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PREFACE

IMPORTANT

c§§Q

IT I3 OUR POLICY AND THAT OF OUR*&ﬁIERS TO REVIEW
CONSTANTLY THE DECISION AND CAPI’% OF OUR PRODUCTS,
WITH THIS IN MIND WE WOULD REM UR CUSTOMERS THAT
WHILE THE DIMENSIONS AND THE P MANCE DATA CONTAINED
HEREIN ARE CURRENT AT THE TI % GOING TO PRESS, IT IS
POSSIBLE THAT DUE TO THE IN ATION OF LATEST DPEVELOP-
MENTS TO ENHANCE PERFORM , DIMENSIONS AND SUPPLIES
MAY VARY FROM THOSE ILL@ TED.

O)
Q&‘
&
R
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HEALTH AND SAFETY

This machine is designed and constructed using ¢the
principles of safeguarding and practical guidance
contained in the British Standard Codes of Practice
BS5304: 1988 "Safeguard of machinery", BS6854: 1987
"Safeguard woodworking machines" and current guidance
issued by the Health and Safety Executive.

duties in designers, manufacturers and liers +to
ensure that:- O

O

(1) Articles supplied for use at ¢okK are, so far as
is reasonably practicable, s%e and without risks
to health during setti \guse, cleaning and

The Health and Safety at Work etc Act&ﬂ places

maintenance, 2

(2) Persons supplied w he articles are provided
with adequate info tion about the use for which
they are designe d about conditions necessary

o ensure tha hey will be safe and without
risks to hea\

These duties transferr‘ed to you if you resupply the
machine byg. sale, lease, hire or hire-purchase.

duty r the Health and Safety at Work etc Act 197H4,
te en e so far as 1s reasonably practicable, that
nothing about the way in which it is installed makes it
unsafe or a risk to health. This includes such aspects
as correct assembly, electrical installation, const-
ruction of enclosures, fitting of guards and exhaust
ventilation equipment. When installing the machine,
consideration must be given toe the provision of adequate
lighting and working space.

Personsh& install this machine for use at work have a
s§

The legal duties of designers, manufacturers, importers,
suppliers, erectors and installers are explained in the
free Health and Safety Executive leaflet IND(G)1(L)1987.

ii
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The machine is supplied complete with all necessary safe-
guards to enable the user to comply with the Woodworking
Machines Regulations 1974, Details of correct installg=
tion and use, together with correct setting up procedures
are described in sections 1 to 3 of this manual.

You are reminded that the Woodworking Machines Regulations
place.-absolute legal duties on employers and emplovees
to ensure that guards and any other safety deviszes are
securely fitted, correctly adjusted and properly maintained.

Repairs and maintenance must only be {éaértaken by
suitably qualified and competent techni®itns, Ensure
that all power supplies are isolated bg? any mainten-
ance work commences. Instructions forr ine maintenance
are given in Section 4 of this man\ ¢

Machine operators must have ived sufficient train-
ing and instruction as to the rs arising in connection
with the machine, the prec ions to be observed and the
requirements of the Wo rking Machines Regulations

which apply, except wh they work under the adequate
supervision of a perdon who has a thorough knowledge
and experience of ¢ hine and the required zafegunards.

complete an proved course of training before
operatingi&a chine at work, unless participating in
r

Persons undeQ@’ age of 18 years must successfully
a

a course raining under adequate supervision. (N.B.
This pa ph is only relevant to; cirecular sawing
machin any sawing machine fitted with a circular
blad ny planing machine for surfacing which 1s not

mechanically fed or any vertical spindle moulding machine

Before commencing work, ensure that the cutters/blades
are, set to cut in the correct direction, securely
fitted, sharp, and are compatible with the machine and
spindle speed.

iii
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DESsT

Wood dust can be harmful to health by inhalation and
skin contact and concentrations of small dust particals
in the air can form an explosive mixture., These concentra-
tions usually occur in dust extraction equipment which
may be destroyved unless explosion precautions have been
taken in the design and installation of the equipment.

Employees have duties under the Factories Act 1961 and
the Health and Safety at Work etc Act 197 o control
wood dust in the workplace and from Ilst i%:%ber 1989
more specific requirements will be ifippsSed by the
Coggrol of Substances Hazardous to Hegé Regulations
19848.

L 4

0\0
Employers should carry out an %uate assessment of
o be

the possible risks to health iated with wood dust
to enable a valid decisi made about the
measures necessary Lo ¢} the dust. It may be

necessary to provide eff ve exhausi applicances.

practicable, be achieved by
provision of personal protective

Prevention or contro <;>wood dust exposure should, so
far as is reasd\\

measures QOTHER th@b, e

equipment, 0

*
Airboi§§5§§st levels should not exceed 5 mg/cub.m.

Further information and reference to practical guidance
are contained in the following free leaflets available
from the Health and Safety Executive:-

Wood Dust: IND(8)10(L)1987
Hazards and Precuations
Control Hardwood Dust: IND(S)21(L)1988

www.DaltonsWadkin.com
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NOISE

Noise levels can vary widely from machine to machine
depending on conditions of use. Persons exposed to high
noise levels, even for a short time, may experience
temporary partial hearing loss and continuous exposure
to high levels can result in permanent hearing damage.
The Woodworking Machines Regulations require employvers
Lo take reasonably practicable measures to reduce noise
levels where any person is likely to be exposed to a
continuous eqguivalent noise level of 90 dB( or more,
over an 8 hour working day. Additionally, able ear
protectors must be provided, maintained a rn.

An adequate assessment of likely noise ,exposure should
ve made using manufacturer's data’ {;>'if necessary, a

noise survey should be carri by a competent
person.lt may be necessary to co uct a suitable noise
enclosure, in wnich case prof nal advice should be
sought.

Machines identified as gg}ating unhealthy noise levels
should be appropriate &E}rked with a3 warning of the need
to wear hearing p lon and it may be necessary o
designate particu%.areas of the workplace as "Ear
protection zones™" table warning signs are specified in

the Safety S5i gulations 1980.

*
Further in ation and reference are contained in the
free He and Safety Executive leaflet -~ HNoise at
WoodworKE Machines IND(S)22(L)1988,
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S AFEGUARDING MACHIBNES

To comply with the Woodworking Machines Regulations
1974, operators must ensure that they fully understand
the instructions given and have received sufficient
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 EW¥SURE TH&TOQ

adjusted in accordance with the? tions.,
Cutters/blades are the correact @ and rotate in correct
directions to cut, are shar securely fastened.

11 guards and fences are securely ﬁ&:ed and correctly

Correct spindle speed is sel ed for the cutter equipment.

Loose clothing is eith %noved or fastened and jewellery
removed, c '

Suitable jigs and \’%ﬂa sticks are available as appropriate.
Sufficient w @
is adequate

*
A11 dusg &raction equipment is switched on;, properly
adjust d working efficiently.

2 space is provided and that lighting

DURING HMACHINING:
Wear sultable protective equipment, e.g. goggles, ear
defenderes, and dust mask.

Stop the machine before making adjustments or cleaning
chips from the work area.

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

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

Report 1immediately 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.

eriminal offence and could result in le roceedings.

WARNING: Failure to comply with the l@ﬁons is a

vii
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SECTION 1

GENERAL DESCRIPTIOH

BASIC MACHINE ELEMENTS.

The WMC series
profiling elements,

is based on single end tenoning and

utilising one or meore spindles per

element with highly efficient precision stacked tocling.

Eight basic

elements can be built up fo form the

various configurations in the series.

1)

2)

3)

4

53

)

7)

WMC XP

WMC XPC -

WMC 1 -

WwMC 1XP

WMC 1XPC -

WMC~§§S§\ -

3X0P -
WMC 3/2X0P -

WMC 5 -
WMC 5X0P -

WMC 5/2X0P -

Single profiling elemdﬁb i1th optional
auxiliary heads.

Double profilin <a§ﬁent with optional
auxiliary he \

Single ten element (2TC spindle)

oning element WMC 1 linked
Lo S e profiling element WML XP.

g@le tenoning element WMC 1 linked

WMC 2 Q(bﬁ

double profiling element WMC XPC.

ouble tenoning element (270 spindles)
and hogging saw.

Double profiling element with optional
auxiliary heads.

Treble profiling element - Two fence
side heads, one nearside head with
optionzl auxiliary heads,

Quadruple profiling element - Two
fence side heads, two nearside heads
with optional auxiliary heads.

Double tenoning element WMC 2 linked
%o double profiling element WMC 3.

Double tenoning element WMC 2 linked
to treble profiling element WHL 3X0P,

Double tenoning element WMC 2 linked

to quadruple profiling element WMC 3/
2XoP.
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&) WMC 6 ~ Single tenoning element (600 spindle)
and cut-~off or hogging saw.

WMC 6XPC -~ Single tenoning element WMC 6 linked
. to doutle profililing element WMC XPC.

& top/bottom planing unit is normally fitted chines
with outside profiling heads i.e. X0P ran%fs

O

1-2
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LEADIEKG PARTICULARS
PRINCIPAL DIMENSIOKS AND CAPACITIES

TENONING SIDE

INFEED TABLE

Table size 850 x 290 mm
Feed speeds infinitely variable through cut 2«18m/Min
Motor 2.2KW {3HP)
Clamping by two pneumatic clamps and *mouse!

BACKPIECE
Automatic changeover (& position} 240mm dia. or
C)O 260mm dia.
HOGGING SAW Q.
L J
Diameter of spindle \9 35mm K/W
Maximum size of saw (Hogging) 250mm dia
Maximum distance from edge o?ﬁle 150mm
Maximum move 140mm
Maximum depth of cut 150mm
Maximum off cut 25mm
Motor 6 HEW(5.5HP)
Spindle spesd OQ 3000 RPHM
CUT OFF SAW ®~\
Diameter of sMidle 35mm K/W
Maximum s@df‘ saw {cut off) LOOmm dia.
Maximum d ance from edge of ftable 160mm
Maximu e LU40mm
Maxim epth of cut 15 0mm
Maxi off cut -
Motor 4 KW(5.5HP}
Spindle speed 3000 EPM
VERTICAL 3PINDLE (COMBING)
Diameter of spindle 50mm
Usable length of spindle 27 Omm
Maximum rise and fall 185mm
Maximum side adjustment 180mm or 70mm
Maximum diameter of teol 350mm
Minimum diameter of tool 280mm
Motor T.-5KW(10HP)
Spindle speed 300mm diz.tooling 4000RFH
Spindle speed 350mm dia tooling 3500RPH

N.B. Diameter of %coels established before delivery

ag extraction hoodz are made te match.

www.DaltonsWadkin.com
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STACK TOOLING - VERTICAL SPINDLE

Diameter of Spindle
Usable length of spindle
Mazximum rise and fall
Mazimum side adjustment
Maximum diameter of tool
Minimum diameter of tool
Motor

Spindle speed.

PROFILING SECTION

62

ENCE SIDE VERTICAL SPINDLE

Diameter cof spindle
Usable length of spindle
Maximum rise and fall
Maximum side adjustment
Maximum diameter of tool
Minimum diameter of tocl
Motor

Spindle speed

NEARSIDE VERTICAL SPIN

Diameter of spi &:)

Usable length on‘%'lndle
Maximum rise
Maximum sidé d
Hazimum diame%wer of tool
Minimum d

Motor

Spin}@ speed
Maximm width of timber
Minimum width of timber

SHORT VERTICAL SPINDLE

Diameter of spindle
Maximum diameter of tool
Mazimum side adjustment
Magimum rise and fall
Motor

Spindle speed

www.DaltonsWadkin.com

50mm
600mm
520mm
70mm
380mm
280mm
11 KW
41000

(15HP)
RPM

50mm
2T70mm
185mm
140mm
240mm
140mm
7.5KW (10HP)

11 KW (15HP) OPT.
6000 RPM

or 7O0mmn

5Cmm

27 0mm

175mm

150mm

2480mm

140mm

7.5KW (LOHP)
11 KW (15HP) OPT,
6000 RPM
90mm

40mm

35mm K/W
240mm

7T0mm

20mm

3.7KW (5HP)
4500/6000 RPM

1-5
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AUXILIARY TOP HEAD (PNEUMATIC UP-DOWN)

Diameter of spindle 35mm K/W
Maximum diameter of tool 125mm or 200mm
Maximum side adjustment 35mm

Maximum rise and fall BOmm

Motor 2.2KW (3HP)
Spindle speed 4500/6000 RPM

AUXILfARY TOP HEAD (PNEUMATIC INQUT)

Diameter of spindle A5mm K/W
Maximum diameter of tool 125mm or 200mm
Maximum side adjustment @ S0mm
Maximum rise and fall O 35mm

2.2K¥ (3HP}

Motor <:)
Spindle speed Q‘ 5500/6000 RPM

*
AUXILIARY OUTSIDE TOP HEAD (ELE&BH/IN»-OUT)

Built in correet position it individual customer

requirenents.

Diameter of spindle 35mm K/W

Maximum diameter of #o 125m

Maximum depth of 0152 15mm

Maximum side ad'!&g nt 25mm

Maximum rise a 11 i6mm

Motor 2.2K4 (3HP)

Spindle speé;:> BB00/6000 RPHM
W

AUXILIAR@O TOM HEAD

Diamégxr of spindle 35mm K/W

Maximum diameter of tool 250mm

Maximum side adjustment 35mm

Maximum rise and fall B0mm

Motor 3.TKW (5HP)

Spindle speed 4500/6000 RPM

BOTTOM FINISH PLANING HEAD

Diameter of spindle BOmm K/YW
Maximum diameter of tool 125mm

Maximum rise and fall 20mm

Motor 3.7KW (5HF)
Spindle speed Specify 6000 or 7500 RPM

1-6
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TOP FINISH PLANING HEAD

Pizmeter of spindle 40mm K/W

Maximum diameter of tool 125mm

Magzimum rise and fall 110mm

Motor 3.TKW (5HP)

Spindle speed Specify 6000 or 7500 RPM
FEED SYSTEM 0

. Q'
Feed speed infinitely varia \ 20 M/Min
Maximum thickness accepted 160mm

Minimum thickness accept % 30mm
Minimum length of comp 280mm
Maximum yield of roll 20mm
Motor % 2.2KW (3HP) or

Q 1 KW (1.5H4P)
&\O
Q(b
&

$$

1-7

www.DaltonsWadkin.com



FiG.2 HCGGING SAW FIG3 CUT-OFF
SAw

sy

JABLE @0 TABLE F I

40 .\.,,..Q 160 o
O

www.DaltonsWadkin.com

&3
FiG4 TOP AUXILIARY SPINDLE goﬂ_m.m BOYTOM AUXILIARY SPINDLE

% FENCE LINE
-]
>
L6
©
e
o
L]
s

www.DaltonsWadkin.cpm

10k gt 11

TABLE TOP ¥




www.DaltonsWadkin.com

FiG5 TEMON SPINDLE

TABLE TOP

-

s a1

@

www.DaltonsWadkin.com



FTANILE NONTL wWwdls [9i4

www.DaltonsWadkin.com

E

it

www.DaltonsWadkin.com




L}

FIONILS XAy IvILLE3A LYOHS 894

(114

401 218VL

www.DaltonsWadkin.com

www.DaltonsWadkin.com



www.DaltonsWadkin.com

FIG.9 MAIN VERTICAL PROFILE SPINDLES
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SECTION 2

INSTALLATICH DATA

LOCATIOR AND FOUNDATIONS

To obtain the best results from the 'WADKIN' Woode
working machine, 1t 1is important that the floor on
which the machine is to stand has been prepared and
dry. After levelling the machine up as mentioned
below, place the steel plates supplied with the
machine under the adjustable levelling screws on both
the profile and tenon units.

SUGGESTED LEVELLING AIDS:~ O®

Straight edge 2 metre long
Feelers {(thickness gauge 5) 0, {é:sb 0.15 and 0. 2mm

Enginegers® spirit level

Rule 1 metre long, 0. @ duatlons,

LEVELLING UP

i

Place the spD ags;)evel on the tenon guide bar

ii Adjust thg {2>on level by means of the adjustment
serews i e feet of tenon beam and the tenon body.
Deviatipn ould not be more than O.imm in 1.0m

1ii  Havi hecked the fencon beam, the tenon tabhle should
be scked for alignment in both directions.

iv I§$€ch the transfer frame which includes the dise
appearing dogs, to the end of the tenoning bheam.

v The flanges on the transfer frame can now bhe lavelled
to the tenon table by means of the adjustment screws
in the flanges.,

vi Placing the 2.0m straight edge up to the disappearing
dogs, gradually "inch in® the profile unit until the
fences and the dogs are in line.

vii With the same straight edge laid across the tenon table

and the transfer frame, level up the profile side.
Deviation should noet be more than O.lmm in 1.0m

www.DaltonsWadkin.com
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THE FOUNDATIONS

The size of the foundations depends upon the specific
machine model, format of the heads and disposition of
the exhaust outlets.

If the floor consists of 100m - 150mm (4 to 6 inches)
solid concrete, no special foundation is necessary.
Mi6 'HILTI' type holding down bolts (not supplied

with the machine) can be used to secure tis:sgchine to

the floor.
O

HOTE: THE MACHINE MUST BE BOLTED D g;QhFOHE UsE.

*

See foundation plan for detailsesgtfloor area required.

www.DaltonsWadkin.com
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SUPPLIES AND SERVICES

Electrical supply

The customer 1s responsiblie for an adequate electrical
supply. Details of power required are provided with
the machine,

The machine is delivered with it's complete electrical

egquipment ready for connection.

found in the electrical control cubi of the
machine, All that is reguired is to con he power
supply toc the disconnect (isolator) c:itch at the
electrical control cubicle or panel. (:)

O\Q‘
POINTS TO NOTE WHEHN CGNHECTING&?OEER SUPPLY

- Check the volitage, nd frequency correspond
with those on the m IMe nameplate details.

The electrical connection and schematic agram are
t

- Check the main are the rcorrect capacity in
accordance w1t ose on the machine nameplate
details,

- Connect 'ﬂa? incoming supply leads to  the
appropr erminals,

- Check 11 connections sgre scund and that the
equi nt is earthed.

- \SS% the spindle vrotation 1is corract. When

king from the front of the machine the f{eed

rolls should rotate in a clockwise direction. To

reverse the rotation on any drive, reverse any

two of the live lead conneetions at the incoming
supply.

IMPORTANT : ANY ELECTRICAL MODIFICATIONS SHOULD BE
CARRIED OUT BY A COMPETENT ELECTRICIAH.

www.DaltonsWadkin.com
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PHEUMATIC EQUIPHMERNT

The machine 1is equipped with pneumatics, the main
inlet connection is shown on the pheumatic circuit
diagram and foundation plan. To make the system
operative; connect up the air inlet to a suitable air
supply, which the customer 1s responsible for.

The size of the air inlet connection is 1/4 inch.BSP
female,

The size of the air lines on the machin g 6 mm 0.D.
x 4 mm I.D. and 8 mm 0.D x 6 mm I.D.

Pressure required is 6 bar (approx 8Q pfs.d.) see OPERATING
INSTRUCTIONS for individual equi nls\'pressure settings.

The air consumption is approxi 1y 60 cu.ft/nr.

EXBAUST (DUST EXTRACTIO ONHECTIONS

On the window mach <;? centre the exhaust hoods are
fitted with dust N%;;bctions and flexible pipes which
feed into the ® manifeld. The customer 1s then

required to
up to it. 6

The size © He connections are given on the foundation
and als Msted (Section 2 page 5).

the appropriate ducting %o connect

The ;& f the air to the exhaust hoods should be approx.
25 ¢ mekbres per second.

The total volume of the air required for the dust
gxtraction 1s directly related to the total number of
spindles and Aux. heads.

2-4
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VOLUME OF AIR REQUIRED

Connection size

Hogging saw 80 mm dia. 7.5 - 9.0 cu.m/min,
(265 ~ 318 cu.ft/min).
Cut-off saw . 100 mm dia. 11.7 - 14.1 cu.m/min.
(B13 = 498 cu.ft/min).
Tenon spindle 150 mm dia, 26.5 - 31.8 cu.m/min.
(_& - 1123 cu.fit/min).
Stack tooling 765 x 160 s=q. <:} 3.6 = 220.3 cu.m/min.

(:) (6483 ~ TT79 cu.ft/min).

140 x 9O ¢ 18.9 - 22.6 cu.m/min,
(667 ~ T98 cu.ft/min),

3

i4.1 cu.m/min.
(413 ~ 498 cu.ft/min)

Short vertical profile spindle 100 E&:}é . 11.7

Vertical profile spindle ‘:gssmm dia. 26.5 - 31.8 cu.m/min.
1123 cu.ft/min)

\00%80 mm dia ?.g - g (
>

~

D

LA}

[e,}
[

u.m/min.
u.ft/miny.

0
8
Q0 cu.m/min,
g

Aux. top head 80 mm dia. 7.5 - 9.
Q (265 = 318 cu.ft/min)

Aux. bottom head ~:$S 80 mm dia. 7.5 = 9,0 cu.m/min.
(265 -~ 318 cu.ft/min)

Qutside vertissﬂ profile spindie 150 mm dia. 26.5% -~ 31.8 cu.w/min.
(936 ~ 1123 cu.ft/min?’

