing caver.

Before making any laleral adjustment
{irst release lhe spindle barrel lock (4).

4)

5)

8)

7}

FIG5 BOTTOM HEAD®
*
Vertical Adjustment $

lgolate supply at mains or at
ma n if nol already isolated.

Release outboard housing locking
handles (2}

Using supplied winding handle rotale
adjusting screw (3} clockwise to raise
the spindte of anticlockwise io lower,

When the correct height has been
achieved tighten locking handles (2)
and engage power if no futther
adjusiments are necessarary.

FIG 8 BOTTOM HEAD ADJUSTMENTS

10)

11)

Position cutterblock as required using
adjusting screw {5).

Refasten spindie barrel lock (4).
Replace cutboard cover and engage
power if no further adjusiments are
required.

10-4
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Adjustment to Top and Botlom Through
Feed Rollers

For informaiion relating to -adjustment,
maintenarce and parts refer to chapter -
Driven Bed HApils and Top Through fesd

Rollers.
Adjustment of Side Gulde (Fig 7}

The sige guide as it name suggests Is
designed to guide the tmber through the

machine,
As such when set there should be no positive

pressure on the timber just a light rubbing
action,

FIG 7 SIDE GUIDE ADJLJ\%ENT

&

1

To set the widlh slacken the two
lockauts {1). Adjust the guide 10 suit
the finished timber width. Ensure the
guide is parallel to the fence.
Refasten locknuts.

The side guide height is adjusted by
slackening the two locking handies {2}
and altering the height to suit the
timbher section. Normal practice s to
leave the side guide at bed leve! and
only adjust its height if the timber has
a mouided edge. Then it would be
necessary o adjust the guide 1o run’
on a f{lat of the moulding, After

adjustrment refasten l%ﬁandles.

www.DaltonsWadkin.com
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MOUNTING THE CUTTERBLOCKS

General

The XJS maching can be fitted with plain bore
or Hydrogrip (hydraulic pressure) cutterblocks.
Hydrogrip cuiterblocks are used to provide an
improved sutface finish and allow higler feed
speeds fo be used. The method of fitting the
two typas differs.

When changing cutierblocks, be aware ihat
the spindies for plain bore blocks have right ar
left hand threads, dependent on spindie
location, and tighten accordingly.

The spindles are threaded as follows;

Bettom Horlzontal Spindles - Left Hand
Thread
Hand

Top Horizontal Right

Thread

Spindles -

The Hydrogrip blacks are not screw fitting and

spincle. To protect the Hydrogrip culte
and the maching spindle in the evl\
hydraulic failure, it is necessary fo ve
toilars to be used,
L 2

The consequence of not usi safety drive
coltars will result in the lock seizing on
the machine spincﬂwe verl of either; the
operator  neglecting™ to  pressurise  the
cutterblock and then running the spindle, or
the Hydrogrip culterblock slesve  losing
prassure.

if a seizure occurs, the spindle and cutterblock
must be returned to Wadkin for repair.  An
appropriate charge will be made for this
service.

Two types of safety collar are used. These
are a threaded safety collar; for use when full
length tooling is in use on the machine spindle.
A plain safsty collar; for use when short length
tooling is used on the machine spindle.

Qutboard bearings are litled 1@ the horlzontal
spindles o give greater rigidity to the
cutterblock; these support eachy spindle at its
olter positlon.

The outhoard bearinggp‘l bracket on the
bottem heads is attached and locked to the
support piate 4T ¥. The top heads are
hydraulical iy, ! &g from the contral panel or
side lock %&- interlocked to the powered

rise & the spindle to ensure the plate

is, fr ove wilh the spindle. The bearing
cks an either head must be released
%z re making verlical adjusiments to that

ad. Once the locks on 1he top head are

require to be pressurised in posilion on thbo reieased the power can be isolated before

commencing to change/alier cutierRlocks,
Power te the botlorn head should be isolated
prior to any work being carried out.

To Change Cutterblocks on Top and
Bottom Heads (Fig 1, Fig 2, Fig 3}

The method of changing cutterblocks depends
on the type fitted and it will be first necessary
to remove any oulboard bearing, locking
collar, spindle nut, and spacers lilted, as
applicable.  Isolate machine from power
scource,

1) Open/remove covers {0 allow access
to and removal of outboard bearing
housing.

www.DaltonsWadkin.com
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2) Depressurise the cutbeard bearing {6)

by turning the pressure valve (2) one
quarter of a iurn using a 3mm Allen
key. .

3) Ensure the pad pressure  and
chipbreaker on the Top head and
joimters (if fitted} an both heads are
well clear of the culterblock especially
i replacing it with a larger cutling circle
block.

4) Slacken off the two 12mm collar nuts
{3), swing captive 'C' washers (4) clear
and remove outboard bearing housing
{5).

MNote: The housings are spigoted and must
be pulled herizonially.

FIG1 CUTTERBLOCK CHANGE

5) Remove cutterblock off spindle. When
handiing cutterblocks care should be
taken to avoid injury on knife blades.
The methed of removal of the
cutierblocks varies depending on the
hlock type.

a) Piain Bore Cutterblock

Unscrew the culterblock nut from the spindle
with the spannews provided. Can be right or
left hand thread (see General).

Place the spanner/s on the hexagen of the
spindle and the 1w {faces of the
cutterblock locknut, 0

Hold the spanngop) securing the spindle
firmly inypasitien®and unscrew the cutterblock

lockn@e spindie with the bottom
=3

@: DO NOT use any form of percussion
tool or darmmage to spindle bearings
can sesuit. DO NOT use a bpx or
extension spanner.

b) Hydrogrip Cuttorblock with Plain Collar
Release the capscrew in the coiflar using an
Allen key. This causes the collar to longen its

grip on the spindle and slide off.

Note: On reassembly ensure this collar is
fited with locating pins facing

LOCKING
SCREWS

FIG2 SAFETY COLLARS

10-8

www.DaltonsWadkin.com



www.DaltonsWadkin.com

Wadkin

TOP HEAD/BOTTOM HEAD MODULE

Depressurise the hydrogrip cutterblock by
turning the pressure release screw {8}, located
in a recess on the barrel of the cutterblock ane
quarler turn to release, using a 3mm A/F
hexagon key.

Siide the cuiterblock from the spindle.

FIG 3 HYDROGRIP  CUTTERBLOCK

Always leave the pressure release screw (8)
undone when the cutlerblock is not in use 1o
avoid distortion ta the cutterblock dua to the

variation in room temperatures. O

¢} Hydrogrip Cutterbiock with Threaded@r

ng an
Allen key, Unscrew the twc;ﬁrt headed
pins untl the collar ilselfisg nscrew.
Note: On reassen@hls coflar must be
screwed  fin tight against the
pressurised block and then, if needed,

unscrewed until the pins ling up wilh
the corresponding cuiterblock holes.

Realease the capscrew in the coll

Depressurise the hydrogrip cutterblock by
turning the pressure release screw {8), located
in 4 recess on 1he barrel of the cutterblock one
quarler m to redease, using 8 3mm AF
hexagan key.

Slide the cutterblock from the spindle.

Always leave the pressure release screw {8)
undone when the cutlerbleck is not in use to
avoid distortion to the cufterblock due o the
variation in room temeratures,

6) Betore replacing cutterblock ensure
spindle, spindle shoulder. shoulders of
cutterblock and bores are all clean,

7 Carefully place the cutterblock on the

spindie.  On the hydiogAp blocks
lighten presgure relgBige Nscrew (8],
and pressurise utterblock by

applying hydr Dressure to ihe
pressure app! located i a recess

located off the Barrel of the block (see
Fig Qll\
8} i ety collars andfor spacers as

licable. On the plain bore
cutterblocks, tighten the block to the

6 spindie with the spanner/s provided.

9N Replace bearing housing (5) and
retighten captive "C* washer (4) and
collar nuis (3). Tighten pressure
relsase valve (2) and pressurisg
bearing to 300 bar (4350 p.s.i) by
application of hydraulic pressure to the
nippie {1) in the recess on the face of

the bearing. e cpa page 10-10

10) Rotate spindle slowly by hand fo
check knives are clear of chipbreaker,
pad pressure etc. Replace outboard
bearing cover, angage power and star
head for 3 shornt period of time to
ensure cutterblock is running smonthly
and witheut vibration.

www.DaltonsWadkin.com
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NB. Before pressurising the cutboard bearing,

set the kearing in the mid position of its axial

adjustment, to allow for final setting of the

cuiter bloclk.

10-10
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MAINTENANCE

Routine Maintenance

Caution: Before proceeding with any
maintenance ensure power 18 off at mains or
at master stop,

Weelkly

It is recommended that the machine be
aleaned thoroughly once z waeek, especially
when working on hardwood or highly resinous
material, to prevent choking of ventilaior
airways and build-up of deposits on working
paris.

Clean all spindles regularly and remove all
remains of resin and grease. Do the same
with cutterblock collars and machine tables.
Check that all machine parts slide, or rotate
freely. Lightly lubricate as direcled, do not
over-lubricate.

Iif cleaning with compressed air, lake ¢are nol
to direct the jet onto the spindle bearing
housings, moving shafls, etc., and

avoi
forcing dust and debris into bearings
housings. %

Centralised lubrication points at th@ of the
machine allows for oiling of theeTop and
Bottomn head slidways as of an overall
oiling operation.

The slideways shoﬁe oited. at weekly
intervals. Once lubricated the heads should
be fraversed to their maximum and minimum
positions to ensure even distribution of oi! and
to prevent sawdustresin ‘build-up’  on
slideways. 'Wadkin’ Grade L4 oil should be
used {see Approved Lubricants),

L

Three Monthly (Fig 1)

Elgotric drive- motors have sealed for [fife
bearings and are maintenance free.

However the fan cowels should be removed at
intervals and the fans checked for damage,
excessive end. floal, signs. of overheailng ete.

It a cowl! iself is damaged it should he
replaced.

At the rear of the: module remova the covers

over the Top and Bottem head spindle pulleys.
Clean and grease using. V@Lﬁ groaze

(see Approved Lubrican spindie barrel
lateral adjustment sc 1).  Whilst the
covers are off als eck tansion and

condition of. dgv s The belts {2) should

be capabieol( beifly depressed appoximatley
i12102 rnatre of span by application

Ot aver, pressureg of 2.2 - 3,2 kgt (5-7
by, @cessary retension (see Vee Belt

ensioning)

d

\\

)

FIG1

TRAVERSE SCREW
LUBRICATION AND

DRIVE BELT TENSION

Vea Beit Drive Tensioning (Flg 2)

I is important that drive belts are correctly set
as Insufficient tension cawses slipping and

www.DaltonsWadkin.com
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Wadkin

premature belt wear. Too much tension
causes bearing wear. Tie method of
adjustment is as follows.

1) isolate power at masier stop or mains.

2} Remove cover to expose spindle
puliey and belts {Fig 1}.

3) Siacken ofi motor mounting plate bolts

(1)

4 Tension belt by slackening the lop
locknut (2} and turning the botton
locknut {3) in an anti-clockwise
direction.

FIG 2 VEE-BELT DRIVE TENSIONING

5) When tensioned lock up both nuts (2
andd 3) wnd motor tmounting bolts (1),
Refit cover and engage power

There may be occasions where the tensioning

arrangoment docs not follow that described.

However, all belt drive adjustmant {ollows the
same ganeral principle:

This involves moving the drive pulley centres
or motor platiorm, thus taking up any slack in
the bel drive. The method used will nomally
be self evidenl. Always retighten any securing
{eatures fitted.

It one or more of the vee-bells becomes fauity
it will usually be necessary to replace as a
eomplete set (see Replacing Drivo Bolis), i
is impossible {o oblain a correctly tensioned
drive, with all belts taking an egual share of
the load, by mixing new, or different

beits. O

Repiacing Dri elts (Fig 2)
*

>
Driv%@usi be replaced as a set {o obiain

co nve periormance.

@ isolate power at master slop or mains.

Remove cover.

3} Relieve lension on beils by reducing
drive centres i.e. slacken off the four
motor mounting bolls (1}, the locknut
(3} and raise the motor by rotaling nut
(2) in a clnckwise direction.

4) Remove old drive belts and fit a new
sel of belts of the same size, type and
reference (see Motor and Drive Balt
Data).

5) Retension the new belt set {see Vee
Belt Tensioning).

Note:  may at times be nescessary fo
remove a drive pulley. The molor
shaft pulleys are fitted with taper lock
busnes (see fig 3). Spindle pulleys are
located on tolerance rings and held on
by spigot washer and scraw.

10-12
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Removal and Refit of Drive pulileys (Fig 3)
To remove a Taper-lock bush pulley:

1} Slacken off all scraws.{1) several lums
using & hexagoral key. Remove one
or lwo screws according o number of
jacking holes (2}.

2) Insert screws iR jacking hotes after
oiling thread and point of grubscrews,
or thread and head of capscrews, as
applicable.

3) Tighten screws (1) alternatively until
bush (3) is loosened in pultey hub and
assembly is free on shait.

4) Remove pulley assembly from shaft.

To refit a Taper-lock bush pulley:

1) Ensure that mating taper surdaces are
completely clean and free from oil or

dirt. Insert bush in hub and line up
screw holes.

thread and head of capscrews. I\I
screws {1) loosely in threaded m

hub of pulley. Q
2\

2) Oil thread and point of grub screws, 000

3)

Nate:

4

5)

6)

P

Clean shaft, fit hub and bush o the
shaft as a unit. Locate in position. On
fitting; the bush will nip the shaft first,
then huby will be drawn onto bush.

It s necessary to axially align drive
and driven pulleys.

Using a hxagon key, alternatively
tighten screws (1) until alf screws are
pulled up secwely, Use a short length
of pipe on key to increase leverage.

After the drive hag b@ming uncler
load for & short tj op and check
tightress of Q Tighten if
needed, 6

*
L J
Fitt @?screw holes with grease

ta e din.

1%1 Priorto Fitting Bearings

e Titling & new bearing, the protection
ricant must be meticulously removed with

petroleum spirdt, triethamolamine, or other
volatile sclvent.

FIG 3 REMOVING A TAPER-LOCK BUSH

www.DaltonsWadkin.com
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In order to prevent the moving paris from
being damaged by drying out due o over
cleaning, add a small amount of the bearing
lubricant to the cleaning agent at the second
bath. The film of grease which remains alter
the solvent has evaporated will provide
protection for the bearing until charged with
lubrieant.

The new bearings should be charged wilh
"Hiuber' lubricant. type ‘Isoflex’ NBL 15, 1t is
important that the correct amount of grease is
applied, preferably using the formula;

G (weight in grams) = d x 8 x 0.1
d = bore of bearing in mm
B = widkh in mm

This is approximately sufficient to fill one third
of the bearing volume.

Quthoard Bearing Change for Top and
Bottom Heads (Fig 4, Fig 9)

Note: Weork must take piace in a clean and

dry envirorment, fallure to do so could
result in premature bearing failure.

lsolate power at mains or at masler
stop before proceeding.

1} Remove outboard bearing assembly
from machine (see Changing
Cutterblocks)

It is n @ssary to remove the
housing sembly {2} from the
m ing place (1), unless the housing

s .become damaged. To remove

t%!’e iater note "Housing Removal’.

Note:

10 8

FIG 4 OUTBOARD BEARING — BOTTOM HEAD

10-14
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2)

)]

Note:

4}

TOP HEAD/BOTTOM HEAD MODULE

Remove 2 off grubscrew (15).
Remove ETP sleeve locknuf (4),
remove 2 off hexagon socket

capscrew {10) which will then ailow
the £ETP end cap (5) to be withdrawn.
Remove bearing locknut (3), the ETP
sleeve (14) and the bearing assembly
can he withdrawn from the rear of the
housing {2).

The beasings (12} van now  be
removed along with the bearing
spacers {6 and 7) using a bearing
puller.

Care must be taken not o damage the
ETP sieave (14).

After preparation (see Preparation
Prlor to Fitting Bearings), and
lubrication. The new bearings {12}

5)

Note:

nan riow be fitted to the ETP sieeve
(14} complete with the bearing
spacers (6 and 7). Ensure that the
bearings (12) are fitted the comect way
round {back io back). Use only
sufficient pressure to the inner ring
only. Ensure that the bearing ring fits
up to the location shouider.

Aefit ETP sleeve (14) and bearing
assembly into thie housing (2) ensuring
that the assembly fits right up to the
shoulder of the housing (2). Refit
bearing locknut (3} ensuring that i is
tight. Refit sleeve end cap {5) and

sleeve locknut (4} i%;ruhscrews
{15).

Ensure all Iaby’o@eais are re-filled
*

with grease.

L 2

FIG5 OUTBOARD BEARING - BOTTOM HEAD

www.DaltonsWadkin.com
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Cuthoard Bearing Housing Removal - Top
and Bottom Heads {Fig 4, Fig 5}

1)

2}

Remove outboard bearing assembly
ifrom machine (see Changlhg
Cutlerblocks).

Rermove grubscrew (13), remove anil
rotation pin (31). Remove the external
circlip {B) trom the rear of the housing,
this will allow the housing asscmbly to
be removed fion the front of the
machine. Care must be 1aken not 1o
damage the hausing assemhly (2) or
the mounting plate (1).

3)

4)

MNote:

{f the housing has been subject to
excessive heal, the bearing fape (9)
may have shrunk, Depending on the
shinkage it may need 1o be replaced
or just shimed out. When fitling new
bearing tape the edges should be
‘teathered’ at the jolnt.

To reft the housing reverse ihe
provious sleps. Re-acsombly wiil be
aided by smearing the bore of the

housing plate (1} with oil.

Care must n when re-assemhbly
not to the tape sirip (8) in the
housin te {1).

10-18
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ILLUSTRATED PARTS LIST

CONTENTS
1. Top Head Axial Adjustment
2, Top Head Power Rise and Fall
3. Pad Pressure After Top Head
4. Top Head Chipbieaker
5. Top Head Outboard Bearing
6. Hotttom Head Axial Adjustment
7. Bottom Head Rise and Fall O®
8. Bottom Head Outboard Bearing 0

S

IMPORTANT: WHEN ORDERING SPARES ALWAYS OUO@

%$
O
\O
>
&
&

www.DaltonsWadkin.com
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13 12 13 110 79

FIG 1T TOP HEAD AXAL ADJUSTMENT

10-18
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1. TOP HEAD AXIAL ADJUSTMENT

Ref No.

e R ol

Description

Nut for Rorizontal head adjustment

Shaft for horizontal head adjustment

M24 ¥ 1.5 chamiered notch nut

Bearing bracket for horizontat head adjustment

'INA' Thrust bearing AXK 2542

"INA' Thrust washor AS 2542

Sprocket for horizontal head axial adjustment
*RENOLD’ Roiler chain No, 111046 12.9mm (1/2") pilch,
44 pilches

MNo. 4 Tapes pii

Shaft

20mm KD x 25mm C/D x 20mm long bronze bush
Univarsal coupiing with-12mm A/F telscopic shatt

8mm dia. x 24mmrlong Tension pin

Shait for horizontal head cross adjustment
Bearing block

Digital readou!

Square shait extension

Taper pin No.1

Chairr connector link

Threaded collar #120. Trapezoidal
Hexagon socket grubscrew MB x 8mm lon
gmm dia. x 40mm long Tension pin

\
¥
>

o

L

$ .
$$

%

R N, TS S Y

Na Off.

[T 1 [V SR R | RS- I & I

OO/))

www.DaltonsWadkin.com
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38

(e

\- 34 33 32 3
AN

|

i

i

318

e

41424344

FIGZ TOP HEAD POWER RISE AND FALL

10-20
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2. TOP HEAD POWER RISE AND FALL

=
®
=
=)

BEmNO O

Description

Socket head capscrew M12 x 30mm long
Plain washer M16

Slide strip

Top head verical slide

Vertical rise and fall screw

MNut for rise and fall screw

Hexagon head setscrew M8 x 25mm iong
Top cover

Hexagon socket capscrew M6 x 8mm long
Bevel gear

Worm gear

Bearing 'SKF 6204 RS

Dog clutch

External circlip 16mm dia.

