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P R E F ACE 

IMPORTANT 

IT IS OUR POLICY AND THAT OF OUR SUPPLIERS TO REVIEW 
CONSTANTLY THE DECISION AND CAPACITY OF OUR PRODUCTS, 
WITH THIS IN MIND WE WOULD REMIND OUR CUSTOMERS THAT 
WHILE THE DIMENSIONS AND THE PERFORMANCE DATA CONTAINED 
HEREIN ARE CURRENT AT THE TIME OF GOING TO PRESS, IT IS 
POSSIBLE THAT DUE TO THE INCORPORATION OF LATEST DEVELOP
MENTS TO ENHANCE PERFORMANCE, DIMENSIONS AND SUPPLIES 
MAY VARY FROM THOSE ILLUSTRATED. 
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H E A L r H AND S A F E T Y 

This machine is designed and constructed using the 
principles of safeguarding and practical guidance 
contained in the British Standard Codes of Practice 
8S5304: 1988 "Safeguard of machinery", BS6854: 1987 
"Safeg!Jard woodworking machines" and current guidance 
issued-by the Health and Safety Executive. 

The Health and Safety at Work etc Act 
duties in designers, manufacturers and 
ensure that:-

1974 places 
suppl iers to 

(1) Articles supplied for use at work are, so far as 
is reasonably practicable, safe and without risks 
to health during setting, use, cleaning and 
maintenance. 

(2) Persons supplied with the articles are provided 
with adequate information about the use for which 
they are designed, and about conditions necessary 
to ensure that they will be safe and without 
risks to health. 

These duties are transferred to you if you resupply the 
machine by way of sale, lease, hire or hire-purchase. 

Persons who install this machine for use at work have a 
duty under the Health and Safety at Work etc Act 1974, 
to ensure so far as is 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 to the provision of adequate 
lighting and working space. 

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 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



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 installa
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 employees 
to ensure that guards and any other safety devises are 
securely fitted, correctly adjusted and properly maintained. 

Repairs and maintenance must only be undertaken by 
suitably qualified and competent technicians. Ensure 
that all power supplies are isolated before any mainten
ance work commences. Instructions for routine maintenance 
are given in Section 4 of this manual. 

Machine operators must have received sufficient train
ing and instruction as to the dangers arising in connection 
with the machine, the precautions to be observed and the 
requirements of the Woodworking Machines RegulatIons 
which apply, except where they work under the adequate 
supervision of a person who has a thorough kno\;ledge 
and experience of the machine and the required safeguards. 

Persons under the age of 18 years must successfully 
complete an approved course of training before 
operating this machine at work, unless participating in 
a course of training under adequate supervision. CN.B. 
This paragraph is only relevant to; circular sawing 
machines, any sawing machine fitted with a circular 
blade, any planing machine for surfacing which is 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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DUST 

'tlood 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 destroyed 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 1974 to control 
wood dust in the workplace and from 1st October 1989 
more specific requirements will be imposed by the 
Control of Substances Hazardous to Health Regulations 
1988. 

Employers should carry out an adequate assessment of 
the possible risks to health associated with wood dust 
to enable a valid decision to be made about the 
measures necessary to control the dust. It may be 
necessary to provide effective exhaust applicances. 

Prevention or control of wood dust exposure should, so 
far as is reasonably practicable, be achieved by 
measures OTHER than the provision of personal protective 
equipment. 

AiTborne dust 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: 
Hazards and Precuations 
Control Hardwood Dust: 

IND(S)lO(L)l987 

IND(S)21 (L)l988 

iv 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



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 employers 
to take reasonably practicable measures to reduce noise 
levels where any person is likely to be exposed to a 
continuous equivalent noise level of 90 dB(A) or more, 
over an 8 hour working day. Additionally, suitable ear 
protectors must be provided, maintained and worn. 

An adequate assessment of likely noise 
be made using manufacturer's data and 
noise survey should be carried out 
person. It may be necessary to construct 
enclosure, in which case professional 
sought. 

exposure should 
if necessary, a 
by a competent 
a suitable noise 
advice should be 

Machines identified as generating unhealthy noise levels 
should be appropriately marked with a warning of the need 
to wear hearing protection and it may be necessary to 
deSignate particular areas of the workplace as "Ear 
protection zones". Sui table warning signs are specified in 
the Safety Signs Regulations 1980. 

Further information and reference are contained in the 
free Health and Safety Executive leaflet - NOise at 
Woodworking Machines IND(S)22(L)1988. 

v 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



S A F E G U A R DIN G M A CHI N E S 

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. 

NO'1'E: '-Per'sons under the age of 18 years must not operate 
the machine except under supervision during a course of 
training. 

BEFORE OPERATING THE MACHINE ENSURE THAT: 

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

Cutters/blades are the correct type and rotate In correct 
directions to cut, are sharp and securely fastened. 

COfTect spindle speed is selected for the cutter equipment. 

Loose clothing is either removed or fastened and jewellery 
removed. 

Suitable jigs and push sticks are available as appropl"iate. 

Sufficient working space is provided and that lighting 
is adequate. 

All dust extraction equipment is switched on, properly 
adjusted and working efficiently. 

DURING MACHINING: 

Wear SUitable protective eqUipment, e.g. goggles, ear 
defenders, 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 immediately to a person in authority, any 
machine malfunction or operator hazard. Do not attempt 
to repair the machine unless qualified to do so. 

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

WARNING: Failure to comply with the Regulations is a 
criminal offence and could result in legal proceedings. 

vii 
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SECTION I 

GENERAL DESCRIPTION 

BASIC MACHINE ELEMENTS. 

The WMC series is based on single end tenoning and 
profiling elements, utilising one or more spindles per 
element with highly efficient precision stacked t.ooling. 

Eight basic elements can be built up to form the 
various configurations in the series. 

1) WMC XP Single profiling element with opt.ional 
auxiliary heads. 

2) HNC XPC Double profiling element with optlonal 
auxiliary heads. 

3) ,/HC 1 Single tenoning element (270 spindle) 
and hogging saw, 

W~lC lXP Single tenoning element HNC 1 linked 
to single profiling element WNC XP. 

VlNC IXpe Single tenoning element WNC 1 linked 
to double profiling element WMC XPC. 

4) iVMC 2 Double tenoning element (270 spindles) 
and hogging saw. 

5) WMC 3 Double profiling element with optionel 
auxiliary heads. 

6) WMC 3XOP Treble profiling element - Two fence 
side heads, one nearSide head with 
optional auxiliary heads. 

7) HMC 3/2XOP - Quadruple profiling element - Two 
fence side heads, two nearside heads 
with optional auxiliary heads. 

WMC 5 Double tenoning element WMC 2 linked 
to double profiling element WMC 3. 

WMC 5XOP Double tenoning element WMC 2 linked 
to treble profiling element WMC 3XOP. 

WMC 5/2XOP - Double tenoning element WMC 2 linked 
to quadruple profiling element WMC 31 
2XOP. 
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8) WMC 6 Single tenoning element (600 spindle) 
and cut-off or hogging saw. 

WMC 6XPC - Single tenoning element WMC 6 linked 
to double profiling element WMC xpe. 

A top/bottom planing unit is normally fitted to machines 
with outside profiling heads i.e. XOP range. 
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L E J\. DIN G PAR TIC U L A R S 

PRINCIPAL DIMENSIONS AND CAPACITIES 

TENONING SIDE 

INFEED TABLE 

Table size 
Feed speeds infinitely variable through cut 
Motor 
Clamping by two pneumatic clamps and 'mouse' 

BACKPIECE 

Automatic changeover (6 position) 

HOGGING SAW 

Diameter of spindle 
Maximum size of saw (Hogging) 
Maximum distance from edge of table 
Maximum move 
Maximum depth of cut 
Maximum off cut 
Motor 
Spindle speed 

CUT OFF SAW 

Diameter of spindle 
Maximum size of saw (cut off) 
Maximum distance from edge of table 
Maximum move 
Maximum depth of out 
Maximum off cut 
Motor 
Spindle speed 

VERTICAL SPINDLE (COMBING) 

Diameter of spindle 
Usable length of spindle 
Maximum rise and fall 
Maximum side adjustment 
Maximum diameter of tool 
Minimum diameter of tool 
Motor 
Spindle speed 300mm dia.tooling 
Spindle speed 350mm dia tooling 

850 x 290 mm 
2-15m/Hin 
2.2KW (3HP) 

2LlOmm dia. or 
260mm dia. 

35mm K/l~ 
250mm dia 
150mm 
140mm 
150mm 

25mm 
LlKH(5.5HP) 
3000 RPM 

35mm K/W 
400mm dia. 
160mm 
140mm 
150mm 

4 KW(5.5HP) 
3000 RPM 

50mm 
270mm 
185rnm 
140mm or 70mm 
350mm 
280mm 
7.5KW(lOHP) 
4000RPH 
3500RPM 

N.B. Diameter of tools established before delivery 
as extraction hoods are made to match. 

l-I~ 
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STACK TOOLING - VERTICAL SPINDLE 

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

PROFILING SECTION 

FENCE SIDE VERTICAL SPINDLE 

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

Spindle speed 

NEARSIDE VERTICAL SPINDLE 

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

Spindle speed 
Maximum width of timber 
Minimum width of timber 

SHORT VERTICAL SPINDLE 

Diameter of spindle 
Maxi~um diameter of tool 
Maximum side adjustment 
Maximum rise and fall 
Motor 
Spindle speed 

50mm 
600mm 
520mm 

70mm 
380mm 
280mm 
11 KW (I5HP) 

4000 RPM 

50mm 
270mm 
185mm 
140mm or 70mm 
240mm 
140mm 
7. 5KW (lOHP) 
11 KW (15HP) OPT. 
6000 RPM 

50mm 
270mm 
175mm 
150mm 
240mm 
140mm 
7.5KW (IOHP) 
11 KW (15HP) OPT. 
6000 RPM 

90mm 
!fOmm 

35mm K/W 
240mm 

'70mm 
20mm 

3.'7KW (5HP) 
4500/6000 RPM 
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AUXILIARY TOP HEAD (PNEUMATIC UP-DOWN) 

Diameter of spindle 
Maximum diameter of tool 
Maximum side adjustment 
Maximum rise and fall 
Motor 
Spindle speed 

AUXILIARY TOP HEAD (PNEUMATIC IN-OUT) 

Diameter of spindle 
Maximum diameter of tool 
Maximum side adjustment 
Maximum rise and fall 
Hotor 
Spindle speed 

AUXILIARY OUTSIDE TOP HEAD (ELEC-MECH/IN-OUT) 

35mm K/W 
125mm or 200mm 

35mm 
80mm 

2,2KW OH?) 
v,500/6000 RPt~ 

35mm K/W 
125mm or 200mm 

SOmm 
35mm 

2,2Kl'I OHP) 
450016000 RPM 

Built in correct position to suit individual customer 
requirements. 