80 mm dia. Te5 « §.0 cu.m/min.

(265 = 318 cu.ft/min}

Top horizontal planing head 127 mm dia, 19.0 « 22.0 cu.m/min.

(6T1 = 777 cu.ft/min)

Bottom horizontal planing head 120 mm sq. 21.6 25.90 cu.m/min,
(763 ~ 915 cu.ft/min)

3
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SECTION 3

CPERATING INSTRUCTIOHNS
GENERAL IRFORMATION

SAFETY

The safe operation of the woodworking machine resquires
constant alertness and close attention to work in hand,

ATTEMPTING TO OPERATE THE MACHIW

O

Blunt cutters often contribute +to idents, in
efficient machinist knows when shaqié;ing is necessary,

but if there is reluctance to spend e on grinding and
resetting, the cutters may run& d their efficient

READ THIS INSTRUCTION MANUAL CAREFULLE(??FGRE

limits and instead of cutting e iently and smoothly,
they will tend to chop and s VZ}, t the workpiece. This
not only increases the risk cidents but also loweaers
the quality of the work.

away %©ip tooling. £tips should be examined at
frequent intervals anged before becoming too blunt.

Windowlinesarenormall§§&i%edwithconstantdiameterthrowm

It is recommepdgd Pthat personnel involved with the
machine are ac‘ﬂb nted with the Woodworking Machines
Regulations WMOT4 and also Booklet No. 4l fSafsty in
the use of dworking Machines', used by the Depart-
yment and availlable from Her Majesty's
ffice. Also B.S5.,I., code of practice '3afe-
oodworking Machinery® Part I B3 6854,

SAFETY DEVICES

The safety covers and dust hoods must be closed during
the time the machine is running.

The safety fence that surrounds the tenon spindles and
hogging or cut-off saw is fitted with a gate which is
electrically interlocked. During normal working the
gate should be closed. If at any time it is opened then
the machine will be isolated.
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Tenon table clamps can only be released when the table
is in either the start position or the transfer
position.(Fig.1l).

If at any time the air or power is lost to the machine,
all pneumatically 'live' heads will retract from their
cutting positions, as there is a built«in{ﬁﬁ@ervoip of
ailr.

Attached to the feedworks unit is a '@nwire‘ which
in an emergency can be pulled and wji 1, ompletely shut
down the windowline. ¢

\kﬁe pneumatic control

e incoming air falls
e tenon table will not
ature ensures that the
under the clamps with no
under a 'heavy cut’.

Under the tenon table, mounted
plate 13 a pressure switch. X
below 70 p.s.i. (factory se
start i1its cyele. Thi
components are held fir

chance of possible moviﬁéal

On the main pneum control panel there 1is another
pressure switch. d is set to 50 p.s.i. (factory
set). This ensur hat if the air falls below the set
level, the e machine will shutdown, and the

indicator izég the control panel will be illuminated.
*

~S§S§\
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TENON TABLE
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WARNINGS

Do not operate without guards and covers in position.
S3lides, guards and other safety devices are not to be
removed while the machine is in operation. They are
there Tor YOUR SAFETY.

Be sure that the machine is earthed (grounded).

Remove or fasten loose articles of clothi such as
neckties ete,, confine long hair.
Remove Jjewellery such as {inger ipgs, watches,

bracelests etc.
L J

Q'
Use a safety face shield, goggl@;}glasses to protect

eyes, lUse the perscnal safety e ent as requested.

Stop the machine before ma djustments or cleaning
woodchips from the work age

Keep the floor area ar, the machine c¢lean and free

from wood scraps, sa st, o0il or grease, to minimissa
the danger of slipo

Keep clear of hlne until rotation has ceased.
This machine er working conditions; may produce a

noise levele Mr excess of 90 dB(A) and for personal
safety, o or must wear ear protectors.

Also s@ ealth and Safety’.

34
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SETTING UP THE MACHINE

MACHINE CONTROLS (Fig. 2 or 3 }

Before starting the machine, operators should familiar-
rise themselves with the varicus contreols and their
usage.

Thie pushbuttons are positioned on the electrical
control panel which can be suspended or supported from
an arm above the hogging or cut-off saw.

The panels shown are typical examples and contain the
following features:

START-STGPF Pushbutton.

with indicator lights for each spin%&s

SPINDLE RETRACT Switch.

Set below start-stop pushbut&:ss. Is wused when

manually setting the spindles‘i\

MORHMAL - 3ASH Switeh.
When fitted it enables the dle to 'coniro-rotatef
for sash profiling.

CLAMP OM (Manual) Pushbutton.
For component Cla%:%?ane Can only be used in manual

aeycle,

CLAKP OFF (Ma Pushbutton.

For componen amps off, Can only be used in manual
cycle, Q

TERON £ IHNCH® FORWARD Pushbutton.

'Inch tenon table forward. Can only be used in
many eyele.

H TABLE 'INCH® REVERSE Pushbutton,
*Inches' tenon table in reverse, Can only be used in
manual cycle.

OPERATING MODE 3 way Switch.

Mode 1 «~ Tenon one end and profile.
Mode 2 - Tenon only.
Mode 3 ~ Tencnh Two ends and profile.

BRAKES OFF Pushbutton
With indicator light, releases the brake in manual
only.

BRAKES OF Pushbutton

With indicator light, engages the brake in manual
only.
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MANUAL OPERATION Pushbutton.
With indicator light for manual operations,

AUTOMATIC OPERATION Pushbutton
With indicator 1light, wused to select automatic
mode. When used the brakes are always engaged.

POWER OM Pushbutton
With indicator light.

POHER OFF Pushbutton
PUSH BUTTON KEY PAD

To imput data to the processor (component names,
sizes etel.

L.E.D, SCREEHR
Displays the component names and size&@

CYICLE START Button g)o
Starts cycle mode (i.e. tenon, tengn profile) when
in auto operation,

*
CYCLE STOP Button 6%

L 4

Stop ecycle mode.

TENOHK TABLE FEED CONTRO gary dial.

Used to either incre or decrease tenon table
%e only.

spead on forward tr%
SINGLE AKD DOUB ,<E§ CE 3ELECTION. Rotary dial.
To select eithe\ rr 2 pliece operation.

13T - 2HD BASS Position rotary switch,
To select eiib‘rilst or 2nd pass information from the

processc@ .

COMPON SELECTION SWITCH. Rotary dial.
Sel style of component.(i.e. cill, head efc..)

PRODUCT SELECTION Rotary dial.
Selects product type.

THSTIGATE MACHINE SET-UP. Pushbutton,
Will position controlled axes and 'ready' will then
appear on display panel (auto mode only).

MASTER STOP Pushbutton.
With indicator light, stops the machine completely.
Can be used as emergency stop.

L.CY AIR PRESSURE Light
Is illuminated when the zir pressure to machine
falls below set level, (See SAFETY DEVICES).

OVERLOAD TRIP Light.
It is illuminated when overload condition arises,
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MANUAL OPERATION LIGHT

——= SRAKES OFF LIGHT

- ERINOLE RETRACT {MANUALY

FOR SETENG STOPS

r— BRAKES OFF BUTTON

/

/,...,...... HEAD RUMMING LIGHTS
L

/~ SAW ONLY MOVE

i
\

e TEHON TABLE INOHE

N

BRAKES GM
BUTTON

AUTCMATIC OPERATION
LIGHT

HAINS POWER OFF
LIGHT

LOW AIR PRESSURE —_|
LIGHT

MASTER STOF

"'\,\

/
O

LOW AIR GVERLDAD

e, O

/

/ // FORWARD (MANUAL)
CLAMP ON

e (MANUALY

TENON TADLE INCH
S REVERSE (B4ANUAL)

[7I[8](8]ksd
[4]f5](e]le]
s | L[2]{3)¥]
[O]L- Jeeld

/

o]

CLAMP OFF
{(MANUAL)

OPERATING MOOE

AUTCMATRE
L~ CYCLE STARY

AUTOMATIC
2 CYCLE s3ToP

OVERLOADL TRIP
LIGHT

L~E

Zd |

/

PRODUCT SELECTION

FUSH BUTTON PANEL

COMPONENT SELECTION SWiTCH

— JNSTIGATE M/C SET UP
{AUTOMATIC MODE)
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SPIMDLE RETRACT (MANUAL)
FOR SETUNG STOPS

Q

]

O)

HEAD RUNNING LIGHTS

o

BRAKES OFF
MANUAL DPERATION LIGHT e

MANUAL OPERATION --—-—1
POWER DM LICHT —~—1
POWER ON ———— |
AUTOMATIC QPERATION —~ ]

POWER OFF ]

AUTOMATIC QPERATIGN
LiGHT _'""—-——._

BRAKES OM

PRODUCT SELECTION

MAINS POWER _OFF

uGH1

LOW AR PRESSURE
LIGHT ]

MASTER STOP —d

LOW AIR

0

OVERLOAD TR
LIGHT

F'RODU

OVERLOAD

o /.

@o

yd

PRODUCT COMPON£PASS 1)
OPTION

8§§*

KA

El|Z
(5){6][4]
EII[II

"\

| Dbl

C)

SINGLE

PASS
)

1 2
Y
3\

E)OU'LE

(MANUAL)
///

|
I

LENGIH S10° mMOve

TENOM TABLE INCH

/ FORWARD (MANUAL)

CLAMP ON

TENOM TABLE INCH
REVERSE (MANUAL)

\TCLAMP OFF
MANUAL)

‘%4,___,_____-——— OPERATING MODE

[P SO

§D‘D

AUTOMATIC
CYCLE START

\\__f\u TOMATIC

CYCLE STOP

INSTIBATE M/C SET UP
{AUTORATIC MODE)

K\

COMPONENT SELECTION SWITCH

PUSH BUTTOM PANEL

1ST OR 2ND PASS SELECTION —
1 OR 2 PUECE SELECTION
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AUXILIARY CONTHOLS (Fig.t )

These auxiliary contreols are situated on the front
of the profile body Jjust below the lip of the
profile table. There are normally 2 boxes, the
right hand box (looking from the front of the body)
has 2 central push buttons to rsise and lower the
feedworks beam, the 2 outer ones are indicator
lights which are illuminated when the be reaches
either max. or min. limits of travel. &

The second of the two boxes car @ the head
retract switches used when setting he Auxiliary
Horizontal Heads. If supplied th would also be a
'pop-out' fence push button. ‘\

either 1 box or 2. It al:

spindles specified, gb

&
o)

nds on the number of

As mentioned above the Am artrols can be in
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ROTATING BACKING PIECE AND CLAMP BRACKET

The rotating asction of the backing piece is controlled
by means of a pneumatic cylinder, the speed of which
can be varied by use of flow control valves at each
end,

This is connected at the rod end to a clutch mechanism
that positions the backing plece on the forward stoke.

When in one of the six turret positions a spring
loaded 8mm dia. steel ball is located in clutch detent
plate and the proximity switch target is opponsite approp-
riate proximity switch. To ensure that indexi remains
in sequence it is important that cylinder tting is
as shown Fig.5. In order to assist accur position-
ing of the turret a friction damper c¢ sting of a
spring loaded brass pad is applied.

CHANGING THE BACKIRG PIECE @

The clamp bracket and wash r(2>re recessed into the

backing piece and the W unit secured to the

rotating shaft by means o socket head cap screw.

1) Remove the sc{?ﬂ and withdraw the backing
piece, g:%

Detach the bracket and washer,

2) Press g::iZ}lamp bracket and washer into the

new ba g plece (Fig.6) and re-attach to the

sh§f§93§ang cap screw,

the backing piece has pre=drilied 10@m

oles, it is important that turret 1s locatsad

at one of six positions and the square headed
dowel should be inserted.

3} Check that new backing piece is in line with
table fence plate.

Further information regarding the backing piece can bLe
be found in SETTING UP THE PROCESSOR and ILLUSTRATED
PARTS LIST.
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v

Fi5.5 CYLINDER SETTING FOR BACKING PIECE

3=
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TENORING TABLE CLAMPS Fig.7.

Timber 1s held during the tenoning operation by cone or
two clamps which will only operate when the table is at
etther start position or transfer point, i.e. timber inte
profiling section of machine, Full pressure 1s only
applied when the central "pip' is depressed.

In later models there may also be fitted mp that
comes up through the table whieh holds th ide of the
components, This c¢lamp only operates wh automatic

cyele and is timed to be applied befor able reaches
tenon spindle. Under the table mou d on a control

panel is a pressure switch which i e-3et by Wadkin
before leaving the factory. Sh the air pressure
feeding the clamps fall below level the pressure

switch will prevent the tabl @;mg,

Also mounted on the same%ontrol panel is a pressure
regulator which controQ air pressure to the clamp
cylinders and this is@ mally set at 80 p.s.i.

Q&‘
&
&
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TERGH TABLE TRAVERSE « (WHMC 1, WHMC 6)

The table is controlled via a ballscrew driven by a
variable speed motor.

Mounted on the underside of the table _J¢ %a cam bar
which contacts micro switches at either) end of the
table traverse, for slow down.

<
Alongside the cam bar are two adjﬁés;ble cams used for
table stop position by contact 1icro-switches.

& further micro-switch is moun just past the tenon
spindle which operates when t22> ble is to return (see

HMODE OPERATION). §
Forward movement of t le can bhe varied by use of

he
tenon table feed contr Fig. 2 & 3) but return speed
iz fixed at 20 m/min

Set adjustable c?ﬁ%vto align tencen table fence with

profile fence a nsfer position and with length stop
bar at start @

on.(Fig.1)
Siow down ¢ ar and the table stop cam must be in contact
with the 0 switches before clamps will operate and
table a d to move.
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TENON TABLE TRAVERSE - (WMC 2)

The table 1is controlled via a chain, driven by a
variable speed motor.

Mounted underneath the table are a series of proximity
switches that are szligned to three lines of cam bars
which are attached to the beam side.

Top line of cam bhars control the speed of the table
through the saw and tenon positions, this eed bheing
varied by use of tenon table feed controld{(¥ig. 2 & 3).

Selected feed speed is also brought <:§;? operafion at
rse, acting as

the end of forward and backward +Lra
slow down. .\ ¢
Having slowed down at forward erse the second line
cam bar 1s sighted by the p ity switch whizh then

ramps down the table to fe speed,

When the tenon table fe is lined up with the preofile
side fence, the third cam bar should be sighted by
a further proximity swWibch and the table then stops.

Table 1is always grsed at full speed at 20 m/min.
then slow down€a> cereep! and stop repeated at  the
cperator pos

Proximity it:hes are normally set 1 mm. from the cam
bars. Se justable cam bars to align tenon fable
fence w profile fence at transgfer positicn and with
stop bar at start position.

"Creep' and end limit cam bars must be sighted by the
proximity switches before clamps will operate and the
fable allowed to move.

www.DaltonsWadkin.com
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INFEED ERD STOP Fig.8.

This consists of a block with a spring loaded plunger
set inte the top edge. The block is attached to the
saw mounting and moves back and forth with it.

The plunger acts as an end stop for trimming the end
of timber and if a Hogging saw is fitted it should be
set to individual requirements up to a maximum of 25mm,

When timber is turned round and located inst length
3top, the excess length passes over t unger which
depresses when clamps are applied.

before cutting on window lines,
$®
&
\OQ
AN
(%
N

~S§S§\

*
L 2
Components should normally be EQQSED length plus 10mm
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BOGGING Saw

The hogging saw unit comprises of a 250mm dia. blade
and cutters allowing up to a maximum of 25mm cut off.

from top of tenon table to centre line of spindle is a
fixed dimension and maximum component depth is 150mm.
Saw unit is normally fitted to an arbor and the assemb-
led unit mounted on a motor spindle, which moves horiz-
ontally and is controlled by a gearbox/motor encoder drive
mounted on the end of the slide.

On the underside of the slide are three micro switches
and three cams, located in an adjustable sljide.
One micre switch is the end limit for ma forward
movement, one is end limit for maximum b ard move-
ment and the other switch is for Datum w(fb is normally
the zero start position.
*

L J
In some instances the above Bé;}tions may vary
slightly, three micro switches %ﬁched to the hogging
28w support and only two cams w&%ﬁ are located on the
adjustable slide, One micr % ch takes care of both
eand limits, 1i.e. maximu ard movement, maximum
rearward movement and th her cam 1s the datum.

The cams are set up adkin but should the need
arise, they are easiﬁzl djustable (Figs.9 & 10).

When the hogging\ has been mounted, the Datum
position of the%&:er saw edge to Tenon table edge

should be IBOQ

Positioning dri¥e screw is carried through the encoder
mounting et and is square ended to allow manual
winding e head. A Siko c¢logk is fitted giving a
rapid v 1 check of saw to table position.

In corder to set the clock initially it is best to take
an actual cut and measure sawn end to table.

SET UP PROCEDURE FOR AXIS

1) Manually move the head back to 1its Datum
position i.e. 150 mm Sike clock reading.

2) When this distance has been reached, rotate

the encoder body until the market pulse 1is
found and lock the encoder up at this point.

www.DaltonsWadkin.com
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3) Now move the head back a further distance
equivalent to half of the pitech of the
screw, i.e.2mm - Siko Clock should read 152mm.

4) Move the Datum cam into the datum switech until
it closes the contact, then move ths cam out
- slowly until the contact opens. Logk the cam

in this position.

Once Datum cam is finally set, position t ackward
traverse end limit cam slightly behind it.

Set the forward traverse end limit c@)Qo reguired
*

setting.
L 2
End limit cams only operate the swj iﬁ?if‘fault OQCurs.

www.DaltonsWadkin.com
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STGP BAR/TURNOVEE STOP

The stop bar is permanently fixed zo that the turnover
stop can be adjusted if required whilst the tenon
table- is progressing through the cycle.

Actual measuring scale slides in the stop bar and is
Jinked directly to the saw movement, thus the comp-

onent length is always relative to sawn e:$>

To set, cut a convenient length of ber located
against turnover stop, Measure leng sawh GCimber
and adjust optic to measured Tengt

AUTOMATED STOP BAR é{‘

Stop is driven along s and is relative to saw
move. Beczuse of this, %§ ime a length is inserted
a calculation is auto ally made by the computor,
deducting saw move ength move, This setting is

carried out by Wadk é:)
N
o’z’

~S§S§\

www.DaltonsWadkin.com
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TENON SPIRDLE (270 am)

Horizontal movement is by pneumatic c¢y¥linders and
positioning either to a fixed stop or 6 station turret
stop. Setting of this is covered in PROGRAMMING,
Vertical movement i3 by a gearbox/motor encoder drive
and datum setting is — shoulder 1line of apindle
positioned 190mm below tenon table.

A spline shaft, worm and wheel assembly present a
square ended screw through the side of thes beam Lo
allow manual winding of the head. A Siko cloeck iz
fitted giving rapid visual check of shoulder line
position from Datum. &

Behind removable cover on beam side, agzgzh is gained
¢

to three micre switches and two adjusta ams.

*
L 2

SET UP PROCEDURE FOR AXIS @

Before starting it is easi r@w set Siko clock to
correct reading.

Raise spindle ¢to convé%jent height and measure
distance of tenon table{?ﬁ spindle shoulder e.g. 40mm.

Datum position re '(2% is known, i.e. 190mm from
table and Siko el ould show move from Datum.

Measurement is@mm - Datum 190 so move has to bhe
190 -~ 40 = i§587 et Siko eclock at 150,

Having se@

1) Manually move the head down to 1ts Datum
position, i,e., 000.0 Siko clock reading.

clock continue as follows:=-

2) When this distance has been reached, rotate
the encoder body until the marker pulse i3
. found and lock the encoder up at this point.

www.DaltonsWadkin.com
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33 Now move the head down a further distance
equivalent to half revolution of the encoder
i.e. 0.5 mm. Siko clock should read $99.5,.

Ly Move the datum cam into the datum switeh until
it closes the contact, then move the cam out
slowly until the contact opens. Loeck the cam

" in this position.

Cnece the datum cam is finall} set, position downward
traverse end limit cam slightly lower.

&3 the end limit cam is double 'oeve the head
should then be powered up to establis here the top
limit activates. The minimum settingapof top switch is
185 mm move from datum. Should head ir*out before this
figure, it is necessary to cut iYe cam top bevel.
For further information see ILL ATED PARTS LIST.

www.DaltonsWadkin.com
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TENOH SPINDLE {600 mm)

70 mm. Horizontal movement is controlled by =
gearbox/motor encoder drive mounted on the end of the
slide.

On top of the slide are three micro switches and three
cams located in an adjustable slide.

One micro switech 1is end limit for maximum forward
movement, one 1is end limit for maximum backward
movement and the other switch is for Datum which is
normatly 230 mm. start position.

The cams are set up by Wadkin but should the need
arise, they are easily adjustable (Similar tc¢ HOGGING
SAW Fig 10).

Positioning drive screw is carried through<§a§ encoder
mounting bracket and is square ended ¢ lew manusl
winding of the head. 4 Siko clock i itted giving
rapid visual check of spindle C/L 1on table edge
position. . é’

SET ¥P PROCEDURE FGR HCRIZOHTAL

Before starting it is easie (2}'the Siko Clock is set
$o correct reading.