Bronze bush 20mm Q/D x 16mm I/D x 16mm long
Tenslon pin 6mm dia. x 32mm long
Gearbox/clutch housing

Clutch spacer washer

Thrust bearing 'INA" AXK 2542
Shait washer 'INA" WS 2542

External circlip 36mm dia. ’\(\
Thrust washer 'INA’ AS 2542 E\&

Lacknut M16 E E
Bronze bush 30mm O/D x 25mm I/D long
Hexagon socket grubscrew M8 x 10 i
Clutch location arm %

Clutch adjusting shait Q

Spring for spindle lock O

Stell baft 10mm dia.

Locking handle M10 x ale

Paratlel key 8mm 4mm long

Bronze bush 35 X 30mm KD x 20mm long
Bevet gear

Parallei ke@ #Bmm x 20mm long

Main fram

Bearin el

Bro h 26mm O/D x 20mm ¥D x 156mm long

gital readout 0902E 2mm

Flain washer M6

Square end shait extension
Taperpin No 1
Compression spring
External circlip 28mm dia.
Notch nut M24 x 1.5mm

No Off.

M) = hO —b — fu =AY =2 = i e

_e

e ek ek e P IO vl B ek ok =k b ok ek ol in oed ok b = =2 DR ORN PO PP

www.DaltonsWadkin.com
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AR

TOP HEAD POWER RISE AND FALL

FiG 2

10-22
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2. TOP HEAD POWER HISE AND FALL (CONT...)

Ref No,

48,
47,
48.
49,
50.
B1.
52.
53.
54.
55.
58.
57.
58.
§9.
80.

Description

Clutch yoke

Adjusting shaft

Hexagon socket capscrew M6 x 10mm long
Bottom cover

Parallel key Bmm x 7mm x 32mm long
Worm wieel

Bronze bush 25mim QD x 20mm VD x 25mm long
Thrust bearing 'INA' AXK 2035

Thrust washer 'INA’ AS. 2035

End cap

Hexagon socket capscrew M6 x 20mm long
Internal circlip 47mm dia.

Collar 32mm O/B x 20mm ¥D x 14mm
Hexagon socket grubscrew M6 x 6mm leng
Hexagon socket capserew M8 x 16mm long

Nol illustrated

No O

A PO LY e BN el LY

www.DaltonsWadkin.com
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4,12

=1 d

23,24,25,26

FIG3 TOP HEAD PRESSURE PAD

10-24
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3. PAD PRESSURE AFTER TOP HEAD

Ref No. Dascription No Qft.

—_—

Cover for top head pressure spring

1
2 Nut for top head pressure adjustment 1
3. Pointer support first top head 1
CR Pointer support second top head 1
4 Wear strip 1
g Saddie for lup head pressure 1
8. 0-130mm Metric scale 1
7. Pointer 1
8 Screw far top head pressure adjustment 1
8. Bracket for mounting fop head pressure pad 1
10. Cross tenon 1
11. Slide for top head pressure 1
12. Hexagon head setscrew 4
13. Hexagon socket grubserew M6 x 6mm long 1 @
14. Hexagon socket capscrew M10 x 16mm long c?
15. Hexagon socket capscrew M10 x 50t fong
18. Hexagon socket capscrew MEB x 10mm long
17. Compression spring 'Flexo' 283816 . (\0 1
18. Thrust washer 'INA° AS 1226 . \ 2
19. Locknut Mi2 % 2
20. Taper pin 6 2
21. Handwheel M12 1
22, Helicoill insert M12 % 1
23. Tae nut "WDS' 664203 2
24, Stud M10 x 85mm long 2
25, Nut M10 %) 2
26. Plain large washer M10 9 2
27. Hexagon socket capscraw M m long 2
28. Collar \ 1
29, Pad pressure shoe \
OR Pad pressure sho for machine with
spliitting/counter one top head oniy
CR Pad pressure shoe
Pad pregsur gfor for machine with two
dia. 125 ¢ ircle or more top heads
OR Pad pr shoe for soft pads (optional)

10-25
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13 14

PN
*Z
s

sl

!

l

(_
$ LI 42
L
15, 16
» 9
@ _ 2 O € ~— 33,3435
@ o o | 36
«;"‘t:‘——' 0O 0
.
)

17 39 38 18 19 37 40
FG & TOP HEAD CHIPBREAKER
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4. TOP HEAD CHIFBREAIKER MiC 1l

Hef No.

OENOE RGN0

—_ =k i b
phoo

14.

Description

Wear strip

Screw

Thumb nut 'WDE' 614-204
Hand knob

Cap for tension spring
Adjusting screw

Plate for adjusting screw
Swing for chipbreaker (front)
Stop for top head chipbreaker
Swing for chipbreaker (rear)
Shaft for chipbreaker pivot
Eye bolt

Hood for chipbreaker carrier
Adjusting screw for top chipbreaker

Bafile/spring housing

Block for spacing baffle

Shoe tor chipbreaker

Pin for chipbreaker shoe pivol . Q‘
Bracket for mounting chipbreaker shoe \

Hexagon head setscrew M8 x 20mm long %
Stud M12 x 50mmnrlong

Large washer M12
Nut M12
Hexagen head grubscrew M6 x 20mm f

Locknut MG

Hexagon socket capscrew M6 x @ong
Hexagon socket capscrew M12 ®30mm long
Colar 40mm O/D x 25mm I/ m wide

Disc springs Somm OID\R' Vo x 1.5

Rod cievis 'Festo’ 5G

MNutM12

Lock screw M12

Stud M12 x 85 &

Washer M‘l$ ¢

Nut M2

Hexac g@d setscrew M8 x 30mrm long
Hex cket grubscrew M6 x 10mm long
O nze bush 20mm O/0 x 16mm /D x 12mim long
Compression spring

Hexagon socket capscrew 8410 x B0mm long

Compression spring 135mim long x 26.2 O/D x 21.8 /D
Thrust washer 'INA' AS 1226

No Off.

[ I R e T b B

%

NMeLd G BWRDDDN = — et B0 E BN W
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5. OUTBOARD BEARING - Mi{ 111 TOP READ

Ref No.

OENOMAQN=

—h
-t £

Description

Plate for mounting outboard bearing housing
Housing for adjustable outboard bearing
Locknut for outboard bearing. housing
Locknut for hydrogrip sieeve

End cap for hydro grip sleeve

Quter bearlng spacer } supplled as matchaed
Inner bearing spacer} pair

knob for outbeard location

Tape strip for outheard hearing housing
Stud for outhoard bearing plate

Anti rotation pin for housing

Drive key

‘¢ Washer

DP 2000, 2783 black plug

Shoulder screw ‘WDS' 815-203

Coliar nuf "WDS' 404-204 M12

Hexagon socket capscrew M5 x 12mm Tang
Hexagon socket capscrew M3 x 12mm long
‘RHP' bearing 7911 x 2TAU EP7

‘INA* external circlip WR35

INA' internal snap ring BR100

Plain dowsl dia. 12 x 45mm long %

Tension pin dia. § X 32mm jong
Hexagon socket capscrew M6 x 30

Hoxagon socket grubserow ME x 16 ng
ETP sleeve {less front plate)

Pressure relieve valve } items plied
Crease nipple } with leave

N
Q"b

Q
$$

No Off.

[ T I A A o i o B e I L )
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&
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8. BOTTOM HEAD AXIAL ADJUSTMENT

Ref No.

CoNadi A ON 2

- ek mdk —h ok wd
e N e

Bescriptlon

Bottom head veriical slide

Stretcher for bottem head

Front plate

Axial adjustment shaft

Clamping washer

Bearing bracket

Chain sprockst

Mut for bottom head rise and fall

Locking pad for slide

Shaft for bottom head clamping

Sprocket shaft for axial adjustment

Barrel clamping: nut for axial adjustment
Square end shaft extension

Bracket for axial shaft hearings

No 1 Taper pin-

Hexagon socket capscrew M8 x 258mm long
Plain washar M8

Bush 25mm O/ x 20mm VD % 15mm long
Hexagon socket capscrew M10 x 25mm long
Dowei 8mum diameter x 40mm long
Tension pin Bmm diameter x 35mm long

Bush 25mm O/D x 26mm ¥ x 20mm lom (b

Taper pin No 4- ;
'INA’ Thrust bearing AXK - 2542

THA Thrust AS 2542

Notch nut M24 x 1.5mm pitch 6
Chain connecting link No 26 Q
‘Reyrold' chain 1/2° piteh ‘

W8 x 8mm long

Hexagon socket grubsg
ieator0S02E 4mm

‘SIKO* pasition ingicato
Locking handie

Hexagon sock gCrew M10 x 30mm long
(stretcher to gidd\1d5tening)

$$

//)

No Off.,

wh b =t b ek omd e P el ) ek el el omad
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FIG7 BOTTOM HEAD RISE AND FALL
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7. BOTTOM HEAD - RISE AND FALL ADJUSTMENT

Ref No.

CONDO AL P

Bescyiption

Bevel hox for bottom head adjustment
Bracket for Gross shaft bearing

Cross shaft for boftom head rise and fall
Square end shaft extension

End cap for rise and fall bavel box
Screw tor botlom head rise and fall
Bevet gear for rise gnd fall

Beve] gear for rise and fall

Cover for bevel box

Sealing ring

Kay Bmm x 7mm x 20mm

'INA' Shaft washer WS 81105

'INA' Thrust washer AS 2542

'INA' Thrust bearing AXK 2542

Piain washer M18

Hexagon lock nut M16

Taper pin

Siko position unicator 09011 2mm
Key 5mm x 5mm x 20mm

Collar dia. 20mm-bore

Hexagen accket grubacrew MG x Gmm long

'INA’ Thrust washer AS 2035
'INA' Thrust bearing AXK 2035
External circlip dia. 16mm

Hexagon socket capscrew Mé x

Bush 25mm O/D x 20mm ¥D x long
Bugh 30mm O/D x Eﬁmmif rm fong

Bush 25mm O/D x 20m
Hexagon socket caps
Q

o

Pan head screw M4 x 10rmim lang
%long

Smim long
x 75mm long

&

No Off,

M) D3 — = el et e ek ok vk el ok D
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8. CUTBOARD BEARING - BOTTOM HEAD

ev)
o
-
=
0

LENeOoThON

[EC TSN
Lo

14.

Pescription

Plate for mounting outboard beaiing housing
Housing for adjustable culboard bearing
Locknut for outboard bearing housing
Locknut for hydrogrip sleeve

End cap for hydrogrip sleeve

Quter bearing spacer } supplied as matched
inner bearing spacer } pair

Knob for outboard bearing location

Tape strip for cutboard bearing housing
Stud for outboard bearing plate

Anti rotation pin for housing

Drive key

‘C' Washer

DP 2000, 2783 Black plug

Shouider screw "WDS’ 615-203

Collar nut 'WDS' 404-204 M12

Hexagon sockef capscrew M5 x 12mm Inng
Hexagon sccket capscrew M3 x 12mm long
'RHP bearing 7911 x 2 TAU EP7Y

INA' External circlip WHSS

INA Internal snap ring BR 100

Hexagen sockel capscrew M6 x 30

&

Plain dowel dia. 12 x 45mm long %
Tension pin dia. 6 x 32mm long E %

Hexagen socket grubacrew MG x 16

4
ETP sleeve (less front plate) é

Pressure relieve valve }items o pplied
eve

Grease nipple }wi
Hexagon Socke! grub sn\ 10mm long
Q

No Off.

[ R R R B s B A T e Y
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SECTION 11 UNIT G SPLITTING HEAD MODULE

Genaral

This unit comprises of a heavy
duty keyed spindle with a plain
Tufnol outhoard for sasy axial
adjustment. The drive may be
fransmitied by either a heavy duly
toothed belt or by a number of vee
belts. Also included is an anti-kick
back device, iop pad pressure,
riving knife guides and an outfeed
driven boftom/top roller
combination.

Replacing/setting of saws (Fig. 1)

1)

2)

4)

5)

8)

Adjust verlical setting of saw until
blades are below bed level {see
vertical saw  adjustment).
1svlate power atmaster stop.

Remove outhoard dust cover (1) -
(shown removed in illustration).
This iz a snap ft and can be
pulled horizontally off.

Slacken off the locking nuts (2.

Bivat "C' washers (3) clear.
using handles {5).

Note: The outboard plat
locating pins fitted a 8
must be pulled ho ally off,

the plate rest
spindle.

v/
Remove the ouiboard plate {4;0

The spind| e unit comprising
of the sleeve saws, spacers and
lock ni an be removed by

unscrewing the sleeve locknut (left
hang thread),

When unils are ‘built up' off the
machine, the sleeve should he
mourted on some sort of mandret
to avoid the saw teeth resting on a
hench,

Clean the spindle belore refitting
the new/reset sleeve unit.

Vi

o

REMOVING QUTBOARD PLATE

N

8)

Replace the slesve locknut anto
the spindle and retighten. Refit
the outboard plate by reversing
the removal procedure. Re
position conical cover and regtore
power.

Vertical saw adjustment (Fig.2)

1)
2)

3)

4)

5)

Ensure power is isolated.
Release lock handles (1).

Turn the adjustment screw (2} to
raise and lower spindle.

When in the desired position
fasten lock handles.

If no further adjustments are
required re-engage power.

www.DaltonsWadkin.com
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{ateral saw adjustment {Fig.2, Fig.3)

1) Isolate power at masler stop or
mains.
2} Helease the spindie barrel lock (4)

at the rear of the unit,

3) Using the adjusting screw (3)
position the saws to suit job
requirements.

4) Tighten lock (4) and re-engage
power If adjustments are tinaiised.

Antl-kick back fingers {Fig.4)

These fingers {1) ar@lly in the down
position, but may@{ ised to aid setting
up, cleaning elgs: aise the fingers pull
back on the le Y untif the finger frame
hits the Se (3), then tighten tocking

handie’ old in {his position.

N

Y,

FIG 3 LATERAL ADJUSTMENT LOCK

FIG 4 ANTI-KICK BACK FINGERS

Adjustment of top pad pressure and
riving knlves (Flg.5)

The mounting bracket (1) for the pad and
tiving knives is factory set to be pearallel to
the bed. However, if it should need
adjusting/resetting, it may be carried out
by slackening off the four mounting bolis
{2) and by placing a spint [evel (3) as
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shown, adjust the pitch by means of the
two sef screws {4},

1)

2)

3)

4

5)

|solate power at masler stop.

Release adjustment screw lock

{5)-

Tum adjustment screw (6} to
lower pad to timber thickness (the
pad should only lightly rub on the
timber}.

Tighten screw lock {5).

The riving knives should only be
set when running through a test
plece.

Inch the tmber through saws and
stop before knives.

Isolate power at master stop.

Helease locking screws (7) and
line knives up by sight.

Engage power and inch timber
until  knives are  engaged
approximately 150mm,

Isolate power,

Tighten locking screws (7},
b N

X\

o)

WMachining permali bedpiate and top
pad pressure

The be
should
needs,

1

2)
3)

4)
5)

A\

o

the two
width.

dpiate as supplied is solid and
he machined to suit customers

With the power isolated and
bedplate off position spindle by
setting the distance from fence to
the first sawblade, i.e. the blade
nearcst the fence, to correspond
to the machining requiremenis. i
the sleeve unit was set up
correctly, then alf the saws should
now be in poslition.

Adjust the pad pressure o suit
timber thickness.

Lower the saws
30mm helow b

Replace @eﬁxrﬁ bedplate.
L J
Th chining should be carried
o} n the first test piece is
through. This test piece

d be inched through ang
pped over the saw.

roximately

Using the verical adjustment
screw, then raise the saws slowly
through the bed and test piece
untit  they cut approximately
0.1mm to 0.5mm into the permal
top pad.

Side gulde setting

The slide guide is adjusted by slackening

set screws and adjusting to timber
The guide should only genily rub

the timber. Adjustment should be carrled
out with ihe power isolated. After setting,
tighten the screws.

www.DaltonsWadkin.com
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MAINTENANCE

Routine maintenance

Before proceeding with any maintenance,
ensurg power is isolated at mains or at
master stop.

Weeldy

It is recommmanded that the machine bs
cleaned thoroughly once a week,
especially when working on hardwood or
highly resinous material, to prevent
choking of ventilator airvays and build-up
of deposits on working parts.

Clean all spindles regularly and remove all
remaing of resin and grease. Do ihe same
with cutterblock collars and machine
tables.

Check that all machine parls slide, or
rotate freely.

Lightly lubricate as directed, do not over-
lubrcate.

If ¢leaning with compressed air, take care
not to direct the jet onto the spindie
hearing housings, moving shafts, efe. and
avoid forcing dust and debris into bearings
and housings.

ce, [ibricated,
into  their
positions to
of ol and 1o
esin ‘bulld-up’. Use
oil (see Approved

pressure/riving knives),
they should be adj
maximum and  mini
ensure even dist
prevent saw du
Wadkin Grade
Lubricants).

Three monithly

Electric drive motors have sealed for life
bearings and are maintenance free.
However, the fan cowls should be
removed at intervals and the fans checkad
for damage, excessive end float and signs
of overheating. [t a cow! itself s damaged,
it should be replaced.

Check the tension and condition of ihe
drive belts. They should be capable of
being depressed approximately 1.5 - 2
c.m, per metre of span by application of
average thumb pressure of 2.2 - 3.2 kgt
(5-7 ibf).

Retension i necessary (see drive heit
tensioning).

Oil chain drves at rear for the aial
adjustment and at the front for vedical
adjustment using Wadkin Grade L4 oll,

FPreparation-priot to fifting bearings.

Before fitting 2 new bedrin protection
lubricant must be meti y removed
with petroleum spirit, ssigthamolamine, or

other volatile soivent.

*
the moving parits from
drying out dus to over

‘ovid protection for the hearing until

bearin ant {o the cleaning agent at
th @a bath. The film of grease which
after-the solvent has evaporaied
P
h

6 rged with lubricant.

o

The new bearings should be charged with
‘Wlubar' [ubricant, 1SOFLEX' NBU 16, itie
important that the correct amount of
grease is applied, preferably using the
formula:

G {weight in grams) = d x B x 0.01
d - bore of bearing in mm
B = width in mm

This is approximately sufficient o fill one
third of the bearing voiume.

Changing cuiterblock spindie beariags
(Flg.1, Flg.2).

The bearings have been fifted to ths
cutterblock  spindles in an  orthodox
manner. At the non-drive end of the
spindle a liquid engineering adhesive
‘toctite'grade 241) has baen appiied to
the internal thread diameter of the spindle
locknut {2}.

www.DaltonsWadkin.com
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To disassemble parts joined by ‘Loclite’
adhesive use normal tools and methods.
If the heiding force of the ‘Loctite’ joint Is
too great then apply genile heat and brealc
the bond while the parts are still hot.

The bonding adhesive may be left as a
powder and must be removed before
appiying iutther aghesive.

Noie: Work must take place in a clean
and dry enviranment, failure to do so gould
result in premalure bearing faflure.

1} Remove the pulley (11) from end
of spindle (12). Depending on type
of belt drive the method of
removal varies,

V*belt

a) Unscrew and remove sel screw
{(10) and washer { }.

) Remove pulley.

Timing belt

turns using a hexagenal
Remove one or

according to numbe\ <ing
holes (2).

b. Insert screws ng heoles afier
oiting thread amd/peint of grub

screws (1) alternatively
sh (3} is loosenad in pulley
huby and assembly is free on shait.

a. Slacken off all screws (1) se@@

d. Remove puiley assembly from
shaff.
2) Unscrew spindle locknut {3) and

barre! locknut (8) from both ends
of the spindle barrel. A spacer {8)
is also ilited at the pulley end,
Note: The spindle locknut (5) has
a left hand thread.