Diameter of spindle 
Maximum diameter of tool 
Maximum depth of cut 
Maximum side adjustment 
Maximum rise and fall 
MOtOI" 
Spindle speed 

AUXILIARY BOTTOM HEAD 

Diameter of spindle 
Maximum diameter of tool 
Maximum side adjustment 
Maximum rise and fall 
Motor 
Spindle speed 

BOTTOH FINISH PLANING HEAD 

Diameter of spindle 
Maximum diameter of tool 
Maximum rise and fall 
Motor 
Spindle speed Specify 

35mm K/I-/ 
125m 
15mm 
35mm 
16mm 

2,2Kl-i (3HP) 
4500/6000 RPM 

35mm KIl-l 
250mm 

35mm 
SOmm 

3.'iK\oJ (5HP) 
4500/6000 RPH 

40mm K/,I 
125mm 

20mm 
3.7KW (5HP) 
6000 or 7500 RPM 
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TOP FINISH PLANING HEAD 

Diameter of spindle 
Maximum diameter of tool 
Maximum rise and fall 
Motor 
Spindle speed 

FEED SYSTEM 

Feed speed infinitely variable 
Maximum thickness accepted 
Minimum thickness accepted 
Minimum length of component 
Maximum yield of rollers 
Motor 

Specify 

40mm K/W 
125mm 
1l0mm 
3.7KW (5HP) 
6000 or 7500 RPM 

4-20 M/Min 
160mm 

30mm 
280mm 

20mm 
2.2KW (3HP) or 

1 KW (1.5HP) 
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SECTION 2 

INS TAL L A T ION D A T A 

LOCATION AND FOUNDATIONS 

To obtain the best results from the 'WADKIN' Wood
working machine, it is 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:-

Straight edge 2 metre long 

Feelers (thickness gauge 5) 0.50, 0.10, 0.15 and O.2mm 

Engineers' spirit level 

Rule 1 metre long, O.2mm graduations. 

LEVELLING UP 

i Place the spirit level on the tenon guide bar 

ii Adjust the tenon level by means of the adjustment 
screws in the feet of tenon beam and the tenon body. 
Deviation should not be more than O.lmm in 1.0m 

iii Having checked the tenon beam, the tenon table should 
be checked for alignment in both directions. 

iv Attach the transfer frame which includes the dis
appearing dogs, to the end of the tenoning beam. 

v The flanges on the transfer frame can now be levelled 
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 not be more than O.lmm in I.Om 
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'HiE 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 lOOm - 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 the machine to 
the floor. 

NorE: THE MACHINE MUST BE BOLTED DOWN BEFORE USE. 

See foundation plan for details of floor area required. 
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SUPPLIES AND SERVICES 

Electrical supply 

The customer is responsible for an adequate electrical 
supply. Details of power required are provided with 
the machine. 

The machine is delivered with it's complete electri.cal 
eqUipment ready for connection. 

The electrical. connection and schematic diagram m"e 
found in the electrical control cubicle of the 
machine. All that is required is to connect the power 
supply to the disconnect (isolator) switch at the 
electrical control cubicle or panel. 

POINTS TO NOTE WHEN CONNECTING THE POWER SUPPLY 

Check the voltage, phase and frequency correspond 
with those on the machine nameplate details. 

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

Connect the 1ncoming supply leads t.o the 
appropriate terminals. 

Check all connections are sound and that the 
equipment is earthed. 

Check the spindle rotation is cor~ect. When 
looking from the front of the machine the feed 
rolls should rotate in a clockWise direction. To 
reverse the rotation on any drive, reverse any 
two of the live lead connections at the incoming 
supply. 

IMPORTANT ANY ELECTRICAL MODIFICATIONS SHOULD BE 
CARRIED OUT BY A COMPETENT ELECTRICIA~. 
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PNEUMA1'IC EQUIPMENT 

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

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

The size of the air lines on the machine are 6 mm O.D. 
x 4 mm I.D. and 8 mm O.D x 6 mm I.D. 

Pressure required is 6 bar (approx 80 p. s. i.) see OPERATING 
INSTRUCTIONS for indi v idual equipment pressure set tings. 

The air consumption is approximately 60 cu.ft/hr. 

EXHAUST (DUST EXTRACTION) C01HlECTIONS 

On the window machining centre the exhaust hoodS are 
fitted with dust connections and flexible pipes which 
feed into the main manifold. The customer is then 
required to supply the appropriate ducting to connect 
up to it. 

The size of the connections are given on the foundation 
and also listed (Section 2 page 5). 

The flo\>1 of the air to the exhaust hoods should be approx. 
25 to 30 metres per second. 

The total volume of the air required for the dust 
extraction is directly related to the total number of 
spindles and Aux. heads. 
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VOLUME OF AIR REQUIRED 

Connection size 

Hogging saw 80 mm dia. 

Cut-off saw 100 mm dia. 

Tenon spindle 150 mm dia. 

Stack tooling 765 x 160 sq. 

140 x 90 sq. 

Short vertical profile spindle 100 mm dia. 

Vertical profile spindle 150 mm dia. 

80 mm dta 

AUK. top head 80 mm dia. 

Aux. bottom head 80 mm dia. 

Outside vertical profile spindle 150 mm dia. 

80 mm dia. 

Top horizontal planing head 127 mm dia. 

Bottom horizontal planing head 120 mm sq. 

7.5 - 9.0 cu.m/min. 
(265 - 318 cU.ft/min), 

11.7 - 14.1 cu.m/min. 
(413 - 498 cu.ft/min). 

26.5 - 31.8 cu.m/min. 
(936 - 1123 cU.ft/min), 

183.6 - 220.3 cu.m/min. 
(6483 - 7779 cu.ft/min). 

18.9 - 22.6 cu.m/mIn. 
(667 - 798 cu.ft/min). 

11.7 - 14.1 cll.m/min. 
(413 - 49B cu.ft/min) 

26.5 - 31.8 cu.m/min. 
(936 - 1123 cu.ft/min) 

7.5 - 9.0 cu.~/~ir. 
(265 - 318 cu.ft/min). 

7.5 - 9.0 cu.m/min. 
(265 - 318 cu.ft/min) 

7.5 - 9.0 cu.m/min. 
(265 - 318 cu.ft/min) 

26.5 - 31.8 cu.m/min. 
(936 - 1123 cu.ft/min) 

7.5 - 9.0 cu.m/min. 
(265 - 318 cu.ft/min) 

19.0 - 22.0 cu.m/min. 
(671 - 777 cu.ft/min) 

21.6 - 25.9 cu.m/min. 
(763 - 915 cu.ft/min) 
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SECTION 3 

OPE RAT I N G INS T RUC T ION S 

GENERAL INFORMATION 

SAFETY 

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

READ THIS INSTRUCTION MANUAL CAREFULLY BEFORE 
ATTEMPTING TO OPERATE THE MACHINE 

Blunt cutters often contribute to accidents. An 
efficient machinist knows when sharpening is necessa~y, 
but if there is reluctance to spend time on grinding and 
resetting, the cutters may run beyond their efficient 
limits and instead of cutting efficiently and smoothly, 
they will tend to chop and snatch at the workpiece. This 
not only increases the risk of accidents but also lowers 
the quality of the work. 

Window lines are normally fitted with constant diameter throw
away tip tooling. The tips should be examined at 
frequent intervals and changed before becoming too bllJnt. 

It is recommended that personnel involved with the 
machine are acquainted with the Woodworking Machines 
Regulations of 1974 and also Booklet No.41 'Safety in 
the use of Woodworking Machines r, used by the Depart
ment of Employment and available from Her Hajesty's 
Stationery Office. Also B.S.I. code of practice 'Safe
guarding Woodworking Machinery' Part I BS 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.I). 

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 reservoir of 
air. 

Attached to the feedworks unit is a 'trip-wire' which 
in an emergency can be pulled and will completely shut 
down the windowline. 

Under the tenon table, mounted on the pneumatic control 
plate is a pressure switch. If the incoming air falls 
below 70 p.s.i. (factory set) the tenon table will not 
start its cycle. This feature ensures that the 
compo!1ents are held firmly under the clamps with no 
chance of possible movement under a 'heavy cut', 

On the main pneumatic control panel there is another 
pressure switch. This is set to 50 p, s. i. (factory 
set), This ensures that if the air falls below the set 
level, the complete machine will shutdown, and the 
indicator light on the control panel will be illuminated. 
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SLOW DOWN BAR 

TENON TABLE 
\ 

CAM HOLDER 

~ _CAMS 

CAM MOUNl'lNG RAIL 

- -- I; :-1="" - =I LL.,,,.j, 

MICRO-SWITCH 

FIG.1 TENON TABLE CAMS 3-3 
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WARNINGS 

Do not operate without guards and covers in 
Slides, guards and other safety devices are 
removed while the machine is in operation. 
there for YOUR SAFETY. 

position. 
not to be 

They are 

Be sure that the machine is earthed (grounded). 

Remove or fasten loose articles of clothing such as 
neckties etc., confine long hair. 

Remove jewellery 
bracelets etc. 

such as finger rings, watches$ 

Use a safety face shield, goggles or glasses to protect 
eyes. Use the personal safety equipment as requested. 

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

Keep the floor area around the machine clean and free 
from wood scraps, sawdust, oil or grease, to minimise 
the danger of slipping. 

Keep clear of the machine until rotation has ceased. 

This machine, under working conditions, may produce a 
noise level in excess of 90 dB(A) and for personal 
safety, operator must wear ear protectors. 

Also see 'Health and Safety', 
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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 various controls and their 
usage. 

The 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-STOP Pushbutton. 
with indicator lights for each spindle. 

SPINDLE RETRACT Switch. 
Set below start-stop pushbuttons. Is used when 
manually setting the spindles. 