Traverse tenon table [ d wuntil 1t is alongaide
tenon spindle.

Wind tenon spindle
measure distance of
Add 25 mm to get s%

a convenlent position and
e edge to spindle e.g. 150 mm.
iwdle centre line = 175 mm.

ad 175.0.

Set Siko Clock to
Having set th ; continue as follows:
1. Manu Yo move the spindle back to its Datum

posi n i.e. 230.0 Siko Clock reading.

2. this distance has been reached; rotate the
coder body until the market pulse is found and
ock the encoder up at this point.
3. Now move the spindle back a further distance
equivalent to half revolution of the encoder 1.e.
2 mm. = Siko Clock should read 232.0.

g, Move the datum cam Into the datum switeh until it
closes the contact, then move the cam out slowly
until the contact opens,

Lock the cam in this position.

Once Datum cam is finally set, position the backward
traverse end limit cam slightly behind it.

Set the forward traverse end limit cam to give trip

condition relevant to diameter of tools being used.

326
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2.8 Tool main diameter = 300 mm.
Working position (shoulder line) of main tool
diameter is 20 mm. from tenon table edge.
Maximum forward traverse of tenon spindle is
230 (Datum) minus 150 (Tool radius) minus
20 (8houlder line) - 60 mm.
Allow for 1 mm. overrun condition so¢ end limit
cam should operate at 230 - 61 = 169.0 Siko
Clock reading.

Vertical movement is by a gearbox/motor encoder drive
and datum setting is shoulder line of spindle
positiconed 520 mm. below tenon table.

Positicning drive screw is carried through(é%! gncoder
a

mounting bracket and square ended to all nual
winding of the head. & 3ike Clock is f} giving
rapld visual check of spindle shoulder sition
relative to tenon table. . .

and three micro switches for da setting and end

At the side of the spindle slidEFJy&t are three cams
stroke limits.

3ET UP PROCEDURE FOR VERﬁEF AXIS

Before starting it 1 sier 1f the 3iko clock is set
Lo correct readin

Raise spindle to 9‘& nvenient position and measure
distance of ¢t able to spindle shoulder e.g. 50 mm.
3et Siko Cloe read 50.0.

Having set~ssb’clock continue as follows:-

1) \sghnually move the spindle down to its datum
osition i.e. 520.0 Siko Clock reading.

2) When this distance has been reached, rotate the
encoder body until the market pulse is found and
lock the encoder up at this point.

3) Now move the spindle down a further distance
equivalent to half revolution of the encoder,
i.e, 2 mm, Siko Clock should read 522.0.

%3 Move the datum cam into the datum switeh until
it closes the contact, then move the cam out
slowly until the contact opens.

Lock the cam in this position,

3-27
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Once datum cam is finally set, position the downward
traverse end limif cam slightly lower.

Spindle should then be powered upward a distance of 515 mm.
then manually wound up until the Sike Clock reads Q0Y,0,
Set top limit switch cam at this point.

SET UF PROCEDURES FOR HYDRG-GRIP SLEEVE
The 600 mm. long spindle is fitted with a grease pressur-
ised steady (Hydro-grip) at the top end.

The steady itself is mounted to a removabledStop plate
which is dowelled in the correct alighme sitien,.

After mounting on the spindle, pre% ise to 200 - 250

This vnit HUST be fitted before thiﬁ%;i? e is run.
bar. This bearing is now locked ntred.

The hydro-grip sleeve can be 42} ased by means of the

pressure release valve. @
The grease gun and greas needed to Tpump=up® the

hydro-grip is suppliedlt£akdkin in the tool kit.

O)
Q&‘
&
R

www.DaltonsWadkin.com
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YERTICAL PROFILE SPINDLE (27Omm)

Horizontal movement is by pneumatic eylinders and positionw
ing either to a fixed stop or 6 station turret stop. This
setting is covered in PROGRAMMING.

Vertical movement is by a gearbox/motor encoder drive
and datum setting 1is —shoulder 1line of spindle
pozitioned 190mm below table.

A spline shaft, worm and wheel assembly present a
square ended screw through the side of ¢t frame to
allow manual winding of the head., & Si&clock is
fitted giving rapid visual check of @ lder line
position from datum. 0

Behind removable cover on frame sidg,\dccess is gained
to thrse micro switches and two @ table cams,

O

SET UP PROCEDURE FOR AXIS @
Before starting it is ea&if the Siko clock is set

to correct reading. 6
Raise spindle to @enient height and measure
distance of table indle shoulder e,g. UOmm.

Datum positi %uired is known i.e. 190 mm from

table and Sik ock should show move from datum.
Measureme s 40 mm, Datum 190 so move has to be
190 ~ 40 0 = 3et 3iko clock at 150.

Hauin@t the clock continue as follows:-

-
e

Manually move the head down to its Datum
position i.e. 000.0 3ikc clock reading.

2) When this distance has been reached, rotate

the encoder body until the marker pulse is
found and lock the encoder up at this point.

3=29
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3) Now move Lhe head down a further distance
equivalent to half revolution of the encoder
i.e. 0.5mm Siko e¢loek should read 999.5,

L) Move the datum cam into the datum switch until
it closes the contact, then move the cam out
slowly until the contact opens.

Lock the cam in this position.

Once datum e¢am 1s finally set, position downward
traverse end limit cam slightly lower.

As the end limit ecam is double bevelle@e head
should then be traversed up *to establizf> ere top
limit activates. <:)

The minimum setting of top switeh 1 & mm move from
datum. Should head trip out t)i‘i\ this figure is
reached it is necessary to cut o gd%ie cam Lop bevel.
Far further information see ILLUEE? TED PART LIST,

2
\
¥
>
~:$‘0

~:§§;$s
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OUTSIDE VERTICAL PROFILE SPINDLE (270mm)

Horizontal movement is by pneumatic cylinders and
positioning to a 6 station turret stop. This setting is
covered in PROGRAMMING.

Vertical movement is by a gearbox/motor encoder drive
and datum setting is shoulder line of spindle
positioned 180mm below table.

& splime shaft, worm and wheel assembly present a
sguare ended screw through the side of the frame to
allow manual winding of the head.

4 Siko clock is fitted giving rapid visual k of
shoulder line position from datum. O

O

SET UP PROCEDURE FOHR AXIS . .
Before starting, it is easier i%ﬂqg§'iko clock is set

to correct reading.

Raise spindle to convenien t and measure distance
of table to spindle shoul .g. BOmm.,

Datum position require known, i.e, 180mm from table
and Siko clock should oW move from datum.

Measurement is 40 s\é)atum 180mm so move has to he 180
- B0 = 140mm - Se ke clock at 140 having set the
cloel continu ollows:=

*

1) Ma 1y move the head down to its Datum
ion, i.e. 000.0 Siko clock reading.

2) &en this distance has been reached, rofate the

encoder body until the market pulse is found, and

loclt the encoder up at this point.

3) Now move the head a further distance equivalent

to half a revolution of the encoder i.e. 0.5 mm «

Siko c¢lock should read 999.5.

4) Move the datum cam into the datum switch until
it c¢loses the contact, then move the cam out
slowly until the contact opens.

Loek the cam in this position.

www.DaltonsWadkin.com
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Once the datum cam is finally set, position downward
traverse end limit cam slightly lower.

As the end 1imit cam is double bevelled the head should
then be traversed up to establish where the top limit
activates.

The minimum setfting of top switeh is 175mm move from
datum, Should the head trip the switch before this
figure is reached it isg necessary to cut or file cam
top bevel.

For further information see ILLUSTRATED PAR{fthIST.

www.DaltonsWadkin.com
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FEEDWORKS

A series of units each with its own three roller box
linked together and driven by a varilable speed drive
motor. Each box is secured to its own unit by four
hexagon headed sc¢rews and can be pivoted to run
parallel to the fence or with slight 'toe in'.

Every roller position has an independent pneumatic
cylinder and the whole pressure system has a regulator
control fitted inside the main body.

Regulator is normally set between 40 and 50 p.s.i.
Rellers are rubber faced on open sided machines but
steel and rubber on WMC "XOP' range.

There are two widths of rollers used, n 12 mm and
24 mm which together with a choice of rs, 5mm and
9 mm allow the system to be set up in thézaﬁst configura-
tion to suit individual customer ce(?(?ements.

The first two rollers at infefd 1id have a separate
esircuit and regulator, so th&f) they can be lifted
during transfer of compon from tenoning side -
See MODE OPERATION. At ¢ roller positions there
are micro-switches whi signal sequences during
program running and it essential that these be set

correctly (Fig.ll). Q
xO
SWITCH 1 @\

Norma fitted to the first box, at the

third ,Foller position, thls switch activates

W the roller drops off trailing edge of
omponent.

\S§Ehis signals the first two rollers to lift and
activates pusher to position the second piece
of timber at fence line ready for feeding in.
If single piece working then rcollers and pusher
are ready for arrival of tencn table.

On models with sash profiling opticen the micro
switeh has a dual function and when Sash is
selected on control panel, 1lifting of +the
feed roller moves first profile spindle clear
of the fence line and dropping of the feed
roller moves first profile spindle back in
after time delay.

www.DaltonsWadkin.com

3-33



www.DaltonsWadkin.com

Switch 2

Normally fitted at outfeed end, in a suitable
roller position this switch monitors progress
of the component in the profiling sectiocn and
failure to activate will not allow the program
to change - see FAULT.

' When activated it also signals the release of
a short air blast through table blowers located
cn fence,

SETTING FEEDWORKS. O®

Using the manual control button on the iqght of profile
secticn (Fig 4) 'inch!' the feed up E suitable roller
table height e.g. 500. C'

With square ended timber of larough eross seclion
to stand on end and 500 mm o% quickly check height

of rollers to table.

Use hexagon socket grubgZascPew below each roller arm
(Fig 12) to a2lign the ete set of rollers.

It i3 best to se @er‘s fitted with micro-gwitches
slightly lower ¢ he others t¢ ensure contact is
broken with mi 2& roller 1ift when compenent feeds
through. Q

Ensure that Here 1s sufficient adjustment left to
lower ind al rollers in case of uneven roller wear.

&
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FEEDWORKES WITH AXIS CONTROLS

Vertical movement is by a gearbox/motor encoder drive
couplead to twin rise and fall screws.

There 1s a bar secured between table and feed unit
column which has a recessed area at its lower end.
Mounted to this bar are three cams which are for datum
setting, top limit and bottom limit,

Traversing up and down with the feed unit are four micro
switches displaced across the fixed bar, three of which
are lined up with cams.

The fourth micro switch is cpposite the bar and whilst
in the recessed area allows the profile spindles to be.
run,

If feed is outside this working area whic{iEE 160 mm.
then profile spindles cannot be run. Thi is a safety
feature for when tools are being cha or examined
with the feed unit at high position.

>
Micro processor unit will aslways ég t datum as 43 mm.
winen datum micro switeh is d ii&ssed and feed 1s
normally set to have 3 mm. r yield at any given
timber size. )5

e.g. Timber height 67 mm.,
Operator pro s feed at 67 mm,
Rollers to e Wwill be 64 mm,

SET UP PROCEDURE fg?\szs

When the feed ‘!blers have been aligned as outlined in
SETTING FE§E§§F-‘ continue as follows:=

1} Legsg rollers until contact is made with test
) ér 40 mm. thick using manuzl contrel button
\Séﬁg,u).

2 Rotate the encoder body until the market pulse
1a found and lock the encoder up at this point.

(W3]
N

Now ‘T'inch' the feed rollers down a further
distance equivalent to half revolution of the
encoder, i.e. 3 mm.

43 Move the datum cam into the datum switch until
it closes the contact, then move the cam out
slowly until the contact opens.
l.ock the cam at this position.

Once the datum cam is finally set, position the downward

traverse end limit cam slightly lower. Feed should then
te ‘inched' upward and top limit cam set.

3-37
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TURRET 3TOP

The six position turret steop is indexed by a pheumati=-
cally operated cylinder linked to a c¢luteh mechanism.

A tar'g'ét disc identifies the correct position relative
to six proximity switches and information is then relayed
to the miero processor unit.

Clutch can be loosened or tightened by me of self
locking adjustable nut and at each of si itions =
a spring loaded ball i= engaged. b

suit individual customer requirem and a maximum

variation of 50mm. is possible. \jr
Qhe relative spindle

In order that a turret can in
unit must be rebtracted cle d@the working position.
A micro switch at the ra the unit monitors that
this condition applies (E 37.

Threaded hexagon bar stops are S@&y fitted to

Other information may *%o be found in SETTING UP THE

PROCESSOR and ILLU@ PARTS LIST.

>
$ .
&
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OUTSIDE PRESSURE GUIDE UNIT

Usually mounted on the sash support rail, it is mainily
to contrel the timber at cutting points and in particular
when a saw 1s belng used.

Pressure is applied by pneumatic c¢ylinders, normally
set at- 20 p.s.i, and the unit has its own plug~in
socket and self regulating valve,

When sash profiling is being done the unit is removed.

TO SET UNIT O®

1) Unde the hexagon socket grub s ws that
hold the bars carrying sash port rail.

2) Fit pressure guide unit \4§e approprilate
slots in support rail anél ck.

3) Using length of planed parallel
timber or sgettin cks between fence
and pressure, sli@@L he sash support rail
in until press ide is aligned.

k) Loek the socket grub screws on to
bars and adgust the hexagon headed
screws bat are protruding from sash
suppor il until they contact the main
table

headed ews will now ensure that the pressure guide
can be Quickly pushed back into a parallel condition.
Normally the umnit is set to give minimum yleid on
customers narrowest section. It will then allow up Lo
35mm variation without the need to pull out further.
e.g. set at 50 mm, components up to 85 mm wide can be
fed through.

WheneverE sash support rail iz moved the hexagon

www.DaltonsWadkin.com
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BOTTCH/TOP PLANING UHIT

Usuzlly built into machines with outside profiling heads
{(X0P range).

BOTTOM HORIZONTAL PLARING HEAD

Spindle will accept a 125 mm. dia. cutferblock.

There 1is only vertical adjustment of the spindle,
adjusted by means of a handwheel situated below the
unit. &t the front of the unit is a locking lever.

et cutterblock knives level with outfeed bedplate
which 1s raised to give 0.5 mm. {fixed depth of cust.

TOP HORIZONTAL PLANIRG HEAD @

Spindle will accept a 125 mm diaﬁcutteﬁayock.

There is only vertical adjustment the spindle by =2
gearbox/motor encoder drive and da%gk ebting is centre
line of spindle 102.0 mm. from &e

Manual adjustment is by m m of a handwheel which
ineorporates a clutch mec and is provided with a
Siko Clockwhich indicates timb2r height (See PROGRAMMING).

To adjust the spindle tically, unfasten locking
lever and employ the h eel.

changeover hand . Keep the hand on the changeover
lever until th h is engaged. If the clubtch does
not readily e 4{;-, operate the handwheel by turning to
the right issia, until engagement is made.

SET 1P DURE FOR AXIS

To employ the autqg%? vertical adjustment, engage the
¢

1) anually wmove the spindle down to 1its datum
positien, i.e. spindle C/L to table 102 mm.
{(Spindle to table = 82 mm).

2) When this distance has been reached, set the
3iko Clock at 39.5.

32 Rotate the encoder body until the market pulse
is found and loeck the encoder up at this point.

4} Now move the =spindle a further distance
equivalent to half a reveolution of the encoder
i.e. 1 mm. - Siko Clock should read 38.5,

53 Move the datum cam inbto the datum switch until
it c¢loses the contaci, then move the cam out
slowly until the contact open.

Lock the cam in this position.

www.DaltonsWadkin.com
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£

Once the datum cam is finally set, position downward
traverse end limit cam slightly lower.

As the end limit cam is double bevelled the spindle
should be traversed up to establish where the top limit
activates.

The minimum setting of top switch is 110 mm. move from
datum. Should the head trip the switeh before fhis
figure 1s reached it 1is necessary bto cut or file cam
top bevel. -

For further information see ILLUSTRATED PAE$$>LISTQ

www.DaltonsWadkin.com
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SETTING UP THE PROCESSOR

The best tooling arrangements will have been determined

by Wadkin to suit individual customer requirements and
detailed drawings are supplied indicating correct lay-
cUt. From the drawings it is possible to roughly calculate
the tool working positions relative to any particular
component, but each one must be checked as slight
deviations occur in tool manufactureu(Fig.&

As positions are determined all releva;&égb crmation is

then recorded on the program sheet.(Figf or Fig.l6)
Most tools are supplied in sleevede *so that accuracy
is maintained and these are remove r machine delivery
in order to avoid damage. E:>

It is essential that tooling §2>ioaded back in the
saquence indicated on lay rawings.

o

E3TABLISHING THE PF@

TERON SIDE -~ fHHC@\ 6XPC)

Until final po ions of tenon tools are determined, it
is best tha he medium density fibreboard {(MDF)
backing pi is removed,

r line for all end profiles is 20 mm. from
edge, this being the working position reached
by the largest diameter tocl sets (2806 mmm to 380 mm)
and this figure must be allowed for in all calculations.

Maximum distance of saw to table is 150 mm (DATUM).
For the vertical tenon spindle the shoulder will
position from 520 mm below table (DATUM) up to 5 mm
below table. (Fig. 1=7)

11 settings are carried out in MANUAL MODE on control
panel (Fig. 2 & 3).

3-43
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WINDOW MACHINING CENTRE

. {:\‘

DRIVE | BEAD PROG OSITICNING READING
POSITION AVAILABLE
\
CUT OFF GAW N\ ¥ SCREW 0—~140
FIRST FEED M STOP BAR 1-5
PASS BACKING TURRET 1-6
TENON IN/OUT I N7 SCREW 0-70
TENON UP/DOWN \ SCREW 0-520 mm
FIRST PROFILE TURRET 1-5
FIRST PROFILE UP SCREW 0-185 mm
SECOND PROFIL U7 TURRET 1-6
SECOND PROFIL /DOWN SCREW 0~185 mm
FIRST TOP IN/OUT MANUAL | SIKQ 0-30 mm
FIRST TOP & UP/DOWHN UP/DOWN SET 570D
SECOND %%gg*' TN/OUT | MENUAL | SiK0 0-30 mm
SECONDQ\‘ UB/DOWN UP/DOWN SET STOP
DRIVE H&M;<\ PROGRAM POSITIONING REBDING
POSITION AVAILABLE
CUT OFF SAW SCREW 0-140
SECOND FEED STOP BAR 1-5
PASS BACK ING TURRET 1~6
TENON IN/OUT SCREW 0~70
TENON UP/DOWN SCREW 0-520 mm
FIRST PROFILE IN/OUT TURRET 1-6
FIRST PROFILE UP/DOWN SCREW (~185 mm
SECOND PROFILE IN/OUT TURRET 1-6
SECOND PROFILE UP/DOWN SCREW 0~185 mm
FIRST TOP iN/OUT MANUAL | SIRKO 0=30 mm
FIRST TOP UP/DOWN UP/DOWN SET S570P
SECOND TOP IN/OUT MANUAL | SIKO 0-30 mm
SECOND TOP UP/DOWN UD/DOWN SET BTOFR
F']G, IS www.DaltonsWadkin.com 3I~43c
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WINDGCW MACHINING CENTRE

proouct i~ Stage 1

)

)

WKC 5/2%0p

Saw DARTUM = 152, D
-
IRIVE | BEAD #ROGRA% FOSPEICNING READING
PCEITICH A BLE
COT OFF SAW 80.0 JJd BCREW 0-140 mL VI

FIRET FREL { o (INNSSTGP EAR 1-8 SET STOPS
PASS BACKING _ / TURRET 1-6
FIRST TENON IN/QUT FIXED ETOP CR
T ¢ TUPRET 1-€ SET SICP/S
FIRST TENCH UE/DCWN ) SCPEW 0-185 mm
SECCED TENON IN/CUT / FILED ETOE GE
TURRET 1-6 SET STCP/S
SECCND TENON Up/“gggtés* LT 0 SCFEW 0-185 mrm
— P
CUT GFF GAW &\ ) &0.0 SCPEW 0-140 rn 590
SECOMD FEED \\ y STOF EBR 1-5 SET STCES
PASE ELCR1ING ( 7 TURRET 1-6
FIRST TENON IN/007 FIXED STGP GR
— A ] TURRET 1-6 SET STOP/S
FIRST TENQU® UPB/DCWN e SCREW 0-18% mm
SECOND GBNGCN IN/CUT [} FIXED STOP OR
, TURRET 1-6 SET STOP/S
sgggéé§§§§bm UEP/DOWN LSO SCREW 0-185 mm
FIRST TOP F/8 IN/QUT MANUBL SIKC CLCCK 0-30 mm
FIRST TOP F/S UP/DOWHN 3 UP/DCWN SET STCP
FIRST PROFILE F/S 1/0 i FIZEDC STOP GOR
i __ TURPET 1-6 SET STOB/S
FIRET PRCFILE F/S U/D 50.0 SCREW 0-18% mm
SECOND PROFILE F/S I/0 7 FIXED STOP OR
3 TURRET 1-6 SET STOP/S
SECOND PROFILE F/S U/D | 90,0 SCREW 0-185 mm
THIRD PROFILE N/S I/0 K] TURRET 1-6 SET STOPS
THIRD PROFILE N/S U/D f?S‘ﬁ SCREW 0-175 mm
FOUR_PROFILE N/S I/0 TURRET 1-6 SET STOPS
FOURTH PRCFILE N/S U/D 7@ 0 SCREW 0-175 mm
SECOND TOP N/S 170 SCREW 0~50 mm
SECOND TOP N/§ U/D MANUAL SIKO CLOCK 0-30 mm
“FIRST BOTTCM  1/0 MANUAL STIKO CLOCK 0-50 mm 12,0
FIRET BOTTCHM  U/D ] UP-DOWN SET STOP
SECOND BCTTOM 1/C — FIZED PLANER _
SECOMD BOTTCM U/D MANUAL SIKO CLCCK 0-30 mm SET TO BED
THIRD TOP 1/0 FIXBED PLANER
THIRD TOP U/D 4.0 SCREW 0-110 mm naTyUM = 39
FOURTE TOP F/8 1/0 MANUAL SIKO CLOCK 0-50 mm
FOURLIH TOP F/8 U/D 0 UP-DOWN SET S5TOP
Fiﬁ, i5 www.DaltonsWadkin.com 3=43b
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HOGGING/CUT OFF SAW

1. Calculate position of saw in working mode allowing for
joint length plus 20 mm shoulder line.

2, Press drive test button 4 on keypad.