FIG! REMOVING,
— .

o

4

]

6)

TS \Q‘
ing a soft faced mallet or press,
drive the spindle out of the saw
sleave end of the barel. One set
of matched bearings, fitted to tha
spindle, will also be removed from
the barrel at the same time.
These will need 1o be separated
from the spindle and replaced with
naw ones.

Using a suitable drive or bearing
puller, and taking care not to
damage the bawel, remove the
remaining set of bearings fram the
pulley end of the barrel.

Afler preparation it new bearings
{7} to spindle and barral ensuring
ihat they are fitted as a pair back
lo back. Use only sufficient
pressure to it bearings applying
pressure to the inner rings ohly.
Check that bearings fit up to
locaiion shoulders.

Refit locknuts (8} and (8 and
spacer (8).
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Refit and secure pulley.

When fitting the timing belt pulley,
the following points should be
noted:-

d.

Using a hexagon key, alternately
tighten screws (1), until all screws
are pulied up securely. Use a

short length of pipe on key (o
increase leverage.

FIG 2

SPINDLE

Note:

Ensure that mating taper suriaces %aeplaclng and tensioning drive belis

are completely clean and fr
fram oil or dirt. Insert bush in&
and line up screw holes. \

Qi thread and grub
screws, or thread an of cag
screws. Place scfews (1) loosely

ub of putley.

it"hub and bush 1o
5 a unit, Locate in
positionsing kay way (4). On
fitting, the bush will nip the shaft
first, then hub will be drawn onto
bush.

It is necessary to axially align
drive and driven pulleys.

{Fig 3)

V' drive belts must be replaced as a setto
obtain correct drive performance.

1)

2}

3)

4)

Relieve the lenslon on the drive
beits by slackening off the six
{ocking bolts {1).

Helease adjusting screw locknut
{2) and tumn screw (3) to raise
metor.  With the pulley centres
now reduced the belts may be
removed.

Replace all belts with new ones.

Tension belts using socrew (3) lock
in position with focknut (2.

www.DaltonsWadkin.com
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5} Tighten locking bolts (1).

Nota: The centre holt onthe infeed side
also locks the chain tensioner for the axial
adjustment. Therefore this should be
tensioned also before tightening this bolt.

i
FIG 3 DRIVE BELT TENS

&.

Wadkia
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ILLUSTRATED PARTS LIST
CONTENTS

Spindle Unit {'V' Belt)

2. Spindle Unit {Timing Bekt)

3. Spindie Rise and Fall

4,  Axial Spindle Adjustment

5. Chain Tensioner to Axial Spindle Adjustment

6. Top Pad Pressure and Riving Knifes

7. Anti-Kick Back Fingers

8. Qutboard Bearing O®
IMPORTANT: WHEN ORDERING SPARES ALWAYS QUOTE 0

MODEL AND MACHINE NUMBER. Q’

www.DaltonsWadkin.com
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FIG 1

SPINDLE UNIT (*V' BELT)

1

11-10
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1. SPINDLE UNIT (V' BELT)

Rof No.

PR NGO RGNS

[P ST T O S
G WN 2D

18.

* Specily drive motor horse power and motor speed.

Doseription

Spindie

Pulley

Key 8mm x 7mm x 80mm fong

Pulley retainer/extractor

Spacer

Lacknut for Spindle

Lacknut tor spinide bamrel

Spindle barrel

Hexagon socket capscrew M2 x 36mm jong
Bearings 'RHP' 7011 1AU EP7

Tolerance rings 'Rencol' SV50 x 20
Hexagon socket capscrew M3 x 8mm long
Spring washer M12

Key 14mm x 9mm x 40mm long

Spindle saw sleeve lacking nut

Saw sleeve

Sl
>
B
¥
&

L 4

$$

Mo Off.

(O A A B ' J R R L 1 R O L I

00®

N

www.DaltonsWadkin.com
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2, SPINDLE UMNIT (TIMING BELT)

Ref No.

LCRNBORWD

* Spacify drive motor horse power and motor speed

Deseriptlon

Spindle

Puiley

Key 8mim x 7mm x 80mm fong
Key 12mm x 8mm x 40mm long
Spacer

Locknut for spindie

L.ocknut for spindle barrel
Spindle barrel

Saw sleeve

Bearings ‘RHP' 7011 1AU EP7
Taper lock bush

Hexagon socket capscrew M3 x 8mim fong
Locking nut for saw sleeve

Key 14mm x emm x 40mm long

No Off.

—_ bk P el P o DD OPD ek PO b

www.DaltonsWadkin.com
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(4

FIG 3

SPINDLE RISE AND FALL

11-14
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3. SPINDLE RISE AND FALL

Hef No.

MR} =t wb el ol ol 1 b =i owl 2 i
SlopNpanrunp e PNIAROD:

Dascription

Haorizontal adjusting nut

Block for mouting nut

Traverse screw

Block for adjustment plate

Sprocket 12 teeth, 1/2" pitch, dia. 20mm bore
Sprocket 15 teeih, 1/2" plich, dia. 20mm bore
Rise and fall shaft

Cover for chain

Rise and fall top shatt

Bevel gear

Bracket for bevel gears

Bracket for shaft bearing

Adjustrnent plate

Bevel gear

Shaft extension

Thirust bearing 'INA" AXK 2035

Thrust washer ‘INA' AS 2035

Thrust bearing 'INA' AXK 2542

Notch nut M24 X 1.5mm
Plain collar AQmm O/D ¥ 25mm /D x 16mm
Bronze bush 30mm O/D x 25mm ¥D x 25m

Thiust washer INA' AS 2542 l‘\(\

Bronze bush 25mm OfD x 20mm 1D ng
Taper pin No 3

Taperpin No 2

Taper pinNo 1 6

Chain /2" pitch, 44 pitches tonQ
Chain connecting link O
'SIKO' position indicato
‘0" Ring 'Gago’ RM 0198
External circlip 20mig
Hexagon socke

Flain washer M8 E

capscrew M8 x 60mm long
Key 5mm X 20mm long

No Off.

—l ek b ownd b osal oad ek med s ek A L b

2

houd ek BN PO N b o bk ad el ok owd om0 ek WOBRD BT
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4, AXIAL SPINDLE ADJUSTMENT

o]
o
-
=z
0

OENDO LN

Description

Spindle barrel traverse nut

Traverse screw

Bearing housing for raverse screw

Motor iraverse screw

Motor traverse nut

Bearing housing for mofer traverse screw
Shaft for lateral adjustment

Lateral adjustment shaft

Universal coupling and square shaft assembly
Universal coupling and square fube assembly
Bracket for adjustment shaft

Square end shaft extension

Notched nut M24 x 1.5p

Thrust washer 'INA" AS 2035

Thrust bearing 'INA' AXK 2035

Sprocket for axial adjustment

Chain 1/2" pitch, 48 pilchos long

Connecting link

Bronze bush 25mm O/D x 20mm YD x 15m

Bronze bush 28mm O/D x 20mm VD x 25fm,
'SIKO’ position indicator

Chain 1/2" pitch, 41 pitches long
External circlip dia. 20mm b* -

'O Ring 'Gace' RM 0196-24

Taper pin Ng 1

Hexagon socket capscrew ME X ong
Pialn washer M8

Hexagon locknut M16 § O

Thrust wahser INA' AS

Shatt washer INA' wa'a,
Thrust bearing ‘l@ 730
Hexagon socket aw MB x 18mm jong
Brenze bus@m /D x 16mm [fD x 16mm fong

$$

Q

No Off.

LS R N SR U P N . WSS R Y T - Y

%

N TR LR CIE VI N WP IO Iy, R T
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1,3,4,5

FIG 5 CHAIN TENSIONER TO AXIAL SPINDLE ADJUSTMENT
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5. CHAIN TENSIONER TO AXIAL SPINDLE ADJUSTMENT

o
&
=
=)

Bascription No Off.

Chain tensioner

Bar for chain tensioner

Pin

Hexagon nut M12

Plain washer M12

Nyloc nut M12

Setscrew and washer {one of the four motor mouting
piate screws)

Stud M12 x 65mim long 1

NEOp@N
[ 10 o S NPT Y

23]

www.DaltonsWadkin.com
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18,31 729,30

1318,19,20
12 16

14,1517

18,19,20,21

FIG6 TOP PAD PRESSURE AND RIVING KNIVES

11-20
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6. TOP PAD PRESSURE AND RIVING KNIFES

Ref No.

PONDIREHD =

Description

Screw for pressure slide

Bracket for mounting {op pressiire
Nut for spiitting saw motor plate
Skde

Strip for jacking pressure slide

Strip tor prassure slide

Stop for prassure bracket

Block for prassure pad

Plate for mounting pressure pad
Pressure pad

Brackel for top pressure

Mounting block for riving knife carrier
Stud for mounting riving knifes
Riving knife

Carrier for riving knife

Hexagoen socket capscrew M8 x 30mm: long

Plain washer M12 .

No Off

_pg_.r._l._n._l._LN...x...L...l._.l—l

Q
&

Hexagon socket coutersunk scraw M4 x 10mm long Q’ 0
12
8

Spring washer M12

Plain nut M12 %
Stud M12 x 40mm long

Loose colfar 28mm O/D x 16mm D x 1

Taper pin No 2 $

Bronze headed bush

Hexagon soclket capscrew M6 x 1 g

Hexagon socket capscrew M3
Hexagon socket arubserew
Locknut M6

Hexagon setscrew M8
Hexagon setscrew M m long
Hexagon selscr Omm long

&.
$$

MO NGS e E DR A®
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FIG 7 ANTI-KICK BACK FINGERS
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7. ANTIKICK BACK FINGERS

Ref No.

e No O AN

Descriptlon No Off.

Plate for anti-kick back finger frame
Bar for anti-kick frame

Shaft for tinger pival

Piate for mounting anti-kick fingers
Fingers

Ball knobx M12

Thrust washer ‘INA’ AS 2035

Stud M12 x 65mm long

Motch nut M20 x 1.5p

Locknut M16

Plain washer M16

Hexagon socket capscrew M16 x 40mm long

Black plastic handle M8
Stud M8 x 70mm long

co..as.ﬂ.-l...r....lm

Y OO AP

%

www.DaltonsWadkin.com
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8. OUTBOARD BEARING

Ref No.

W@mNG o AL P

Description

Protective ring

Qutboard bearing sleeve
Locknut for outboard bearing
End cap for bearing housing
Bearing spacer

‘G’ washer

Bush for locating pin

Heusing for bearing

Disc spring

Bearing ‘RHP' 6211-TB-EP7
Collar nut "WDS' 404-204 M12
Locating pin

Locating bush

Black plastic handle M8
Grubscrew M3 x 30mm long
Hexagon socket capscrew M5 x 16mm long
Hexagon socket capseraw M6 x 12mm fong
Hexagon setscrew M8 x 20mim long

Plain washer M8

Hexagon socket capscrew M6 x 20mim long
Tenaion pin dia. 6mm x 20mm long

5
$ .
\$$

:

&

ﬁ’b

No O4f.

M MNP L =

%

Ao N®
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SECTION 12 DRIVEN BED ROLLS AND TOP FEED ROLLS

General

The through feed lop rollers are always
mounted on the beam and are driven by 'sif
gearboxes. They be shaft or flanged mounted,
Pressure loading is via a pneumatic cylinder.
A small amount of adjustment is provided for
on the lop through feed rofis up to the 1irst Top
Head. This adjustment allows for al the rells
to be set lovel in line. After the Top Head
whore the timbor thickness may have bsen
reduced the rolls have an additional spring
adjustment 1o cater for larger individuat roller
adjustmant. The rolls may be serrated steal or
a polyurethane tyre which is replaceable as an
individual item without replacing the hub.

The bedrofl is a chromed steel drurn which is
sef slighlly above bed level to ensure constant
contact with timber. Pressure loading uses the
same pneumatic cylinder as the top ihraugh
feed rolls. .

«
Selling Driven Bed Rofls (Fig 1) c
q
The intermediate bed rolls should be set OQ
0.08 mm (0.002") abovo bed lovel with
pressure off. With the eyfinder pressurj g
b

roll should ba 0.26 mm (0.01" ed
lavel.

2

3)

4}

Isofate air supply to bed roll

Slacken locking screw {1} and adjust
screw (2) 1o raise or lower bed roll fo
required setiing

Tighten locking sciew (| ensuring
adjusting screw (2) does not urn.

1 De
l\)

FiG1 DRIVEN BEDRCOLL ADJUSTMENT

N
tly higher to

is not damaged.
01"y above bed fevei
with the air off and 0.76 mm {0.03") above bed
level with the oylinder pressursed s
recommended. Adjustment screws ars
located at the rear of the module body.

The outfeed bedroll Is s
ensure the finished 1
A setting of .26 m

To adjust proceed as follows:-

1} Isolate power at mains or master stop

5)

6)

7)

Slacken lock nut (3}

with air supply 1o the cylinder adjust
stop screw {4) with an Allen key until
desired setting is achieved

Retighten rut (3) whilst preventing the
stop screw from furning

lf no further adjustments are
necessary re-engage power,

www.DaltonsWadkin.com
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Adjusting Top Tharough Feed Rolls {Fig 2)

Rolls prior to the top head should all be set o
the same height above bed level.

Al through fesed rolls are factory set to ensure
drive to timber when using a maximum 205
mm  cutting sircle. i rossiting after a
maintenance operation this is the criterla to
work to.

To adjust:-

1) Isolate power at mains or at master
stop.

2) Stacken locknut (1) and turn cylinder

piston (2) to raise or lower swing. Hse
a suitable ‘measure to ‘check rolis are
all set at the same height above bed
level.

3) Retighten focknut {1},

A
O

FIG2 TOP THROUGH FEED ROLL

To set Feedrolls with Individual Adjustment:-

There is no requirement to set the individual
rofis in the same manner as above since the
adjusting screw provides movement.,

A thumb nut (3) acts as a lock on the hand
whesal {(A) and must be slackenad off befcre
adjusting and tightened after.

\)
&
£
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DRIVEN BEDROLLS AND TOP FEED ROLLS

MAINTENANCE
General Fiange Mounted
Scheduled maintenance is kept to a minimum 1} Isolate power at mains or at master
on the through fead top and bed soll, requiring stop

only a daily visual check followed by a clean of
the rolls/tyres fo remove resin‘woocd particle
build up.

Changing Top Through Feed Rolls {Fig 1,
Fig 2)

Shaft Mounted

1) isolate power at mains or at master
stop

2) Slacken set screw (1)

3) Remove 'C' washer, spacers and rolls

(2,3 and 4}. I may be necessary o
gently tap the rolls with a soft faced
mallet to break the adhesion between
spacers, rolls and shall.

keyod. \

Caution If the rolls are of the &

type, care should be tais
handling them, s ¢

4) Clean and lig if'shaft

5) Replace rolls and spacers in the
correct order to suit timber section
being machined

6) Replace 'C’ washer and tighten set
serew

&’
Note; The shaft, spacers and rolls’é.eo

o

1 SHAFT MOUNTED FEEDROLLS

Slacken set screw (5) and slide off 'C’
washer (6)

3) Remove rolls (7} and spacers (8).
Replage to suit timber widih and
maxmum traction. Ensure drive pins
engage with their mating paris.

R
N\\

FEHEE L )

// \‘.Ti(/,’/ s
ZINEN\\

FIG 2 FLANGE MOUNTED FEEDROLLS

www.DaltonsWadkin.com
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4) Replace *C' washer {6) and tighten set
screw (5)

Changing Bed Rolls

The bed rall unit must be removed before
changing the actual rolls {see BEearing
Change to Bed Rolis).

Once the unit is removed unscrew the focknuis
and remove rolls. Clean ang lightly oil the
shait before fitting naw rollers. Reassembly in
the reverse procedure.

Preparation Prior fo Fitting Bearings

Beiore fitting a new bearing, the protection
iubticant must be maticulously removed with
petrolenm  spirif, friethamolamine, or other
volatile solvent.

in order to prevent the moving parts from
being damaged by drying ou due to over
cleaning, add a small amount of the bearing
lubricant to the cleaning agent at the secon
bath. The fiim of grease which remains a
the solvent has evaporated will évi
ith

proteclion for the bearing uniil ¢
lubricant.

The new bearings sho @ Qarged with
Wuber' lubricant, type '[sofléyNBU 145, It is
irnportant that the cor fhount of grease is

applied, preferably,usingthe formula:

G {weight ing@g =dxBx0.01
d = bore of bearing in mm

B = width in mm

This is approximately sufficient to fill one third
of the beating volume.

Heailng Change to Top Through Feed Rolls
{Fig 3, Fig 4, Flg 5)

The shaft and flange mounted rolls foliow the

same basic siripdown and assembly
procedurs.

Wadkin
1) Isolate power at master stop or mains
2) Remove rolls, spacers and rear

screwed flange {flange mounted feed
rolls  only) (see Changing Top
Through Feaed Rolls)

3) Remove pin (1) securing pneumatic
oylinder (2) to feed roll swing (3). |If
individual adjustment is also fitted
remove the pin {4) from the clevis.

Note: The feed roll swing should be
supporied whilstnremoving pins and
then lowered& after removal.

4) SlackeQ@Jbilee clip {5) and push
thesp.v.c. boot (6} back to expose the

‘Q@ the drive shafi coupling. Using
Aflen key slacken the twe

6 grubscrews locking the coupling 1o the

@ rolt shatt,

5} A grubscrew Jocated at the boltom of
the pivot shaft housing and locating in
a groove on the pivet shaft (7) must be
loosened encugh lo allow the shait to
be tapped out.

FIG3 FEEDROLL BEARING CHANGE

12-4
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When the pivot shaft is through a
beam slide, the grubscrew is Igcated
on the side of the slide column.

Note:

Note the position of any spring
washer, spacers and position of
cracked arms before tapping pivet
shaft {7} out.

Ensure swing is supported whilst
driving out the pin to avoid it dropping
on bed. If two swings pivot of the
same shaft then bhoth should be
supported when the pin is removed,

Note:

7) Pulling the swing forward disengages
it from the drive shaft coupling and
fraes the unit for bench disassembly.
The drive shaft must be supported
whilst the swing is pulled forward to
prevent it dropping and causing

damage.

The build of the shaft mounted and
flange mounted rolls varry and are
disassembied in the following manner:

3)

N~
-

Remove key (8 from drive h@o

coupling end

Shart Mounted

bores before fitting new bearings and
adhesive.

To remove the hearing oif the shaft
first remove the two circlips {13).
Lightly oil the shaft as this will help the
bearing slide off. Use a suitable puller
to remove bearing or alternatively
adjust the jaws of a vice so the shaft
flts loosely in but the bearing rests on
the jaws. A shamp blow with a soft
maliet should drive the shaft through
the bearing.

Femove the two circlips Qﬂ.

FIG4 SHAFT MOUNTED FEEDROLL
BEARING CHANGE

Remove the shaft onm the swing
{3} by gently tappi ith a soft faced
mallet from t shaft end. The

front bear 2) and the lolerance
ring (4) will be’removed with the shaft.

Both bearings have been fitted into 1he
swing with bearing adhesive {Loctite
641) applied 1o the outter race. I the
holding force is too great then apply
gentle heat and break the bond while
the pars are still hot. The bonding
adnesive may be left as a powder and
must be removed from the swing

Note:

a.

b.

Using a sultable driver tap the bearing (15) out
of the swing.

g, To re-assemble reverse the procedure

using a new tolerance ring. When
assembied check for excessive end
play and ease of rotation.