NORMAL - SASH Switch. 
When fitted it enables the spindle to 'contro-rotate' 
for sash profiling. 

CLAMP ON (Manual) Pushbutton. 
For component clamps on. Can only be used in manual 
cycle. 

CLAMP OFF (Manual) Pushbutton. 
For component clamps off. Can only be used in manual 
cycle. 

TENON TABLE 'InCH' FORWARD Pushbutton. 
I Inches' tenon table forward. Can only be used in 
manual cycle. 

TENON TABLE 'INCH' REVERSE Pushbutton. 
'Inches' tenon table in reverse. Can only be used in 
manual cycleo 

OPERATING MODE 3 Hay Sw itch. 

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

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

BRAKES ON 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 light, used to select automatic 
mode. When used the brakes are always engaged. 

POWER ON Pushbutton 
With indicator light. 

POWER OFF Pushbutton 

PUSH BUTTON KEY PAD 
To imput data to the processor (component names, 
sizes ete). 

L.E.D. SCREEN 
Displays the component names and sizes. 

CYCLE START Button 
Starts cycle mode (i.e. tenon, tenon & profile) when 
in auto operation. 

CYCLE STOP Button 
Stop cycle mode. 

TENON TABLE FEED COmTROL Rotary dial. 
Used to ei the!' increase or decrease tenon ta.bIe 
speed on forward traverse only. 

SINGLE AND DOUBLE PIECE SELECTION. Rotary dial. 
To select either 1 or 2 piece operation. 

1ST - 2ND PASS. 2 Position rotary switch. 
To select either 1st or 2nd pass information from the 
processor. 

COMPONENT SELECTION SWITCH. Rotary dial. 
Selects style of component,(i.e. cill, head etc •• ) 

PRODUCT SELECTION Rotary dial. 
Selects product type. 

INSTIGATE 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. 

LOW AIR PRESSURE Light 
Is illuminated when the air pressure to machine 
falls below set level. (See SAF~TY DEVICES), 

OVERLOAD TRIP Light. 
It is illuminated when overload condition arises. 
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I 

AUXILIARY CONTROLS (Fig.ij ) 

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

The second of the two boxes carries 
retract switches used when setting up the 
Horizontal Heads. If supplied there would 
'pop-out' fence push button. 

the head 
Auxiliary 
also be a 

As mentioned above 
either 1 bOI or 2. 
spindles specified. 

the Aux. Control s can be in 
It all depends on the number of 

-:zg:iII 

L 
(Q 

I p~ 0 li~J~'O 0000 0 

'In () J' i.Q 
\- 0 

r i 

FIG.4 
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ROTATING BACKING PIECE AND CLAMP BRACKET 

The rotating action of the backing piece is controlled 
by means of a pneumatic cylinder, the speed of ,Ihich 
can be varied by use of flow control valves at ea oh 
end. 

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

When in one of the six turret positions a spring 
loaded 8mm dia. steel ball is located in clutch de tent 
plate and the proximi ty swi tch target is opposite approp
riate proximity switch. To ensure that indexing remains 
in sequence it is important that cylinder setting ls 
as shown Fig.5. In order to assist accurate position
ing of the turret a friction damper consisting of a 
spring loaded brass pad is applied. 

CHANGING THE BACKING PIECE 

The clamp bracket and washer are recessed into the 
backing piece and the whole unit secured to the 
rotating shaft by means of a socket head cap screw. 

1) Remove the screw and withdraw the backing 
piece. 
Detach the clamp bracket and washer. 

2) Press the clamp bracket and washer into the 
new backing piece (Fig.6) and re-attach to the 
shaft using cap sorew. 

N.B. 
~ the backing piece has 
holes, it is important that 
at one of six positions and 
dowel should be inserted. 

pre-drilled lOmm 
turret is located 
the square headed 

3) Check that new backing piece is in lifle ';IUh 
table fence plate. 

Further information regarding the backing piece can be 
be found in SETTING UP THE PROCESSOR and ILLUSTRATED 
PARTS LIST. 
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TENONING TABLE CLAMPS Flg.7. 

Timber is held during the tenoning operation by one or 
two clamps which will only operate when the table is at 
ei thel' start posi tion or transfer pOint, 1. e. timber into 
profiling section of machine. Full pressure is only 
applied when the central 'pip' is depressed. 

In later models there may also be fitted a clamp that 
comes up through the table which holds the side of the 
components. This clamp only operates when in automatic 
cycle and is timed to be applied before table reaches 
tenon spindle. Under the table mounted on a control 
panel is a pressure switch which is pre-set by Wadkin 
before leaving the factory. Should the air pressure 
feeding the clamps fall below set level the pressure 
switch will prevent the table moving. 

Also mounted on the same control panel is a pressure 
regulator which controls air pressure to the clamp 
cylinders and this is normally set at 80 p.s.i. 
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TEMON TABLE TRAVERSE - (WMC 1. WMC 6) 

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

viounted on the underside of the table is a cam bar 
I-Jhich contacts micr'o switches at either end of the 
table traverse, for slow down. 

Alongside the cam bar are two adjustable cams used for 
table stop position by contact with micro-switches. 
A further micro-switch is mounted just past the tenon 
spindle which operates when the table is to return (see 
MODE OPERATION). 

Forward movement of the table can be varied by use of 
tenon table feed control (Fig. 2 & 3) but return speed 
is fixed at 20 m/min. 

Set adjustable cams to align tenon table fence with 
profile fence at transfer position and with length stop 
bar at start position.(Fig.l) 

Slo~1 dOHl1 cam bar and the table stop cam must be in contact 
with the micro sHitches before clamps will operate and 
table allowed to move. 
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TENON TABLE TRAVERSE - (WHC 2) 

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

Mounted underneath the table are a series of proximity 
switc'hes that. are aligned to three lines of cam bars 
which are attached to the beam side. 

Top line of cam bars control the speed of the table 
through the saw and tenon pOSitions, this speed being 
varied by use of tenon table feed control (fig. 2 & 3). 

Selected feed speed is also brought into operation at 
the end of forward and backward traverse, acting as 
slow down. 

Having slowed down at forward traverse the second line 
cam bar is Sighted by the proximity switch which then 
ramps down the table to 'creep' speed. 

When the tenon table fence 
side fence, the third line 
a further proximity switch 

Table 1s always reversed 
then slow down, 'creep' 
operator position. 

is lined up with the profile 
cam bar should be Sighted by 
and the table then stops. 

at full speed at 20 m/min. 
and stop repeated at the 

Proximity switches are normally set 1 mm. from the cam 
bars. set adjustable cam bars to align tenon table 
fence with profile fence at transfer pOSition and with 
the length stop bar at start position. 

'Creep' and end limit cam bars must be sighted by the 
proximity switches before clamps wi.ll oper'ate and the 
table allowed to move. 
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INFEED END STOI' Fig.8, 

This consists of a block with a spring loaded plunger 
set into the top edge. The blocl< 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 against length 
stop, the excess length passes over the plunger which 
depresses when clamps are applied. 

Components should normally be cut to length plus lOmm 
befo~e cutting on window lines. 
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HOGGING 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 slide. 
ONe micro switch is the end limit for maximum forward 
movement, one is end limit for maximum backward move
ment and the other switch is for Datum which is normally 
the zero start position. 

In some instances the above conditions may vary 
slightly, three micro switches attached to the hogging 
saw support and only two cams which are located on the 
adjustable slide. One micro switch takes care of both 
end limits, i.e. maximum forward movement, maximum 
rearward movement and the other cam is the datum. 

The cams are set up by Wadkin but should the need 
arise, they are easily adjustable (Figs.9 & 10). 
\~hen the hogging unit has been mounted, the Dat.um 
position of the outer saw edge to tenon table edge 
should be l50mm. 

Positioning drive screw is carried through the encoder 
mounting bracket and is square ended to allow manual 
winding of the head. A Siko clock is fitted giving a 
rapid visual check of saw to table position. 

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

SET UP PROCEDURE FOR AIlS 

1) Manually move the head back to its Datum 
position i.e. 150 mm 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. 
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3) Now move the 
equivalent to 
screw, i. e. 2mm 

head back a further distance 
half of the pitch of the 

- Siko Clock should read 152mm. 

4) 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 cam is finally set, position the backward 
traverse end limit cam slightly behind it. 

Set the forward traverse end limit cam to required 
setting. 

End limit cams only operate the switches if fault occurs. 
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STOP BAR/TURNOVER STOP 

The stop bar is permanently fixed so that the turnover 
stop can be adjusted if required whilst the tenon 
tabl~ is progressing through the cycle. 

Actual measuring scale slides in the stop bar and is 
Hnked directly to the saw movement, thus the comp
onent length is always relative to sawn end. 

To set, cut a conveni.ent length of timber located 
against turnover stop. Measure length of sawn timber 
and adjust optic to measured length. 

AUTOMATED STOP BAR 

Stop is driven along stop bar and is relative to saw 
move. Because of this, each time a length is inserted 
a calculation is automatically made by the computor, 
deducting saw move from length move. This setting is 
carried out by Wadkin. 
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TENON SPINDLE (270 mm) 

Horizontal movement is by pneumatic cylinders and 
positioning either to a fixed stop or 6 station turret 
stop. Setting of this is covered in PROGRAMMING. 
Vertical movement is by a gearbox/motor encoder drive 
and datum setting is - shoulder line of spindle 
positioned 190mm below tenon table. 

A spline shaft, worm and wheel assembly present a 
square ended screw through the side of the beam to 
allow manual winding of the head. A Siko cloci{ is 
fitted giving rapid visual check of shoulder line 
position from Datum. 

Behind removable cover on beam side, access is gained 
to three micro sWitches and two adjustable cams. 

SET UP PROCEDURE FOR AXIS 

Before starting it is easier to set Siko c10cl< t.o 
correct reading. 

Raise spindle to convenient height and measure 
distance of tenon table to spindle shoulder e.g. 40mm. 

Datum position required is known, i.e. 190mm from 
table and Siko clock should show move from Datum. 

Measurement is 40 mm - Datum 190 so move has to be 
190 - 40 = 150 - Set Siko clock at 150. 

Having set the clock continue as fol10ws:-

1) Manually 
position, 

move the head down to its 
i.e. 000.0 Siko clock reading. 