Display will show STAGE 1 *CILL FPASS 1 ®

/0 SAW MOVE (0-140.99)=

N\

Saw will move forward from datum byJESggggtered amount
*

Display will show STAGE 1 g?%;k #PASS 1 2
WPOSITIONING™ and

then revert to IENTER‘O§g2§N -

2

3. Key in calculated move and push ERNT

i, Check setting by u "E§;;éce of sulitably planed timber
as follows: \K
Hold timbe@fence and push up to end trim stop.{Fig.8)
Instigate clhamps.
Push aut ple cycle start.
ld tencon table Y"inch"™ forwaprd button,
*Inch! e timber through the saw and then "ineh' reverse.
emoving timber measure sawn end to table to see if
ion is as calculated at 1,

5. Should adjustment be necessary this is done by adding to
or taking from the original move entered.

When correct figure is obtained, this should be receorded on

program sheet for subsequent entry into program memory.

SIKO CLOCK SHOULD READ DISTANCE OF SAW TO TABLE
All further programs can be established by following steps
1,2 and 3 only.

324
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S00mm TENON/COMBING SPIBDLE WITH VERTICAL AND HORIZONTAL AXIS CONTROL

(a3}

Caleculate vertical and horizontal move from datum of required

tool.

Press drive test button 4 on keypad

Bisplay will show BTAGE 1 ¥CILL ¥PASS 1 ¥

c/0 SAW MOVE (0=-140,99)=

Using ENT button progress through program until display shows

BTAGE 1 *CJLL * il ¥

1st ten U/D MOV 5;2520,99)=

o‘\

Key in calculated move and pu aEhTa

Spindle will move up fro m by the entered amount.

%)

Display will show AGE 1 FCILL ~ ¥PASS 1 %
"POSITIONING' and

then revert to \ TER OPTION -

Press driviisfst button 4

Displ§5§§§$z show STAGE 1 ¥CILL  ®PASS 1 ¥

/o0 SAW MOVE (0=140.99)=

Using ENT button progress through program until display
shows

BTAGE 1 ®CILL _ ¥PASS 1 ¥

13T TEN I/0 MOVE (0-70.99)=

This indicates move available from DATUM.

www.DaltonsWadkin.com
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Key in calculated move and push ENT.

Spindle will move forward from DATUM by the entered amount.

Display will show
TPOSITIONING' and
then revert to

STAGE 1 *CILL

®PASS 1 ¥

ENTER OPTION =

In some-cases tool diameters may be smaller than main
sets as their working position is further than 20 mm
from table edge (e.g. Mortar groove cut out), in which

case, make allowance as on drawings. @
d working

‘bosition,

Ensure that Hogging/cut-off saw is at req
position as previously established.

Ensure that tenon spindle is in fo

Using planed up test timber, proéSéa'as foliows:-

Instigate clamp.
Push AUTOMATIC CYCLE START
Push and hold TENON TABLE

Feed through the saw an
reference cut.

"Ineh® Reverse tabi
Measure convenien?éi}rt of slot/tenon depth and corrsect
t

any vertical m error by adding to or taking from the
original move e and 4.
*

When corre ﬁ:%%ve from datum is established the 3IK0 clocgl
should rs@S O mm minus the move,

Measurd from sawn end of timber,

length is correct,.

CH' FORWARD button.
ough the tenon spindle to obtain

1ift elamp.

red - 3teps 1, 2, 3

check that slot/tencon

this must be done by means

Should adjustment be necessary,
of tenhon horizontal move.

Record vertical and horizontal spindle move on program sheet
for subsequent entry into program memory.

FOR EACH TOOL SET ON THE 3PINDLE, REPEAT ABOVYE PROCEDURE

3.U6
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TENOW SIDE - (WMC 1, 1¥P, 1XPC, 2, 5, S5XOP, 5/2XOP)

Until final positions of tenon tools are determined, it
is best that the medium density fibreboard (MDF) backing
plece is removed.

The shoulder line for all end profiles is 15mm from the
table edge, this being the working positi
the largest diameter tool sets (300mm
this figure must be allowed for in all

ulations.
Maximum distance of saw to table |} emm (DATUM). For
the vertical tenon spindles the s der will position
from 190mm below table (DATUM) 0 Bmm below table.
(Fig. 1-613.

All settings are carried\gs?\ MANUAL MODE on control

panel., (Fig. 2 & 3) CE)
o)
N
Q’b
~:Ss.

~S§S§\

3-47
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HOGGING/CUT OFF SAW

1.

Calculate position of saw in working mode allowing for
joint length plus 15mm shoulder line,.

Press drive test button 4 on keypad.

Display will show STAGE 1 ¥CILL #PA3S 1 ®

/0 SAW _MOVE (Owl@)z
O

O~
Key in calculated move and push ERNT Q‘
Saw will move forwaprd from datum&%ﬂ:@ e entered amount

RN
Display will show STAG ECTLL APA3S 1 §
"POSITIONINGY and
then revert to 5 QPTION -

o

Check setting by % piece of suitably planed timbar
as follows:

Hold timbe ;; fence and push up to end trim stop.
Instigat amps.

Push a tiec ecyele start.

Push hold tenon table 'inch?' forward button.

'I the timber through the saw and then *inch'® reverse.

Befo removing timber measure sawn end to table
see if dimension 1s as calculated at 1.

Should adjustment be necessary this is done by adding to or

taking from the original move entered.

When correct figure is obtained, this should be recorded on
program sheet for subsequent entry into program memory.

SIKO CLCCK SHOULD READ DISTANCE OF SAW TO TABLE

All further programs can be astablished by following steps

1, 2 and 3 only.

www.DaltonsWadkin.com
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270mm TEROR/COMBING SPINDLE AXXIS CONTROL TO VERTICAL MOVEMERNT

1. Calculate vertical move from datum of required tool

2, Press drive test button & on keypad

Display will show STAGE 1 FCILL TPASS 1 *

o/o SAW  MOVE (O—@)z
y 4

()

L 4

>

Using ENT button progress througg\dgbgram until display shows

or
{iporopriate spindle) E"E§ES§V TCILL ¥PASS 1 *

)
°

Galen U/D (0-189.99)=

4, Key in nalcula’r;ove and push ENT

Snindle w1l~sépve up from datum by the entered amount,

QO

Displa?SSEll show STAGE 1 FCILL FPASS 1 ¥
'POSITIONING' and
then revert to ENTER OPTION -

3-49
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270mm TENON/COMBING SPIEDLE WITH PNEUMATIC HORIZONHTAL MOVEMENT
TO A FIXED/ADJUSTABLE 3TQP,

Wnen spindle is used with stop for forward position, then
all tool sets fitted will comply to the same setting.

Ensure required tool set is in correct vertical position.

Ensure that tenon spindle is retracted from stop by using
appropriate Manual spindle retract switeh.

Instigate clamp.
Push automatic cyele start,.

Push and hold tenon table tinch' forward on.
'Inch' table to position convenient to spindie,
Using spindle retract switeh adjust sto ntil largest
cutter diameter is approximately 15t rom table edgs,

For turning the spindle take off.{g( .
*Inch?! reverse table and lif @amps.

Ensure that Hogging/Cut saw 1s at required working
position previously est ished.

Ensure that tenon spi is in forward position.
Using planed up te mber proceed as previously
described but thr the saw and through the tenon

spindle to obg<:> ference cut.

*
Measure co ient part of slot/tenon depth and correct any
vertical ement errcor by adding to or taking from the
origiT3?‘ ve entered - Steps 1 - 4 (Page 3-49)

When correct move from DATUM is established the SIKO clock
should read the same figure.

Measure from sawn end of timber check that slot/tenon
length is correct, Should adjustment be necessary this
must be done by means of fixed/adjustable stop.

Record vertical spindle move on program sheet.

With fixed stop, spindle will be either in or out.
Record O for ocut or 1 for in on program shest.

FOR OTHER TCOL SETS ON SPINDLE SET VERTICAL HOVE OBLY

www.DaltonsWadkin.com
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270mm TERON/COMBING SPINDLE WITH PNEUMATIC HORIZONTAL MOVEMERT
TO A 31X POSITIOR TURRET STOP.

1. Ensure required tool set is in correct vertical position,
2. Using ENT button progress through program until display

shows

o

(Appropriate spindle) STAGE 1 *CILL FPASS | *

1ST TEN 1/0 MOVE (O~ 5@

This indicates & turret stop selections. (:)

*
L 2

3. Ensure that tenon spindle is ret from turret stop
achieved by using appropriate ma spindle retract
awiteh. @

Key in required turret stogiss§ber and push ENT.

Turret will rotate to sgti' ed position.

Display will show &\ TAGE 1 *CILL ¥PASS 1 ¥

ENTER OFTION =

' POSTITIONING' aé@n

revert to
Q
o, Instiga@mp

Push aublematic cycle start.

Push and hold tencon table 'ineh forward®' butfon.

*Inch table' to position convenient to tencn spindle.
Using spindlie retract switch adjust required turret stop
until largest cutter diameter is approximately 15mm from
table edge. For turning spindle take off brake.

N.B. In some cases tool diameters may be smaller than main
sets as their working position is further than 1l5mm
from table edge (2.g. Mortar groove cut out), in which
case, make allowance as on drawings.

3-51
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'*Inch reverse' table and lift clamps.

Ensure that Hogging/cut-off saw i1s a2t required working
position previously established.

Ensure that tenon spindle is in forward position.

Using planed up test timber, proceed as pre sly
described but feed through the saw and thr the tenon
spindle to obtain reference cut. <:)

Measure convenient part of slot/tena th and correct
any vertical movement error by ad or taking from
the original move entered - Steps ) 3 and 4 (page 3-%Q)

When correct move from datum QEbtablished the SIKO
clock should read the same

Measuring from sawn end © mber, check that slot/tenon
length is correct.

Should adjustment ba essary, this must be done by
means of turret st

Record vertlcal<;;>ndle move and turret stop number on
program shee oy subsequent entry into program memory.

$

FOR Eaéﬁsigon SET ON THE SPINDLE, REPEAT ABOVE PROCEDURE

L
[}
[y}
n
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270wm TENOR/COMBING SPINDLE WITH HORIZONTAL AXIS CORTROL

1=
a

Ensure required tool set is in vertical position.
Calculate horizontal move from datum of required tool.

Press drive test button 4

Display will show STAGE 1 ¥CILL #PASS T ¥

/o _SAW MOVE (Oul40.§g§§
Using ENT button progress through pro%EfES;%til display
>

shows
F

BTAG TLL ¥PASS 1 %

,1353 1/0 _MOVE (0-70,99)=

\ailable from DATUHM.

This indicates mfvézr

Key in calcu ed move and push ENT.

3pindle wiésimove forvard from DATUM by the entered
amount.

Display will show STAGE 1 *CILL #PAST 1 ¥
"POSITIONING' and
then revert to ENTER OPTION -

www.DaltonsWadkin.com
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N.B. In some cases tool diameters may be smaller than
main sets as their working position is further than
15mm from table edge, (e.g. Mortar groove cut out),
in which case make allowance as on drawings.

Ensure that Hegging/cut-off saw is at required working
pesition as previously established.

Ensure that tenon spindle is in forward posi@

Using planed up test timber, proceed as fcf) S
Instigate clamp. .

Push autcmatic cyecle start,

Push and hold tenon table 'inch f T button,

Feed through the saw and through % anon spindle to
obtain reference cut. %

*Inch reverse' table and li{fss& ps.

Measure convenient part of% ot/ tenon depth and correct
any verticzl movement er;@ y adding to or taking f‘r*cm
the original move enter Steps 1, 2, 3 and 4 (Page 3-49)
Measuring from sawn of timber, check that slot/tenon
length is correc@@' ‘

Should adjustment We necessary, this must be done hy
means of tenqé§$prwzontal move,

When corr ove from datum is established, the SIKO
clock s d read 230mm minus the move,

Record vertical and horizontal spindle move on program

sheet for subsequent entry inte program memory.

FOR EACH TOOL SET ON THE SPINDLE;, REPEAT ABOVE FPROCEDURE

www.DaltonsWadkin.com
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PROFILIHG SIDE
During setting, the feed rollers should be parked at top limit
to allow access to profile spindles and auxiliary head units.

270mm FENCE SIDE VERTICAL PROFILE SPINDLES WITH AXIS CONTROL TO
YERTICAL MOVEMERT AND PNEUMATIC HORIZONTAL CONTROL TO A FIXED/
ADJUSTABLE STOP.

1. Cealeulate vertical move from datum of the required tool set.

2. Press-drive test button 4 on keypad.

Display will show

STAGE 1 ¥CILL #PASS 1 ¥
N\
/0 SAW  MOVE (0 299 )=
7~
U
*
3. Using ENT button progress throu h‘ﬁssﬁram until display
shows E\k~
or BTAG ILL wPASS ] *
Appropriate spindle
] 3T U/D MOVE (0-189,99)=

4

4. Key In caleculated J:) and push ENT.
Spindle will movaz> from datum by the entered amount.

FFOSITION!

Display wil sQw BTAGE 1 ¥CiLL FPASS 1 ¥
*
and
@L

L0 ENTER OPTION -

then re@

\\

. Using spindle retract switch, adjust stop until smallest
tool diameter (1l40mm) is in line with the fence « If single
rebating type set to approximate position past fence.

57]

5. 3Start up spindle in forward working position and manually
feed test Timber inte the cufters to obtain reference.

7. Measure convenient part of mould e.g. rebate height and
correct any vertical movement error by adding to or taking
from the original move entered. Steps 1 - 4,

When correct move from datum is established the SIKO clock
should read the same figure.

3-55
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Measure convenient part of mould, e.g. rebate depth and
correct any forward error by adjusting fixed/adjustable
stop.

Record vertical spindle move on program sheet.
With fixed stop, spindle will be either in or out.
Record O for out or 1 for in on progranm sheet,

FOR ANY OTHER TOOL SETS ON SPINDLE SET V&)@E.&L HOVE CQHLY

Q\Q’

3=56
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270mm FENCE SIDE VERTICAL PROFILE SPINDLES WITH AXIS CORTROL
TO YERTICAL ROVEMEET AND PNEUMATIC HORIZONTAL CONTROL TO A
6 POSYITION TURRET 3TOP.

1. Calculate move from datum of appropriate ftool set,

D
®

Press drive test button 4 on keypad.

Display will show STAGE 1  ®CILL ¥PARSS 1 ¥

/o SAW MOVE (0-140,99)=

3. Using ENT button progress through program until display
shows

or STAGE 1 FCILL
Appropriate spindle

1ST _PRO U/D MOVE (6-§¥9.99)-
L J Q"
4, Key inm calculated move and push E \
Spindle will move up from datum b ¢ entered amount.

&’b

Display will show E?AQQ, ¥CILL #PASS 1 #
"POSITIONING' and o/
then revert to OPTION =

5, Press drive test<:3ya

Display WJ.@ BTAGE 1 *CILL #PASS 1 *

6. Using ENT button progress through program until display
shous

C/C SAW MOVE (0-140.99)=

STAGE 1  ¥CILL FPASS 1 ¥

13T PRO I/0 MOVE (0-6)=

This indicates 6 turret stop selections

3-57
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Ensure that spindle is retracted from turret stop -
dchieved by using appropriate manual retract Switeh.
(Fig. 2 & 3).

Key in required turret stop number and push ENT.
Turret will rotate to selected position,

Display will show STAGE 1  ¥CILL ¥PASS L ¥
'POSITIONING' and
then revert to ENTER COGPTION =

o

smallest tool diameter 140mm is in lin i the fence,
If single rebating type set to apprc@m‘ e position past

Using spindle retract switch adjust tuié?QCOP until

fence, .

Start up spindle in forward wor \kposition and manually
feed test timber into the cut to obtain reference.

Measure convenient part of id e.g. rebate height and

correct any vertical mov t error by adding to or taking
from the original move§ red Steps 1 - 4,

When correct move fr atum is established the 3IKO clock
should read the s gure,

Measure conve @Eﬁart of mould e.g. rebate depth and
correct any fo rd error by adjusting turret step.

*
Record ver&%l spindle move and turret stiop number on
program @e .

FOR EACH TOOL SET ON THE SPIRDLE REPEAT ABCVE PROCEDURE.

3-58
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270mm NEAR SIDE VERTICAL PROFILE SPINDLES WITH AXIS CONTROL TO

VERTICAL MOVEMENT AND PNEUMATIC HORIZONTAL CONTROL TC A 6

POSTTION TURRET STOP.

1. Calculate move from datum of appropriate tool set.

2@-

Press drive test button 4 on keypad.

Display will show

shows

or
Appropriate spindle

STAGE 1

*CILL

FPASS 1

+

c/o0 SAW

MOVE (0-140.99)=

('O

3. Using ENT button progress through program fESj% display

STAGE 1

*CILL

HPASS I

E3

3RD PRO u,f%éf\z (0-179.99)=
A

>
ENT.
um by the entered amount.

&

¥CILL ¥PASS 1 #

ENTER OPTION =

*CILL *PASS

=
k2

o TAGE 1

C/0 SAW MOVE (0-140,99)=

B, EKey in calculated move and
Spindle will move up from
Display will show @GE 1
"POSITIONING' and &\,
then ravert to (2>

*

5. Press driv t button 4
Displas@ill show

6‘,-

Using EMT button progress through program until display

shows

STAGE 1 ®CILL ¥PASS 1 ®

BRD PRO I/0 MOVE (0-6)=

This indicates 6 turret stop selections,

www.DaltonsWadkin.com
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Ensure that spindle is retracted from turret stop =~
Lchieved by using appropriate manual spindle retract switch,

Key in required tiurret stop number and push ENT.
Turret will rotate to selected position.

Display will show STAGE 1 “CILL *PASST ¥
"POSITIONING' and
then revert to ENTER OPTION -

N>

Using spindle retract switch adjust s(%, until smallest
tool diameter (1Li0mm) is in approximaieée reguired working
position from fence, ¢

Start up spindle in forward @ng poesition i.e. away
5

from fence and manually f t timber into the cutters
to obtain reference.

Measure convenient Qof‘ mould e.g. rebate heighti and
correct any verti ovement error by adding to or taking
‘Q&Uﬂe entered Steps 1 - 4,

from the originaé
When correct from datum is established the SIKO clock
©

should read g/ same figure,
L 2

Measur dth of mould and correct any error by adjusting
turreé OD.

Record vertical spindle move and turret stop number on
program sheet,

FOR EACH TOOL SET ON THE SPINDLE REPEAT ABOVE PROCEDURE.
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ED UNIT (CAM SET)

¥
£

i

-

3
iR

Q 3

‘n hias five working positions controlled by adjustable
a and micro-switches.

Cam 1 is used for reference and feed unit approaches in
upWward direction so if all five positions are required it
should be used for highest component.

SETTING CAMS

machine (Fig.4) lower rollers on to timber tion to be fed,
allowing 2 - 3 mm yleld. O

O

Slide contact cam to be used until sudiNtime the
appropriate micro-switch c¢licks. | l\

Using manual operating switch situated on tgésside of the

Select AUTOMATIC OPERATION at
prass drive test button 4 o

rol panel and
Pad.

CILL #PASS 1 =

Display will show

L/ 0,8 AW MOVE (0-=140,99)=
Using ENT buttoﬁ<2:>gress through program until display

shows $ R
‘JSS STAGE 1 ¥CILL ¥PASS 1%
~§$\ FEED MOVE (1=5)c

Key in cam switech number required and push ENT.
Feed will then raise up to cam 1 and then move down to cam
selacted if different.

Digplay will show STAGE 1 “F#CILL ¥PASS 1 ¥
"POSITIONING® and
then revert to ENTER OPTION -~

Check with timber for correct height and adjust slide
contact cam if required.