Flange Mounted

Remove key (18) from drive shaft
coupling end

Aemove two circlips (17 and 18)

www.DaltonsWadkin.com
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Wadkia

c. Remove the shaft (18) from the swing
(3} by gently tapping with a soft faced
mallet from the drive shaft end. The
froni bearing (20) will be removed with
the shatt,

Mote: Both bearings have been fitted into the
swing with bearing adhsesive {Loclite
641} applied 1o the outter race. | the
holding force Is too great then apply
gentle heat and break the bond while
the parts are sill hol. The bonding
adhesive may be left as a powder and
must be removed from the swing
bores belore fitiing new bearings and
adhesive.

d. To remove the bearing oif the shaft
use a suitable puller or alternatively
adjust the jaws of a vice so as the
shaft fits loosely in but the bearing
resis on the jaws. A sham blow to the

N\

FIG S FLANGE MOUNTED FEEDROLL
BEARING CHANGE

A 4

shaft centre with a driver should
separate them.  Appropriate cars
should be taken not to damage the
shaft.

Use a driver fo remave bearing (21)
from the coupling end taking care not
lo damage swing bores.

To re-assemble reverse the procedure
applying Loctite to bearing outler
races, When the unit iz assembled
check for excessive end play and sase
of rotation.

Mounting ings is the reversal of

Bearmg@g’e 1o Bad Rolls (Fig 6, Fig 7,
Fi %

>

2)

3)

4)

Isolate power at mains or at master
stop

Remove gearbox drive puliey covers
from rear of machine for the particular
feedroll.  Also remove rear cover
plate.

Siacken jubilee clip secuting p.v.c boot
to the bedroll swing. Push the pvec
boot back to expose the end of the
drive shait coupling. Slacken the two
grzbscrews tocking the coupling 1o the
roll shaft.

Remove the taper lock bush pulley to
the bed roll gearbox in the following
manner:-

Slacken off all screws {1} several turns
using a hexagonal key, Remove one
or two screws according to number of
jacking noles (2).

Insert screws in Jjacking holes after
oiling thread and poinl of grub screws,

12-6
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or thread and head nf rap sorews ag

applicable.
c. Tighten screws (1) aliernately until _ !’
bush {3} is loosened in pulley hub and Lﬁ_

assembly Is free on shaft.
d. Remove pulley assembly from shaft.

]

oy

3
FIG7 DRIVEN BEDRD@EMOVAL
Note Both bean’ngg%een fitted into the
swing wlég b‘ ng adhesive (Loctite

641) appliethio the outter race. If the

: hoMdi ce is too great then apply
FIG 6 REMOVING A TAPER-LOCK BUSH @.heat and break the bond while

arts are still hol. The bonding

5) Remove gearbox complete with pv.c dhesive may be left as a powder and
boot and drive coupling. must be removed from ihe swing

6 bores before fitting new bearings and
B} Unscrew three retaining screws (5) Q adhesive.

and rermove bed roll unit. @

7 Remove drive key (8} and \vo

10
circlips {7 and 8} 6 12
8)  Using a soft faced T&tﬂp the shaft \
(@) through the (10). The
bearing (11) fi tha shaft may be 11
separated removal of the iwo
circlips {12).

9 The other bearing (13) may be
removed using a suitable driver. Care £

;2"”"’ be taken not 1o damage the FIG 8 DRIVEN BEDROLL BEARING
res. CHANGE

12-7
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10}

Re assemble in ihe reverse manner
ensuring shaft and borge are clean.
The taper lock bush pulley should be
refitted as follows.

Ensure that mating taper surfaces are
completely clean and free from oil or
dirt. Insert bush in hub and line up
sorew holes,

Qil thread and point of grub screws, or
thread and head of cap screws. Piace
screws {1} lposely in threaded holes in
hub of pulley.

Clean shaft, fit hub and bush to the
shaff as a unit. Locate in position. On
fitting, the hush will nip the shaft first,
then hub will be drawn onto bush.

¥
>

&.
$$

Note:

It is necessary fo axially align drive
and driven pulleys.

Using a hexagon key, alternately
tighten screws (1}, untll all screws are
pulled up securely. Use a short length
of pipe on key fo increase leverage.

After the bush (3) has beer tightened
onto ihe shaft, fit the paraliel key (4).
The key is slde filting with top
clearance.

After the drive been running under
load for a ah@c. gtop and check
tightness @ crews.  Tighten if
needed,

*
g. ‘@pw screw holes with grease 1o
\E, lude dirt.

12-8
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- ILLUSTRATED PARTS LIST
CONTENTS
- 1. fniermediate Bed Roll
2. Shaft Mounted Feedrol
3. Flange Mounted Feedroli
IMPORTANT: WHEN ORDERING SPARES ALWAYS QUOTE C)O
MODEL AND MACHINE NUMBER

www.DaltonsWadkin.com
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LN
)

FIGt INTERMEDIATE BED ROLLER

i2-10
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1. INTERMEDIATE BED ROLLER

Ref Mo. Bescripticn Mo OQff.
1. Swing for bed roli 9
2. Bracket for mounting swing 1
3. Shatt for bed roll 1
4. Chromed bed-roll {orderad in pairs) 1
5. Pivot shaft for swing 1
8. Singte acting cylinder 1
7. Rubber Washer - supplied with cylinder 2
8. Steel Washer - supplied with cylinder 1
9. Nyloc nut - supplied with cyiinder 1
10. Pivot pin  supplied with cylinder @ 1
11. Retaining clip for pivot pin - O
supplied with cylinder 1
12. External circlip dia. 25mm . 1
13. Hexagoen socket grubscrew M10 x 10mm Q 1
14. Chamfered notch nut 1
15. Key 10mm x 8mm x 90mm long 6 1
18. Key 8mmi x 7mim x 38mm long % 1
17. Internal circlip dia. 55mm 1
18. External ¢irclip dia. 30mm 3
19 Bearing 'SKF 6006-2RS 2
20. Locknut M10 Q 1
21, Hexagon set sgre x 40mm long 1
22. Bronzg bush wD X 25mm IrD x 25mm long 2

>
@“’Q
&

t12-11
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FIG 2 SHAFT MOUNTED FEEDROLL

12-12
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2. SHAFT MOUNTED FEEDROLL

Ref Ma. Description No O§f.
1. Eye bolt M12 1
2. 'G' washer 1
3. Spacer for swing 1
4. Rivat shaft for swing 1
5. Key 1
6. Shaft 1
7. Feedroll swing 1
8. Disc spring 50mm O/D x 25.4mm YD x 1.5 mm 2
9. Bronze bush 30mm /D x 25mm /D x 2bmm long 2
10. Bearing 'SKF' 6008-2RS @ 2
11, Externaf circlip 30mm dia. O 3
12 internal clrclp 55mim dia. 0 1
13. Tolerance ring 'Rencol’ $V30 X 8588 o 1
14. Key 8rmm x 7mm x 20mn ¢ 1
15. Locknut M12 @ 1
16. Spacer {specify width) 6
17. Single acting cylinder % 1
18. Pivot pin } sup 1
19. Retaining clip jey 1
20. Hexagon head sefscrew X 25mm long 1
21. Hexagon sockest cou screw

M4 x 12mm lon 2
22. Feed roll (Speti and type i.e polyurethane or serrated steel)
23. Feed roll hu lyurethane tyre

and/or 8 {spacetahd Hise spring). It may also be mounted in
ihe rever@r n to that shown i.e. with the cranked arm o the rear.

&

Mote:- The swinEF @diz 19 on lgcation, may Aot require flems 3
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FIG '3 FLANGED MOUNTED FEEDROLL

12-14
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3. FLANGE MOUNTED FEEDROLL

Ref No, Description Mo Off.
1. Eye boit M12 1
2. ‘G washer 1
3. Spacer for swing 1
4. Fivor shaft for swing 1
5. Shaft 1
6. Flange 1
7. Feedroll swing |
3. Disc spring 50mm QM x 25.4mm 1D x 1.5mm 2
9. Bronze bush 30mm O/0 X 25mm VD x 25mm iohg 2
10. Bearing 'SKF’ 6008-2RS 2
11. External clip 30mm dia. 1
12, Intemai circlip 55mm dia. 1
13. Hexagon head setscrew M12 % 190mm long 1
14. Key 8mm x 7mm x 20mm 1
16. Locknut M12 1
186. Feed roll (specify width and type Le. O
polyurethane or serrated steel) 0

17. Single acting ¢ylinder 1
18, Pivot pin } supplied with . Q’ 1
19. Retaiming cfip  } oyfinder . N\ 1
20, Feed roll hub for polyursthane tyre 8& 1
21. Heli~coil insert M12 x 1.75p 1

o

%)
5
$ .

\$$
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SECTION 13 GEARBOXES AND DRIVE SHAFTS

General

The mazin drive elfther mechanical or hydraulic
is transmitted to the top through feed rollers by
a series of 'Siti' gearboxes and drive shafts. A
toothed belt {to prevent slip} driven of a top
gearbox provides drive to the bed roll gearbox.

A drive shaft line connecting smaller worm
hoxes at the rear base of the machine
provides for top head and/or beam vertical
movement.

Positioning of all drive shafts, gearboxes and
wormboxes is dependant on selected head
sequence.

Gearboxes, whilst visually appearing the
same, may vary and reference to the label
indicating the part number should always be
made.

Repiacing Feed Rol Drive Sh@

Coupling Inseit (Fig 1)

Gearboxes when not flange m d to one
ancther are generaliy $nected by a
hexagonal drive shaft Withh drive couplings
gither end. The ¢ = are segmentally
interlocked with a le insert to absorh any
shack.

1) Isolate power at mains or at
masterstop

2) To remove a drive shaft (1) or replace
an insert (2) unscrew the grub screw
(3) it the drive shait haif ol each
coupling {4},

3) By siiding the released halves of the
couplings towards each other the drive
shaft and inserts can be replaced.

\

Note: Under certain head sequence
conditions gearboxes may be so
closely coupled that there s
insufficient roorn for a drive shaft. In
these instances & may be nhecessary
o remove a gearbox to replace a

fiexible insert.

4) Reverse procedure to re assemble.

FIG1 DRIVE SHAFT AND COUPLING

Replacing Drive Belt o Bottom Foed Rells
(Fig 2)

Due to zera strech on the toothed drive belt
the drive pulieys are at fixed centers.
Therefore to remove the bell the bottom pulley
must be removed.

1) [ssolate power at mains or at master
stop

2) Remove upper and lower belt covers

3 Unscrew grub screw (1) and slide

coupling half {2) along shaft

www.DaltonsWadkin.com
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FiG 2 REPLACING

DRIVE BELTY

)

5)

6)

7)

8)

Refit taper lock bush into puiley as
fotlows.

Ensure that mating taper surfaces and
shafi are completely clean and free
from oil or dirt. Insert bush in hub and
ling up screw holes.

Qil thread and point of grub screws, or
thread and head of cap screws. Place
screws (4) loosely in threaded holes in
hub of puiley.

th

on fitlin@bush will mip the shaft
fir:w ¢ hub will be drawn onio

*
Notz %s necessary to axially align the drive

O

Remove the taper lock bush (B) as @
follows:

Slacken ofi all screws (4) sever,
using a hexagonal key. Re
or (WO SCrews accordin

jacking holes (5). @,

lnsert screws [n jagking holes after
oiling threal%goﬁint of grub screws,
or thread ead of cap screws, as

applic

Tighten screws (4) alternatively until
bush (6) Is loosenad in pulley hub and
assembly is free on shaft

Renmove bush from shait,

The boftom driven pulley {3) can now
be removed.

Remove and replace drive beit {7)

Position puiley (3} into the drive belt
"loop' and over gearbox output shaft.

e,

9)

10)

11)

and driven pulleys. This may be done
by piacing a straight edge across the
face of the top drive pulley and
adjusting driven pulley in line.

Using a hexagon key, altemately
tighten screws {4), until all screws are
pulled up securely, Use a short iengith
of pipe on key fo increase leverage.

Fill empty screw holes with grease 1o
exclude dirt

Reposition flexible insert and coupling
half (2). Secure grub screw(1).

Replace covers

After the drive has been running under
load for a short time, stop and check
tightness of screws. Tighten if
needed.

www.DaltonsWadkin.com
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Replacement of #ain Feed Diive Bel
{(Hydraulle Drive) -

The removal and replacement ¢f the drive belt
is covered in the mainienancs seetlon of the

Hydraulle Drive chapter.
Tachometar BeR Rep!acemerit
1) Remave he !rﬁnt caver

2) Remove geatbox driven puilay
3) Remove and véplaco diive bek

4y - Refi pulley and cover

Replaclng Chalm Drive To Beam Riee And
Fall {Flg 3}

15 ' Aemove chaln cover (1)

2} Slacken off screws (2). Apply a small
upward prossurs on the hearing block
{4} W veliove the tension.

3) Remove and raplacs chaln andd ink (3)

FIG 3 CRANKED CHAIN DRIVE TO
BEAM RISE AND FALL

4} Tension chain by anpiying c?éwnward
pressurs an bearngbigck {4).

Note: Tension chain (0 remave skzok anly and
jubricate

5) Tighten screwsa (2) and repizes cover
(1.

&
(\OO
¥

$®
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tionthly Riaintenance

Fepdworks Maintenanee

The gearboxes used on Wadkin through-feed mouiders are designed
for the minimum of maintenance through the use of long !ife synthetac oils and
high specification seals.

" As such machinery can operate for prolonged penods within a hostile
working environment we recommend that a visual inspection is made of the
feed systert (universal Jomts gearboxes eic) every month. t is
recomimended that a record i is kept of all such inspections to ensure continued
frouble-free operation.

Vithilst “wetling” of seal faces is normal with the use of high speed
gearboxes, excessive seepage may lead o premature failure of the unit.

An oll change is recommended after 3000 hrs (2, ars single shift)
of operafion. It is advisable to combine the lubrican ge with thorough
cleaning of the gear unit and replacement of any wo aged seals.

Size 83 geathox = Litre

Size 80 gearbox S\ l 6 Litre

G Equwalenﬁs (type 320 grade Palygl
Agip $ Telium VVSF320

Energol SG-XP320
Castrol Alphasyn PG320
Esso, O $220
i Glygoyle 30 |

MO%
Si‘%, Tivela oil SC320

13-4
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~No O RN

IMPOHTANT:

ILLUSTRATED PARTS LIST
CONTENTS

Gearbox Couplings

Gearbox Couplings {coni)

Hydraulic Drive Transter to Feed Roll Gearboxes

Beit Drive to Bottom Feedrolls

Drive Shafts 1o Beam Rise and Fall

Beam Rise and Fall

Gear Drive to Bottom Feedrolis @
Direct Hydraulic Drive to Feedroll Gearboxes QO

. Q’

WHEN ORDERING SPARES ALWAYS QU@
MODEL AND MACHINE NUMBER %

www.DaltonsWadkin.com
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3 GEARBOXES FLANGE CONNECTED

P
O
)
Q
O
P

0 @
. 1 . Q‘
\ '13;9 o 2:31 \ i\ l\

0 GEARBOXES CONNECTED
BY A SINGLE COUPLING

35 2,3,9 i
FA
RLTE 0 GEARBOXES
0 0 CONNECTED BY
A DRIVE SHAFT
O‘Kmo AND TWO
b:fjﬁ[ 7 COURLINGS

FIGT GEARBOX COUPLINGS

13-6
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1,1a GEARBCX COUPLINGS

Ref No, Description

1. Gearbox

2. Coupling segment dia. 19mm bore or dia. 24mm bore

3. Hexagon socket grubscrew M8 x 10mm long

4. Flexible spider insert

5. Coupiing segment 19mm A/F

8. Hexagonal drive shait 18mm A/F

7. Extended coupling segment dia. 19mm hore or dia. 2dmm bore
8. Cearbox extension shalt

9. Key 8mm x 8mm x 35mm long

10. Flange coupling

11. Taper leck bush ref 029K0H S

12, Pulley

13. Hexagon socket capscrew M6 x 12mm long 0
14. Boss for drive coupling .
15. ‘Gaco’ ‘0’ fing ref RMO 156-24 ‘\Q

A

* Note: Specify bore size on couplings a%@th on drive

shaft. $

%)
<\°°
O’b
&
R

%,

[N N

NoO Off,

P U R N 1 N PVIL H . R e

www.DaltonsWadkin.com
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-l

i

FIG 1a GEARBOX COUPLINGS (cont)

GEARBOXES CONNECTED

BY A STANDARD COUPLING
HALF AND AN ELONGATED
HALF

GEARBOXES CONNECTED
BY A COUPLING AND AN
EXTENSION SHAFT

GEARBCOX PROVIDING DRIVE TO
BOTTOM FEED ROLL GEARBOX
CONNECTED BY PULLEY AND
FLANGED COUPLING

13-8
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1,12 GEARBOX COUPLINGS

Ref No. Description No Oik.
1. Gearbox 1
2. Coupling segment dia. 19mm bore or dia. 24mm bore 1
3. Hexagon socket grubscrew M6 x 10mm long 1
4, Flexible spider insert 1
5. Coupiing segment 19mm A/F 1
6." Hexagonal drive shaft 183mm A/F 1
7. Extended coupling segment dia. 18mm bore or dia. 24mm bore 1
8. Gearbox extension shaft 1
9. Key 6mm x 6mm x 35mm iong 1
10, Flange coupling 1
11. Taper lock bush ref 0231K0019

12. Pulley &
13. Hexagon socket capscrew M6 x 12mm long O 4
14, Boss for drive coupling 0 4
15. 'Gaco’ 'O’ ring ref RMO 156-24 . Q’ 4

* Note: Specily bore size on couplings an@bh on drive
shaft. &

13-9
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112 19,20

14,15,16,17

FIG 2 HYDRAULIC DRIVE TRANSFER TO FEED ROLL GEARBOXES

13-10
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2. HYDRAULIC DRIVE TRANSFER TO FEED ROLL GEARBOXES

Ref No. Description No Off.
1. Tachometer 1
2. Special pulley 1
3 Mounting plate for hydraulic motor 1
4, Hexagon socket grubscrew M3 x 6mm long 1
5. Special pulley 1
8. Timing belt 1
7. Cover for tachometer drive 1
8. Nut M8 2
8. Pulley |
16. 'Fenner tape lock bush ref 2517 24mm bore 1
11. Fulley @
12, ‘Fenner’ taper lock bush ref 1615 42mm bore O
13. Timing belt 0 1
14. Splined motor adaptor . 1
15. Key 12mm x 8mm x 40mm long '\Q 1
16. Special retaining bolt (supplied with motor) \& 1
17. Special retaining washer (supplied with m rb 1
18. Hydraulic drive motor {not shown) % 1
18. NutM10 @ 4
20. Washer M10 6 4
21. Timing belt cover (not shown} ]
2e. Nut M8 Q 2
23. Support plate for tacho'ﬁg' 1

{0
@“’Q
&
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2,3
USED WHEN GEARBOX 1S USED WHEN CONNECTING TO
CONNECTED TQ A FLANGED ANOTHER SERRATED
COUPLING SEGMENT

FIG 3 DRIVE TO BOTTOM FEEDROLLS

13‘12 a
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3. BELT DRIVE TO BOTTOM FEED ROLLS

Ref No.

w

® N o s

Description

Taper lock bush 'Fenner’ ref 2012 48mm bore
Pulley ‘Fenner ref P48 8M 20F

Taper lock bush 'Fenner' ref 2012 19mm dia bore or
24mm dia bore

Special puliey for drive coupling

Timing beit "Fenner ref 1200 8M 20

Top timing belt covar

Bonom timing belt covar (not shown)
Extended coupling segment 18mm dia bore or
24mm dia hore

Hexagon socket grubscrew M6 x 10mm long

NO Of,

(5]

- N - D

www.DaltonsWadkin.com
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15,16,17.18

14,19,207

13,19

FIG & DRIVE SHAFTS TO BEAM RISE AND FALL

13-14
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4. DRIVE SHAFTS TQ BEAM RISE AND FALL

Ref No. Desecription

1. Support plate for bearing block
2. Bearing block
3. Chain sprocket hub
4, Chain sprocket huh
5. Rear plate for chain cover
8. Spacer
7. Chain cover RH
or Chain cover LH
8. Chain sprocket
8. Chain spocket
10. Cutfeed connecting shaft @
11. infeed conhnecting shaft
12, Intermidiate connecting shaft 00
13, Connecting shall collar
14, Collar {motor to first worm gear housing) Q

. *
18, Square end adaptor \p
16. Taper end no.2 6
17. Compression spring @
18. External circlip 30mm dia @

19, NyloC grubscrew M8 x 8mm long

20. Key 6mm x 8mm x 20mm long 6

21. Stud M12 x 165mm long Q

22 Nut M12 O

23. Hexagon socket grubs@fs x 20mm long

24, Hexagon sacket M8 x 12mm long

25, Headed bush 2 ;ﬂD ¥ 20mm /D x 20mm long
26, Headed bus@wm O/D x 35mm ¥D x 25mm long
27. Chain

28. Link co or

29. Hex ocket capscrew M6 x 12mm long

30. Plain washer M6

3. Hexagon head setscrews M10 x 35mm long

32 Key 10mm x 8mm x 25mm long

33, Hexagon socket grubscrew M6 x 6rnm long

34, Top head rise and fall wormbox {see Top Head module)
35. Beam power rise and fall wormbox

Mo O,

PR = = RN

N R N N X O O R S . S N R . T - B~
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BEARING ARRANCEMENT:- RISE AND
FALL LEADSCREW

FIGS BEAM POWER RISE AND FALL

13-16
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5. BEAM POWER RISE AND FALL

Ref No.