Datum 

2) When this distance has been reached, rotat.e 
the encoder body until the marker pulse is 

. found and lock the encoder up at this point. 
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3) Now move the head down a further distance 
equivalent to half revolution of the encoder 
i.e. 0.5 mm. Siko clock should read 999.5. 

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

As the end limit cam is double bevelled the head 
should then be powered up to establish where the top 
limit activates. The minimum setting of top switch is 
185 mm move from datum. Should head tl'ip out before this 
figure, it is necessary to cut or file cam top bevel. 
For further information see ILLUSTRATED PARTS LIST. 
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TENON SPINDLE (600 mm) 

70 mm. Horizontal movement is controlled by a 
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 switch is end limit for maximum 
movement, one is end limit for maximum 
movement and the other switch is for Datum 
normally 230 mm. start position. 

foniard 
backward 

which is 

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

Positioning drive screw is carried through the encoder 
mounting bracket and is square ended to allow manual 
winding of the head. A Siko clock is fitted giving 
rapid visual check of spindle C/L to tenon table edge 
position. 

SET UP PROCEDURE FOR HORIZONTAL AXIS 

Before starting it is easier if the Siko Clock is set 
to correct reading. 
Traverse tenon table forward until it ls alongside 
tenon spindle. 

and Wind tenon spindle into a convenient 
measure distance of table edge to spindle 
Add 25 mm to get spindle centre line ; 
Set Siko Clock to read 175.0. 

positIon 
e.g. 150 
175 mm. 

mm. 

Having set the olock, continue as follows: 

1. Manually move the spindle back to its Datum 
position i.e. 230.0 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 back a further distance 
equivalent to half revolution of the encoder i.e. 
2 mm. - Siko Clock should read 232.0. 

4. 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 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. 
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e.g. 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 (Shoulder line) - 60 mm. 
Allow for 1 mm. overrun condition so end limit 
cam should operate at 230 - 61 = 169.0 Siko 
Clock reading. 

Vertic~l movement is by a gearbox/motor encoder drive 
and datum setting is shoulder line of spindle 
positioned 520 mm. below tenon table. 

Positioning drive screw is carried through the encoder 
mounting bracket and square ended to allow manual 
winding of the head. A Siko Clock is fitted giving 
rapid visual check of spindle shoulder position 
relative to tenon table. 

At the side of the spindle slide unit are three cams 
and three micro switches for datum setting and end 
stroke limits. 

SET UP PROCEDURE FOR VERTICAL AXIS 

Before starting it is easier if the Siko clock is set 
to correct reading. 
Raise spindle to a convenient position and measure 
distance of tenon table to spindle shoulder e.g. 50 mm. 
Set Siko Clock to read 50.0. 

Having set the clock continue as follows:-

1) Manually move the spindle down to its datum 
position 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. 

4) 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. 
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Once datum cam is finally set, position the down.lard 
traverse end limit cam slightly lower. 
Spindle should then be powered upward a distance of 515 mm. 
then manually wound up until the Siko Clock reads 004.0. 
Set top limit switch cam at this paint. 

SET UP PROCEDURES FOR HYDRO-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 removable top plate 
which is dowelled in the correct alignment position. 

This unit HUST be fitted before the spindle is run. 
After mounting on the spindle, pressurise to 200 - 250 
bar. This bearing is now locked and centred. 

The hydro-grip sleeve can be released by means of the 
pressure release valve. 

The grease gun and grease needed to 'pump-up' the 
hydro-grip is supplied by Wadkin in the tool kit. 
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VERTICAL PROFILE SPINDLE (270mm) 

HOl'izontal movement is by pneumatic cylinders and position
:lng 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 d.atum setting is - shoulder line of spindle 
positioned 190mm below table. 

A spli.ne shaft, worm and wheel assembly present a 
square ended scre.l through the side of the frame to 
a110l< manual winding of the head. A Siko clock is 
fitted giving rapid visual check of shoulder line 
position from datum. 

Behind removable cover on frame side, access is gained 
to three micro switches and two adjustable cams. 

SET UP PROCEDURE FOR AIlS 

Before starting it is easier if the Siko clock is set 
to correct reading. 

Raise spindle to convenient height and measure 
distance of table to spindle shoulder e.g. 40mm. 

Datum position required is known i.e. 190 mm from 
table and Siko clock should show move from datum. 

Measurement is 40 mm, Datum 190 so move has to be 
190 - 40 = 150 Set Siko clock at 150. 

Having set the clock continue as follows:-

1) Manually move the head down to its Datum 
position i.e. 000.0 Siko 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. 
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3) Now move the head down a further distance 
equivalent to half revolution of the encoder 
i.e. 0.5mm Siko clock should read 999.5. 

4) 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 cam is finally set, position downward 
traverse end limit cam slightly lower. 

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

The minimum setting of top switch is 185 mm move from 
datum. Should head trip out before this figure is 
reached it is necessary to cut or file cam top bevel, 
For further information see ILLUSTRATED PART LIST. 
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OUTSIDE VERTICAL PROFILE SPINDLE (270mm) 

Horizontal movement is by pneUmatlC 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. 

A splitte shaft, worm and wheel assembly present a 
square ended screw through the side of the frame to 
allow manual winding of the head. 

A Siko clock is fitted glvlng rapid visual check of 
shoulder line position from datum. 

SET UP PROCEDURE FOR AXIS 

Before starting, it is easier if the Siko clock is set 
to correct reading. 

Raise spindle to convenient height and measure distance 
of table to spindle shoulder e.g, 40mm. 

Datum position required is known, i.e. 180mm from table 
and Siko clock should show move from datum. 

Measurement is 40mm, Datum 180mm so move has to be 180 
- 40 = 140mm - Set Siko clock at 140 having set the 
clock continue as follows:-

1) Manually move the head down to its Datum 
pOSition, ioe. 000.0 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 head a further distance equivalent 
to half a revolution of the encoder i.e. 0.5 mm -
Siko clock should read 999.5. 

4) 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. 
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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 head should 
then be traversed up to establish where the top limit 
activates. 

The ml~lmum setting of top switch is l75mm move from 
datum. Should the head trip the switch before this 
figure is reached it is necessary to cut or file cam 
top bevel. 

For further information see ILLUSTRATED PARTS LIST. 
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fEEDWORKS 

A series of units each with its own three roller box 
linked together and driven by a variable speed drive 
motor. Each box is secured to its own unit by four 
hexagon headed screws 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 
contr~l fitted inside the main body, 

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

There are two widths of rollers used, namely 12 mm and 
24 mm which together with a choice of spacers, 5mm and 
9 mm allow the system to be set up in the best configura
tion to suit individual customer requirements. 

The first two rollers at in feed end have a separate 
circuit and regulator, so that they C<3.n be lifted 
during transfer of components from tenoning side -
Sea MODE OPERATION. At certain roller positions there 
are micro-switches which signal sequences during 
program running and it is essential that these be set 
correctly (Fig.ll). 

SWITCH 1 

Normally fitted to the first box, at the 
third roller position, this switch activates 
when the roller drops off trailing edge of 
of component. 

This 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 rollers and pusher 
are ready for arrival of tenon table. 

On models with sash profiling option the micro 
swi tch has a dual function and when Sash is 
selected on control panel, lifting 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. 
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SWitch 2 

Normally fitted at outfeed end, in a suitable 
roller position this switch monitors progress 
of the component in the profiling section 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 
on fence. 

SETTING FEEDWORKS. 

Using the manual control button on the front of profile 
section (Fig 4) 'inch' the feed up to a suitable roller 
table height e.g. 500. 

With square ended timber of large enough cross section 
to stand on end and 500 mm long, quickly check height 
of rollers to table. 

Use hexagon socket grub screw below each 1'011er arm 
(Fig 12) to align the complete set of rollers. 

It is best to set rollers fitted with micro-switches 
sI ightly lower than the othel"S to ensure contact is 
broken wUh minimal roller lift when component feeds 
through. 

Ensure that there is sufficient adjustment left to 
lower individual rollers in case of uneven roller wear. 
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FEEDWORKS WITH AXIS CONTROLS 

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

That'e i. 5 a bar secured between tabl e 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 displaoed across the fixed bar, three of which 
are lined up with cams. 

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

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

Micro processor unit will always accept datum 
when datum micro switch is depressed and 
normal.ly set to have 3 mm. roller yield at 
timber size. 

e.g. Timber height = 67 mm. 
Operator programs feed at 67 mm. 
Rollers to table will be 64 mm. 

SET UP PROCEDURE FOR AXIS 

as 43 mm. 
feed is 

any given 

When the feed rollers have been aligned as outlined in 
S£T'fING FEEDWORKS continue as follows:-

1) Lower rollers until contact is made with test 
timber 40 mm. thick using manual control button 
(Fig.4). 

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

3) Now 'inch' the feed rollers down a further 
distance equivalent to half revolution of the 
encoder, i.e. 3 mm. 

11) 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 at this position. 

Once the datum cam ls finally set, position the downward 
traverse end limit cam slightly lower. Feed should then 
be 'inched' upward and top limit cam set. 
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TURRET STOP 

The six position turret stop is indexed by a pneumati
cally operated cylinder linked to a clutch mechanism. 

A tars-et disc identifies the correct position relative 
to six proximity Bv/itches and information is then relayed 
to the micro processor unit. 

Clutch can be loosened or tightened by means of self 
locking adjustable nut and at each of six positions a 
a spring loaded ball is engaged" 

Threaded hexagon bar stops are normally fitted to 
suit individual customer requirements and a maximum 
variation of 50mm. is possible" 

In order that a turret can index, the relative spindle 
unit must be retracted clear of the working position. 
A micro switch at the rear of the unit monitors that 
this condition applies (Fig 13). 

other information may also be found in SETTING UP THE 
PROCESSOR and ILLUSTRATED PARTS LIST. 
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OUTSIDE PRESSURE GUIDE UNIT 

Usually mounted on the sash support rail, it is mainly 
to control the timber at cutting points and in particul",r 
when a saw is being used. 

Pressure is applied by pneumatic cylinders, 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 

1) Undo the hexagon socket grub screws that 
hold the bars carrying sash support rail. 

2) Fit pressure guide unit into appropriate 
slots in support rail and lock. 

3) Using length of pre-planed parallel. 
timber or setting blocks between fence 
and pressure, slide the sash support rail 
in until pressure guide is aligned. 