Repeat procedure until satisfied and record feed position
number on program sheet,

www.DaltonsWadkin.com 3= 61
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FEED UNIT WITH AXIS CONTROL

When machine has this unit fitted the program {figure will
always be timber height (See Page 3-37)

www.DaltonsWadkin.com
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AUXILIARY SHORT VERTICAL SPINDLE UNIT

s D

g
L3

Position manually adjusted slide on machine to bring
tool into approximate working position. This move is

always vertical. @

Using manual operating switch situated (@ he side of
machine (Fig.8) adjust stop, controlli pheumatic
L 2

stroke position. \

2tart up spindle in working p on and manually feed
test timber into the cutézsf?s obtain reference.

Correct errors by adju 9%2 manual slide and/or stroke
depth stop.

Record O for out oﬁs\‘& for in, on program sheet.

www.DaltonsWadkin.com
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AUXILIARY TOP HEAD FENCE SIDE

Position manually adjusted slide on machine to bring
tool. into approximate working position. This move can
be either horizontal or vertical.

Using manual operating switch situated ondt side of
machine (Fig.4) adjust stop, contrellin umatic
stroke position. C)é

*
Start up spindle in working posi <$>and manually
feed test timber into the cutigg 0 obtain

reference.

Correct errors by adjusel manual slide and/or
stroke depth stop. ca,

Record O for out oi:g:}br in, on program sheet.

N\
>
Q&

~:§§;$\
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AUXILIARY NEARSIDE TOP HEAD WITH AXIS CONTROL TO HORIZONTAL
MOVEHERT

l. Position manually adjusted slide on maeh{é:>fo bring
tool into approximate working position

ingtigate move, This move is horizontal.

2., Calculate working position of ta;ﬁ:}fbm 'DATUM! and

3. Start up spindle in workj sition and manually
feed test timber into tters to obtain refersnce.
4, Correct errors by 25§$Sting manual slide and/or

move from TDATUM

Record horizonﬁ%},spindle move oh program sheetb.

&.
~S§SS\
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AUXILTIARY BOTTOM HEAD

1. 3pace tool at suitable working position on spindle
(i.e, within adjustment range of 35mm) and manually
adjust to approximate working position. This meove is
always horizontal.

of machine (Fig.%4) adjust stop contr ing pneumatic

2, Using manual operating switech sxtuatei‘ the side
stroke position.

3, Start up spindle in working pésﬁsa n and manually
t

feed tast timber into the cut o obtain
reference,

B, Correct errors by adjusdd manual slide and/or
stroke depth stop.
Record O for out or ' in, on program sheet.

figure, e.g. To fence distance and record on

Drogram she%

HOTE:= #ing of bottom head is carried out with
~:§\ ed filling in piece! removed.

wher@rreot working position is obtained

Set SIKO clocek ?fgégbg on manual slide to suitable

a4) Lower tool
B} Insert filling in pilece
C) Lower feed unit to trap test timber
over filling in piece.
D) Start spindle and raise tool
E) Lower tool, raise feed and remove test timber,

www.DaltonsWadkin.com
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BOTTOM HEAD (FINISH PLANING UNIT)

Head is permanently set to bed level giving ut of
0.5mm. (See SETTING UP THE MACHINE) O

www.DaltonsWadkin.com 3867



www.DaltonsWadkin.com

TOP HEAD {FINISH PLARING UNIT)

Head has fixed horizontal position and axis control to rise
and fall. Datum is at lowest position of spindle to bed but
to make calculations easier the figure given is distance of
rotating cutters to bed (Fig.l-10) and noted on program
sheet,.

1. Calculate vertical move from datum of cutting circle,

2. Press drive test button 4 on keypad

Display will show STAGE 1 *CILL FPASS 1 ®
§

C/0 SAW MOVE (0= 9)=
2O

A\
' *
3. Using ENT button progress throughipé;gfam until display

shous t

or ST YCILL ¥PASS 1 ¥

(Appropriate position
of spindle in machine QBB TOP MOVE (0~110)=

build up). (\J
§, Key in calculate&ié%?e and push ENT.

Spindle will 2::> from datum by the entered amount.

Display wi how STAGE 1 ®(1LL ¥PASS & %
'POSITIO ' and
then re %0 ENTER QPTION

5. Start up spindle and manually feed test timber inte the
cutters to obtain reference.

6. Measure timber and correct any error by adding toc or taking
from the coriginal move entered - 3teps 1 -~ 4.

When correct move from datum is established the SIKD clock
should read timber size, i.e. MOVE Plus DATUM.

This allows operator to quickly check that head is in
correct working position,

3-68
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BACKING PIECE

When the tenon spindles are correctly programmed for all
tool positions, the backing pilece can be fitted ready for
cutting.

Before cutting, however, the backing should be indexed via
pushbhutten panel to each of the six available positions and
10mm holes drilled and reamed through. A hardened steel
bush 1 {itted permanently to facilitate this operation.

TO INDEX BACKING FOR DRILLING HOLES @

9

1. Press drive test button 4 on keypad. <:)

Display will show  BTAGE 1 ¥GJIL

C/0 SA VE (0-140.99)=

o

Using ENT button prg@through program until display
shows

38

0@ STAGE 1 *CILL #PASS 1 #

~§S" BACKING _ MOVE (0-6)z

R

3. Key in\;éhna push ENT.
Turret will index backing to positon 1.

Display will show TAGE 1 YCILL ¥PASS 1 ®
TPOSITIONING' and
then revert to ENTER OPTION =

i.e. 2, 3, 4, 5 and 6.

www.DaltonsWadkin.com

. Repeat steps 1 - 3 and enter each backing position in turn
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TO CUT BACKING PIECE

Using drive test button 4 and ENT button set one end
profile using recorded figures of saw and tenon spindle.

Using drive test button 4 and ENT button find backing in
display panel as previously described for drilling.

Backing will not rotate to position selected.
Locate 10mm dia. pin fthrough bush and i hole,

Instigate clamps on. ‘\Q
Push automatic cyele start.
Push and hold tenon table ’inc?{ rward button.

*Inch' through rotating spi until profile is cut in
backing piece and then "in reverse,

Select turret number required (1-6) and puzzfng.

Remove 10mm dia,. pin.
Repeat above procedur r each end profile and record
turret stop numbers\ rogram sheet.

piece 1s remov in which case it is needed for re~location,
See SETTING U MACHINE for more infermation on the
backing pieged

$$

The location p@' w@hot used again unless the backing
E
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KEIPAD FUNHCTIONS (Fig.l7)

Used for entering information into the Micro-processor memory
bank. Certain numbers have a dual function and are used in
the first instance to obtain information and then as normal
kevs.

Drive names in memory are pre-determined by Wadkin to suit
individual machines and are non-~erasable,

L7189 |Ess
ssi6]lt
213 ¢ 00((\
0l |Del|Ent )
Del|En Q

F1G. 17 8]7

0 ENTER ZERO g\fb

1 DEFINE DRIVE Gy;

2 ENTER NAM SOQ(PRDDUCT-COHPONENT)
3 ENTER ngs

4 DRIV@ST (SINGLE KEAD WORKING)
5 7480 STATUS . SERVICE ENGINEER USE
6 __IOBIT TEST - SERVICE ENGINEER USE
7 \\“;ENGTH STOP

8 NOT USED

g NOT USED

o

MONITOR - SERVICE ENGINEER USE

DEL DELETE TINCORRECT ENTRY

ENT ENTER INFORMATION (ACTIVATES DRIVE TEST)

ESC ESCAPE

% ALPHA NUMERIC INSERTION - USE WITH 2

é ALPHA NUMERIC INSERTION - USE WITH 2

www.DaltonsWadkin.com 3aT1
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PUSH BUTTON 2 « (ENTER COMPONENT NAME)

With product selection

switeh at 1 and FRODUCT 1 ¥COMP. 1. ¥PASS 1 #
component selection

switeh at 1 then ENTER OPTION -

display will show

PRESS BUTTON 2

Display will show PRODUCT 1 *COMP, 1. ¥FASS 1 *

N

Display will show PRODUCT 1. §“§§§:1n ¥PASS 1 £

COMP, 1 \L‘V

&HG ARROW BUTTONS % “%’
Key in letters to §R§;UCT 1. *COMP,1. #PASS 1

make up component (b'&\' COMP,1 CILL

name :

&. PRESS ENT
Display wi@w FRODUCT 1. COME. 1. ~¥PR351 %

P2, COMP.2

COMPONENT NAMES

PRESS ENT

5

USING ARROW BUTTONS % %

Sequence is repeated for each component up to a maximum of 10.
Display will revert to Enter Option after 10 or press ESC

on keypad. All compenent numbers entered will be selectad
from component selection switch and names displayed at

centre of display.

w
!
-3
o
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PUSH BUTTOR 2 - (ENTER PRODUCT NAMES)

With produect selection switch at 1 and component selection
switeh at 1 and component names entered, then display will
show

PRODUCT 1 *CILL ¥FPASS 1 *

ENTER OPTION -

PRESS BUTTOHN 2

PRODUCT ¥CILL _FEASS 1 ¥
Display will show \\
COMPONENT NAMES ‘a)
s
A4
PRE§S;$HROH BUTTON ?
PRODUCT 1L £ ¥PASS 1 L
Display will show
PRODUQ?@IES
%) PRESS ENT
<E§§;UCT1 ¥CILL #PASS 1 ¥
Display will show &\
(b’ 1,PROD, 1

$0 USE ARROW BUTTONS % é

@ PROBUCT 1 *CILL ¥PRIS 1 L
Key in letiars to make
up produc me %GPROD. 1l STAGE 1
PRESS ENT
PRODUCT 1 FCIiLL ¥PASS 1 ¥

Display will show
2, PROD. 2

USE ARROW BUTTONS % é

Sequence 1s repeated for each Product up to a maximum of 4.
Display will revert to Enter Option after 4, or press ESC
on pushbutton panel. All produect numbers entered will be
selected from Product selection switch and names displaved
at top left of displayv.

3-73
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PUSH BUTTON 3 - (ENTER PROGRAM)

On main panel (Fig.3) select product 1-4 ., Component 1-10
and Pass 1 or Pass 2.

Example: PRODUCT 1 STAGE 1 *CILL ¥PASS 1 ®
COMPONENT 1
PASS 1 ENTER OPTION -

Display shows

PRESS BUTTON 3

BTAGE 1 ¥CILL ¥PASS 1 #

Display will show
C/0 SAW MOVE (0~140.99) = 0,00

V- N

»
KEY IN MOVE FROM P@ﬁ SHEET EG.30
Y

STAGE 1 ¥CILL NJ ¥PAsSS 1 ¥
*

Display will show

C/OFF SAW MOVE\N0-140.95)s0,0C 80

(bsx)z’agss ENT
'ST'“‘@G ¥CILL ¥PASS | #

Display will show ﬂgsﬁa) MOVE (1-5)=0

IN CAM NUMBER FROM PROGRAM SHEET EG.1

Q STAGE 1 #CILL #PASS 1 ®
Dreetay Wi Shg’ FEED __ MOVE (1-5) 01

$ PRESS ENT

STAGE L ¥CILL ¥PASS 1 L

Display will show
(Any figure shown to STOP BAR (0-299) = XXXXXX 7
be ignored)

PRESS EHT

STAGE 1 *CILL #PASS 1 &

Display will show
BACKING MOVE (0~6) = O

KEY IN TURRET NUMBER FROM PROGRAM SHEET

www.DaltonsWadkin.com
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Sequence i1s continued through program until the last unit and
the display will revert to ENTER OPTION,

Repaat operations for each component in a product range.

entered, all zero numbers will have bheen repl by the new
numbers. Decimal places of whole numbers nezf> £ be put in.

0

*

When checking through seguence after informa?és:shas been
e

H.B., THE SEQUENCE SHOWN IS FOR GUIDﬁE

is each WMC machine is suppli Eo individual customer
requirements, display may d r slightly.

Information displayed lwajs be applicable to the
relative program sheet

EG - PFEED will sho@her cam setting as illustrated

or axis control&\

$$
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PUSHBUTTON & ~ (DRIVE TEST)

This will display drives and moves available starting with

C/OFF SAW and pushing the ENT button will move through program.
if a particular drive is required to move = selact figure or

number and push ENT button.

EXAMPLE: To move lst TENON up 50mm from datum,

Display shows PRODUCT 1 *COMP. 1L ¥PASS 1 *
ENTER OPTION -
- PRESS BUTTON &
Display shows PRODUCT 1 ®COMP.1 ¥PASS 1 &
C/QFF SAW MOVE (0-140.9¢) =
Y
reess 3P
Display shows PRODUCT 1 COME N PASS ®
)
FEED MOV =5) =
[
PRESS ENT
Display shows PR T 1 SCOMP, J. #PASS 1 ¥
{Not used %o enter '
length) P BA&R (0-299) =
Q(b’ PRESS ENT
Display showus ~§$\’ PRODUCT 1 ¥COMP.. ¥PASS 1 o
~§S\ BACKING MOVE (0-6) =
~§$\ PRESS ENT
Display shows PRODUCT 1 *COMP.1 FPASS 1 ®
%ST TEN I/0 MOVE (0-6)=
PRESS ENT
Display shows PRODUCT 1 #COMP..L #PASS ] ®
1ST TEN U/D MOVE (0-189)= B
KEY IN 50 AND PRESS BT
3=-T6
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Display shows PRODUCT 1  #COMP, 1 *PASS 1 *

POSITIONING

PRODUCT 1 ¥COMP.1 A %?ASS 1 ¥

When iz position
display reverts to N
gnber option. ENTER OPTION C.
<7
> t

\{)

Earlier information keyed in, i. egb is then automatically
deleted and not stored in mem €Z>

THE SEQUENCE SHOWN c;%R GUIDANCE ONLY

Ag each WMC ma is supplied to individual customer
reguirements pidplay may differ slightly.

Information splayed will always be applicable to
the relagldve program sheets,

EG-~=£$%W will show either cam setting as illustrated
0

$ axis control

www.DaltonsWadkin.com
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PUSH BUTTON T - (LENGTH STOP)

This button is only used when machine is fitted with automated
stop.

Display shows PRODUCT .1 ~ ¥COMP. T #PASY 7 ®
ENTER OPTION -~ 4}
L
A 3

PRESS &%!m 7

Display shows FRODUCT 1 "'%MP. 1 TPASS 1 ki
(or previcus length
keyed in) ENTE H 0,00

()me' IN REQUIRED LENGTH e.g. 1250

Display shows (b,\ BRODUCT 1 ¥COMP.1 — ¥PAS3 1%

0 NTER LENGTH 0.00 1250
Q
§ PRESS ERT

Display shows PRODUCT 1 *COMP, 1 FPASS T % 1

ENTER OPTION -

By pressing the blue length stop move button, the step will
position to entered dimension relative to the saw position.

Each length entered is retained in memory until such time that
above procedure is repeated and new length keyed in.

www.DaltonsWadkin.com
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QPERATING MODES

MODE 1 (WMC 1xP, 1xPC OR 6xPC}

N

TENON ORE END AND PROFILE

Clamps will ecome down and tenon table &automati—
¢ally start to forward feed at feed rat:) quired.
Table continues up to the profilji wnit where it 1is
ramped down to ‘creep' speed for ignment with fence
line.

At this point the timber f'%bs back the two piece
feeding pusher and passes disappearing dogs.

At correct alignment p(%?t on a micro-switch is made
and this releases the ps and returns table at fast
Tfeed to the operator loading of next workplece.
Timber is retai &\ét profiling unit against spring
loaded disapp dogs,

from the ér, fence flap is pushed into line for
support a the first two feed rollers drop down thus
first piece of timber into the profiling unit.

After a sliﬁSt ime delay the air pressure is released

feeding

When %gg}first piece has cleared the roller fitted with
a micro=switch, this lifts first two feed rollers and
refurns air pressure to the pusher allowing second
piece of timber to be fed into the profiling unit. (If
two plece feeding selected), Both pieces are fed
through to complete profiling and returned to the
operator via roller conveyor.

It is important to ensure that the timber matchss what

is selectedi.e., l or2piece selection, otherwise sequenc-
ing can be affacted causing a "hang up’.

www.DaltonsWadkin.com
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HODE 1 (WHMC 35, 5x0P OR 5/2z0P)

e

/

TENON ONE END AND PROFILE

Ciamps will come down and tenon table will automatie-
¢ally start to forward feed. At each cutting point
selected in the program the tadble will s down to 2
feed rate required. This is controlled wud am bars and
proximity switches.

Other than the cutting points, tpe ;S?e will traverse
at maximum speed of 20 m/min,

Having c¢leared the Select%é>&tenon head/s table

continues up to the profili nit where it is ramped
down to fcreep?! speed for ent with the .fence line.

At this point the i forces back the two pilece
feeding pusher and pa over disappearing dogs.

At correct align osition a proximity switch sights
the cam bar and ¥s releases the clamps and reburns
table at fast to the operator for loading of nezt
workpliece. Q

Timber 1is fained at profiling unit against spring
loaded di pearing dogs.

Afte;}ﬁ}slight time delay the air pressure is released
from “®ne pusher, fence flap is pushed into line for
support and the first two feed rollers drop down thus
feeding first piece of timber inte the profiling unit.

When the first piece has cleared the roller fitted with
# micro switch, this lifts first twe feed rollers and
returns ailr pressure to the pusher allowing second
plece of timber to be fed into the prefiling unit. (If
two piece feeding selected). Both pieces are fed
through to complete profiling and returned to the
operator via reller conveyor.

it is important to ensure that the fimber profiling,
matches what is selected i.,e. 1 or 2 piece selection,
otherwise sequencing can be affected causing a ‘hang
up’.

3-80
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MODE 2 (WHCL, 1xP, 1xPC, 6 OR 6xPC)

*
L 2
TENCH OHLY \Q
Clamps will come down and tenmq@;le will automati=
gally start %to forward f c feed rate required.

Having cleared tenon hea table returns at fast
fesd to the operator rampipg down to fereep' speed for
Final alignment and cla are releasad.

Repeat above proc with pass 2 selection (if

different tenon 4 h} and utilise length stop for
correct requiremfb .

This cycle ipeated each time AUTOMATIC CYCLE START

button is gﬁ;dﬁ

www.DaltonsWadkin.com
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MODE 2 (WMC 2, 5, 5x0P QR 5/2x0P)

%
&
TEKON ONLY C)O

*
L 2
Clamps will come down and the tan ﬁS:Zble will automaii-
cally start to forward feed. & ez&Eeh cutting point

selected in the program the ta will slow dowisn to a

feed rate required, this is rolled via cam bars and
proximity switches. §

Other than the cutting ints the table will traverse at 3
maximum speed of 20 mimNgr:

Having cleared s d tenon head/s the tadble returns at
fast feed to the ator ramping down to Tereep' speed

and clamps are released,

for final alan

Repeat above, procedure with pass 2 selection {if different
tenon len and utilise length stop for correct require-
ments.

This~é§\le is repeated each time AUTOMATIC CYCLE START
button®is pressed.
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MODE 32 (WMC 1xP, 1xPC or 6xPC)

TEBON TWO EKDS AND PROFILE .

L 2
Clamps will come down and the t \table will automati=-
cally atart to forward feed at rate required.

Having cleared  tencn he %e table returns at fast
feed to the operator, g down to ‘tcreep! speed for
final zlignment and clam% re released.

Instigate machine s ip with pass 2 if different tenon

length. M
Timber is turned and located against length stop.

When fREADY'QL screen press AUTOMATIC CYCLE  START
button andgo e works as MODE 1,

$$
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MODE 3 (WHC 5, 5x0P OR 5/2x0P}

e
TENON THO ENDS AND PROFILE. O
Clamps will come down and the te Qable will automatbi=
cally start to forward feed. gach cutting point
selected in the program the ¢ will slow down to a
feed rate required. This 1 rolled via cam bars and

proximity switches.

Other than the cutting po the table will traverse at
a maximum speed of 20 m

Having cleared sel agat tencon head/s the table returns at

fast feed to the o or, ramping down to ‘creep? spesd
for final align nd clamps are released,

Instigate mac 1 set up with pass 2 1f different tenen
lengih.

ed round and located against length stop.

Timber 1s$
When 'ﬁ§$§ ' on screen, press AUTOMATIC CYCLE START button
and machine works as MODE 1.

3-84
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SASR PROFILING

Machines with open sided profiling unit can be used for
sash profiling or stormepreoofing the built up sashes.
When ¢this feature 1is incorporated there will be an
additional switech on the main control panel indicating
SASH (Fig.2).

If selected, certain functions on %the machine are

changed as follows!- @

1) Tesnon table will not traverse og;grdo

2) Micro switch controlling f‘iq"éﬁwo feed rollers
is echanged in funection to nheol 'jump' spindle.

3) First or second profile <&E’dle (dependent upon
model) will have rotati?z> versed.

OPERATING &

\\

Remove tLransfer p@&&;&~ unit from location and also
outside pressure £ from sash support rail. Pull sash

support rail required working position and lock.

With approp e profile spindles and feed unit running,
sach buillt sash is fed through four times.

As lea Qgssedge of sash lifts the roller fitted with a
microsa8®iteh, this signals contra rotating spindle to
retract from working position,

When the roller drops off the back edge of sash, this
signals eontra rotating spindle to preturn to working
position after a short time delay.