WweNs kL

Desctiption

Top beam slide bracket

hut for rise and fall leadscrew

Rise and fall leadscrew

Top cover for worm-gear housing
Worm-gear housing

Worm

Worm wheei

Bearing 'SKF! for 'RHP' 6204-RS

Internal circlip 47mm diameter

Bush 25mm I/D x 30rmm O/0 x 20mm lohg

Key 6mm x 6rmim x 32mim [ong @
Thrust washer INA" AS2035 O
Thrust bearing 'INA'AXK - 2035 0

Shait washer 'TNA' WS81104 .

Bush 20mm ¥D x 25mm O/D x 20mm long ‘\Q

Hexagon socket capscrew M6 x 25mm long
Hexagon socket capscrew M8 x 30mm |
Hexagon socket capscrew M8 x 60

Quantities off are per slide br@Q nit.

Hexagon locknut M20 E\&

$$

No 0.

N A T B o T O T 1§ I S T Y

www.DaltonsWadkin.com

13-17



BLEL

ST10H0334 WOLIOH Ol 3AMA ¥v39 9 9ld

www.DaltonsWadkin.com

/“LI
;{“_:_;_:J//f 9t L
R e
Nz
N gl NN\

////////m\\ @
91

'z

71

www.DaltonsWadkin.com

¥=v hD NOILD3S

SLAVHS AIHO NV S3X0gHVYID




w@dhiﬂ www.DaltonsWadkin.com
GEARBOXES AND DRIVE SHAFTS

6. GEAR DRIVE TO BOTTOM FEED ROLLS

Ref No. Description No 0.
1. Output shaft 1
2 Mounting plate 1
3. Steel gear 30 testh 2
4 Delrin gear 30 teeth 1
5. 'SFK' Bearing 6305 2RS i
8. Cover 1
7. Bearing housing 1
8. Drive shafl fur boliom feed roll @ 1
Q. idler gear shaft O 2
10. 'Siti' Gearbox 0 1
11. Noich nut M24 X 1.5p . 2
12. Key 8mm x 7mm x 36mm long ‘\(\ 1
13. External ¢irclip dia. 28mm \& 1
14, Notch nut M20 x 1.54 6 2
15. External circfip dia. 30mm fb 3
18. '‘SFK' Bearing 6206 2RS $ 2
1. Internal cirelip dia. 62mm 6 2
18. Key 8mm x 7mm x 32mm long 2
19. External cirelip dia. 25mm O 1
20. INA' Thrust washer AS 2 4
a1, Hexagon head selscrew 35mm long 3
22, Washer M8 g 3
23 Stud M8 x 115mm lo 2
24, Nut M8 $ ¢ 8
25. Spring waw 4
26. Hexam ut M8 20
27. Stud Smm long 2
28. Stud M8 x 76mm long 2

13-19
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FIG7 DIRECT HYDRAULIC DRIVE TO FEED ROLL GEARBOXES
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7. DIRECT HYDRAULIC DRIVE TO FEED ROLL GEARBOXES

Ref No. Description No Off,
1. Coupling segment 12mm bore 2
2. Hexagon socket grubscrew M6 x 10mm long 2
3 Flexible spider insert 1
4, Hydraulic drive coupling 1
5. Hexagon head setscrew M3 x 20mm long 6
G. Plain washer M8 8
7. ey 8mim x 6mm x 20mm 1
8. Hydraulic drive motor 1
9. Gearbox

10. Tachometer @ 1
11. Special pulley O |
12, Hexagon socket grubscrew M3 x 6mm long 0 2
13. Puliey . 1
14. Cover for drive ’\Q 1
15, Nut M8 ' \& 2
16. Timing belt é 1
17. Support plate @ i

13-21
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SECTION 14 SPINDLES

General

Although there are various types of spindle

e.g. long barrel, shoit barrel, plain, threaded
etc., the same basic removal, stripdown and
replacement procedure may be foliowed,

Foliowing this type of maintenance the
machine will need to be 'set up' prior fo return
1o work.

Bearing changes chould be performed by
competent personnel and Wadkin strongly
recommend buying an exchange spindle unit
rather than attempting a bearing change.

Where reference i made to other ‘headings’
then these may be found in the chapter
relevant to the head module being worked on.

FIG 1 SPINDLE BARREL LOCK AND
ADJUSTMENT COLLAR FOR
TOP AND BOTTOM HEADS

Sy

Spindie Removal (Fig 1) 6\

1) Isolate power at mains or a VT@
slop. &\

2) Remeove  cufterblo Qﬁlboard
bearing it fitted, and anysurrounding
covers which ma efie the removal
of the spin e - Changing
Cutterbloc}

3} Remove spindle pulley covers and
drive belts (3). (See - Changing
Drive Beits.)

4) Release spindle barrel lock {1) and

also the clamp screw (2) on the
spindle adjustment coliar nut (4).

Cautlon: When releasing clamp screw on
side head spindles ensure they are supporied
to avoid them dropping down and damaging
pullay and/or spindie.

5) Withdraw Top and Botiom head
spindles from the front of the machine
and side heads from the top.

8} Inepect bore and barrel housing for
scofing. Replace bearings eic as
needed.

www.DaltonsWadkin.com
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7 To re-assemble reverse procedure.
The bore and barrel housing should be
clean and dust free. Smear the tip of
the bore with oil before inserting
housing which should be sprayed with
a dry 'running i* lubricant.

Preparation Prior {0 Fitting Bearings

Before fitiing a new bearing, the protection
lubricant must be meticulously removed with
petroleum epirit, tricthamolamine, or other
volatile solvent.

In order to prevent the moving pars Iront
being damaged by drying out due lo over
cleaning, add a small amount of the bearing
lubrcant to the cleaning agent at the second
bath. The film of grease which remains aiter
the solvent has evaporated will provide
protection for the bearing uniil charged with
fubricant.

‘Kiuber' fubricant, type 'isoflex’ NBU 15,
important that the correct amount of g@ I
applied, preferably using the formuj%'

G (weightingrams)=d x B ®
d = bore of bearing in mm

B = width in mm ¢

This is approxim iticient to fill one third
of the bearing e.

Changing Cufterblock Spindle Bearings
(Fig 2)

The bearings have been fitled o the
cufterblock spindles in an orthodox manner,
At the non-drive end of the spindie a liguid
engineering adhesive ('Loctite’ grade 241) has
been applied to the internal thread diameter of
the spindle lnclinut (2).

To disassemble parts joined by ‘Loctite’
adhesive use notmal {ools and methods. If the

holding force of the "Loctite' joint is too great
then apply gentle heat and break the bond
while the paris are still hot. The bonding
adhesive may be left as a powder and must be
rernoved before applying further adhesive.

Note: Work must take place in a clean and
dry environment, failure fo do so could result in
premature bearing faiiure.

1) Remove pulley (8} and pulley spigot
(10} by unscrewing M2 socket screw

(11).

be wi n from the cutterblock end
ot e’ rrel (8).

L 2

N@e spindle locknut (2} can be right or
1 d thread as follows:

2) Unscrew s@locknut {2} and barrgl
tockn@ e spindle (1) can now

@ aop head spindle - right hand
Tite new bearings should be charged wi Botltorn head spindle - left hand

Near side head - iefi hand
Fence side head - right hand

Remove existing bearings (4) and (7)
from the spindle and barrel using &
bearing puller,

Note: Care must be taken not to damage the
spindle or the barrel.

3) After preparation, refit the disc springs
{6) correctly and fit new bearings (4}
and (7) to spindle and barrel ensuring
that the bearings are fitted in tandem
the correct way round. Use only
suffictent pressure to fit hearings,
applying pressure to the ihner rings
only. Ensure that bearing fils up 1o
location shoulder. Bearings must be
lubricated (see proparation prior to
fitting).

14-2
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FIGZ SPINDLE UNIT ~

4) Reassemble spindle unit, tighten
jocknuts (2) and (3), refit pulley (8) (b.
ensuring tolerance rings (9) are fitted. $

Note: Do not overtighten locknuis. 6

5) Check that spindle assem%gs
freely and without end ﬂoat.@

$ .
$$
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ILLUSTRATED PARTS LIST
CONTENTS

1. Spindle

IMPORTANT: WHEN ORDERING SPARES ALWAYS QUOTE @
MODEL AND MACHINE NUMBER. O

14-5
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FIG1 SPINDLE ASSEMBLY
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1. SPINDLE
Hef No. Description Mo Off.
1. Locking nut (left or right hand thread) 1
2. Lock nut for spindle harrel 1
3. Locknut for spindle (feft or right hand thread) 1
4. Pulley spigot i
5. Matched pair angular contact bearings ref 'RHP B7011

x 2 TADTL - EPY 1 pair
B. Toierance rings 'Rencol’ SV40 x 20 2
7. Maiched pair angular contact bearings ref 'RHP* 7010

x 2 TADTL - EP7 1 pair
B. Disc Springs &
. Spindle @ 1
10, Spindle barrel O 1
11 Pulley 0 1
i2. Hexagon socket screw Mi2 1

| 8{;\0‘

Note: When ordering items 9, 10 ;ase specify which head
position the components are for % Il as machine model and number,

\
¥
>
$ .

$$
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SECTION 15 BEDPLATES AND FENCES

General

Because of the modular pature of the machine
build it is not possible to describe all the
possible ‘'set ups. However there are general
principals which apply and they are stated in
the following headers. Bedplate fixings are
usually self evident but on occasions a fence
may need to be ramoved 1o gain access to &
bott fixing.

Infeed Fence Removal and Replacement
(Fig 1)

‘The infeed fence operates oh eceentric pins
which are factory set.  Unless absolutely
necessary aniy the following fixings should be
touched.

1) Isolate power at mains or master stop.

2) unscrew and remove the Intermidiate
locking nuts {1) and washers for the
infeed fence {2) (positions and number
oft may vary depending on build).

N

FIG 1

INFEED FENCE

4] Remove front pivet pin (5) from the
pivot link (6).

5) Swing the pivet link (6} and adjusting
tever (4} clear of the fence. Lift the
fence up to clear studs for locking nuts
and remove.

Note: Take care not o damage the bed
plates.

6) To replace t@ﬂce reverse the
procedure ing the bed and
bettom nce are clean. Once
repl posificn a straight edge from

t d fence io check settiing at
s still correct.

diate and Qutfeed Fences

&se fences are fixed in position with

3) Remove front pivot pin (3) from @
hand adjusting lever (4).

capscrew and tension pins.

1) isolate power gt mains or at master
stop.

2) Unscrew and remove  securing
capscrews.

3) Remove fence and tension pmns from

fence/bed plate.

4) Before replacing ensure bed and
underside of fence are clean.

5) Plage a straight edge so # siraddles
the fence to be set or if this is not
possible position the straight edge
along a fixed fence so it projects over
the fence to be set.

www.DaltonsWadkin.com
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Wadkin

B) Push the fence up to the straight edge
and tighten capscrew enough to fightly
hold fence in position.

7} Using feeler gauges check the gap
between fence and straight edge.
This should not be greater than
0.05mm {0.002").

8) f necessary gently fap the fence
mouiing o adjust gap setting. When
correct fully tighten capsorews and re-
pin.

9} Finaliy re-check fence gap.

Bedplate Reioval/Replacement

The bedplates are generally straight boit down
the exceptions being the dovetail mounting
perrnali bedplates and the sliding side heads,

1) Isolate power at mains or at master (
stop. @

2) Examine bedplate and deler @
whether fence rermoval is neceé.\

3} Side pressure and \s\\!nctllary

equipment may be a bedplate
and the disconnec f such items

rmight ease bed

4} Before ng bedplate ansure
botto e and machine base is
clean. Refit any removed shims,

5 Place a stralght edge on an
undisturbed bed projecting over or i
possible bridging the new/replaced
bedplate. The gap between bedplate
and straight edge should not exceed
0.676mm over a 1220mm span
(0.003" over 4.

Shim if required.

Bed Lubrication {Fig 2}

This is & standard feature on all machines with
the lower leed speed machines having a
manual system and the machines with a feed
speed of 100mYmin plus having an aultomatic
system. The manual system feeds oil
continuously to the fence side half of the bed
with a lever operated valve {1) on the infeed
base casting bring in the outer half of the bed
fubrication when needed on wider timber.

Purmping the lever {2) on the hand operated oil
reservoir (3) pressurices the oil in the tubes
and it slowly seeps out the oil groove in the
bedplate.

LUBRICATION PUMPS

FIGZ2

15-2
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The confinuous ofl flow on the automatic
system is delivered by an electric pump (4)
with the flow being regulated by an adjustment
{5) on the pump body. An anticlockwise
movement of the adjusting screw decrease the
flow whilst & clockwise movement increases it.

The amount of oil required varies depending
on hardness, type of wood, porousity, required
finish, feed speed, etc. and should be
determined on site. Two pumps of the manual
lever may be sufficient for a hundred meter
un.

156-3

www.DaltonsWadkin.com




www.DaltonsWadkin.com

Wadkin

SECTION 16 JOINTERS

Principles and practice (Fig 1, Fig 2)

Jointing s a dressing technigue which is
appiied to a rotating cutterblock in order to true
all the knives to a common cutting circle. By
applying this technique the feed speed of the
machine can be Increased by & factor equat 1o
the number of knives in the cutterblock.

In order to appreciate thig fact, the nature of
the machined surface of the timber resulting
from the rofary culting technique must be
understood.

The surface finish consists of a series of
adjacent waves, {as shown in Fig 1), the pitch
and depth of these waves bheing directly
related to the cuiter spindle speed, number of
finishing knives, feed speed and radius of
cutter head.

Wave pitch p (mm) = f X N
n

Where: t = Feed speed (mm/min)
n = Spindle speed (r.p.mj
N = Number of finishing knives

a.5

Wave height h (mm) =R - (R? -p%)
4

e

(RN

2

FIG1 SURFACE FINISH

$1
Sawmilling

Under normal toolsetting techniques only one
knife in the cutterblock produces a finishing
wave, the other knives cut the timber but do
not affect the finish.

Vhen jointing is applied the cutiing edges are
trued exactly and consequently ali the knives
in the cutterblock produce a very fine wave
pitch if run at the feed espoocd suitable for a
singte finishing knife. This would produce
overculting and power requirements would
also increase.

In practice wave pi?@as of 1.0 fo 2.5mm

are necessary, ing on the end use of
the timber. Thetgigre, when jointing the feed
speed mus increased to give desired wave

pitch. \p

wave pitch values for
ations are:

different

1.5 1o 2.56mm
Joinery 1.5 to 2.0mm
Strip Moulding 1.3 to 2.0mm
Furnurg 1.0t0 1.5mm

These are for the visible surfaces of a product,
clearly larger values can be permitted on
hidden faces.

It shouid be noted that as wave piich and
depth of cut are reduced the power redquired
may increase, due to ihe cuiting edge tending
to rub over the timber suwrface rather than
cuting.

Practice

The technigue of joinfing is achieved by
grinding all cutting edges of ihe knives in the
cutterblock within 0.010mm of the true cutting
circle in the toolroom. When mountsd in the
machine an abrasive stone is traversed across
the width of the cutterblock (straight jointing}
while it rotates at the correct operating speed,
{normaliy 4500 or 6000 RPM}.

This action effectively puts a flat on the cuiting
edges of the knives in the cuiterblock. The

www.DaltonsWadkin.com

16-1




www.DaltonsWadkin.com

Wedkin
JOINTERS
TOO} ‘ é\cr
) " o
T (M rin) c§’ <
;’o Q‘Q
801 < L f=n NE
;’ i 1000
J&\
60 <
©
Q._DQG‘:?
| Ll z o
40 D38
I ie
20 Nt AQe rpm

$typica.l cuiter

10 E ;
‘ “tracking errors 7 -

0 1.0 20 (mm 30

f and h aganst p, R=50mm R=z100

S0A

16-2

www.DaltonsWadkin.com




www.DaltonsWadkin.com

Wadkin

JOINTERS

width of flat {joint) produced increases for each
successive jointing and for efficient operation
should not exceed 0.5mm.

There are two types of jointing, depending on
the cutiers to be jointed. 'Straight', across the
knife, for planing; or 'Profile’, foward the knife,
for profiled moulding cutters. The latter
operation is also referred to as ‘plunge’
jointing.

The stone used in straight jointing s relatively
hard (see maintenance). This is set to the
culter (see Chapter - Method of Use) then
traversed across the cutterblock face to
ensure that all cufters touch. The spindle is
then rotated under power and a traverse taken
1o true the cutting circle.

The stone used in profile jointing is relafively
soll {see maintenance). This is fed toward the
cufterblock knife faces, the stone being
shaped to suit the culter profile. Both methods
are described.

FIG2
JOINTING A
N2
Straight Jolnting Q 0

*
t the jointing
utter knives, then

1. Using the index wh
stana to just toue
traverse the sto 58 the cutter head
(stationary) t ure that all cutlers
touch. Park the stone 5 to 10mm away
trom cutters until ready to use.

2. Set spindle in operation. When up to
normal operating speed, traverse once,
Set a funther increment of cut on the
index wheel and repeat traverse. A
smooth hand operation is best,

3. Switch off spindie head. Bring the spindle
to rest as smoothly as possible using
automatic braking (if fitted).

4, Check the cuifter joint using a light to
ascertain if even jointing has been applied
{0 ali cutting edges.

5. Repeat as necessary untit and even joint
has been achieved. Park the stone away
from the cuiiers,

When rejointing, it is useful to apply g biack ink
marker along the cutting edges. This will help
identify when all the cutters have been
successiully jointed.

Profite Jointing

1. The profile to be used is first marked out
on the stone, which is then hand ground
to the required shape, using a profile

template. It is g ractice 1o finaly
beval the stone edgedN(see Fig 3).

2. Mount the go stone in the holder

achine body and secure

lacated o thﬂ1
in posjtiéui the locking screws,

~~PROMLE
BEVEL

FIG 3
TYPICAL PROFILE
JOINTING STONE

3. Position the stone to the culterhead using
the jointer cross traverse and radial fsed
screws. Lock the jointer slide in the
correct axial position, making sure that
the stone profile corresponds to the
cutter kpives,

4. The stone is finally shaped to the cutiers
turning the spindie slowly by hand -
termed 'chipping’.

5. Carry out jointing operation, steps (2) to
(5) as for 'straight' jointing, except that
insiead of traversing the cutter knives, the
stone is now progressively fed {plunged)
into the tool face until the correct heetl or
lznd is achigved on the cuiter liives,

6. When profile [ointing, the index raichet
may ba disengaged to allow the stone o
be refracted quickly afier the reguired
joint has been achieved.

www.DaltonsWadkin.com
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7. Park the profile jeinting stong 5 to 10mm
away from the cutters.