4) Lock the hexagon socket grub screws on to 
bars and then adjust the hexagon headed 
screws (2) that are protruding from sash 
support rail until they contact the main 
table side. 

Whenever the sash support rail is moved the hexagon 
headed screws will now ensure that the pressure guide 
can be quickly pushed back into a parallel condition. 
Normally the unit is set to give minimum yield on 
customers narrowest section. It will then allow up to 
35mm variation without the need to pull out fUt'ther. 
e.g. set at 50 mm, components up to 85 mm wide caD be 
fed through. 

3··40 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



BO'l'TOIVTOP PLANING UNIT 

Usually built into machines with outside profiling heads 
(XOP range). 

BOTTOM HORIZONTAL PLANING HEAD 

Spindle will accept a 125 mm. dia. cutterblock. 
There is only vertical adjustment of the spindle, 
adj usted by means of a handwheel situated below the 
unit. A-t the front of the unit is a locking lever. 
Set cutterblock knives level with outfeed bedplate 
which is raised to give 0.5 mm. fixed depth of cut. 

TOP HORIZONTAL PLANING HEAD 

Spindle will accept a 125 mm dia.cutterblock. 
There is only vertical adjustment of the spindle by a 
gearbox/motor encoder drive and datum setting is centre 
line of spindle 102.0 mm. from table. 

Manual adjustment is by means of a handwheel which 
incorporates a clutch mechanism and is provided with a 
Silw Clock which indicates timber height (See PROGRAMMING). 
To adjust the spindle vertically, unfasten locking 
lever and employ the handwheel. 

To employ the automatic vertical adjustment, engage the 
changeover hand lever. Keep the hand on the changeover 
lever until the clutch is engaged. If the clutch does 
not readily engage, operate the handwheel by turning to 
the right or left until engagement is made. 

SET liP PROCEDURE FOR AXIS 

1 ) Manually move the spindle 
position, i.e. spindle CIL 
(Spindle to table = 82 mm). 

do~m to its datum 
t.o table 102 mm. 

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

3) Rotate the encoder body until the market pulse 
is found and lock the encoder up at this point. 

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

5) Move the datum cam into the datum switch until 
it closes the contact, then move the cam out 
slowly until the contact open. 
Lock the cam in this position. 

3-41 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



Once the datlJm cam is finally set, posl.tion dOl-inward 
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 mlnlmum setting of top switch is 110 mm. move from 
datum·:· Should the head trip the switch before this 
figure is reached it is necessary to cut or file cam 
top bevel. 

For further information see ILLUSTRATED PARTS LIST. 
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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
out. F~om 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 manufactureo(Fig.l4) 

As positions are determined all relevant information is 
then recorded on the program sheet.(Flg.15 or Fig.16) 

Most tools are supplied in sleeved sets so that accuracy 
is maintained and these are removed for machine delivery 
in order to avoid damage. 

It is essential that tooling be loaded back in the 
sequence indicated on layout drawings. 

ESTABLISHING THE PROGRAM 

TENON SIDE - (liMC 6, 6XPC) 

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

The shoulder line for all end profiles is 20 mmo from 
the table edge, this being the working position reached 
by the largest diameter tool sets (280 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) 

All settings are carried out in MANUAL MODE on control 
panel (Fig. 2 & 3)0 
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PROFILE WINDOW MACHINING CENTRE WMC ]XPC 

pRlVE BEAD PROGRAM POSITIONING READING 
POSITION AVAILABLE 

.. -t-CUT OFF SlI.W 
I 

SCREW 0-140 
FIRST FEED 

. 
STOP BAR 1-5 I 

PASS BACKING TURRET 1-6 -f TENON IN/OUT SCREW 0-70 I 

TENON UP/DOWN SCREW 0-520 mm 
FIRST PROFILE IN/OUT TURRET 1-6 
FIRST PROFILE UP/DOWN SCREW 0-185 mm 
SECOND PROFILE IN/OUT TURRET 1-6 
SECOND PROFILE UP/DOWN SCREW 0-185 mm 
FIRST TOP IN/OUT MANUAL SIKO 0-30 mm 
FIRST TOP UP/DOWN UP/DOWN - SET STOP 
SECOND TOP TN/OUT MANUAL SIKO 0-30 mm 
SECOND TOP UP/DOWN UP/DOWN SET STOP 

PRlVE HEAD PROGRAM POSITIONING REPnING 
POSITION AVAILABLE 

CUT OFF SAW SCREW 0-140 I 
S ECOND FEED STOP BAR 1-5 , 

I 
Pl'.SS BACKING TURRET 1-6 , 

TENON IN/OUT SCREW 0-70 
TENON UP/DOWN SCREW 0-520 mm -
FIRST PROFILE IN/OUT TURRET 1-6 

I FIRST PROFILE UP/DOWN SCREW 0-185 mm 
SECO~ID PROFILE IN/OUT TURRET 1-6 
SECOND PROFILE UP/DOWN SCREW 0-185 mm . 
FIRST TOP IN/OUT MANUAL SIKO 0-30 mm 
FIRST TOP UP/DOWN UP/DOWN SET STOP 
SECOND TOP IN/OUT MANUAL SIKO 0-30 mm ---' SECOND TOP UP/DOWN UP/DOWN I SET S'EOP 

FIG. IS 3-43..: 
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F 
p 
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p 

PROFILE:- Cill 
PRODUCT:- Stage 1 

WINDO"l MACHINING CENTRE 

:~ 

- rlUVE 

~ IR~T 

~ss 

--
I _. -_. 

EC01m 
ASS 

I 

I 
FIG. 15 

HEAD 

I , 

\ 

POSITICN 

CUT OFF SAW 
FEED 
BACKING 
FIRST TENON 

FIRST TEI-lON 

nYOUT 

UP/DOWN 
8Eccm TnWN INIOUT 

SECO!D TEt!ON UP/I:"C>'T 

CUT OFF SAlt' 
FEED 
BACKING 
FIRST TENON INIOUT 

FIRST TENON UP/Dom 
SECOND TENON INIOUT 

SECOND TENON UPIDOWN 
FIRST TOP F/S INIOUT 
F lEST TOP F I S UP IDOW~] 
FIRST PROFILE F/S IIO 

FIRST PROFILE FIS UID 
SECO~m PROFILE FIS IIO 

SECO~ PROFILE FIS UID 
THIRD PROFILE NIS IIO 
THIRD PROFILE NIS UID 
FOUR PROFILE N/S IIO 
FOURTH PROFILE N/S UID 
SECO~ TOP N/S IIO 
SECO~m TOP N/S UID 
FIRST BOTTOM I/O 
FIRST BOTTOr~ UID 
SECOND BOTTOM I/O 
SECmm BOTTOM UID 
'fHIRD TOP I/O 
THIRD TOP UID 
FOURTH TOP FIS IIO 
FOURTH TOP FIS UID 

~ 

PROGRAM 

;go.o 
I 
I 

t 
7!'. (') 

I 

/,~. () 

8(;,(") 

f 
7< D 

I l 

( •. ~. 0 
11ANUAL 

1) 

I 

{!fj ofl 

I 
I 

Cj().() 

-' 
1"1:,0 

... 
,.,~ ,a 

0 
MANUAL 
MANUAL 

l 

MANUAL 

9t. .D 
MANUAL 

0 

I\'J'iC S/2XOP 

SAIV DATUM' I~ 1.. Cl " ... 

POSITIONING READING 
AVAILABLE 

seRE>'! 0-140 rr:r.. "lJ., (') 
STOP EAR 1-5 SE':' STOPS 
TURRET 1-6 
FIXED STOP OF. 
TUP.RET 1-6 SET S;rOP/8 
SCPEH 0-185 :;:m 
FIXED STOP 02 
TURRET 1-6 SET STeFIS 
SCFEN 0-185 "';;: 

SCPEW 0-140 rr:n ".7,0 
STOP EAR 1-5 SET STCPS 
TURRET 1-6 
FIXED STOP OF. 
TURRET 1-6 SET STOPIS 
SCREW 0-185 mm 
FIXED STOP OR 
TURRET 1-6 SET STOP/S 
SCREW 0-185 rr:m 
SIKC CLOCK 0-50 mm 
UPIDOWN SET STGP 
FIXED STOP OR 
TURRET 1-6 SET STOPIS 
SCREW 0-185 mm 
FIXED STOP OR _. 
TURRET 1-6 SET STOP/S 
SCREW 0-185 mm 
TURRET 1-6 SET STOPS 
SCREW 0-17 5 mrr: 
TURRET 1-6 SET STOPS 
SCREW 0-115 rr:m 
SCREW 0-50 mm 
SIKO CLOCK 0-30 mm 
SIKO CLOCK 0-50 mm 1:l.D 
UP-DOWN SET STOP 
FIXED PLANER 
SIKO CLOCK 0-30 mm SET TO BED 
F1XED PLANER 
SCREW 0-110 mm , 3" 
SIKO CLOCK 0-50 mm 
UP-DOWN SET STOP 
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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 TAGE '-"CILL-' *PASS 1 ---r-~--I 

~/o SAW MOVE (O-140.99l=;,::J 

3. Key in calculated move and push ENT 

Saw will move forward from datum by the entered amount 

Display will show 
·POSITIONING" and 
then revert to 

~TAGE 1 ~CILL lIpASS 1--"- I 

fNTER OPTION - I :::1 

4. Check setting by using piece of suitably planed timber 
as follows: 

Hold timber to fence and push up to end trim stop.(Fig.8) 
Instigate clamps. 
Push automatic cycle start. 
Push and hold tenon table "inch" forward button. 
"Inch" the timber through the saw and then "inch" reverse. 
Before removing timber measure sawn end to table to see if 
dimension 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 recorded 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 folloNing steps 
1,2 and 3 only. 
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600mm TENON/COMBING SPINDLE WITH VERTICAL AND HORIZONTAL AXIS CONTROL 

1. Calculate vertical and horizontal move from datum of required 
tool. 

2. Press drive test button 4 on key pad 

Display will show STAGE 1 "CILL *PASS 1 i 

Ie/o SAW MOVE (0-140.99)= 

., 

.J. Using ENT button progress through program until display shows 

4. 

TAGE 1 GILL PASS 1 

1st ten U/D MOVE (0-520.99); 

Key in calculated move and push ENT. 

Spindle will move up from datum by the entered amount. 