3-85
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WMC XP 1XP, 3,5

e CEEN SASHES

WMG XPC 1XPG 6XPC

—FEED SASHES
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STARTING PROCEDURE

Having set the machine and loaded the programs into micro-
processor memory, running can commence when timber 1is
available.

Timber must be presented to the machine in a straightened
and planed all round condition to finished dimensions. On

X0P models timber should be at least plus 3mm on thickness
and plus lmm on width to allow cleaning up.

iz not left standing for long period pieces will

shrink and twist. . Qo

Best results will always be obtained if‘ﬁ§;>planed timber
5

STARTING IN AUTCMATIC OPERATIQOHN

1. Checlt that master st s out,

2. Press power onh butf

3. Press automatic tion button.

u, 3elect Produc 11 show top left of display panel.

5. Select ComponShQ = Will show top centre of display panel.

6. Instigate _mgghine set up - Will read "POSITIONING" on
display péne).” When all axies are in position "READY" will
appear at TP right of dispiay panel.

T Select\;égfating mode.

8. Sele t pass,

9. Sel 1 or 2 piece working,

10. Setrequired feed control for tenon table,

1. 3 all reguired spindles and feed unit.

12. Place timber on tenon table and push up to end trim stop,
holding firmly against fence and backing piecs.

13. Push automatiec cycle start button.

www.DaltonsWadkin.com
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SECTION 4

MATNTENARNTCE

Scheduled maintenance consists of regularly maintain-
ing the machine in a good operating condition; capable
of safely producing, good quality trouble free work,
with the minimum of down time.

This includes tasks such as daily/weekly cleaning and
lubrication whieh can and should be performed by the
operator. Tasks carried out at longer intervals will
require more specialised knowledge and tools.

LUBRICATION (Q

Mueh attention has been given to keeS:§;>lubrication
and maintenance to & minimum. In con uence ‘'sealed
for life' bearings and Toilite! bua@?s‘have been used

where possible. \

The tencon spindles, profile spi es and stack tooling
tenon spindle all have Klubg rease packsd bearings
which require no lubricat nd should give trouble

free service. These sho only require Jlubricant if
the spindle bearings are&%ﬁ:aced.

Alsc the spindles o Horizontal Auxiliary heads are
shielded and have ﬂésv ed for life' bearings.

However, there xceptions - these are as follows:-

Electric \mqgtors where ‘'sealed for life!' besrings
are no tted, are provided with grease nipples.

Dailys

Grease the slideways and the various traverse
screws, also the ballserew and the ground bar on
the tenon beam. Grease the spline shaft and the
rise and fall nut on the vertical spindles using
Wadkins Grade L6 grease.

Weekly.

Grease the rise and fall screw and the bearing on
the end of the feed works beam using Wadkin Grade
L6 grease.

On the same feed works support arms which carry the
grease nipples for the rise and fall serew, there
is also fitted an oil 'pot' to lubricate the support
pillar use. Use Wadkin L4 oil.

www.DaltonsWadkin.com
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Monthly

Grease the bevel gears, chains and sprockets on the
feed roller drive using Wadkin L2 grease. Lubricate
2ll electric motors fitted with grease nipples,
using Wadkin L6 grease,

3 monthly @

frease all remaining slides anO SCrews net
mentioned above. (:)

Ln.2
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FIG.1 VARIABLE DRIVE
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SPARE PARTS

41 Thrust bearing

43N Plastic {friction ring

43 Carbon friction ring

45 Flange with hollow shaft
47 Heliea) spring

48 Girclip

49 Ollseal

5t Cam shalt

52 Cam shaft

53 Flange

54 Ball bearing
55  Spacer

56 Bearing

57 Spacer

58 Bearing

58 Girclip

GOF  Anterlor housing (fliange
6JF  Anterior housing (faot)
5t Oilgeal

62  Conical driving disc

63 Hind housing

684  Siide with rack

66 Serew

62  Pin

70 Friction brakes
7 Block

.72 Toothed regulation shait
74F  “Gearcase A/RR (Hangs}
FAP  Gearcase A/AR (foo?)
75F  Gover R (flasge)
75P  Cover B (fost)
76F  Cover AR (flange)
76P Cover AR [foot) °
7¥  Flange A
78 Flange AR

.13 First plnion
80  First geor
8f  Sccond pinica
B2 Second geat ;
a3 Cutput shaft 8
84  Output shaft RR

a5 -Bearing
86  Bearing
87 Key
88 Koy
89 Otjseal
a0 Spacer
91 Clreilp 1
oz Circlip
92 Key H
94  Spacer N
95 Searing
g5 Bearing
97 Circlip
¢5  Qllzeal
g9 Key
06 Key H
14t Cirelip or focknut
— Ordingnde pard di ricambio indicare sempre . e N - — Piaace atole type of oRlE when pedering :gi izzn‘ng
a mighy di targa dot motovariatore. sparg parts. m; Circlip

105 Handwheel
165 Pasitlon indicator

407 Clrelip |
{108 Flate

~— En caz do pemnande velltlez spscifier le L B S www.DaltonsWadkin.com — Im Bastellungsall erbitten wir um Angabe
- Ype somplat du motovorinteur, ’ ’ §|:r immp_lel:len Iypanbe&eisfnnung, resg, alls
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VARIABLE SPEED DRIVE (Fig.l)

Haintenance

Grease every 3 months, the bearing on the adjustable
driving wheel via the grease nipple. It is despatched
from the works, already filled with o0il and should not
require any attention for at least 5000 -~ 6000 working
hours,

It may‘occur that in the course of normal running, the
speed of the drive may drop. To correct this, tighten
the brazke screw behind the speéed change han;sﬁieel,

Replacing the friction wheel lining.

If the unit does not operate correctl(&)probably the
friction ring 1s worn. Its life d nds on the work
the unit has to perform. If for gs%nce the unit is
mainly operated at low speed; th ‘&btion ring will be
subjected to greater wesr. E:>

To replace the friction rin @ceed a5 follows:=-

- Open the casing a b. (See Fig.2)
« Loosen screws& to remove friction ring (d)

from wheel Fit the new frictiom ring to
the wheel ;: secure it by means of screws (e).

- Wheel @ can be removed from the beaprings
along,t hollow shaft (g) by slightlyv turning
it & i fro and pulling.

- fully degrease and clean the friction face
the conical disc (h). Also remove the dust
rom the inside of the casing.

- Inspect %the oilseal {i). It should provide =
satisfactory seal, preventing the friction ring
from being damaged by the oil.

- Now re-fif the hollow shaft by slowly pushing
and rotating back and forth. Take care not te
damage the needle bearings.

1=
i
b
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When spring (L) is completely compressed, close
the casing.

Closing can be made easier by introducing a
rod into hole B and C on the periphery of wheel

(f).0nce the two parts of the casing are bolted
together, remove the rod (see Fig 2).

7y

AL LI L,

o

4,
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Vee belt drive tensioning

Check drive belts at regular intervals {as indicated
below). If the need arises, re-~tension. Insufficient
tension causes slipping and premature belt wear. Too
much tension causes bearing wear. Tenszion as indicated
in 'Checking/Adjustment’.

Observe the operation of the machine when first put
into service. After approximately one hours effective
use, check and retension the belts, te take up initial
belt stretch,

In general, vee~belts will initially requiré “sdjustment
at meonthly intervals. It is important to c,gg the condi-
tion and tension of the cutter spindlel arive belts at
more frequent intervals, depending on o tions of use,
if problems relating toquality of finj re to be avoided.

Checking/adjustment is carried o \&s followg:=

1) Remove the drive i@@«er.

2) Check belt tension.\The belt should be capable
of being depres pproximately 1.5 to 2 cm by
application ofé&rage thumb pressure.

3) A1l belt iWe adjustment follows the same
general iple. This involves moving the
drive y centres or motor platform, thus

g any slack in the belts. The method
id

normally he self evident.

takin
use

EﬁS&ighten any securing features fitted.
43 fit drive cover.
If one or more of the vee=belts become faulty, it will
be necessary to replace the complete set. it is
impossible to obtain a correctly tensioned drive, with

all the belts taking an equal share of the load by
mixing o0ld and new, or different belts.

NOTE: DC HOT OVER TENSICGHN BELTS.

www.DaltonsWadkin.com
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Femoval and Hefit of drive pulleys (Fig.3)

To

1.

3

To

remove a taper-lock bush pulley:

Before access c¢an be made to any belt or
pulley, it will be necessary to remove the
guard.

Slacken off the tension on the belts, then the
belts can be removed.

Slacken off 2zll the grub screws (1) several
turns using a hexagan '"ALLEN®' key. Remove one
or two screws according te number of jacking

holes (2). @
Insert screws in jacking hole ter o0iling

thread and point of grub scrqgi or thread of
cap screws, as applicable,
L J

Tighten screws alternat‘gi?} until bush (3) is
%&3 d

L 4

loose on the pulley hu the whole assembly
is free on the shaft.

Remove pulley ass from the shaft.

refit a Taper—loci:§sbsh pulley:

Ensure t%, mating taper surfaces are
complete lean and free from oil or dirt.

Inser {1 in hub and line up screw holes.

Qi1 hwread and point of grub screws, place
3¢ loosely in threaded holes in hub of
ley,

lean shaft, fit hub and bush to shaft as one
unit, Locate in position, remembering that the
bush will nip the shaft first and then the hub
will be drawn on to the bush.

HOTE: It is necessary to axially align drive
and drive pulleys.

Using a hexagan Allen key, alternately tighten

serews (1) until all screws aré pulled up
3ecurely.

4-7
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5. After the bush (3) has been tightened on to the
shaft, fit the parallel key (&) this is side
fitting with top clearance.

6. After drive has been running under load for
short time, stop and check tightness of screus.

7. Fit empty screw holes with grease to exclude
dirt.

FIG 3 REMOVING A TAPER-LOCK BUSH

www.DaltonsWadkin.com
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Air line regulator (Fig.4)
Filter maintenance.

Both free molsture and solids are removed automatically
by the 40 micron filter. Drain water in sump whenever
the level reaches the lower baffle. The filter element
glong with fthe transparent bowl should be washed in
mild soap and water after which compressed air should
be blown from the inside of the element outwards.

To remove the filter element., SHUT AIR LINE DOWN and
exhaust secondary pressure.

L. Unscrew threaded bow. O®

2. Disaasemble cartridge assemblg:)by unscrewing
lower baffle. .
L 2
3. Remove element for clea \s mentioned above,
4, Replace element for ?25' emble.

Lubricator maintenance cE,

The ZIlubricator can efilled without shutting down
the air supply 11 2:>isassemble the oil fill plug and
vent the bowl e, Fill the bowl to wvislible rim
with Wadkin L ; DO HOT USE OIL WITE ADHESIVE OR
TACKY ADDITIV Replace the fill plug and seat the
bowl firmly, ot over-tighten the bowl.

To adjus oil delivery, use a slotted screwdriver
and U he adjusting screw on the top of the

Leansr = clockwise.

Richer - anti-clockwise.
By counting the number of drops per minute in the sight
domz, vou can adjust to your reguirement. Generally one
drop per minute for every 300-400 L/mln. flow i3
satisfactory,
25 drops per minute equals 30 g/hr.

If at any time the bowl needs tc be cleaned, use only
mild sozp and water,.

www.DaltonsWadkin.com
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REGULATOR

COMTROL

PRESSURE GAUGE

il CONTAINER
FEMALE INLEY T HE

FILTER UNIT

FiG.4 AIR LINE REGULAT@R;’LU%R!CM@R
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CLEANING THE MACHIRE

Machines are designed to need a minimum of maintenance.
However, it is recommended that the machine be cleaned
thoroughly once a week., This is essential when working
on hardwood such as Sipo (Utile) or similar

If cleaning with compressed ailr, take ca ot to direct
the jet onto the spindle and moving shdft,” bearing hous-
ings, ete. Clean the spindles and rgmoVve all remains

of resin and grease. Do the same wSQ the cutterblocks

and machine tables and lightly ate.

Check that all machine parts easlly at friction
points. Lubricate as indicat n the lubricating
instructions (see Hainte .

Adjust the variable sp rive unit through the full
range once a week to<f§3}d the feed drive mechanism

Jemming. \
e
~:Ss.

~S§S§\

4—11
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APPROVED LUBRICANTS.

YADKIN CASTROL a.p, SHELL MOBIL ES50 GULF CALTEX
GRADE
L1 HYSPIN ENERGOL VITROL DTE OIL NUT HARMONY 2ANDO
AWsS322 HLP32 32 LIGHT 43 AM 0IL
24 £ HDA
Hy
.‘{\-‘
‘b
L2 ALPHA ENERGOL VITREA 7 ESSTIC SERVIGE URSA
ZN 150 HP150 150 EX 85 13 puQ
OR
£8150
L& MAGNA ENERGOL VITREQ VACTRA ESSTIC SERVICE URSA
58 HP6B 68 oIL 50 51 pag
OR HEAVY
c3658 Q MEDIUM
L5 SPHEEROL | ENERGREAS ANIA MOBILPLEX | BEACON | GULFCROWN REGAL
AP3 L53 HEASE GREASE 3 GREASE STARTAK
Q NO.3 No. 48 HG. 3 PREMIUN 3
QX
L 1 oIL. $wznmut‘rc OIL WITH ANTI-CORROSION, ANTI-OXIDATION,
ANTI-WEAR, ANTI-FOAM PERFORMANCE,
L 2 OIL. GEAR OIL (VISCOSITY 150 CENTI~-STOKES AT 40° ©)
L 4 OIL, PLAIN MINERAL OIL (VISCOSITY 68 CENTI-STOKES AT 40° ¢)
L 6 GREASE., GREASE HLG1 NO.3 CONSISTENCY LITHIUM BEARING GREASE.
&= iF
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HOTOR ARD DRIVE BELT BATA

BELTS AMD PULLEYS FOR SPIWDLE DRIVE TO VﬁRTICAL TEHCH SPINDLE FREQUENCY 50 #=
MCTOR HOTOR PULLEY TAPER LOCK BUSH BEL SPINDLE | SPINDLE
PULLEY SPEED
P
FRAHE K.W., H, P, FENNEER HADKIN BORE FEMNHER WADKIHN FENNER 2z IN Q1Y. WADKIN R.P. M.
SILZE REF, CODE {mm) REF. CODE REF. ODE KUMBER
3
# F215 7.5 10 13120163 KI0T8L53 38 2012 k30771134 N 0 E3I0T8367 3 WHC 1T4 4000
Di325D e
1§a
\‘\
2}
o % 4
BELTS AHD PHLLEYS FOR 5P LENDRIVE TO VERTICAL TENON SPINDLE FREQUEKCY 60 Hz
A L 2
HOTOR HOTOR PUL TAPER LOCK BUSH BELTS SPINDLE | SPINDLE
PULLEY SPEED
A
FRAME K.W. H.P. FENN ADKTIN BORE FENNER WADKIN FENNER WADKIN QTY. WADKINMN R.P.M.
SIZE REF. N} CODE (mm) REF, CODE REF, CODE NUMBER
% F215 T.5 10 33120123 K3078B217 38 1610 “307TT186 | SPZ1500 K3078367 3 WHCTITH Ho00
D1325D

£l-¥

® FLANGE SIZE
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HOTOR AND DRIVE BELT DATA

BELTS AND PULLEYS FOR SPINDLE DRIVE TO 600 mm LONG TENON SPINDLE

FREQUENCY 50 =z

MOTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE | SPINDLE
PULLEY SPEED
A J
FRAME K.W. .P. | FENNER |WADKIN | BORE | FENNER | WADKIN [POLY-VEE QTY. WADKIN R.P.M.
SIZE REF . CODE (mm) REF. | CODE ] HUMBER
# iDpila 11 15 - DP 3786 - - - 2@0’ K3078610 1 DP3785 4000
D132HD \
f'\Q
\J
BELTS AND PULLEYS FOR SPINDLE E TO VERTICAL PROFILE SPINDLE FREQUENCY 50 Kz
(o1
HOTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE | SPINDLE
PULLEY SPEED
A\
FRAME KW, H.P. | FENHER BORE | FENNER |WADKIN | FEHNER | WADKIN QrY. HADKIH R.P.H.
SIZE REF. D {mm) REF. | CODE REF. CODE HUMBER
£ | F215 7.5 10 ogu@ﬁgmama 38 2012 K3077113 BPL1600 K3077271 | 3 WHC 174 | 6000
D1325D 0223
4 Lrzis 11 15 h312.  X3078218 | 38 2012 3077113 BPZ1600 K3077271 | 3 WHC 174 | 6000
D132MD 0223

Pi- v

% FLAMGE SIZE
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MOTCR AND DRIVE BELT DATA

BELTS AND PULLEYS FOR SPINDLE DRIVE TO VERTICAL PROFILE SPINDLE

FREQUENCY 60 Hz

HOTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE | SPINDLE
PULLEY SPEED
FRAME K. 4. H.P. | FENNER |WADKIN | BORE | FEWMER | WADKIN | FEHNER 18 aTy. WADKIN B.P.H.
SIZE REF CODE (nm REF. | CODE REF. c NUMBER
<P '
¢ 1215 7.5 10 31z, K3o7sz72 | 38 2012 k3077113 BP2) o.kgowzn 3 WHC 174 | 6000
D1325D 0203 .\
s | rais 11 15 b31z. k3078272 | 38 2012 K307711NBRZI600 K3077271 3 WMC 174 | 6000
D1321D 023
& FLANGE SIZE ::“
N
BELTS adip PULLEYS FOR SPINDLE« 0 SHORT VERTICEL PROFILE SPINDLE FREQUENCY 50 Hz
i Y
MOTOR MOTOR PULLEY ER LOCK BUSH BELTS SPINDLE | SPINDLE
PULLEY SPEED
FHAME K.W. H,P. FEHNER $ADK * BORE FENRER WADKIN POLY-VEE | WADKIN QTY. HADKIN R.P.H.
SIZE REF. o (o) REF. CODE CODE NUMBER
s |piooLe | 3.7 5 - Q\mcwzs - - - bé6o-d10 K3078226 1 DP22ON  1500/6000

# INTERHITTENT RATED S6 - HO%
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MOTOR AND DRIVE BELT DATA

BELTS AND PULLEYS $OR SPINDLE DRIVE TC TOP HORIZONTAL AUX.HEAD

FREQUENCY 50 H=z

MOTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE | SPINDLE
; PULLEY SPEED
FRAME K.W. H.P. FENNER | WADKIN BORE FERNER | WADKIN |POLY-VEE mﬁ:&n Qry, WADKIN R.P.H.
SIZE REF . CODE {mm) REFE, CODE CODE NUMBER
# D100 2.2 3 - 1. WHC - - - 26%310&3&078226 1 DP2294  H500/6000
D90C 1016 . Qo
2, HHC \
880
N\
1. FLANGE MOTOR MOUKTED TO REAR %
2. FLANGE MOTOR MOUNTER TO FRONT
% TACE HOUNTING
_ Wi ;
BELTS AND PULLEYS FOR SP IVE TO TOP HORIZORTAL AUX, HEARD FREQUENCY 60 Hz
KOTOR MOTOR PULLEY V TAPER LOCK BUSH BELTS SPINDLE | SPINDLE
f PULLEY SPEED
O
T g
FRAKE K.H. H,P, FENNER I BORE FEMNER | WADKIN [POLY-VEE | WADKIN QrTY. WADKIN R.P.H,
SIZE REF. o DE {mm) REF, CODE COBE NUMBER
# {bloo 2.2 3 - 1. WHUE - - - 260-J10  K3078226 1 DL286  M500/6000
DgoC l 1016
2, WHMC
880
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KOFOR AND DRIVE BELT DATA

BELTS AHD PBLLEYS FOR SPINOLE DRIVE TO 3HORT YERTICAL PROFILE SPINDLE

FREQUENCY 60 Hz

MOTOR HMOTOR PULLEY TAPER LOCK BUS3H AE SPINDLE SPINDLE
PULLEY SPEED
.\
FRAME K.u. H.P. FENKER WADKIN BORE FENHER WADKIN POLY—VEC}%KIN QTY. WADKIN R.P.H.
SEZE REF. CODE (mm) REF. CODE CODE NUMBER
O\Q’
D1OOLC 3.7 5 - WMC1015 - - - J10 [K3078226 1 DL286 H500/ 6000

4

INTERMITTENT RATED 56 -~ H40%

QD

$$

*

N
Q’b

%)
o)
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MOTOR AND DRIVE BELT DATA

BEE.TS A{D PULLEYS FOR SPINDLE DRIVE TO BOTTOM HORIZONTAL AUX., HEAD, FREQUENCY 45 Hz
MOTOR MOTOR PULLEY TAPER LGCK BUSH BELTS SPINDLE SPINDLE
PULLEY SPEED
g
FRAME K.¥. H,P, FENHER WADKIN BORE FENNER WADKIN POLY~VEE QTY. WADKIN R.P.H,
SIZE REF. CODE Cmm} REF, COBE 117 BODE NUMBER
\J
. &
Pi0OLC 3.7 5 - L. WMC - - - QQ K3078226 1 DP2294  AS00/6000
1615
>, DP2293 é}
4

HOUNTED TO REAR %
HOUNTED 7O FRONT O

Y. FLAHGE HOTOR

2. FLANGE HOTOR
8 INRTERMITTENT RATED 56 - 40% \
EELTS AND PULLEYS FOR SPI@JRIVE TO BOTTOM HORIZONTAL aUX. HEAD. FREQUENCY 60 Hz
A *
MOTOR HOTOR PUL TAPER LOCK BUSH BELTS SPINDLE SPINDLE
PULLEY SPEED
FRAME KW, H.P. FEUN ADETIH BORE FENMER WADKIN [POLY-VEE | WADKIN QrY. HADKIN R.P.N.
SIZE REF. CODE {mm} REF, COPE CoDE NUMBER
# D1OGLC 3.7 5 - HMC - - - %60—«-]10 (3078226 1 DL286& A500/6000
] 1015 !
2 DP2203
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MOTOR AHD DRIVE BELT DATA

BELTS AND PULLEYS FOR SPIMDLE DRIVE TO TCF HORIZOWTAL PLAMING HEAD.