Jainter - Fence Side Head (Fig 4)

This is a combined straight knite and profile
jointer with traverse screw and index feed,
located on a post {itted to the fence side head
cross slide and positioned adjacent to the
cutterblock,

The traverss screw is operated from the front
of the machine via a bevel gear arrangement
using a removable handle applied to a square
on the geared shaft extension which forms
pari of e Tence side head controls,

The jointer locating post and bevel gear form
an integral part of the head cross slide. The
Jointer itself is demeuntable , but will normaily
remain in position,

Method of Use

%
1. Fit pre set profile or straight jointer stone
cartridge (1) to head clamp block (2) a

secure. 6
2. Move the jeointer head into s@Q

ion
relalive 1o the cutterbloch K the
traverse (3) and index wheer\

Proceed as descr'r Jointing
Pragtice - Methods, asdpplicable vntil

an even jplit has @dbtained.

4. When straigl ing. Fil winding handle
{o the squ he traverse screw (3).

o

5. When profile jointing: Lock the traverse
serew in position. Feed the profile stone
to the cutter using index wheel (4}.

6. On comgletion, retract the jointing stone
and park away from the cutter knives.
Hestore head covers o original position.
Note: When straight jointing the

stone is positicned in the

angled slot, When profile
jointing, paraiiel to the cutters

ON FRONT
FACE OF
MACHINE

FlG4 FENCE SIDE HEAD JOINTER

Jointer - Near Side Head (FIg §)

This is a combined siralght knife and profile
jointer with traverse and indexed feed similar
io the fence side head. The jointer is located
on a post positipned adjacent to the cutter
spindle on tha near side.

The traverse scraw s operated by a
removable hand applied to a sguare extension
located at the top of the jointer slide. The feed
index operates in a simifar way to the fence
side head.

When the jointer is in use the cover of the near
side hood may be removed t0 give increased
access to the cutterblock. After use retract
and park ihe stone. RAeplace covers or guards
removad.

18-4
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Method of Use

1. Proceed as described in Fence Side
Head, iteame (1) to {3), until an even joint
has been obtained.

2. When square jointing: Fit winding handle
to the square on the traverse screw (1).

The method of traverse and feed are similar to
the bottom heads, When straight knife
jointing, the axial traverse is effected by a
winding handle applied to the square end of
the ifraverse screw. A locking screw is
provided to lock the slide traverse while profile
jointing.

Method Of Use

1. kit pre sel profile or straight jointer stone
cartridge (1) to head clamp block {2) and
secure.

2. Move the jointer head inio position
relative to the cutterblock using the
traverse {(3) and index feed {4).

3. Proceed as _descfihed in  Jointing
practice - '
an even jointhds been obtained.

*
4, Whe ight jointing: Fit winding handie
18 are on the traverse screw (3).

FIG 5 NEAR SIDE HEAD Jo:NTER,-\Q

3. When profile jointing: Lock the &%

screw in position with scre (% eed
the profile stone to the cu% index

wieel (3}
*

4.  On compietion, retr. jointing stone
and park away ft, g cuiter knives in
nearside positt estore head covers
to ofiginal position.

Note: When straight jointing the
stone is positioned in the
angled slot.  When profile
jointing, use the slot parallel to
the cutters.

Jointer - Top Heads (Fiy 6)

This is a built-in combined straight and profile
jointer, forming part of the assembly which
alse camies the top head chipbreaker and
outboard bearing attachment.

m————_Su—-,_TM_‘—“—‘_., .
B Y

FIG6 TOP HEAD JOINTER

5. When profile jointing: Lock the {raverse
screw in position with screw (5). Feed
the profile stone to the cutter using index
wheel (4},

8. On completion, reiract the jointing stone
and park away from the cutter knives in
nearside position.

www.DaltonsWadkin.com
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Note: When straight Jointing, the
stone is positioned in the
angled slot. When piofile
jointing, use the slot parallel to
the culters

Jointer - Seeond Bottom Head (FIg 7)

This is a 'built ¥ combined straight knife and
profile jointer, wilth index feed wheel and
traverse screw simitar to the top head jointer.
The method of operation is similar.

On the Second Bottom head the outfeed
bedplate can be retracted o give increased
access to the jointer by siackening iwo screws
on the bedplate.

When straight jointing the axial traverse is
gifected by using a winding handle on the
square end of the {raverse screw.

FIG 7 BOTTOM HEAD JOINTER

Method of Use

1. Fit pre set profile or straight jointer slong
cariridge (1} to head clamp block (2) and
secure.

2. Move the jointer head into position
relative to the cutterblock using the
traverse sorew (8) and index wheef (4).

3. Proceed as described in Jointing
Practice - Methods, as applicable until
and even joint has been obtained.

When straight jointing: Lock the traverse
screw in position with screw {5). Feed
the profile stone 10 the cutier Using index
wheel (4).

when profile jointing: Lock the traverse
screw In position with screw (5). Feed
the profile stone to the cutter using index
wheel (4).

On completion, retract the jointing stone
and park away from the cutier knives in
nearside posilon.

16-6
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Wadkin

JOINTERS

MAINTENANCE

General

The jointers have been designed to be
maintenance free apant from the changing of
the stones as and when required.

An example of the type of hard stone used
when straight jointing is one with alumnus
oxide particles resin bonded with a grit
reference of 100. The softer sione used when
profile jointing is an atiantic grit again bonded
with a grit reference of 402. :

I the jointers re not in regular use or if used
predominantly in the profile mode then it is a
good practice to adjust them weekly through
their limits to prevent sawdust/resin build up
on slides and screws.

if the traverse movement should become stift
then clean the threads and very lightly «il
using Wadkin Grade L4 (See approved
Lubrlcants)

Note: Excess oil can attract and hol 6

saw dusl particles. \O
>
%
o
&

www.DaltonsWadkin.com
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Wadkin
; JOINTERS

ILLUSTRATED PARTS LIST

CONTENT

1 Fence Side Head Jointer

2. MNear Side Head Jointer @
3. Bottom Head Jointer C)O

4, Top Jointer . Q N
IMPORTANT: WHEN ORFERING SPARES ALW. UOTE

MODEL AND MACHINE NU ﬁ%.

2
\
¥
>
$ .

$$

www.DaltonsWadkin.com
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JOINTERS
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FIG 1 FENCE SIDE HEAD JOINTER
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JOINTERS

1. FENCE SIDE HEAD JOINTER MK 11

s
o,
z
o

Description

2
o
o
=

Slide for fence side head jointer feed
Spring anchor post

Post for spring

Slideway for jointer

Foot for jointer slideway
Bevel gear

Screw for jointer rise and fall
Nut for jointer rise and fall
Shaft for bevel gear

Nut for jointer teed

Knob

Dial for jointer adiustment
Screw for jointer feed @
Sleeve for jointer feed O

Bracket for bevel gears 0
Wear atrip for jointer

Stide for feed controf R (\‘
Vertical wear strip N\
Vertical slideway \&
Vertical slide 6
Holder for straight jointer stone @

Body for profile jointer stone

Washer

Plate

Ciamp 6

Tension pin 4mm dia. x 1 ng

Hexagon head selscrn 12mm long

Tension pin 6mm diae m long

Plain dowel 10mrmdig, X 25mm long

Hexagon socke necrevw M6 x 20mm long
Hexagon socket grubscrew M6 x 12mm long
Hexagon s@t capscrew M8 x 60mm long

Heade e bush 22mm /D x 12mm long
LoosE r 28mm O/D x 18mm /D x 12mim thick

PRNBEO AN

l rust washer AS 1730

Hexagon locknut M16

Plain washer

Hexagon socket grubscrew M6 X 6mm long
Key Smm x 5mm x 20mm iong

Extension spring

'GACQ 'O ring seal AMO 445-30

Hexagon socket capsecrew M6 x 16mm long
M12 Helicoil insert

B P S D)WW WWLWANMMNMDPMNMDMNDLONMNDD - —.
SRL3BIULUSFRURICBBNGRRENIC oo Ipmran=2
_e....soa-.z.i\)mmm-&mi\j—.&.{;mm{aummm—xdﬂ.ﬁ_&_;-A.—L-A_L..L—;_A._L-.:-—é-n-—t-t.m..m..,am_.;_-_

14, Hexagon socket capscrew M6 x 65mm long
45. Hexagon socket capscrew M8 x 45mm leng

(foot to slide)
48, Tenslon pin 8mm dia x 50mm long 2
47. No. 1 Taper pin 1
48, M10 Plain washer 1

16-11
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FIG1 FENCE SIDE HEAD JOINTER
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JOINTERS

FENCE SIDE HEAD JOINTER MK 11 coniinued

Ref Na Description Mo O
h 49, Hexagon socket capscrew M6 x 60mm long 4

50. Spring washar M8 4

51. Tension pin 8mm dia x 32mm long 2

(foot to siideway)

52. Tension pin 6mm dia x 32mm long 1

53. Taper pin No. 2 1

54, Stud M12 x 55mm long

. \Q’
Q
16-13
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JOINTERS

/ 10,2326

1422 83738 18,19

FIG 2 NEAR SIDE HEAD JOINTER
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JOINTERS

NEAR SIDE HEAD JOINTER MK 11

Description

Slide for near side head jointer
Intermediate slide for jointer
Saddle for near side head jointer
Wear strip

Traverse screw

Screw for jointer feed

Square drive adaptor

Wear strip for saddle

Sleeve for jointer feed

Nut for jointer feed

Clamp screw

Spring anchor pin

Spring anchor post

Dial for jointer adjustment
Block for jointer screw bearing
Holder for straight joinier stone
Clamp

Plate

Extension spring %
"GACQO' Q' ring AMO 445-30
Melicoil insert F112 - N24 M12

Bronze headed bush 18mm
Plain washer M10

Hexagon socket capse 16MM long
Hexagon socket cap: 8 X 12mm iong
Tension pin 4mm i mm long

M6 x 12mm long

x 40mm leng
et,Capscrew M8 x 30mm long
setscrew M8 X 25mm long

Taper pin

Hexagon socket grubscréw M8 x 25mm long
Lock nut M6

Hexagon sacket grubscrew M8 x 26mm long
Lock nut M8

Siud M12 x 55mm iong

Collar nut 'WDS' 404-204 M12

Body for profile jointer stone N\ l
Washer 6

gmm VD x 10mm long

No Ofi.

R U 1= 1% T ST S W1, T B N O R O S T L T T L A R e B 1 S R i R LY

www.DaltonsWadkin.com
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FIG 3 BOTTOM HEAD JOINTER
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JOINTERS

SECOND BOTTOM HEAD JOINTER

Description

Slideway for bottom head jointer feed
Slide for bofton head jointer feed
Saddle for bottom head jointer

Slide for bottom head jointer traverse
Screw for horizontal jointer {raverse
Nut for jointer feed

Sleeve for jointer feed

Screw for jointer feed

Dial for jointer adjustment

Jointer feed slide strip

Spring anchor pin

Block for jointer travergse/stop @
Square drive adaptor

Wear strip O
Clamp Block @)

Body for profile jointer stone .
Plate for profile jointer stone helder ‘\Q
Washer for profile jointer stone holder body E\&

Holder for straight jointer stone

Clamp plate

Tension pin 6mm dia x 40mm long %
Tension pin 4mm dia x 12mm lon

Hexagon socket grubscrew Mg x% long
Handwheel

Taper pin

Large diameter plain w,
Helicoll insert M12 F11
Hexagon socket ¢ M6 x 16mm jong
‘GACO 'O’ ring
Extension spring
Tenston pin

dia x 18mm long
grubscrew M8 x 25mm long

Hexagon socket capscrew M& x 25mm fong
Bronze headed bush 18mm O/D x 12mm I/D x 8mm long
Plain collar 25mm O/D x 12mm /D x 12mm width
Tension pin 4mm dia x 24mm long

Plain washer M12

Hexagon locknut M12

Stud M12 x 556mm long

Hexagon socket capscrew M8 x 50mm {ong
Hexagon socket capscrew M8 x 26mm fong
Hexagon socket capscrew M8 x 40mm long
Hexagon locknut M8

Collar nut "WDS' 404-204 M12

Plain washer M12

Hexagon nut M12

Hexagon socket capscrew M10 x 20mm long

Na Of.

G QU RO QT S SRR P, [\ TR S ST ST O | -G A N 4§ S T O 1 T WA ., R U AR T S B 1 R a0 B A R i ]
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JOINTERS

4, TOP HEAD JOINTER

Bulld of the top head Jointer is tlie same as the MK 11 Near side head Jointer with the exceptions of
the below items:

Ref No. Description No Off,
1. Siide for Top head Jointer 1
2, Wear strip i
3. Traverse screw i

16-19
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SECTION 17 HYDRAULIC DRIVE

General

Machines running at less than 50nvmin may
have a direct hydraulic drive as opposed to a
drive via a belt.

The orienlation of the hydraulic motor varries .

depending on drive. With direct drive the vent
port is uppermost whilst when belt driven the
port is on the side.

The system must be filled under compietely
clean conditions. Before removing filters or
filter caps ensure that components and
surrounding areas aro clean and completely
free from all dirt, sawdust and wood chippings.

if the system does become contaminated due
to ingress of foreign matier, it must be
thoroughly cleaned and flushed oui before
reuse, and if necessary, the pipelines and
hydraulic unit dismantled,

Filling must be caried oul systematically, so
that all air can escape from the high pressure
circul{ before-the unit is operated under load.
Motor vent hose connegtion must always point
upwards to ajlow air to escape. An integral

purge vaive is fitted fo asgiSiNn the venting of
the system, this valve ges a contralled
f \ L
ow of ol from Pe‘ h pressure circuit,
A\ >4

QIL LEVEL
SIGHT GAUGE

l FIG1T HYDRAULIC DRIVE UNIT

QIl. | S
MOTOR RESERVOIR URE TEST
VENT HOSE T P(S) PORT P(S)

WAy
PRESSURE

e RELIEF

VALVE P(S)

A PORT "X’

5 /

BOGST
N "~ RELIEF
VALVE

HIGH
PRESSURE
RELIEF
VALVE S(P)

% TEST PORT S(P)
(BEHIND HOSE)

HIGH PRESSURE
PORT S(P)

17-1
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Wadkin
HYDRAULIC DRIVE
so that any entrained air can escape Ireely to b. Repeat this three times in both
the vent tank. diractions.
Procedure for filling 6) Run the hydraulic metor for several
1) The hydraullc motor must be free to minutes at low speed to bring the

rotate under 'no lpad’ conditions,

2) Loosen vent plug in port ‘X' on the
pump {ilter body.

3) Fiil the off reservoir (and thus alsc the
pump housing) to the maximum level
on the fluid gauge. Fill the molor
housing via the vent port an the body.

4) To prime the system:
a. if the machine is in a line, positon
swich on contral panel 1o

independent With

sun for approximately 10 seconds the
stop machine using master stop. @
for 2 or 3 minutes to alflow
escaps from the pump h@
vent hose. ®

h. Nisengage mast Q Switoh
machine power&nd repeat above

process (&) fimes. During this
time the fi cservoir must be kept
topped prevent further Ingress of
air.

c. Check the vent plug on the filter block,
close the plug when oil appears.

5) To purge the system of airn

a. with machine power on and the
hydraulic pump on, select maximum
speed. Using the inch forward button
run the machine for 20 seconds then
stop. Reset machine and using the
inch reversal bution run the machine
for 20 seconds at full speed then stop.

Note:

i ", ith the machine @
power on, star hydraulic pump and

operating fiuid up to  working
temperature, then increase speedioad
steadily to ensure that any resigual air
in the system is released to the vent
tank.

No wood should be passed through
during above prgeedures,
On sotne &ms, a complete filuid
chang not be necessary. In this
. only the filter of the pump is
ged after initial start up and then
exy 500 hours. Any Huid lost during
filter changing must be replaced by
tresh fluid of the same lype added to

the coolerfluid tank. Consult Wadkin
if in doul.

17-2
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HYDRAULIC DRIVE

MAINTENANCE

General

Maintenance of the hydraulic system is fimited
to changing the filter element of the power unit
pump and the pressure fluid. Hoses will only
need replacement if damaged. |

No other maintenance should be carried out
uniess by trained personnet.

Hydraulic Feed Drive Belt (Fig 1)

1) To replace drive belt, first remove
cover (1)

2) Siacken off locking nuts (2} and (3}

3) Turn jacking screw (4) clockwise to
lower motor.
4 Remove and replace drive belt.

AT

FIG! HYDRAULIC FEED DRIVE BELT

[

5) Raise motor, turning jacking screw {4)
anti-Glockwise to remove any slack,

Note: Do not over tension belt

B) Tighten locking nuts (2) and {3) and
rafit cover (1),

Changing the Pressure Fluld

The high pressure fluid must be changed at
intervals of 1000 lo 2000 hours, according to
application.

The change is carried out by draining the vent
tank, cooler, pump and moter housings, then
replenishing with fresh fluid of the correet type,
{see pressure fluids).

MNote: High working temperatures  and
frequent cooling n phases with low
tenmperatures densation}  will

shorten the . e fluid.

The oil remaini in the pressure ctreuit
{power p (@ump} need not be changed.
Do no, he high pressure lines unless

the are damaged
e

and require

nging the Fllter

”) The filler cartridge fitted to the pump must be

replaced not later than 50 operating hours
after initial stant up.

Use filter element, ref, 000-983-06-15,

obtainable from Wadkin.

Further filter changes shouild be made at 500
operating hours intervals.

Prassure tiuids

Suitable hydraulic fluids are: Wadkin Ref: L1
{refer 19 iubricants table}.

www.DaltonsWadkin.com
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Wadkin

HYDRAU

LIC DRIVE

FAULT FINDING PROCEDURE

FOR
LINDE BPV PUMP/BMF AND BMY MOTOR SYSTEMS

System operating pressure can be taken by
connecting a 600 bar (8000 psi} pressure
guage into each side of the closed circuit at
the pressure test tappings provided at the side
of the main port flanges P(s} and 5(p} on the
pump. The test tappings are threaded M14 x
1.5.

The pressure taken at P(s) is the operating
pressure in that side of the ¢losed circuit and it
iz limited by the high pressure relief valve on
that side of the pump. Similarly, the guape
reading at S(p) is the operating pressure on
ihat side of the circult, again limited by the
adjacent high pressure relief valve. The relief
valves have a three digit number stamped on

Hiore CRESSURE FORT PIS),

TEST PORT P(SL

HIGH PRESSURE
RELUEF VALVE
aIslh,

800st AY.

16 batre

HIGH PRESSURE
RELEF VALVE
SIPh

TEST PORT SiPL

PORT =.

HIGH PRESSUAE PORT 5IPL

FIG2 SYSTEM PRESSURE Tﬁﬁﬁe

. $?b

the exposed end. Thigndenotes the valve
setting {i.e., 420 ~ 420

Boost pressure i€ takén by connecting a 40
har (600 psih guage to port "X’ which is
threaded || x 1.5. The normal boost

press%-w bar (230 psi) and ihis is
.ea. >

y the 16 bar relief vaive.

%
Y

$$

www.DaltonsWadkin.com
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HYDRAULIC DRIVE

SYMPTOM

"CAUSE

REMEDY/CHECK

1.5ystem will not
operale in either
direction.