Display will show 
'POSITIONING' and 
t.hen revert to 

TAGE 1 IIGTLL 

NTER OPTION -

*PASS I II 

5. Press drive test button 4 

Display will show STAGE 1 *GILL lip ASS 1 if 

b/o SAW MOVE (0-140.99)= 

6. Using ENT button progress through program until display 
shows 

TAGE I GILL PASS I * 
ST TEN liD MOVE (0-'70.99) = 

This indicates move available from DATUM. 
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7. Key in calculated move and push ENT. 

Spindle will move forward from DATUM by the entered amount. 

Display will show 
'POSITIONING' and 
then revert to 

STAQE 1 *CILL *PASS f * I 

~_NTER OPTION -

N.B 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. 

8. Ensure that Hogging/cut-off saw is at required working 
pOSition as previously established. 

Ensure that tenon spindle is in forward position. 

Using planed up test timber, proceed as follows:-

Instigate clamp. 
Push AUTOMATIC CYCLE START 
Push and hold TENON TABLE 'INCH' FORWARD button. 
Feed through the saw and through the tenon spindle to obtain 
reference cut. 
'Inch' Reverse table and lift clamp. 

9. Measure convenient part of slot/tenon depth and correct 
any vertical movement error by adding to or taking from the 
original move entered - Steps 1, 2, 3 and 4. 

When correct move from datum is established the SIKO cloak 
should read 520 mm minus the move. 

10. Measuring from sawn end of timber, check that slot/tenon 
length is correct. 

Should adjustment be necessary, this must be done by means 
of tenon horizontal move. 

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

FOR EACH TOOL SET ON THE SPINDLE, REPEAT ABOVE PROCIWIJRE 
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TEMO~ SIDE - (WMC 1, lIP, lIPe, 2, 5, 5XOP, 5/2IOP) 

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

The shoulder line for all end-profiles is 15mm from the 
table edge, this being the working position reached by 
the largest diameter tool sets (300mm or 350mm) and 
this figure must be allowed for in all calculations. 

Maximum distance of saw to table is 150mm (DATUM). For 
the vertical tenon spindles the shoulder will position 
from 190mm below table (DATUM) up to 5mm below table. 
(Fig. 1-6). 

All settings are carried out in MANUAL MODE on control 
panel. (Fig. 2 & 3) 
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HOGGING/cur OFF SAW 

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

2. Press 9rive test button 4 on keypad. 

Display will show TAGE I CILL PASS I iI 

10 SAW MOVE (0-140.99)= 

3. Key in calculated move and push ENT 

Saw will move forward from datum by the entered amount 

Display will show 
"POSITIONING" and 
then revert to 

;:~:p~~:L-~-"ASS-l---~ 

4. Check setting by using piece of suitably planed timber 
as follows: 

Hold timber to fence and push up to end trim stop. 
Instigate clamps. 
Push automatic cycle start. 
Push and hold tenon table 'inch' forward button. 
'Inch' the timber through the saw and then' inch' reverse. 
Before removing timber measure sawn end to table t;o 
see if dimension 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 recorded 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. 
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270mm TENON/COMBING SPINDLE AXIS CONTROL TO VERTICAL MOVEMENT 

1. Calculate vertical move from datum of required tool 

2. Press drive test button 4 on key pad 

Display will show fSTAGE 1 *CILL *PASS 1 If 

lelo SAW MOVE (0-140.99)= 

3. Using ENT button progress through program until display shows 

or 
(Appropriate spindle) TAGE I CILL PASS 1 

st ten UID (0-189.99)= 

4. Key in calculated move and push ENT 

Spindle will move up from datum by the entered amount. 

Display will show 
'POSITIONING' and 
then revert to 

~TAGE 1 ~CILL 

NTER OPTION -
I 

ilpASS 1 ~ : 
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270mm TENON/COMBING SPINDLE WITH PNEUMATIC HORIZO!~TAL MOVEl4ENT 
TO A FIXED/ADJUSTABLE STOP. 

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

1. Ensure required tool set is in correct vertical position. 

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

Instigate clamp. 
Push automatic cycle start. 
Push and hold tenon table 'inch' forward button. 
'Inch' table to position convenient to tenon spindle. 
Using spindle retract switch adjust stop until largest 
cutter diameter is apprOXimately 15mm from table edge. 
For turning the spindle take off brake. 

3. 'Inch' reverse table and lift clamps. 

4. Ensure that Hogging/Cut off saw is at required working 
position previously established. 
Ensure that tenon spindle is in forward position. 
Using planed up test timber proceed as previously 
described but through the saw and through the tenon 
spindle to obtain reference cut. 

5. Measure convenient part of slot/tenon depth and correct any 
vertical movement error by adding to or taking from the 
original move entered - Steps I - 4 (Page 3-49) 

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

6. 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 0 for out or 1 for in on program sheet. 

FOR OTHER TOOL SETS ON SPINDLE SET VERTICAL MOVE ONLY 
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270mm TEnON/COMBING SPINDLE WITH PNEUMATIC HORIZONTAL MOVEMENT 
TO A SIX POSITION TURRET STOP. 

1. Ensure required tool set is in correct vertical position. 

2. Using ENT button progress through program until display 
shows 

or 
(Appropriate spindle) TAGE 1 CTLL PASS I 

ST TEN 1/0 MOVE (0-6)= 

This indicates 6 turret stop selections. 

3. Ensure that tenon spindle is retracted from turret stop 
achieved by using appropriate manual spindle retract 
switch. 

Key in required turret stop number and push ENT. 

Turret will rotate to selected position. 

Display will show 
'POSITIONING' and then 
revert to "NTER OPTION -

*PASS I l! ~TAGE I *CILL=:: 

----~ "- ----.--

4. Insti.gate clamp 

Push automatic cycle start. 
Push and hold tenon table 'inch forward' button. 
'Inch table' to position convenient to tenon spindle. 
Using spindle retract switch adjust required turret stop 
until largest cutter diameter is approximately l5mm from 
t2ble 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 15mm 
from table edge (e.g. Mortar groove cut out), in which 
case, make allowance as on drawings. 
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5. 'Inch reverse' table and lift clamps. 

6. Ensure that Hogging/cut-off saw is at required working 
position previously established. 

Ensure that tenon spindle is in forward position. 

Using planed up test timber, proceed as previously 
described but feed through the saw and through the tenon 
spindle to obtain reference cut. 

7. Measure convenient part of slot/tenon depth and correct 
any vertical movement error by adding to or taking from 
the original move entered - Steps 1, 2, 3 and 4 (page 3-49) 

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

8. Measuring from sawn end of timber, check that slot/tenon 
length is correct. 

Should adjustment be necessary, this must be done by 
means of turret stop. 

Record vertical spindle move and turret stop number on 
program sheet for subsequent entry into program memory. 

FOR EACH TOOL SET ON THE SPINDLE, REPEAT ft~OVE PROCEDURE 
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2'rOmlll 'tENON/COMBING SPINDLE WITH HORIZONTAL AXIS CONTROL 

1. Ensure required tool set is in vertical position. 

2. Calculate horizontal move from datum of required tool. 

3. Press drive test button 4 

Display will show TAGE I GILL PASS 1 

10 SAW MOVE (0-140.99): 

4. Using ENT button progress through program until display 
shows 

~TAGE 1 lICILL ilpASS 1 ~ 

il§.I. TEN.PO _MOY.UO-IQ.~~ _____ ._ 

This indicates move available from DATUM. 

5. Key in calculated move and push ENT. 

Spindle will move forward from DATUM by the entered 
amount. 

Display will show 
'POSITIONING' and 
then revert to 

TAGE 1 CILL PASS 1 

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

6. Ensure that Hogging/cut-off saw is at required working 
position as previously established. 

Ensure that tenon spindle is in forward position. 

Using planed up test timber, proceed as follows: 

Instigate clamp. 
Push automatic cycle start. 
Push and hold tenon table 'inch forward' button. 
Feed through the saw and through the tenon spindle to 
obtain reference cut. 
'Inch reverse' table and lift clamps. 

7. Measure convenient part of slot/tenon depth and correct 
any vertical movement error by adding to or taking from 
the original move entered - Steps 1, 2, 3 and 4 (Page 3-49) 

8. Measuring from sawn end of timber, check that slot/tenon 
length is correct. 

Should adjustment be necessary. this must be done by 
means of tenon horizontal move. 

When correct move from datum is established, the SIKO 
clock should read 230mm minus the move. 

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

FOR EACH TOOL SET ON THE SPINDLE, REPEAT ABOVE PROCEDURE 
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PROFILING SIDE 

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

210mm FENCE SIDE VERTICAL PROFILE SPINDLES WITH AIlS CONTROL TO 
VERTICAL MOVEMENT AND PNEUMATIC HORIZONTAL CONTROL TO A FIXEDI 
ADJUSTft~LE STOP. 

1, Calculate 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 " 
\:l/o SAlol MOVE (0-140.99)= 
'------------

3. Using ENT button progress through program until display 
shows 

or 
Appropriate spindle 

BTAGE liICILL *PASSl * 
fST PRO UID MOVE (0-189.99)= 

4. Key in calculated move and push ENT. 
Spindle will move up from datum by the entered amount. 

Display will show 
'POSITIONING' and 
then revert to 

STAGE 1 IICILL 

~NTER OPTION -

fiPASS 1 If 

5. Using spindle retract switch, adjust stop until smallest 
tool diameter (140mm) is in line with the fence - If single 
rebating type set to approximate position past fence. 

6. Start up spindle in forward working position and manually 
feed test timber into the cutters 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. 
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8. Measure oonvenient part of mould, e.g. rebate depth and 
oorrect any forward error by adjusting fixed/adjustable 
stop. 

Reoord"vertioal spindle move on program sheet. 
With fixed stop, spindle will be either in or out. 
Record 0 for out or 1 for in on program sheet. 

FOR ANY OTHER TOOL SETS ON SPINDLE SET VERTICAL HOVE ONLY 

3-56 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



270mm FENCE SIDE VERTICAL PROFILE SPINDLES WITH AXIS CONTROL 
TO VERTICAL MOVEMENT AND PNEUMATIC HORIZONTAL CONTROL TO A 
6 POSITIml TURRET STOP. 

1. Calculate move from datum of appropriate tool set. 

2. Press drive test button 4 on keypad. 

Display will show TAGE I CILL *PASS 1 l! 