FREQUENCY 50 Hz.

MOTOR MOTOR PULLEY TAPEXK LOCK BUSH BELTS SPINDLE | SPIWDLE
’@ PBLLEY SPEED
FRAHE KW, H.P. FENNER | WADKIN BORE FENHER | WADKIN | FENHER m QTY. WADKIN R.P.H.
SIZE REF, _CODE {mn) REF, .| CODE REF. oDE HUMBER
(\‘
L
F215 4.0 5.5 p31Z. (3078237 28 2012 K307711 \ 50 k3078213 2 GA1638 6000
Pp112MD 0222 or
@ > 7500
g@ _l
(\‘
BELTS &ND PULLEYS FOR srm IVE TO BOTTOM HORZ. PLANING HEAD. FREQUEHCY 50 Hz.
MOTOR MOTOR PULLEY .\,'r_mz:e LOCK BUSH BELTS SPIHDLE | SPINDLE
PULLEY SPEED
FRAKE K.W. H.P FEHNER ’§I‘ﬂ BORE FENNER | WADKIN { FEHNER { WADKIN QTY. WADKIN R, P. .
SIZE REF. _ ODE {mm) REF, CODE REF. CODE HUMBER
215 u,0 5.5 D312, 3078237 28 2012 k3077118 BPZ 850 [K3078213 2 A 1638 6000
D112MD o222 or
7500

FLANGE SIZE
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HOTOR AHD DRIVE BELT DATA

BELT AMD PULLEY FOR TENON BEAM

FREQUENCY 50 Hz

MOTOR MOTOR PULLEY MOTOR TAPER LOCK BELTS 4Ll SCREW PULLEY
BUSH
FRAME K.W. H.P POLY~VEE | WADKIN BORE POLY-VEE | WADKIN [POLY-VEE @ QT‘f. POLY-VEE WADKIN
SIZE CODE (mm} CODE D REF,
g
DYo 2.2 3 8J56 -~ K307B8618 24 1108 3078619 § 2 J% 3078614 1 BJ140- K3078617
1108 Q\ i 1610

S

%

S
\\,O’Q

BALL SCREW LOCK

TABLE FEED @
BUSH SPEED
BORE POLY-VEE | WADKIN FORWARD EEV *
(inm) REF____MOVEMENT T
14 1610  X3078620 e-zs@ 20m/min
ml
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FAULT FINDIRG

Mechanical Faults

Apart from mechanical failure (breakage) the majority
of mechanical faults can be attributed to incorrectly
tensioned belts; the setting of cutterblocks and cutter-
blades; items working loose due to vibration - failure
tn set or tighten correctly; wrong speed setting; or
misuse,

Therefeore to get the best performance it is essential
that the machine is set-up and used corr ly, many
mzchanical faults can therefore be avoeideds

Elimination of Vibration <:)

*
L J
It is important to check conditiQE;S;E tension of the
cubter spindle drive belts reaylarly (see vee belt
tensioning).

It is also important that~§S$\cutters are evenly ground
and set to run true in cutterblock, the assembled
cutterblock should ba st ally balanced before fitting
to the spindle. é

In the case of §$§;> speed machines 1t d1is highly
recommended that ¢2$,erblocks be dynamically balanced,
Electrical Faulés

FAULT ~:$\The machine does not run when any YSTART?
buttoen is operated.

Diagnosis
a, Disconnect (isolator) switeh has noit been
closed.
b, Main fuse or control circuit fuse has blaown
T Overload relay has tripped

Remedial Aetion

3. Check and close if needeg
b. Replace fuse
C. Reset rslay. Check reason for frip

www.DaltonsWadkin.com



FAULT

Diagnosis
a,
b.

Remedial

8.
b,

FAULT

Diagnasis

Remwedial

FAULT

Remedial

R

FAULT

Diagnosis

Remedial

www.DaltonsWadkin.com

A motor does not start - loud humming sound

An open qirecuit in
leads' of the motor
The fuses of the motor have blown

at least two ‘fline
Action
Check circuit and rectify

Replace fuse

An air break magnetic contactor does not

operate.
The contacts are burned and@§ improper
contact (:)

Broken connection wire "
At overload relay has tripped

A4 fuse has blown \l
&dotion QG
Clean or repla@ontacts
Remake conne%jé.D 5

Reset relay eck reason for overload
Replace f‘uOQ
andPelta connected motor doss nol

Y when the conbaetor is conmected in

n

Check/Remedy the symptoms ocutlined i
above.

When a motor is started, the fuses biow and
the overlead relay trips.

The motor does not run freely

There is a short circult in the wiring mains
The motor windings or winding are/is
earthed.

Betion
Check that the motor is free running
Check the circuit wiring

Check thewindings in turn for electrical cont-
tinuity and also earth faults with a '*Megger’'.

www.DaltonsWadkin.com
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FAULT The motor overheats when running 'light®
{unloaded)
Dlagrosis
a. The motor windings are connected in delta

instead of star

The mains voltage is too high

The ventilating air duets of the motor
frame have become blocked with dust or
chips, the cooling air passage has become
impeded, or the cooling fan (if fitted) is
not functioning correctly.

Bemedizl Action
8. Check connections Q®

D Check mains voltage and cog:)
ation

C. Clean airways. Check fan o
*

oo
- L)

>

FAULT Motor overheats wm%b}ming

Dlagnosis (2>

a. The motor is rleocading
b The motor i running vunder single phase
condition

Remedizl Action @

i
a. C ason and correct
b. Ci electrical circuits
@’
FAULY ‘15\ he motor makes an abnormsal noise

a. The cause can be of =2 mechanical or
electrical nature
b. If the noise 1is caused by an electrical

fault, the noise will disappear when power
is switched off

C. If the noise is caussed by a mechanical
fault, the noise will diminish as speed of
rotation decreases

Hemedial Action
a. Establish mechanical ¢r electrical origin

b.c¢, Check symptoms. Desduce by elimination,
locate position and nature of fault

423
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FAULT The Alir Break Magnetic Starter is necisy
Diagnosis

a. The mains voltage is too low

b. The surfaces of the 'fixed' and '‘moving:

contacts are dirty.

Remedial Aection

3o Check mains voltage and correct
b, Clean or replace contacts

FAULT The air break wmagnetic sidrde
*elosed® after a STOP
operated

*
Diagnosis ¢
g \s:\

a. The contactor 'fix%ﬁ&&gnd ‘moving® contacts
have welded tgﬂ% llowing a short e¢ircult

r Tremains
dtfon has been

Hemedial Action

a. Check an c%kmove cause of the short
circuit, lace the damaged contacts. It
may b cesary Lo replace the complete
contaaaéw if too damaged.

FAULT £<;;th condition arises on a motor and the

yerlcad current relay falls to gperate.
Diagng@

. The overload relay may be incorrectly rated -
it should correspond to the normal full
load current of the motor (given on the
motor nameplate) for Direct-cn-Line starting

b. If the overlead relay is connected in a Star/
Delta starter, the rating of the overload
should be the normal full load current of
the motor (given on the motor nameplate)
multiplied by 1/1.73(0.58)

Remedial Action

a. Replace with correctly rated relay

B2k
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FAULT A Spindle stops, but the motor still rumns
Diagnosis
&a The drive belts are loose, broken, or have
come off

Remedial Action

a2, Retension or replace bhsaltis

intended to be of assistance to avoild incidence of
breakdown., They do not preclude the use rom calling a
gualified electrician. In the ca % an electrical
fault or breakdown, in the interest\Qf personal safety,
it is always advisable to call &Eﬂelified glectrician

if the fault repeats. @
N

\00

>

The foregoing observations are of a ge2§g5§5;;ture and

~1§5’
~S§SS\

Ba2b
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SECTION &

ILLUSTRATED PARTS LIST

ALWAYS QUOTE HMODEL AND MACHIRE NUMBER WHEN ORDERING SPARES

SPARE PARTS

Should spare parts be required due to breakage or wear,
full particulars ineluding machine and test numbep must be
given, This information is on the nameplate attached to
the front of the machine and should be forwarded to the

Service Manager.
l;”l"'
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SAHMPLE TYPE ORDER

MACHINE

MACHINE NOC:

TEST NO:

PARTS REQUIRED e.g.
1 - M10 x 50mm long screwed stud
1l - M10 size bright mild steel washer.
1 = Raising screw.

WADKIN PLC, GREEN LANE WORKS, LEICESTER, LE% 4PF, ENGLAND.
Telephone: 0533 766111

Cables: Woodworker Lelcestar.
Telex: 3686 (Wadkin G)
Fax: 0533 T42310

51
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ILLYUSTRATED PARTS LIST

BACKING PIECE AND TURRET SHAFT

N\

Ref. No, Description (:)

*
Q\Q
Turret stop shaft 8&

Bearing spacer
Bearing
Internal cirel
External circly 20
Square heade owel
Prill bush
Backin e clamp
Br:acl-:ir!*g\p g

i iece

Back
P@lgbd screw MH x 1OLG
Ov

Quantity

ink chain
~1§§& gonn capscrew M8 x 30LG

~S§s§s

L PO oees (WD QO] S U 5L NG -
—t vk b et —h b —3 —k 2 N\ b 2

JEUSN R A N
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FIG.)l BACKING PIECE & TURRET SHAFT 5=3

LE R .
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ILLUSTRATED PARTS LIST

BACKIRG PILECE TURREY

Ref.¥o.

[T Y
L Iy — OwD D0y YUY =l P —

P Y
Qo —3 Ch At &=

PG PG PO D IO R -
T D Dy = DD

26

28
29
30
31
32
33
34

Y

Deseription

Turret mounting plate assy.
Clutech arm

Clutch arm key

Hexagon capscrew M4 x 8LG
Brass pad

Brake housing

Hexagon capscrew M6 x 3I0LG

Proximity switch target <:)

Turret stop ring
Grub secrew M8 x 25LG . Q‘

Turret stop shaft N\
Proximity switch \§
Hexagon capscrew | 20LG
Steel ball §8 éé}
Compression spt

Bush 16 x 20 5

Detent plat
Stieder ¢l

Hexago E nut M12
Cover t mounting plate
Covem cer

Sofey(assy.
Hon full nut M8
netmatic cylinder

élinder‘ clevis
~:$\ roximity switch

Flow control valve

Festo straight connection
Straight dowel #6 x 20LG
Parallel Key 4 x 4 x 32LG
Hexagon full nut M8

Grub screw M8 x 20LG
Compression spring

Hexzgon capscrew M6 x 65LG

www.DaltonsWadkin.com

Quantity
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1 12 8

15
14!

17

9 18

8 7 31 a2

4
Ig

2

FIG,2 BACKING PIECE TURRET
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ILLUSTRATED PARTS LIST

HOGGIHG SAaW - IR/OUT

Ref.Ho. Description Quantity
1 Lead screvw 1
2 Lead screw nut housing 1
3 Spacer =~ lead screw nut housing 2
i Bearing pot 1
5 Extension shaft (short) @ 1
) Digital indicator (high speeb 1
7 Spring washer 10 U
8 Horizontal adjustment nut 1
9 Tension pin @8 x 50LG | 1
10 Notch nut M20 x l 5 “ 1
11 Tab lock washer % 1
12 Bush 25 x 20 x 25 6 1
12 Thrust washer L
14 Thrust bearin 2
15 Plain washer i}
i Full nut M10 L
17 Hexagon he rews ML0O x 65LG 4
18 Tension pd 4 x 20LG 1
19 Dowel 10 x 60LG 2
20 Hexag ad screw M& ¥ 20LG 2
21 Adaptdp® plate 1
22 H gon head screw M1Z x 25LG 2

www.DaltonsWadkin.com
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FIG.3 HOGGING SAW « IN/OUT
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ILLUSTRATED PARTS LIST

TEKO® BEAM - BALLSCREW

Ref. Mo, Deseribtioa

Ballscrew
Bearing housing
Ballnut housing
Spacer

Thrust plate

Inner ring
Sealing ring
Poly-vee pu

P =t DD 00—) YT = G D)

b —% o2

Key 5 x 5 2

73 Poly=ve 1t
14 Plain er 06
15 Hex

17

18 exagon screw M12 ¥ 35LG
19 pring washer §

20 $ Hexagon half nut MI|2

21 Hegagon full nut M12

23
24 Hexagon screw
25 Spring washer

www.DaltonsWadkin.com

Combined bearing
Bearing and seal

Taper bush m 3ore

capscrew M6 x 20LG
1 qUu# flanged ballscrew nut
fqbgon capscrew M8 x 35LG

22 $ Plain washer §12

2 Plain dowels $12 z UOLG
12 x 45LG

Quantity

DD et ed A PO R 55y e e b PO BT PO RO DO D = V) b

5«8
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ILLUSTRATER PARTS LIST

6G0mm TENON SPINDLE - MOUNTIHG

Ref . Ho. Description O® Quantity

Cutter Spindle

End cap

Bearing Klubergreas
Bearing housing
Bearing spacer
Hexagon capscr

Disc spring
Poly~vee bel
Hexagon sc 12 X
Plain wa

Plain ¢12
Spring her

He screw 12 X
P!{:} locking coll
§i’ le pulley

2 ez o
—a 30 QO O U Tl B e

R .Y
Ut s g

O

45LG
ar

L 2 ¢ 1
~s:\ 1

2

Sl 1
1

% 20LG 6
1

1

4OLG 5
6

1

1

1

1

1

www.DaltonsWadkin.com
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L -
&

FIG. 5 600mm TENON SPINDLE - MOUNTIHG
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ILLUSTRATED PARTS LIST

400mm TENON SPINDLE (HYDRO-GRIP) @

*
L 2
Hef.Ho. Descriptioér\&\Q

1 End cap for outb @bearing
2 Protective ring

3 Drive key for board bearing
L Hegagon caps M4 x 4LG

5 Hexagon cap{?&ew M6 xz 16LG

) Shim

T Bearin

8 Beari g\Spacer

g Logktl for outboard bearing
10 Hy‘i& grip outboard bearing
11 Spipdle loeknut
12 @:ter spindle
13 “15\ op steady plate assy.

QD

www.DaltonsWadkin.com
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FIG.6

600mm TENON SPINDLE (HYDRO-GRIP)
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ILLUSTRATED PARTS LIST

ELEC/MECH DRIVE ASSEMBLY

Description

plate cover

capscrew
capscrew
mounting
capscrew
adaptor

pulley
w MU
elt
pul

M6 x 35LG O®

M6 x 60LG
M5 x ,1@9
N

C'SK., screw MU x 12

plate

Q@

e x 6LG

r

on indicator

motor

4 x 20LG

aptor

~S§bxagon capscrew M5 x 25LG
rub screw M6 x OBLG

Bef.Ho.

1 Encoder
a Hexagon
3 Hexagon
q Encoder
5 Hexagon
) Encoder
7

8 Encoder
g Encoder
10 Grubscre
11 Timing b
12 Gearbox
13 Grub scr
14 Drive ad
15 Siko=

i6 Gear

17

18 ‘mg
19 or ad
20 ¢
21
22

$ Grub screw M6 x 8LG

www.DaltonsWadkin.com

Quantity
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\
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\
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ELEC/MECH DRIVE AS3Y,
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BRAKE FOR VERTICAL SPINDLE

Ref.Ho.

WO QO] O L DO

www.DaltonsWadkin.com

ILLUSTRATED PARTS LIST

. Q’
ﬁescriptié\p
o

Brake shoe 2 assembly
Brake cylind
Cylinder by
Hexago

t
crew M6 2 Z0LG
TOLG
&) spacer
Plg ‘ sher 10
@d0h self locking nut M1O

www.DaltonsWadkin.com

O

N\

Quantity

—_ =t 3 ek ed ) e e b
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FIG.8 BRAKE FOR VERTICAL 3PINDLE 517
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ILLUSTRATED PARTS LIST

RISE AND FALL G/BOX ASSY.

N\

fl=f. Ho, esecription Quantity
1 Gear box . 1
2 End cap ’\ 2
3 Rise and fall worm and spline
L shaft 1
Worm wheel 1
5 Thrust bearin @ 4
) Shim washer x 37 I/D 2
7 Hexagon loc M16 1
8 Hexagon he apscrew M5 x 16LG 6
9 Hexagon d®capscrew MLO x 4ZOLG L
10 @1 10 x 26LG 2

Tensi Q\'
>
&0

www.DaltonsWadkin.com
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ILLUSTRATED PARTS LIST

C)

VERTICAL SPINDLE - IN/OUT

N

Ref.Ho. Dese@e@

Spline shaf
Digital 132) tor (hlghspeed)
External Cllp

S lm Gasher 32 ¥ 20 ¥ 2
W25 x 20 x 25
aring pot

@lexagon capscrew M6 x 20LG

D Q23 O AT I 0 Dy 1
]
.'.3‘
w
=
[0 ]
i
=
[
=

—

www.DaltonsWadkin.com

N\

Quantity
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ILLUSTRATED PARTS LIST

CAMS FOR RISE AND FALL ON VERTICAL SPIMDLES

N\

Ref. Mo, Deseceription 0 Quantity
. Q’

1 Block = micro switch (¢ ?bé 1
2 Plate % 1
3 Vertical datum cam 1
i Vertical over=ru @m 1
5 Hexagon screw S5LG 2
5 Hexagon lock & 2
7 Hezagon cap %ew M&é x 55LG 2
a Hexagon sc 6 x 12LG 2
9 Large pl asher f56 2
10 Micro-sm 3

>
Y

5.22
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ILLUSTRATED PARTS LIST

SPIRDLE LOCK FOR VERTICAL SPIHDLES

Ref,Ro. Deseription O® Quantity
Handwheel

*
L 2
Tension pin ,Q{ll ¥ 321 \Q
Locking bolt Q\k'
Locking bolt housii

Screwed post
Hexagon capsce
Brake cable .
End cap

Spring
Lockin Q

Lockin housing

Grub w M8 x 4OLG

G\@ rew M& x 6L
QY

LU S~ OO 0~ VT LD NS -
4T T e T N W st o e e e 3

—_— b raefs b

www.DaltonsWadkin.com 5-'24
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ILLUSTRATED PARTS LIST

AUTO TURRET STOP

Ref.Ho.- Degeription Quantity
1 Turret sfiop bar
2 Proximity switch ring
3 Proximity switch target
4 Thrust washer <:>
o Bearing cage (:)
6 Proximity switch o
7 Steel ball @8 *
8 Compression spring \p
9 Thrust race cover €:>
10 Ferado disc pad
11 Detent plate (2>
12 Hexagon full M8
13 Stieder cluteh
148 Plain was 12
5 Hexagon locking nut Mi2
16 Key 4 30LG
17 Turre§3§haft assembly
18 pac

3 @ stub
19 8 x 20 x 25
T et mounting plate

exagon cap screw MO x 25LG

n
]

o
et 3 3 PO e e PO e b e Y2 H 2 PPNV AN e DY

22 crewed stud M6 ¥ 85LG
23 ~:$\ Hexagon nut M6

24 $ Cover

25 Hand wheel

26 Pneumatic cylinder

27 Proximity switeh

28 Flow control valve

29 Cylinder clevis

30 Cluteh arm

37 Clutch arm key

32 Hexagon cap screw M4 x 8LG

5-26
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LLUSTRATED PARTS LIST

ISE & FALL TRIP CAM ON FEEDWORKS

Ref.Ho.

D QO3 AR S LD P

QD

~S§S§£

Description

Rise and fall scre»b*'

Rise and fall nu

Hexagon cap scr % 20LG
Grease nippl
Beam Suppor bracket

'Y Ring 3
Multi-1 im@witch

Stawiwg tube

ﬁ' rip rail

an head screw M6 x 25LG
rip cam

Hexagon screw Mi2 x HOLG

Plain washer ﬂ12

www.DaltonsWadkin.com

N\

O

Quantity

MmooV E SRR EPRND O D

5«28



www.DaltonsWadkin.com

r.dl

s

— e e e e ————

—— e —— b e ——— ——

FIG.1%

i

RISE & FALL TRIP nmzlwmmwﬂommm

www.DaltonsWadkin.com



www.DaltonsWadkin.com

ILLUSTRATED PARTS LIST

FEEDWORKS WITH AXIS CONTROL

Hef.Heo. Description
1 Support pillar ¢ Q
2 Micro=switch \l\
3 Micro~switch suppor€:>
4 Spacers
5 Support arms (2>
6 Micro~switch rs
T Micro—switchgé) rail
8 Cam~datum
9 Cam=bottom\l Mmit
10 Hexagon,dapscrew M6 x 35LG
11 Hexago pscrew M4 x USLG
12

~§$\’

He:tf% apscrew M4 x SOLG

www.DaltonsWadkin.com

N\

O

*

Quantity

PN = a0 O N — O

3

-

(B¥]

AV
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FIG. 15 FEEDWORKS WITH AXIS CONTROL
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ILLUSTRATED PARTS LIST

G/BOX AND DRIVE FOR FEEDWORKS

Ref . Ho.