Y,

A. Low oil level
system.

B. Insufficient pilot
pressure or flow.
Remote electro/
hyfrautic controfled
purmp -Em’

0. Low boost

i. Check oil level in reservoir and replenish
as necessary with the correcthydraulic oil,

2. Locate and repair the leaks causing the loss
of oil.

3. Thoroughly fill and veni the pump and motor
casings, the closed loop and (where fitted)
the coolant circuit.

1.'EH' - check @

a) That forwardfﬂe\@ irection is selected
out of neutral

b) The continulty iring from battery through
to solencilser pumn control,

c) Witha eter, check the output from the
a ‘\&! through the full range of the speed
er. If incorrect consult the
%ufaclurer of the control.
he amplifier culput is correct, then
remove the solenoid/solenoid valve from
pump and check operation. Replace as
necessary

e} Check the pressure at port X of the pump. If
18 bar is not achisved see symptom 1.0.1

1. Check 1o ensure that couplings between
electric motor and pump shatt and hydraulic
motor shaft o gearbox are functioning
correctly, Reclify as necessary.

1. Connect a 40 bar (600 psi) pressure guage
inte port X on the filter block of the

pump.

2. Operate the pump in neutral at
approximately 1000 RPM and observe
the boost pressure which should be 16 bar
(230 psi). If boost pressure is normal in
neutral, operate the pump in forward and
reverse and again check the boost pressure,

3. Low boost pressure may be caused by:-
a) Boost relicf valve nol seating

correctly. Dismantle and check. Replace
as necessary.

17-6
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HYDRAULIC DRIVE

SYMPTOM

CAUSE

REMEDY/CHECK

1.continued

2.5ystem operales
flow in one
direction only.

4.
L

E. Lowand
fluctuating boost

pressure
A, Insufij '@bt
press @ tow In
one directién Electro/
H Ii& controfled
$ ‘EM.

. Faulty high

pressure relief valve/
non return vaive,

C. Damaged shultle
valve {(where fitted
in BMF motor).

b} Coid start relief valve not seafing
correctly. Dismantle and check. Heplace
as necessary.

¢) Low oil level in aystem. See symptom
1.A.

d} Restricted Iniet to gear pump. Check
external inlet pipework and remove
restrictions.

e) Gear pump drive m@sheared.

f}  Wortordama mp or motor
causing excessivg internal leakags.
Replace aged components after g

mination for subsequential

in doubt, contact the

turer.

'%’cem. Air will also cause the system

noisy. Check the system cil level,ensure

ga pipe connections are tght, with particular
attention to the inlet circult where a gear pump

L with external inlet is fitted. Ensure the system

is thoroughly vented of air.

1. See symptom 1.C.1.

1. Swiich the two high pressure religf valve
assembiies from one side to the other. If
the system then operates in the direction
lo which It wouid not operate before, one of
the valves is faulty. Examine and rectily as
necessary.

NOTE: Each high relief valve assembly also
incorporates a boost non-return valve.

1. Remove shuitle valve components and check
for damage. Replace a5 necessary.

www.DaltonsWadkin.com
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HYDHAULIC DRIVE

SYMPTOM " CAUSE REMEDY/CHECK

D. Damaged pump 1. Control effect will be normal in the drive
control pistons or direction, but hard in the direction which
piston seals. is nol driving. Replace the damaged parts in
the pumyp, or replace the complete pump.

3.Neutral is difficult A. Pilot system 1. Tee pressure guages into pilot lines at

or impossible to find | malfunction (remote pors Y and Z at the & Check pressure

i.e, raotor in system hydraulic controlied differential does no ed 0.5 bar with the

when the purmp is in pump-'HF' pilot valve in its position, If

neutral. pressure diffe is excessive, examine
and reclify as netessary.

L 4

*
2. Pilo%g\d aged or restricted. Check lines

a iy as negessary.

B. Conkrol system .@eck continuity of wiring from speed
maklfunction Electro/ \ controller through to both solenoid valves.

Hydraulic eontrolle
purmp-"EH". % 2. Check output from the amplifier with the
Q speed controller in neutral. There should
O be no zero output. Rectify as necessary.
&\ WARNING: Motors will rotale wiile checks
% and adjusimenis are made under symptom 3,
therelore before commencing, ensure no
timber i in the the machine and it is free to
§ . rotate. Appropriate action must be taken to
\ prolect against the rotation of other types
of equipment.

C. Pump servooutof | 1. Ifin3.B.1., 3.B.2. and 3.C.1 above, the

adjustmeni. Electro/ exiernal control is found to be in order,
Hydraulic controlled but motors continue to rotate when control is
pump-"EH", neuiral then the hydraulic neutral of

the pump must be adjusted as follows:-

a) Staclken the large hexagon nut which secures
the eccentric pivot in the centre of the
cover,

b) Run the pump at full specified speed.

17-8
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HYDRAULIC DRIVE

SYMPTOM

CAUSE

REMEDY/CHECK

4, System over-
heating

A, System operating
al maximuim pressura
for longer periods,

B. Incorrect il
visgosity.

C. QI level too low.

D. Coolerin @
or working O%d ced
efﬂcis@%
N

E.Oill lines to or

from cooler restricted.

F. Coid vaive not
sealing properly.

Q. Relief valve not
seating properly

(this would also show
loss of speed and
power).

¢) With the speed control ('EH') in neutral, turn
the eccentric pivot using a hexagon key in the
socket provided,

d) Aiter turning the eccentric pivot slightly,
checlk to determine whether the motor has
slowed or increased in speed., if speed has
increased, turn the pivet in the opposite
direction. Continue to tumn pivot until motor

e} Tighten the locknut on the eccentric pivot,

while preventing the pivw turning.

1. Limit periods imum pressure operation
to manufa recommeandalions

1. ;:lst of recommended oils.

% eplenish ot to the correct level. Refer
N~ to Symplom 1.A.

1. Checlk adequale water supply to cooler,

o

. Blow through cooler matrix to clear dint
build up in air cooler (where fitted).

1. Remave resirictions.

e

. Dismanile and clean the cold start valve if
necessary.

. Install pressure guages check the high
pressure relief valve settings. If low
dismantle and clean the respective HP
relief valve.

.

www.DaltonsWadkin.com
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HYDRAULIC DRIVE
SYMPTOM CAUSE REMEDY/CHECK
H. Purge vaive in 1. Dismantle and clean the purge valve. Ensure
motor not opening. the hall is free to move and that portings

are hot restricted by contaminent particles.
Fit a replacement vaive it necessary.

i. Shultle valve i. Dismantle and clean the shuitle valve.
in motor not Replace any damaged components.
opening.

allowing excessive the wom component place the compiete
internal leakage. unit, after first car t all the checks
related to low bdost Pressure (Refer to

J. Worn componenis | 1. Check the boost pres;@f low, replace

syst

Symptom §‘
*
5.Excessive noise. A. Air leak in system. | 1. Fill w rrectly and purge air out of

~@uction ling to hoost pump leaking allowing
air lo be drawn into the system. A good
c) indication of air in the system is given by

OQ' foaming of the oil in the reservoir,

the raserveir,

B. Cavit@.\ A 1, Carry our checks related to low boost
ha ing eifect pressure {Refer to Symplom 1.D).
cau y starvaiion
the supply to
main pump due
to low boost

@ pressuie.

C. Prolonged 1. Refer to Sympiom 4.A.1.
operation against
the high pressure
valve.

/N

D. Syslem pipeworl 1. Check pipes and hoses. Clamp pipes and
vibrating. ensure they are not touching metal
componenis such as oil tanks, fuel tanks or
panalfing which can act as sounding board.

E. Drive misalignment{ 1. Check for afignment and for wear in the
or warn coupling. coupling. Reclily as necessary.

17-10
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HYDRAULIC DRIVE

SYMPTOM

CAUSE

REMFDY/CHECK

6.Loss in power.

7. Motor in system
does not rotate

or rotates at low
Speed.

F. Mechanical
damage to component
pairts i.e. damaged
bearings, broken
pistons etc.

A. Loose pipe
conneclion or
fractured pipe in
the system,

B. Relief valve not
seating properly,

C.Reduced power
from prime mover.

B. Low boost
pressure

A. Prime mover
speed too low.

B. High pressure Q
reflefvaives not O

seating pro

C. Daipa t@huﬁle
va{vege
. Bow boost
essure.

E. Worn compornents
aflowing excessivie
internal leakage.

$‘®°

. Repface broken compoenents after a thorough

examination for subsequential damage. f in
doutit, contact the manufacturer.

. Tighten connection or replace fractured pipe.

. Refer to Symptom 4.G. @
. Check output frorrC)Q mover and rectify as
necessary.

. Refer a\b}om 1.,

me mover to give correct speed.

! Refer to Symptom 4.G.

1. Dismantle and ¢lean the shuttle valve.

Replace damaged components,

1. Refer to Symptom 1.D.

1.Replace worn unit.

www.DaltonsWadkin.com
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HYDRAULIC DRIVE

ORIENTATION
OF MOTOR
WITH DIRECT

HYDRAULIC DRIVE UNIT

FIG 1

17-14
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HYDRAULIC DRIVE

IMPORTANT:

ILLUSTRATED PARTS LIST

CONTENTS

Hydraulic Drive Unit
Hydraulic Drive Transfer to Feed Roll Gearhoxes
Direct Hydraulic Drive to Feed Roll Gearboxes

WHEN ORDERING SPARES ALWAYS QUOTE
MODEL AND MACHINE NUMBER @

www.DaltonsWadkin.com
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HYDRAULIC DRIVE

1. HYDRAULIC DRIVE UNIT

Ref No.

1.

s

Description

Inlet/return hose; SAE 100R2AT, 3/4”
bore x 3 metres lony, 45 degree
flange 3/4" and 90 degree flange 17
end filtings

Vent hose; SAE 100RIT, 5/8" hore x 3
metres long, stand pipe fittings

hoth ends (including olive '

and nut}

Flange kit 16PA to suit 1" end fitting
(inciudes 2 ilange halves, 4 bolls,

4 washers and 'O’ rings)

Hydraulic motor 'Linde' BMF 35TFC
Variable displacement axial piston pump
‘Linde’ BV 1005

Coolerfreservoir assembly driven by
40 hp, 200 LD frame, 3 phase

resenvoir
External suction hose from reservoir

to pump @
Filler hose
Flange kit 12 PA to suit 3/4" end

fitting (includes 2 flange halves, 6
4 holts, 4 washers and 'C* ring\

O
&
$ .

$$

electric motar o Qo 1
Top vent hose from pump {o cil |\

No Off.

S

O

www.DaltonsWadkin.com
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HYDRAULIC DRIVE

11,12 19,20

LN

i

/

[
i

Ji

]
!

i

msf//

FIG 2 HYDRAULIC DRIVE TRANSFER TO FEED ROLL GEARBOXES

17-18
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HYDRAULIC DRIVE

2. HYDRAULIC DRIVE TRANSFER TO FEED ROLL GEARBOXES.

Ref No,

SN ok

17.

18.
19.
20.
21,
22.
23

Dascription

Tachometer

Special pulley

Mounting plate for hydraulic motor
Hexagon socket grub screw M3 x 6mm long
Special puliey

Timing belt

Cover for lachometer drive

Nut M8

Puiley

'Fenner taper lock bush ref 2517
24mm bore

Pulley

‘Fenner laperlock bush ref 1615
42mm bore

Timing bell

Splined motor adaptor

N\

O

Key 12mm x 8nun x 40mm long N Q‘
Special retaining bolt (supplied with \

motor) 6%

Special retaining washer (supplird with

motor @
Hydraudic drive motor {not shown)

Nut M10

Washer M10

Timing belt cover (not shown) Q%
Nut 8
Support plate O

>
Y

$$

Ne Off,

U S T T -— ek oL () ek et md owmk —t ad ol

—

B R N

www.DaltonsWadkin.com
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HYDRAULIC DRIVE

FIG3 DIRECT HYDRAULIC DRIVE TO FEED ROLL GEARBOXES
AND TACHOMETER DRIVE

17-18
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Wadkin

HYDRAULIC DRIVE

3. DIRECT HYDRAULIC DRIVE T0O FEED ROULL GEARBOXES

Ref No Description

1. Coupling segment 19mm bore

2. Hexagon socket grubscrew M6 x 10mm long

3. Flexible spider Insert

4. Hydraulic drive coupling

5. Hexagon head setscrew M8 x 20mm long

6. Plain washer M8

7. Key 8mm x 6mm x 20mm

8. Hydraulic drive moior

. Gearbox

10. Tachometer

11. Special pulley

i2. Hexagon socket grubscrew M3 x 6mm long

13. Pullay @
14, Cover for drive O
15. Nut M8 0
16. Timing beit

7. Support plate . \Q’

Ne Ofi.

- g = =t NN

b owh B wd N L

www.DaltonsWadkin.com
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SECTION 18 GENERAL OPERATING AND WORK FAULTS

&Umfki

www.DaltonsWadkin.com

Common Operating Problems

When resolving problems, always work in a systematic lopicat sequence, Wark from the infeed end of

the machine through to the outieed end, checking for faults in a progressive manner.

In this way faults will not be overiooked and remediai action can be taken where nesded.

Set (spring or pneumatic loaded} top/side pad pressures with minimum amount of lift, Set side guides
(not spring loaded) just up lo imber le. not Clear, hot trapping. When feeding wide pieces, oh a

through feed machine it is normally hetter to space feed rolfers than have a solid bank.

FAULT

Check

FAULT

Check

FAULT

Check

FAULT

Checlt

Timber stops in machine @

Setling of cutterblocks to table and fances.

Amount of pressura applied to feedrolls (pheumatic or sp .
Shampness of cullers. . Q‘
Yield of chipbreakers and pad pressures. \
Tightness of side guides onto imber. %

Oil level of bed lubrication pump (if fittad). @6

Posifion of feedrolls on workpiece.

Ripples appear on surface of wor@

Setting of cullerblocks o tabls s.

Pressure is applied fo feedro gumalic or spring}.

Sharpriess of cutters. 5»
Chipbreakers are set and have sufflcient pressura to control fimber.

All locks are applied

Ali pressure pads contact with timber.
Spindle speed {if twovepesd spindle fitted}.
Tooling is su@fﬁr waork.

Bumps eed or outfeed end of workpieces

Setlin cutterblocks to table and fences.

Sharpness of cutters.

Chipbreakers are sef correctly and have sufficient pressure fo cantrol timbar.
All locks are applied.

All pressura pads are in contact with timber.

Position of side and top pressure ollers.

Bed and fences for build up of resin or chips.

Machine will not straighten {imber

Setling of cutterblocks to table and fences (accurate setting of knife edge to tzbigffence is

criical to obtain perfect siraightening).
Sharpness of cutters.

Feed rollers and top/sids prossure should not be used hefore the first bofiom head.
Is the amount of cut set at the infead fence and table adequate for the amount of bow in the

timber?
Is the timber to be siraighiened a stabie section?
Is the worlpiece within the Jength of the straightening table and fenca?

www.DaltonsWadkin.com
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Wadkin

GENERAL OPERATING AND WORK FAULTS

Mechanical Faults

Apart from mechanical failure (breakage) the
majority of mechanical faults can be attributed
to incorrecily 1ensioned drive chains or bells;
the sefting of cutterblocks and cuiterblades:
items working lose due to vibration - failure to
set or tighten correctly; wrong speed setting;
or Misuse.

Therefore to get the best perdformance it Is
essential that the machine is set-up and used
correctly, when many mechanical faulls can be
avoided.,

Electrical Faulls

FAULT The machine does not run when

Diagnosis Q
a. Disconnect {isolalor)xj&

Remedlal Action

.
lose if need

Elimination of Vibration

it is impontant to check condition and tension
of the cutter spindie drive belts regularly {see
Scheduled Maintenance).

It is also impeortant that the cullers are svenly
ground and set to run true in the cutterblock,
the assembled cutterblock should be statically
balanced before fitting to the spindle.

In the case of high speed machines it is highly
recommended ihat utterblocks be
dynamically balance e Maintenance:
Cutters and Toolh

S

%§RT‘ button ig operated

as not beon closed
it fuse has blown

b. Mainfuse orcontr%
¢c. Overload rel ped

a. Chec

b. Re usc

o relay, Check reason for trip
FAULT A motor does not start - ioud humming sound
Dlagnosis

a.  Anopen circuit in at Jeast two 'line leads’ of the motor
b.  The fuses of the moicr have blown

Remedial Action
a. check circuif and rectify
b. Replace fuse

www.DaltonsWadkin.com
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GENERAL OPERATING AND WORK FAULTS

FAULT Motor overheats while working

Diagnosis
a.  The molor is overloading
b.  The motor is running under single phase conditions

Remedial Action
a. Check reason and correct

b. Check electrical circuits

FAULT The motor makes an abnormal noise

Diagnosis
a. The cause can be of a mechanical or electrical nature
b. i the noise is caused by an electrical fault, the noise will di ar when power is
switched off Q
c. If the noise is caused by a mechanical fault, tha noig wil iminish as speed of
rotation decreases ¢

Remedial Action 6:

a.  Establish mechanical or electricat origi .
b. ¢c. Check symptoms. Deduce by elingin to locale position and nature of fauli

FAULT The air break magnetic starter is

Dlagnosis | &\'O

a. The mains voltage is@ W
bh. The surfaces 0 iXed' and 'moving’ contacts are diry

Remedial Action ¢

a. Check s voltage and correct
Rep

b. $ ractor

FAULT The air break magnatic starter remains 'closed’ after a STOP button has been

operaled
Diagnosis
a. The contactor 'fixed' and ‘moving’ contacts have welded together following a short
circuit

Remedial Action
a. Check and remove cause of the shont circuit. Replace the complete contactor

18-5
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GENERAL OPERATING AND WORK FAULTS

FAULT  The machine stops féeding and the red warning light on the contro! pane!
illuminates

Diagnosis

a. Faull has occurred in the tachometer or the drive 1o the tachometer
b.  Line faull caused by dir/dust paricles

Remedial Action
a.  Check drive helt to tachometer, replace/retension if necessary

b.  Switch machine 'off' Restart machine, start hydraulic pump and if after a short period
of time the machine does not feed and the light reappears cail&wice engineer

The foregoing cbservations are of a general nature and inlended 1o Be ; assistance to avoid the
incidence of breakdown. They do not preciude lhe user from ca ing 2 qualified electrician. In the
case of an electrical faull or breakdown, in the interest of perso ety, it is always advisable to call

a qualified electrician if the faull repeais. t

&\O
$ R
&

www.DaltonsWadkin.com
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GENERAL OPERATING AND WORK FAULTS

Fauits in the Workpiecas and Causes

General Fauits

Blips at the leading end of
the underside of the timber.

Scars on the tralling end of
the underside of the limber.

The frailing end of the top
face of the timber shows
blips.

Fauits caused by tools

Out of square stock afier
planing.

Burn marks on the stock

Cause

The cutlerbiogk is too low in
refation 1o the oulleed
badplate.

The cutterblock is too high
in relation to the oulieed
bedplate.

Pad and roller pressures
are incorrectly adjusted.

Cause 6

The cutters are o@ral]e!
to the oulfe ate, or

are badly g

Cutters? lunt and need

Q"b

Faults _in grindi $
setting
Nicks in 1he§as of the

cutters espectally carbide.

Viorating heads.

Cause

Generafly caused by
rernoving too much metal
when regrinding. This
results in undue siresses
and subsequent cracking
and breaking away of the
cutting edge whean
machining.

Cutterblocks have been sel
up incorrectly.

Remed
Adjust  the  culterblock
correctly.
Adjust the  cutterblock
correclly.

Adjust pad pressure
correcily.

(\

Remedy
Adjust or sharpen the
cutters carefully.

Regrind cutfers.

Remedy

Take grealer care when
regrinding cutlers.