10 SAW MOVE (0-140.99)= 

3. Using ENT button progress through program until display 
shows 

or 
Appropriate spindle 

~T_4GE 1 ---rcILL *PASS I * 
ST PRO UID MOVE (0-189.99)= 

4. Key in calculated move and push ENT. 
Spindle will move up from datum by the entered amount. 

Display will show 
'POSITIONING' and 
then r'evert to NTER OPTION -

*PASS 1 !I ~TAGE I *CILL 

------_ ... _ .. ---

5. Press drive test button 4 

Display will show TAGE 1 CILL PASS I 

10 SAW MOVE (0-140.99)= 
--~---~-

6. Using ENT button progress through program until display 
shows 

TAGE I CILL PASS 1 

ST EK~O MOVE (0-6)= ______ ---' 

This indicates 6 turret stop selections 
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7. Ensure that spindle is retracted from turret stop -
Achieved by using appropriate manual retract Switch. 
(Fig. 2 & 3). 

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

Display will show 
'POSITIONING' and 
then revert to 

TAGE: r-TcTLL 

NTER OPTION -

PASSl -if 

8. Using spindle retract switch adjust turret stop until 
smallest tool diameter 140mm is in line with the fence. 
If single rebating type set to approximate position past 
fence. 

9. Start up spindle in forward working position and manually 
feed test timber into the cutters to obtain reference. 

10. 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. 

11. Measure convenient part of mould e.g. rebate depth and 
correct any forward error by adjusting turret stop. 

Record vertical spindle move and turret stop Dumber on 
program sheet. 

FOR EACH TOOL SET ON rHE SPINDLE REPEAT ABOVE PROCEDURE. 
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210wm NEAR SIDE VERTICAL PROFILE SPINDLES WITH AXIS CONTROL TO 
VERTICAL MOVEMENT AND PNEUMATIC HORIZONTAL CONTROL TO A 6 
POSITION TURRET STOP. 

I, Calculate move from datum of appropriate tool set. 

2. Press drive test button 4 on keypad. 

Display will show STAGE I "CILL *PASS I if 

12LLSAli __ t4QVE (0-140.99) = -- ----------

3. Using ENT button progress through program until display 
shows 

or 
Appropriate spindle 

TAGE 1 CILL *PASS I 

RD PRO UID MOVE (0-1 79.99)= 
-------- ---~-------

4. Key in calculated move and push ENT. 
Spindle will move up from datum by the entered amount. 

Display will show 
'POSITIONING' and 
then !'ever't to b;::_~I:~~~=_~~~~ _______ ~ _____ . 

5. Press drive test button 4 

Display will show TAGE 1 CILL PASS I 

LO .. ~AvLI1QVL(9_-J.ljQ..99J = __________ ... 

6. Using ENT button progress through program until display 
shows 

TAGE I GILL PASS I * 
RD PRO I/O MOVE (0-6)= 

-- - -- -----_.-

This indicates 6 turret stop selections. 
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7. Ensure that spindle is retracted from turret stop -
Achieved by using appropriate manual spindle retract switch. 

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

Displpy will show 
'POSITIONING' and 
then revert to 

bTAGE 1 __ :~CILL ~PASS 1 !I : 

_NT[!L OPTION -_____ 

8. Using spindle retract switch adjust stop until smallest 
tool diameter (l40mm) is in approximate required working 
position from fence. 

9. Start up spindle in forward working position i.e. away 
from fence and manually feed test timber into the cutters 
to obtain reference. 

10. 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. 

11. Measure width of mould and correct any error by adjusting 
turret stop. 

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

FOR EACH TOOL SET ON THE SPINDLE REPEAT ABOVE PROC~DURE. 
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FEED UNIT (CAM SET) 

This has five working positions controlled by adjustable 
cams and micro-switches. 

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

SETTING CAMS 

1. Using manual operating switch situated on the side of the 
machine (Fig.4) lower rollers on to timber section to be fed, 
allowing 2 - 3 mm yield. 

2. Slide contact cam to be used until such time the 
appropriate micro-switch clicks. 

3. Select AUTOMATIC OPERATION at control panel and 
press drive test button 4 on keypad. 

Display will show 
~TAGE I !~ILL liPASS 1 

~O SAW MOVE (0-140.99)= 

~ 

4. Using ENT button progress through program until display 
shows 

STAGE 1 *CILL IIPASS 1 11 

FEED MOVE 0-5) = --- -----.-----

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

Display will show 
'POSITIONING' and 
then revert to 

fAGE 1 *CTLL: 

_ NTEK OPTION 

IIPASS 1 

6, 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. 
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FEED UNIT WITH AXIS CONTROL 

When machine has this unit fitted the program figure will 
always De timber height (See Page 3-37) 
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AUXILIAP.Y SHORT VERTICAL SPINDLE UNIT 

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

2. Using manual operating switch situated on the side of 
machine (Fig.4) adjust stop, controlling pneumatic 
stroke position. 

3. Start up spindle in working position and manually feed 
test timber into the cutters to obtain reference. 

4. Correct errors by adjusting manual slide and/or stroke 
depth stop. 

Record 0 for out or 1 for in, on program sheet. 
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AUXILIARY TOP HEAD FENCE SIDE 

1. Position manually adjusted slide on machine to bring 
too~. into approximate working pOSition. This move can 
be either horizontal or vertical. 

2. Using manual operating switch situated on the Slae of 
machine (Fig.4) adjust stop, controlling pneumatic 
stroke position. 

3. Start up spindle in working position and manually 
feed test timber into the cutters to obtain 
reference. 

4. Correct errors by adjusting manual slide and/or 
stroke depth stop. 

Record 0 for out or 1 for in, on program sheet. 
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AUXILIARY NEARSIDE TOP HEAD WITH AXIS CONTROL TO HORIZONTAL 
!'iOVEME~T 

1. Position manually adjusted slide on machine to bring 
tool into approximate working position. 

2. Calculate working position of tool from 'DATUM' and 
instigate move. This move is always horizontal. 

3. Start up spindle in working position and manually 
feed test timber into the cutters to obtain reference. 

4. Correct errors by adjusting manual slide and/or 
move from 'DATUM' 

Record horizontal spindle move on program sheet. 
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AUXILIARY BOTTOM HEAD 

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

2. Using manual operating switch situated on the side 
of machine (Fig.4) adjust stop controlling pneumatic 
stroke position. 

3. Start up spindle in working position and manually 
feed test timber into the cutter to obtain 
reference. 

4. Correct errors by adjusting manual slide and/or 
stroke depth stop. 
Record 0 for out or 1 for in, on program sheet. 

Set SIKO clock reading on manual slide to suitable 
figure, e.g. Tool to fence distance and record on 
program sheet. 

NOTE:- Setting of bottom head is carried out with 
'bed filling in piece' removed. 

When correct working position is obtained 

A) Lower tool 
B) Insert filling in pIece 
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. 
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BOTTOM HEAD (FINISH PLANING UNIT) 

Head is permanently set to bed "level giving a cut of 
O.5mm. (See SETTING UP THE MACHINE) 
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TOP HEAD (FINISH PLANING 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-lO) and noted on program 
sheet. 

1. Calculate vertical move from datum of cutting circle. 

2. Press ~rive test button 4 on keypad 

Display will show STAGEC-Tc-:tL[ "PAsSl 

~/O SAI~ MOVE (0-140.99)" 

-'---=1 
~ 

3. Using ENT button progress through program until display 
shows 

or 
(Appropriate position 
of spindle in machine 
build up). 

1ST AC;r:--1 *"CILL lIPASS 1 l! 

SRD TOP MOVE (0-110)= 

4. Key in calculated move and push ENT. 
Spindle will move up from datum by the entered amount. 

I 

Display will show 
'POSITIONING' and 
then revert to 

\S'TAGE]' !!CILL :*PASS 1 * -, 
, I 

ENTER OPTION _====:I 

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

6. Measure timber and correct any 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 timber size, i.e. MOVE Plus DATUM, 

This allows operator to quickly check that head is in 
correct working position. 
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Bff,CKING PIECE 

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

Before cutting, however, the backing should be indexed via 
push button panel to each of the six available positions and 
lOrum holes drilled and reamed through. A hardened steel 
bush is fitted permanently to facilitate this operation. 