JON P S Sy
~FONAUTT B LS PO e 3D O] CAUT RS DY —

e Y
O o0

[ACRASIACEAY
WP —a

%]
I~

QD

Description

Motor/gearbox unit

Motor/gearbox flange mountin

Grub screw M8 x Z20LG
Hexagon screw MLO x 25LG

Spring washer $10 . R
Coupling \Q
Coupling gear ring \&
End cap 6

Grulb screw M5 x
Hexagon screw 5LG
Spring washer

Key 6 x 6 ¥
Drive shaf %%5
Key 8 x 7 UOLG

i

Beak] Spacer
G nipple
ted nut M20 x 1.0 Piteh

(3]
a’l
aring housing

Hexagon screw M10O ¥ 35LG
Spring washer £10
Hexagon nut M10

www.DaltonsWadkin.com
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FIG.16 G/BOX & DRIVE FOR mmmuxowmw
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Ref.Ro,

By — 3O Qo3 O JT B L PO —

QD

TOP HORIZONTAL PLANIRG HEAD

~:S§5éh

www.DaltonsWadkin.com

ILLUSTRATED PARTS LISY

©
B ipti
escerip i\o

Plate
Blockamicroswitcz s

Vertical over- ain
Hexagon capsc 6 x 55LG
Vertical da cam

Micro=-swii
Micro=swi plate
Spaci d

Hexa apscrew ME x  LOLG
Hex capscrew M10 x 60LG
t plate

gon screw M&é x 35LG
Hexagon locknut Md
exagon screw M6 ¥ 12LG
Large plain washer @6
Hexagon capserew M1O x 20LG

www.DaltonsWadkin.com

N\

Quantity
1
i
1
2
1
3
1
2
y
2
1
2
2
2
2
2
5-34
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FIG. 17

e
(N .

CAMS FOR TOP HORZ.PLANING HEAD
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SECTION 6

WADKIN CONTROL SYSTEHM

The Wadkin control system is an in-house designed control
system Dbased around the texas 9995 cpu. The basic
function of control system is to provide 2 simple and
quick method of setting the machine to whieh it is
connected,

The control system controls the operation of all the axis
drives, 6 Position turrets, pneumatic solenoids for jump
heads and the raise and fall of the feedworks. It also
allows the entering and editing of the positiconing data
{(which is stored in battery backed RAM).

THE SYSTEM CONSISTS OF SEVERAL CARDS @
nd contains

CPU - This is the central processing %9

the programme which is stored in EPROM he data which

is stored in RAM.

*
L J
16 INPUT/QUTPUT BOARD - This bos iézzrfaces the cpu Lo
the outside world. This card ed for reading the
keypad and writing to the displ

32 INPUT BOARD -~ This board w3 the cpu to examine the
status of the different sw es on the machine,
32 0OUTPUT BCARD - This d allows the cpu to switeh on

or of f any of the r%{g or solenoids.
i

AXIS CONTROLLER \S is 1s a pair of boards (linked
together by a cable) that controls the positioning
of the motorise ¥is. (Two axis per set).

*
RELAY - Th'issbard converts the 24V signals from the o/p
board to{&ééy for switching relays and contactors.

BASIC SgizﬁTION OF THE DIFFERERT TYPES OF DRIVE
TURRETS

i) Move the spindle out of the job
ii) Check that it is out
iii) Send the piston out
iv) Check that it is out
V) Send the piston in
vi) Check that it is in
vii) Check the position - if it is not
the correct position repesat the
above cyecle until positieon found,
viii) If not in position ~-=-> error

PNEUMATIC DOUBLE ACTIHNG

i) Switch both outputs OFF

iiy If the required position is IN then
switch the IN cutput on else switch OUT
output on

www.DaltonsWadkin.com
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PHEUMATIC SINGLE ACTING

i) Switeh IN output off

ii) If the required position is IN then
switeh the IN output on else do
nothing.

FEED WITH CAM SETTING

i) Feed rollers move up until the datum
limit switeh is made.

1i) Get the position required, move feed
rollers down.

iii) If at position stop

iv) If at the reset limit switch, stop, go
up until the datum limit itch is made
then repeat. <3t{

FEED WITH AXIS CONTROL - (&3 AXIS) 0()
BXIS . 00
i) Get drive st \, report any errors
ii) Get destinatl and pass the data to
the righ ve controller.
iii) Repeat i¥ axis has positioned
get s 5
ifdeQ ~-=> report
iv) en
TASE 3TATUS \O

¢ of the machine, the control system
memory to each drive, These blocks are
called the werk¥pace (WSP). The workspace is used to
store any déi} relevant to that drive. The system also
stores a ogramme counter (PC). This is the position
within programme that the particular drive has

stopp t. If a drive has completed 1ts operation then
the PC will be zero (0000).

During the rupemi
£38igns blocks

Using option 5 (Task status) the operator can inspect the
values of the W3P and PC for each drive., Usually this
will be =zero, but if the machine stops with the word
'positioning® on the bottom line of the display, this
suggests that there is a problem with the machine., The
operztor should then press the master stop button and then
press the '5!' (Task status) on the keypad. The display will
then show on the bottom line.

E.G. CUTOFF SAW WSP = XXXX PC = YYYY

Where XXXX and YYYY are hexadecimal numbers (numbers 0~9
and letters A-F). By pressing the ENT key the operator can
step through the list of drives, noting down the drive
name, WSP and PC when a value other that 0000 is displayed
for the PC, These values will allow the Wadkin engineers to
diasgnose the problem with the machine.

www.DaltonsWadkin.com
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BIT TEST

The system also allows the user to read inputs and s=t
outputs using option 6 (Bit test). The bit numbers can be
found at the end of this section.

Let us lock at ah example:-

We wish to check the operation of the "backing piesce
piston in" switech, but the piston is out.

The first step is to switch the piston out signal off.
The backing piece piston out is bit 263.

Actions on keypad Display shows
1) Press 6

2) Press 2 6 3

3) Press ENT

4) Press ENT

g

se the up and down arrows to change@e‘l' to N

5y PFress UP or DOWN \& ON? ¥ OR N N
6) Press ENT BIT NUMBER 1S)
The system will now switeh 5utput off.

The next stop is to swiﬁ%p the baclking pilece piston in
signal on, Q
The backing piece p‘s<:> in is bit 262

Agtions on keypad@\ Display shows

1) Press 2 6 Q BIT NUMBER(S) 262
2) Press EN . NEXT BIT .

3} Press E ON ¥ OR & ¥

k) Press TIME DELAY (0-10s)
5) Pre TIME DELAY (0=-10Cs)4
6) Pr ENT TIME DELAY (0-10g)#

The system will then switceh the cutput on for the
reguired length of time. Four seconds is long enough to
set the output, After 4 seconds the display will show.

BIT NUMBER(S3)

The final step is to read the backing piece piston in
switch, this is bit 184,

Actions on keypad Dizplay shows
1) Press 1 8 4 BIT NUMBER(S) 184
2} Press ENT BIT NUMBER(S) 184 TO

The system is asking for a range of inputs to display

G=3
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3% Press ENT.

The display will clear and then display

184
ON

8y Press ENT BIT NUMBER(S)

For a full list of bit numbers refer to T
back of this part of the book. <:>

Te exit from the option press ESC on the keypad.
& 1 at the

www.DaltonsWadkin.com
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REPLACING & CARD

r e A

Lo —

Switch the power off.

Open cabinet door.

Locate ¢ard to be replaced.

Using RED extractor at the bottom of the card,
remove the card from the slot.

If replacing a 16 input/output, 32 input, 32 ocutput
or axis card 1. Then set the address switches on the
new card to the same settings as the old card. A
list of switch settings c¢an Dbe fo in  the
TTNPUT=-QUTPUT CARD SWITCH SELECTION® tab&

Insert the new card into the rack. <:>

O

R Q’
REPLACING &N ENCODER \ l\

Ul mlo o
°

Switeh the power off.

Remove the plug from the er.

Remove encoder from fixt .

Fit new encoder.

Refer to the "SETTING THE MACHINE®™ section for the
correct procedure fof?%etting datum.

O
>
~:$so

~S§S§\

www.DaltonsWadkin.com
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THE CPU CARD (See Fig.l)

SW

LE

1

D 1-8

32~IC 35

36-IC 41

&.
~S§s§s

X
>

Reset switch, wused ¢to reset the
processor when the system locks up.

These are used to lndicate the status
of the processor. LED's 1-4 flash
once on power up to indicate that the
memory is 0.K. They also flash when

the machine is setting u
Serial port 1. &

O

Serial port 2. 0
*

EPROM sockets, lo\

RAM socket

R

&
o)

www.DaltonsWadkin.com
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CPU (Fig.1)
]
IC ic]lic IC IC T IC IC
5 30| | 31 29| |10l |42] |8 7
P
IC .
o 11 IC34 1032 1C40 138 C36 ;
i 7
i |
LED |
.] i
— 23 : |
— NES |
— 8 IC35 1033 |CA©» IC39 1037 ;
I \(b i
1 25 i
: ; ‘ |
| L9 .
P3
i
P O
LR
Q Ic
| A 43
IC4
I
‘ SW oy IC1
21
IC i
28 ;
Pa IC3 }
|
iC8 P2
Is Ic :
13 14 1
IC IC i
ic IC + lsw |18 27 |
21 24| | 3o
T IC
121118 ic ic ic| fsw|llC Ic
20 17 16 B3 19 28

www.DaltonsWadkin.com
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THE 16 IK/0UT CARD {(See Fig.2 )
SWB1L = Board address selection

LED 1w16 Displays the status of the 16 inputs.

LED 17«32 ~ Displays the status of the&outputs.

www.DaltonsWadkin.com
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THE 32 INPUT CARD (See Fig.3 }

SWBL - Board address selection

LED 1.32 ~ Displays the status of the inputs.
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32 INPUT CARD (Fig.3)
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THE 32 OUTPUT CARD (See Fig.4 )

SWB1 - Board address selection

LED 1-32 ~ Displays the status of the outputs.
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52 OUTPUT CARD

(Fig.4)
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THE AXIS CARD 1 (See Fig.5)

SW1

LED 1-4

LED 7

l:-‘“l
=]
o)
(o]

o
=
=)
(S

LED

IC 8 & ¢
IC 10 & 11

SWBT

QO

]

i

Reset switch, resets the axis controller
when the system has locked up, when
reset, the axis will go back to datum
the next time the axis is called for.

These indicate the status of the axis
processor. The normal condition is with
all 4 LED's: flashing. LED 1 on only
indicates communication failwre between
the 2 cards. &

Serial port 1. 00

Communications betﬁegabﬁard 1 and card 2

Indicates the s@% of the first axis
encodar chann !

Indicates status of the {first axis
encoder al 'BY

Indica{%S the status of the first axis
en market channel,

ates the status of the second axis
oder channel 'A!

<+ Indicates the status of the second axis

encoder channel BT

Indicates the status of the second axis
encoder market channel.

EPROM sockets.
BAM sockets

Board address selection

www.DaltonsWadkin.com
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AXIS CARD 1 (Fig.5)

BOARD ADDRESS SWITCHES __“._.L.__.ft
SWB1 (29 E
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!
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L sw1 c8 c28 C83 o4
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I
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e 1C31 33
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' N
(b. Ic5
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118
i ice
¥ 1C34 IC36 |
P4 |
IC15 IC38 1
LED Ic22 iC18 IC21 |
AXIS 1 Emigagrg 5 :
|
AXIS 2 ENCODER T ~ 0 1C20 i oy
INPUTS IC14 1C7 IC19 |
E
|
I
Ic npic [ e e e 1
44 || 43 |1 42 || 41 |; 40 || 39 |
H ] L
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THE AYIS CARD 2 (Sese Fig.6 )

LED 11 - Indicates the first axis datum switch
status.,

LED 12 & 15- Indicates the status of the master stop.

LED 14 ~ Indicates the second axis datum switch
status. @

LED 17 « Indicates the status o e first axis
GO output. 0

LED 19 « Indicates the statds\N&f the first axis

DIR output.
LED 22 - Indicates the Qtus of the second axis

GO output. @

LED 24 - Indicate e status of the second axis
DIR ou@.

P3 - Se‘{'@ ort 1.

QY
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AXIS 1
INPUTS 7]

AXIS 2
INPUTS ™

AXIS 1

AXIS 2

AXIS CARD 2 (Fig.8)

LED . .
1+,mw 13
|*.mm 14

16

‘ 17
ouTPUTS — P m
21

22
QUTRUTS — T ¥ m
26

P3

IC59 ICE0 IC61 IC62 CE3
&mv C46 IC47 1C48 C50
Y0
Q.
<,
“ ICS6 IC49
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c Me e e e e
57 ! 66 || 65 11 54 || 53 It 52
ic e e e e e e Ui e 7
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THE RELAY CARD (See Fig.7 )

R 1-8 ~ 24Y -~ Relays for switching the 1lOv ac for
contactors and solenoids.
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THE MEMORY EXPANSION CARD ({See Fig.8)

It 5 « 8 = EPROM sockebs.

IC & - 16 - RAM sockets.

6«20
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MEMORY EXPANSION (Fig.8)

IC1

IC2

iC3

c4 |

IC21

1C22

IC20Q
iCH
ce IC17
IC7 C)O®
@"f mff
ICB
>

010 O

$\§tm 1

IC13

IC14

IC15

IC16

M1

P2
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INPUT-OUTPUT CARD SWHITCH
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SELECTIOR

SWITCH NO.

BOARD CRU
ADDRESS

10

11

12

200

240

280

200

300

J40

380

300

400

HU40

180

L 2

400

500 $

540

www.DaltonsWadkin.com
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AXIS CONTROL CARD SWITCH SELECTIOH

SWITCH NO. 1Ty 2} 31 4} 51 61 71 8

BOARD CRU - 0 21 3] 40 5] 61 T} 8y 9{10f11412
ADDRESS
1200 # Bl
1240 ® # 0&*
1280 * # ) #
1200 # KA N x|

N
1300 # &* %
1340 % ‘\\& S # %
1380 ﬁl& 2] %] #
1300 GQ' #] % | s =
1400 %' * #
1440 # ® %
1480 Qﬁ; * % £
1400 p@ # ¥ # 3
1500 @ % * #
1540 # * ¥ s
62
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OPTICHS

NOT USED O@

ENTER PRODUCT AND COMPONENT NWMES
ENTER COMPONENT DATA ’\é
DRIVE TEST (SINGLE (5 MOVEMENT)
TASK STATUS @

BIT TEST

ENTER LEK’@QNLY WITH POWERED END STOP}

Q’b

$

www.DaltonsWadkin.com
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FAULT FINDING
ERRGR MESSAGES ON DISPLAY SCREEN

FAULT '"WOOD IN MACHINE' appears when m/c set up
button is pressed,

Diagnosis

a The last micro switch on the feedworks has not
been activated.

b 7 Two plece feeding selected -« One piece fead
through.

el Profiling side only has Dbeen used for
machining components.

d Miero switches have Deen activ<é%§ during

setting up. O
O

Remedial Action
*
L J
a Press ESC on keypad. Swit power/3witch on.
Check that micro swi etting is8 still
correct (Fig 11).

Press m/c set up but (Z}
b Press ESC on Kkeyp change switch from 2
piece feeding ¢t lece feeding -« Press m/c

set up button.

g i: g and ¢ 006
N

FAULT YTABLE
is pres

Diagnosis $ ¢

a at side of table is not making contact
~:§&ith micro switeh at start position.

ACE' appears when m/c set up button

Remedial Aection

a Press ESC on keypad. 3eleect manual ceontrel
Press clamps on button.
Press automatic cyecle start button.
Press and hold 'inch forward? button until
table cams have moved clear of micro switches.
Press and nold ‘tinch reverse' button until
table stops.
If the miero switeh 1is now made, the clamps
can be released.
Select automatic operationm -~ Press m/c¢ set up
button.

www.DaltonsWadkin.com
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FAULT "DATUM FAILED' appears when wm/c¢ set up button
is pressed.

Diagnoesis
2 The datum switeh is permanently closed and the
signal has failled %te go within 4 revolutions
of the encoder.
flemedial Action

& Change datum switch or contact Service Dept.

FRULT "MARKE FAILED' appears when m/c set up button is

pressed.
Diagnosis @
a The marker pulse has failed tq;é;zear Wwithin 1
revolution of ¢the encoder t

er the datum
signal has gone or aftesé;?€éing the market
pulse, the marker has d to go within 1
revolution of the enco ‘g%'

Remedial Aetion }&fb
a Change encoder carry out set up procedure

for axis as o ed in SETTING UP THE MACHINE
or contact Segvice Dept.

FAULT 'STALL@appears when m/¢ set up button 13
pre s

Diagnosis S

Q:ﬁke axis has driven onto an overtravel switch.
he encoder has falled.

The axis card has failed.

The motor has falled.

Axis drive screw has selzed.

WL oM

Remedial Action

a Select manual control, take off brakes and
wind head c¢lear of 1imit switeh by at least 10mm.
b Change encoder and carry out set up procedure

for axis as outlined in SETTING UP THE MACHINE
or contact Service Dept.

Change axis card or contact Service Dept.
Contact Service Dept.

Contact Service Dept.

[ 3w A ]

www.DaltonsWadkin.com
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'POSITIOHINGY stops on the bottom 'line of
display panel.

Diagnosis

a

Remedial

a

FRULT

Control system is still awalting information
back from one of the drives which has a fault.

Action

Press master stop button and then press button
5 on the keypad (Task Status).
The display will then show on the bottom line.

CUT OFF SAW WSP = XXXX PC = ¥Y
Where XXXX and YYYY are hexid 1 numbers
(numbers 0-9 and letters A=~ F)

By pressing ENT butfion on key step through
the list of drives, notédown the drive
name, WSP and PC when a « other than 0000
i8 displayed for the PF

Relay these wvalues Wadkin electrical
engineers who WwWill able to diagnose the
problem with the m ine.

*CARNOT READ T POSITIOR® appears when n/c
set up button pressed,

Diagnosis @

a

b
c

Targe@@'sc is positioned  Thetwean {wWo

pro%i switches,
Proximity switch is faulty.
T put board is faulty.

Reedi$ tion

a

C

Press ESC on keypad. Manually turn burret
stops of turret in error until location of
steel hall is felt. The target disc should now
be opposite one of the proximity switeches. It
does not matter which position this 1is.

Push m/c set up button and turret should how
index to correct position.

If error persists, dampen turret clutch
movement. See ILLUSTRATED PARTS LISTS.

Change proximity switch or contact Service
Dept.

Change input board or contact Service Dept.

www.DaltonsWadkin.com
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OTHER FAULTS

FAULT Table will not feed
Dizgnosis

a Cam at side of table is not making contact
with micro switeh at start position.

s Tenon spindle hood safety cover has not
ralsed up far enough to make contact with
micro switeh (WMC 6, WMC AXPC).

¢ Control panel switeh is 5et to SASH
(Machines with Sash Profiling opt .

d Alr pressure to regulator be table has
dropped below set level. <:)

femedial Action 0\0’

a As TTABLE NOT BACK' er&

[+ Check switch 1s cleag d nothing i= fouling
3afety cover move j@ Adjust f{flow control
valves feeding ri nd fall of cylinder if
required,

< Set control pa ‘é)switch to NORMAL.

d Remove cover{f&nd check pressure. Increase
pressure QQS;) table will feed.

FAULT

Push ys back at tramsfer table and hinged
flap pushed in.

Diggnosis
~§$§st micro switch on feedrollers has not been

T

3

Remedial

&

aetivated.
2 Piece feeding has been selected and only 1
plece has been fed.

Letien

Switeh off power/Switch on.

Cheek that micro switch setting is still
correct,

Press m/c set up button.

Sglect 1 piece feeding. Press m/c¢ set up
button.

www.DaltonsWadkin.com
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FAULT Component stays at transfer ftable

Diagnosis
a First micro switch on feedrollers has not been
activated,
b 1 piece feeding has been selected and 2 pieces
E fed.

Remedizl Actiom

Select 1 piece feeding. Press L up button.
Feed component manually into file unit,

a Switch off power/Switeh on {iS?
Check that micro switch settingﬂf&e‘ 1 correct.

Select 2 pilece feeding?

FAULT Mains power off @&s 1lluminated,

*
b Feed component manually'ihé;\brofile unit.

Diagnosis

a Switeh fitt <:B enclosure gate is not olosed.
b Switceh {3 to feed beam is not closed.
{Trip wi .

Remedial Acti@
3 EQ§Ské gate is closed.
b st tension screws to trip wire.

QD
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