Heset.

www.DaltonsWadkin.com
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SECTION 19 TABLES

APPROVED LUBRICANTS

WADKIN | CASTROL B.P. SHELL MOBIL ESSO #&ULF ELF
L1 Hyspin Energal Vitrol BTE Oil Nuto AO \\-Iarmony ELFOLNA
AWS 32 HLP 32 az Light 24 or 43 AW 32
Es@
>
L2 Alpha Energol Vitrea Vact %v Essiic Sarvica
7N 150 HP 150 150 65 13
ar héb
CS 1580
8,
L4 Magna 68 | Energol V‘ltrea% Vactral Esstic Servics
HP 68 saQ ol 50 51
or Heavy
€8 68 \\O Medium
N
L& Spheerol| Ene b Alvania Mobilplex | Beacon Gulferown
AP3 LS3 Greass Grease 3 Graase
;\- R No 3 No 48 No 3
L1 Oil Hydraulic vil with anti-comosion, antl-oxidation, anti-wear, anti-foam performanc:
[.2 Oil Gear oil (viscosity 150 centi - siokes at 40 degrees C)
L4 Oil Plain mineral oil (viscosity 68 centi - stokes at 40 degrees C)
L6 Grease Grease NLG1 No 3 consisiency lithium bearing grease

www.DaltonsWadkin.com
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BELTS AND PULLEYS FOR SPINDLE DRIVES

FREQUENCY 50 HERTZ

QD

$$

*

www.DaltonsWadkin.com

MOTOR MOTOR MOTOR TAPER SPINDLESPINDLE

POSITION PULLEY LOCK BUSH BELTS PULLEY |SPEED
FRAME] oy |Hp| FENNER| WADKIN |BORE | FENNERWADKIN |OPTIBELTFENNER | WADKIN | GTY | WADKIN| 1 oy,
SIZE REF | REF ReF | REF | ReF | REF REF  |HEAD| mrer | PP

FIRST

BOTTOM D160 87525 |031Z 0266 [K3078240! 42 | 257 3077101 | 960 PL K3078655] 5 |GA1854 6000

HEAD | R

FIRST ‘ U

TP |DIGO [225|30 03120266 k3078240 48 | 2517 [(G07726D ss0 LD K078655| 5 |GA1854 | 5000

¢

FENCE ) & SP7Z

3?53 D160 [1875]25 [omz 0264 k3078239 | 42 | 2517 k30771 \E 1387cr 30786570 4 [6A 8512 | 6000

NEAR fg Spz

Ef.IEDED D160 [18+7525 103170264 K3078239 | 42 | 2517 Q&& ! 1800 CR [K3078638| 4 [6A 8512 | 6000

SECOND D

:IEED D160 118:75]25 1031Z 0266 [K3078240 | 42 é@ﬁamﬁm 960 PL K3078655| 5 |GA1854| 6000

SECOND >

BCTTOM |D1BO 1875 |25 lo3izcose KEO’FBZAO& 2517 1K3077101| 960 PL K3078655 5 IGA1854 | 6000

HEAD gv ,
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BTLTS AND PULLEYS FOR HYDRAULIC DRIVE
MOTOR MOTOR TAPER GEARBOX GEARBOX TAPER BELTS
PULLEY LOCK BUSH PULLEY LOCK BUSH
UNIROYAL | WADKIN [BORE | FENNERIWADKIN |UNIROYAL] WADKINIBOREIFENNERIWADKIN | HTD |WADKIN |QTY
REF REF |MM | REF | REF REF REF |MM | REF | REF Al REF REF
40 BM 50F[K3078696] 42 | 1815  |K3077320(72 8M 50FIK3078697 | 42 | 2517 Kac%@snzo 8M 501K3078700 |
o
BELTS AND PULLEYS FOR DRIVE TO BOTTOM ROLLS RUAN
GEARBOX TAPER LOCK BUSH FOR TAPER LOCK BUSH/ 180 & LOCK BUSH FOR
PULLEY CEARONES | e INFEED GEARBOX , JOF GEARBOXES BELTS
UNROYAL [WADKIN [BOREIFENNER [WADKIN  (BOREI[FENNER Wi UBOREIFENNER WADKIN | HTD |WADKIN gty
REF REF |MM | REF REF MM | REF MM!| REF | REF REF REE
P48 8M 20F|K3078639 19 | 029KODI9{K3078690 | 24 ozewog%fgnssm 48 [029K0048K30783401200 8M 20lK3078688) |

sz}
&
R

www.DaltonsWadkin.com



www.DaltonsWadkin.com

Wadkin

SECTION 20 OPTIONAL EXTRAS

THROATING HEAD ATTACHMENT (Fig 21)

The throating head, supplied as an
independently driven attachment, ean be used
in either the top or Side Head positions.

A switch for changing the direction of
cutterblock spindle rotation is provided on the
side ot the control panel.

Note: checlk direction of cutier rotation before
commencing work.

To change pasition of head:

Hemove the extraction hood and flexible
hose.

(1)

Slacken nuts (1) on motor mounting plate
and rotate motor through 90 degrees.

@

{3)

towards the fence or bedplate.

Retighten nuts (1) and (2} QL\L@»

puiley/belt housing to reposition cutte b

(4}

repositioning head

Vertical Adjustment

3), adjust height
the vertical traverse

Slacken off slide
of cutting head
screw {4).

(8

{6) Retighten slide nuts (3}

Horizontal Adjustment
(7) Slacken off slide nuts {5) on left hand

side (not shown) adjust position of cutting
head using the horizontal traverse screw

(8).

Retighten slide nuts (5) refit extraction
hood and hose.

N

Slacken nts (2) on radial clamps, rota b@

4 )

FIG 21 THROATING HEAD

(9) Select direciton of rotation required for
cutter at the control panel. Fnsure that
the cutter has been correctly mounted
and locked to suit direction of rotation

and position of head.

Warning: As the throating head can be run in
the reverse diregtion of rodation, depending on
position, it is esseniial the locking coliar is
always fitted.

www.DaltonsWadkin.com
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ILLUSTRATED PARTS LIST
CONTENTS

Throating head

Throating head spindie assembly

www.DaltonsWadkin.com
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ILLUSTRATED PARTS LIST

THROATING HEAD

Raf No. Description No. O
1 Mui M10 3
2 Self locking nut M10 3
3 Nut M10 2
4 Vertical iraverse scraw 1
5 Nut M10 2
5] Horizontal traverse screw 1
7 Throaling head spindie assembly 1
8 Washer M10 9
g Large washer M10 1
10 Collar 20mm D x 32mm O/D x 14mm wide (Q 2
i1 Flanged bush 20mm /D x 26mm O/D x 10mm lon 4
12 Coltar 20mm /D x 32ram O/D x 12mm wide go 2
13 Taper pin No. 2 0 4
14 "SIKC' digital readout ref. 0902 E 2mm . Qo 1
15 'SIKQ' digital readout ref. 0304 | 2mm \d 1
16 Exiraction hood and clamp for QDUmnb' =saw {nof shown) 1

>
%$
OQ
S
O’b
&
&

20-5,
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ILLUSTRATED PARTS LIST

THROATING HEAD SPINDLE ASSEMBLY

Rof. No.

QOO A Wb

Dascription

Motor

Friction plate

Hexagon socket capscrew M8 x 20mm fong
Spigot

Clamp

Stud M10 x 40mm long

Self locking nut M10

Washer M10

Housing

Hexagon head sefscrew M8 x 20mim long
Spacer for pulley

Moter pulloy

Key 8mm x 30mm x 30mm long

Special washer

Hexagon socket countersunk screw M8 x 20mm lo

Belt 'Poly vee' Ref, 1804 6
Spindle pulley

Special washer

Spindle

Nut 3/4" x 14 T.P.1. right hand
Key 6mm x 6mm X 18mm lon
Bearing housing

Circlip 40mm intemat Q
Bearing "SKF’ 6203 -

Bearing spacor x

Waved washer * x P 34

Hexagon so crew M8 x 80mm long
Hexagon h tscrew M5 x 25mrn long

Nut M5 .
cher$
Hexagan head setscraw M5 % 10mm long

8 ,

*
Key 5mm x 5mm x 15mm long t%

No. OfF

m..._\qu__x.._\_\l\)_x—.l_k..‘..-.\...r.-xq.a..u.m_.x—k...s,_\..‘l;._\mmwm_x.b.—.\-a

www.DaltonsWadkin.com
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UNIVERSAL HEAD

Universal Head Cutters (Fig 1)

(1) The cutterblock (1) is removed and replaced

(2)

in the same manner to the screw on type,
(see Operating Instructions — general), us-
ing the combination spanner on nut {2} and
the cutterblock flats, with the head in Bot-
tom Horizontal mode,

Check direction of cut. Ensure the locking
collar (3) is fitted.

NOTE: In the Bottom Head position
always change the cutterblock from the rear
of the machine. However, in the Vertical
mode it is possible to change the cutterblock
from the nearside, vising a simflar pro-
cedure. Fig 1 shows the head of the nearside
vertical (angled or canted) mode.

WARNING

As the universal head can be tun in the reverse
direction of rotation, depending on position, it
is essential the locking collar is always fitted.

Universal Head Modes (Fig 2)

The universal spindle attachment can be posi-
tioned above or below the bed and at any angle
between horizontal and vertical, in the follow-
ing modes.

Bottom Horiz modes

Top Horizo ode

Nearside cal mode (at any angle 0~90
degrees

NQTW(EI‘ any change of mode, run the
O Womentarily to check direction of spin-
ation (see Reversing Switch).

FIG1 UNIVERSAL HEAD ATTACHMENT

20-9
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NOTE: I[n raising or moving the spindle,
ensure it does not come into contact with
any part of the rnachine. Check direction of
rotation of spindle after each change of
mode.

(3) Adjust the outfeed table (9) to the same
height as the infeed table (11}). Replace
bedplates with the metal rails (12) (12a)
provided, These are placed side by side ;
the last rail fitted prevents sideways move-
ment of the others.

The rails ensure a continuous feed transfer
between the infeed and outfeed tables.

UNIVERSALH
TOP HORIZONTAL

FIG3

(4) Fit the cutterblock Note change in direc-
tion of spindle rotation. Adjust vertically
and laterally, using traverse screws (4) and
(5), as required.

(5) Mount pressure shoes, when supplied,
before and after the cutterblock.

(6} Select reverse motor drive (left hand posi-
tion REV) at control panel. Check rotation
of spindle.

(7} Before feeding the timber, spin the cutter-
block lo ensure there is adequale clearance
at dust hood and moving parts.

(8) Set guide (13) to suit width of timber in the
same way as Bottom Horizontal Mode

after releasing setscrews (4). Vertical height
is set using handles (15). Retighten after
adjustment.

In Nearside Vertical Mode

The universal head in the nearside vertical
mode will accomodate a cutterblock having a
cutting circle of 125 to 180 mm. The spindle can
be positioned at any angle between vertical and
horizontal as required (see Fig 1}, using the
wormdrive shaft (6). In addition, the cutter can
be positioned verlically and laterally in relation
to the workpiece, in increments of 0.lmm,
using the traverse screws (4) and (5).

NOTE: In the nea and angled positions

it is necessary to ove the dust-hood (19).
(1) To adjust &ally: release the locking
handle (7),'place crank handle on square of
vertjc{&aﬂrerse screw (4), turn clockwise
head or anticlockwise to lower.

t
g%wn locking handle (7) after adjust-

ﬁo adjust laterally: release the locking
handle (8), place crank handle on square of
lateral traverse screw (5}, turn clockwise to
mave forward or anticlockwise t¢ move
back. Refasten tocking handle (8) after ad-
justrnent.

(3; To angle (cant} the spindle: unscrew the
two hexagon nuts (16) at the spindle carri-
age (17), place crank handle on square of
worm drive (6) and adjust angle. Retighten
the two nuts (16) after adjustment. The
angle is measured in degrees from the
hurizontal on the graduated scale (18).

{4) Fit metal rails (12a} to suit width of the
work.

{5) Select reverse motor drive (Iefthand posi-
tion REV) at the control panel. Check rota-
tion of spindle.

(6} Adjust the feed roll pressure, pressure
shoes and side guides on first workpiece to
ensure a smooth feed.

www.DaltonsWadkin.com
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Universal Head

ILLUSTRATED PARTS LIST
CONTENTS
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ILLUSTRATED PARTS LIST

UNIVERSAL HEAD ADJUSTING MECHANISM

Ref. No. Description MNo. Off

Universal Head spindle, 40mm dia.sq.shoulder
Locking nut

Locking collar assembly

Vertical traverse screw

Digital readout {option)

Vertical slide stand

Locking harwdle, M10x 50mm, male
Saddle, Universal Head

Locking handle

Digital readout {option)

Horizontal traverse screw

Cross slide, Universal Head

Worm gear shaft

Electric motor, frame D132 @
Drive pulley O
Drive belt, Fenner, SPZ 940 0
Pulley/belt housing

Pulley/belt housing cover . . ¢
Spindle carriage, Universal head \Q
Bolt, spindle carriage - 8&

Wormwheel, Universal Head $®
&
\
&\O
Q’b
$ .

PO b Rt el bl b3 kel el ped e
QOQWOONO M B WL OWOo SO U G
FERT N R R S Ly S (S R (U

[
-
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HYDRAULIC SERVO
CONTROL RACK

LITH HANUAL SPEED CONTROL

%

¢,
%
“

&

QUINTON CRANE ELECTRONICS
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HSERVOEA WMA QUINTON CRANE ELECTRONICS. 15/09/87

WADKIN HYDRAULIC FEED CONTROL (WITH CLOSED LOOP iINCHING)
SETTING UP PROCEDURE

This procedure relates to:
Wadkin hydraulic control units, part number K12-16-784 with
Quinton Crane Servo cards, part number K12-16-799.

As the unit is set up it is important that readings are taken where specified and
entered on the special test report sheet (see page 5). Doing this will enable spare parts
to ba calibrated before sending them to the customer; this will eliminate the need for
subsequent on-site calibration.

NOTES
1. See layout drawing for location of potentiometers, LEDs and test points etc.
2. Unless specified otherwise, all voltages are dc, measured @asped to

system Ov. (white test point on Servo or Personahty cards)
3. Tools required:- Digital voltmeter, hand tacho and 1 Amp ing coil ammeter.

4. Stages A - E are performed without pressing the R Llshbutton
Stages F & G require the RUN pushbutton to be ¥

A. INITIAL CHECKS

1. Ensure power supply links {on the mo rd) are set to the correct voltage
{see Tahle 1).

2. Ensure link LK1 on Interface ‘:&31, is in the position nearest the edge
connector (Test position). \

3. On Servo card PC2 jumper link (near R25) is set parallel to the edge
connector. Q

4, On Personality PC3, adjust potr. P1 fully anti-clockwise.

5. Check all | inted circuit boards are correctly fiited.
6. Apply power and check the following voltages:
PC3TP1 - -12v ( PERSONALITY CARD )
PC3TP3 - +12v " "
PC1TP2Z - +5v (INTERFACE CARD)
PC2:TPA - -8y ( SERVO CARD)
PC2:TPB - +8v " "
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B. ADJUST ACCEL/DECEL RAMP RATE

1. Set PC2:P4 (servoramp rate) fully ciockwise (= 0.5 sec. ramp).
(fully anti-clock = 5 sec. ramp).
Note potr. setfing (1).

C. SET SPEED REFERENCE SPAN

1. Moenitor the voltage at PC3:TP4 (personalityrref hi) and adjust PC3:P2
(personality:ref hi) for the appropriate maximum voltage as shown in Table 2.
Note this voltage (3).

2. . Monitor the voltage at PC3TP6 (personality:ref lo) and adjust PC3:P3
(personality:ref lo) for the appropriate minimum voltage as shown i le 2.
Note this voltage (4). O

O

D. CALIBRATE DISPLAY Q.

L 2

1. Tum the front panel speed control potr. to m and ensure that PC3:SW1
(display switch) is set to REF. Adjust PC3:P4 (pers ity-display ref) until dispiay reads

the maximum speed for the machine.
2. Set PC3:8W1 (display switch) t\$8tart the hydraulic pump and adjust

PC2:P3 {servo:balance) so that the fe ks runs at approximately half of full speed.
Measure the actual speed at the f%srolls using the hand tacho. Adjust PC3:P5
{personality:display f/b.) unil the@ reads the same as the hand tacho.

E. SETZERO SPEEQa

1. insert the am@r‘in place of the upper link on the rear connector panel with
the positive lead t pper socket.

Adiust PCZ:P3 ( -balance) so that the feed is running and the current is positive.
Adjust PC2:P rvo:balance) until the feed just stops running. Note the current (9).
Adjust PC2:P3 (servo:balance) until the current is zero.
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E.  CALIBRATE TACHO FEEDBACK

1. Set PC3:3W1 (display:switch) to F/B. and front panel potr. to max. Press RUN
button, Adjust PC3:P1 {personality;tacho #/b) until the display reads the maximum
speed correctly. Note the following measurements:

Max speed from Table 2 (5)

Voltage on PC3:TP8 (servo:T +ve) (6)

Voltage on PC3:TP7 (servo:T i/b) (7)

Solenoid current (8 Press STOP button.

G. SET SERVO ZERO THRESHOLD

1. Ensura PC3:85W1 (display switch} is set to F/B. and fronl panel speed potr. to
minimum. Monitor PC2:TPQ (servo:outpui) and press RUN pushbution. Adjust PC2:P3
(servo:balance) until the voltage on PC2:TPS (servo:output) is zero.

Press STOP pushbuttan,

NB Feed may creep with fink LK? (on personality card) sef to @osiﬁon. This should
not happen once the link is returned to the normal posm furthest from edge

connector) - see |. "Leave unif ready for use”,

1. Ensure PC3:SW1 (display sw‘rtch)@ to  F/B. Monitor the voliage on
PC2:TP3 (servoiinch). Press INCH FOR button and adjust PC2:P7 (serve:inch)
until display reads the appropriate sptﬁm Table 2. Press INCH REY and check
speed is the same.

2. Note the inch speed m‘%me voltage {13).

H. SET INCH SPEED

L LEAVE THE UNI DY FOR USE

1. Remove thﬁmeter and replace the upper link.
2. Replace 1 on PC1 {interface) in posn. furthest from the edge connector.
3, Ensure -SW1 (display:swiich) is set to REF,

J. FINAL CHECK

1. Check that feed is smooth over the entire speed range.

2. Ensure that the feed starts smoothly at both minimum and maximum speeds

’ and that the tacho failure light remains off when starting at minimum speed,

3. Ensure that if the tacho is disconnecled whilst the feed is running continuously,

then the feed is shut down and the tacho failure warning light is iluminated.
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TABLE 1 - POWER SUFPLY LINKS

N.B. These links are fitted on the mother board.

SUPPLY VOLTAGE LINK POSITIONS

110v 1357
120v 2358
220v 1467
240v 2468

TABLE 2 - SPEED RANGES

SPEED VOLTAGE ON
PC3:TP4
B-60 m/min 8.0v
10-100m/min 8.0v

VOLTAGE ON INCH SPEED
PC3:TP8
0.8v 15m/min

0.8v O"  1sm/min
©
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HYDRAULIC FEED CONTROIL. TEST REPORT
MACHINE TYPE MACHINE No: DATE
CUSTOMER
SPEED RANGE M/MIN
UNIT REFERENCE
CALIBRATED BY
TEST PARAMETER MEASURED | REF R@ UNITS
~
B. | Ace/D PC2:P4 setfi {1 >~
. cefDec rarmp : ing .
‘\(\
N Al
C | Reference Span Vollage on PC2:TR4 é ) volts
Vallage on PC3:TP6 % {4} volts
AN
F | Atmax speed Speed of feed rolls (5) m/min
Tacha volts at PE37IP8 & volts
Scaled tacho PC3TP7 {7} volts
Soilanaid {8) mA
)
E | Atzero speed urrent (9) mA
N
H | Alinch speed ~\Svead af feed rolis {12) m/rnin
. $ oltage on PC2:TP3 (12) volts
\
\*'
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