TO HIDE! BACKING FOR DRILLING HOLES 

1. Press drive test button 4 on keypad. 

Display will show STAGE 1 *GILL *PASS 1 * 
~/O ~AW __ ~V~ (0-140.99)= 

2. Using ENT button progress through program until display 
shows 

TAGE I GILL 'i!pASS 1 II 

ACKING HOVE (0-6)= 

3. Key in 1 and push ENT. 
Turret will index backing to positon 1. 

Display will show 
'POSITIONING' and 
then revert to 

~ 1 *CILL !PASS I * 
~~~TIO~_- . ____ ~ __ __ 

II Repeat steps 1 - 3 and enter each backing position in turn 
i.e. 2, 3, 4, 5 and 6. 
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TO CUT BACKING PIECE 

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

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

Select turret number required (1-6) and push ENT. 
Backing will not rotate to position selected. 

3. Locate lOmm dia. pin through bush and into hole. 
Instigate clamps on. 

Push automatic cycle start. 
Push and hold tenon table 'inch' forward button. 

'Inch' through rotating spindle until profile is cut in 
backing piece and then 'inch' reverse. 

Remove lOmm dia. pin. 
Repeat above procedure for each end profile and record 
turret stop numbers on program sheet. 

The location pin is not used again unless the backing 
piece is removed, in which case it is needed for re-location. 
See SETTING UP THE MACHINE for more information on the 
backing piece. 
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KEY PAD FUNCTIONS (Fig.17) 

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 
keys. 

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

rIGol"f 

0 

1 

2 

3 

4 

5 

6 -
7 

8 

9 

" 

DEL 

ENT 

ESC , 
f 

[I]rIJ[!J~ 
~ITJW[]] 

I[IJ [I][i] [0 
[IJD~~ 

ENTER ZERO -
DEFINE DRIVE 

ENTER NAMES (PRODUCT-COMPONENT) 

I 
.E;NTER MOVES 

DRIVE TEST (SINGLE HEAD WORKING) 

TASK STATUS - SERVICE ENGINEER USE 

BIT TEST - SERVICE ENGINEER USE 

LENGTH STOP 

NOT USED 

NOT USED 

MONITOR - SERVICE ENGINEER USE 

DELETE INCORRECT ENTRY 

ENTER INFORMATION (ACTIVATES DRIVE TEST) , 
ESCAPE 

ALPHA NUMERIC INSERTION - USE WITH 2 

ALPHA NUMERIC INSERTION - USE WITH 2 
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PUSH BUTTON 2 - (ENTER COMPONENT NAME) 

With product selection 
switch at 1 and 
component selection 
switch at 1 then 
display will show 

Display will show 

Display will show 

Key in letters to 
make up component 
name 

Display will show 

IPllODUCTl *COMf'.L !PASS ~_*I 

I..NTER OPTION -
---;d 

PRESS BUTTON 2 

RODUCT 1 COMP .1. PASSr- T~ 

luOMPONENT NAMES . l 
i -._=-__ "_: ___ j 

PRESS ENT 

,PRODUCT l:---rcoMP:-r:- lfPASS-I--lf---U j 
• COMP .1:=1 

USING ARROW BUTTONS t , 

IPR(j])UCTl~--"-:"C15MP:T~- *1'ASS 1 ! --I 

GOMP.l GILL I : : =: :: 
PRESS ENT 

R015UCT~ • cOMi':T.-"--!q'ASSr- " " "if j 

GOMP.2 ." ~ ~ ~: :1 
1- -----I 

USING ARROW BUTTONS t t 
Sequence is repeated for each component up to a maximum of 10. 
Display will revert to Enter Option after 10 or press Ese 
on keypad. All component numbers entered will be selected 
from component selection switch and names displayed at 
centre of display. 
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PUSH BUTTON 2 - (ENTER PRODUCT NAMES) 

With product selection switch at I and component selection 
switch at 1 and component names entered, then display will 
show 

f:UCT I *CILL llPASS I 

ENTE1LQPTIQll- . 

PRESS BUTTON 2 

1I 

Display will show b;_~::_NLN:::~L *PASS I ~ 

Display will show 

Display will show 

Key in letters to make 
up product name 

PRESS ARROW BUTTON t 
!PRODUCT 1 *CILL !fJ5A$s 1 * 
!PRODUCT NAMES 

PRESS ENT 

~RODUCT ( 'CILL::::: *PASS 1 l! 

. PROD. 1 

USE ARROW BUTTONS t t 
RODUCT I CILL PASS I 

. PROD. 1 STAGE I 

PRESS ENT 

Display will show ~:::.:. ,C~ :"" 1 ' I 
USE ARI'lOW BUTTONS t t 

Sequence is 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 product numbers entered will be 
selected from Product selection switch and names displayed 
at top left of display. 

3-73 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



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 I 
COMPONENT I 
PASS I 

Display shows 

Display will show 

Display will show 

Display will show 

Display will show 

Display will show 
(Any figure shown to 
be ignored) 

Display will show 

StAGE I *C ICL *PASS 1 11 

h:-NTER OPTION -

PRESS BUTTON 3 

TAG~Cl----1fCi:L C---ltpAS-ST--"---i 

10 SAW MOVE (0-140.99) = O.OO~ 
KEY IN MOVE FROM PROGRAM SHEET EG.BO 

TAGE I lICILL !!PASS I *--, 
10FF SAW MOVE (0-140.99)~O.OC 80 

PRESS ENT 

TAGE 1 "CILL *PASS 'l---r-=l 
I 

EED MOVE (1-5)=0 

KEY IN CAM NUMBER FROM PROGRAM SHEET EG.l 

TAGCr---Tcln:*PASS-l: II .=j 
LED MOVE 0-5) = ,0 1 I 

PRESS ENT 

TA~-I--1!C1TL------rPASS'l--'~ 

TOP BAR (0-299) = XXXXXX ? ____ I 

PRESS ENT 

TAGE 1 CILL PASS 1 

ACKING MOVE (0-6) = 0 

KEY IN TURRET NUMBER FROM PROGRAM 3HE~T 
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Sequence is continued through program until the last unit and 
the display will revert to ENTER OPTION. 

Repeat operations for each component in a product range. 

When checking through sequence after information has been 
entered, all zero numbers will have been replaced by the new 
numbers. Decimal places of whole numbers need not be put in. 

N.B. 1~ SEQUENCE SHOWN IS FOR GUIDANCE ONLY 

As each WMC machine is supplied to individual customer 
requirements, display may differ slightly. 

Information displayed will always be applicable to the 
relative program sheets. 

EG - FEED will show either cam setting as illustrated 
or axis control. 
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PUSHBUTTOH 4 - (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 - select figure or 
number and push ENT button. 

EXAMPLE: To move 1st TENON up 50mm from datum. 

Display shows 

Display shows 

Display shows 

Display shows 
(Not used to enter 
length) 

Display shows 

lPRoDDCr 1"(;0141'.1 *PASSl * 
ENTER OPTION -

PRESS BUTTON 4 

'RODUCT 1 'COMP.l *PASS 1 i 
I 

h/OFF SAW MOVE (0-140.99) : 

PRESS ENT 

plfOJ)lJ C TI--TC-OM P.T -Ifi=' ASS 1 ----* 

fEED MOVE (1-5) = 
1-

PRESS ENT 

IPRODUCT -l-IfCOMP. J. ilpASS i -r--

bTOP BAR (0-299) = 

PRESS ENT 

~RODuC'f-l--' *cOMP.1 *p~A;SS-l -*-.~--

~ACKING MOVE (0-6) = 

PRESS ENT 

Display shows ip1lODUc-r----r--liCoMP.l "PASS l~ ---_· .... --'1 
ST TEN 1/0 MOVE (0-6)= I 

I 

PRESS ENT 

Display shows jRfODUCTl-rcOMP-:r----lIFASSl * 'I 
~ST TEN U/D MOVE (0-189)= ___ ~ 

KEY IN 50 AND PRESS ENT 
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Display shows iPRODUCT-l-"COMP.l *PASS 1 10 

POSITIONING 

When in position 
display reverts to 
et'lter option. b:_~~!r~:_C~_M~~I _____ ~:_~~_: ___ ~ __ _ 

Earlier information keyed in, i.e. 50 is then automatically 
deleted and not stored in memory. 

N.B. THE SEQUENCE SHOWN IS FOR GUIDANCE ONLY 

As each WMC machine is supplied to individual customer 
requirements, display may differ slightly. 

Information displayed will always be applicable to 
the relative program sheets. 

EG - FEED will show either cam setting as illustrated 
or axis control 

3-77 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



PUSH BUTTOIl 7 - (L.ENGTH STOP) 

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

Display shows 

Display shows 
(or previous length 
keyed in) 

Display sho\;s 

Display shows 

RODUcrI coMP-:r PASs-r'--,"" --

IITER OPTION - d 
PRESS BUTTON 7 

IPRODUCT 1 *COMP.I - lfPASLL_lI -I 
!:!T ER LENGTH O.~__ =I 

KEY IN REQUIRED LENGTH e.g.1250 

!PRODUCT 1 lICoMP.I liPASsT !! I 

~NTER LENGTH o;ao:: 1250 :;; J 

PRESS ENT 

PRODUCT 1 lIiCOMP.I lIPASS 1 " 
~NTER OPTION -

By pressing the blue length stop move button, the stop 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. 

3-78 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



OPERATING MODES 

MODE 1 (WMC lxP, lxPC OR 6xPC) 

! 
I , 

TENON ONE END AND PROFILE 

Clamps will come down and tenon table will automati
cally start to forward feed at feed rate required. 

Table continues up to the profiling unit where it is 
ramped down to ' creep' speed for alignment with fence 
I ineo 

At this point the timber forces back the two piece 
feeding pusher and passes over disappearing dogs. 

At correct alignment position a micro-switch is made 
and this releases the clamps and returns table at fast 
feed to the operator for loading of next workpiece. 

Timber i.s retained at profiling unit against spring 
loaded disappearing dogs. 

After a slight time delay the air pressure is released 
from the pusher, fence flap is pushed into line for 
support and the first two feed rollers drop down thus 
feeding the first piece of timber into the profiling uni t. 

When the first piece has cleared the roller fitted with 
a micro-switch, this lifts first two feed rollers and 
returns air pressure to the pusher allowing second 
piece of timber to be fed into the profiling unit. (If 
two piece 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 matches what 
is selected 1. e., 101' 2 piece selection, otherwise sequenc
ing can be affected causing a 'hang up'o 
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MODE 1 (WMC 5, 5xOP OR 5/2xOP) 

/ 
/ 

TENON'ONE END AND PROFILE 

Clamps will come down and'tenon table will automati
cally start to forward feed. At each cutting point 
selected in the program the table will slow down to a 
feed rate required. This is controlled via cam bars and 
proximity switches. 

Other than the cutting pOints, the table will traverse 
at maximum speed of 20 m/min. 

Having cleared the selected tenon head/s t.able) 
continues up to the profiling unit where it is ramped 
down to 'creep' speed for alignment with the.fence line. 

At this point the timber forces back the tvw piece 
feeding pusher and passes over disappearing dogs. 

At correct alignment position a proximity switch sights 
the cam bar and this releases the clamps and returns 
table at fast feed to the operator for loading of next 
workpiece. 

Timber is retained at profiling unit against spring 
loaded disappearing dogs. 

After a slight time delay the air pressure is released 
from the pusher, fence flap is pushed into line for 
support and the first two feed rollers drop down thus 
feeding first piece of timber into the profiling unit. 

When the first piece has cleared the roller fitted with 
a micro switch, this lifts first two feed rollers and 
returns air pressure to the pusher allowing second 
piece of timber to be fed into the profiling unit. (If 
two piece 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 pl"ofiling, 
matches what is selected i. e. 1 or 2 piece selection, 
otherwise sequencing can be affected causing a 'hang 
up r • 
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MODE 2 (WMCl, 1xP, 1xPC, 6 OR 6xPC) 

TIHWlIl OULY 

Clamps will come down and tenon table will automati
cally start to fOrl~ard reed at feed rate required. 
Having cleared tenon head the table returns at fast 
feed to the operator ramping down to 'creep' speed for 
final alignment and clamps are released. 

Repeat above procedure 
diffet'ent tenon length) 
correct requirements. 

with pass 2 selection (if 
and utilise lengt.h stop for 

This cycle is repeated each time AUTOMATIC CYCLE START 
button is pressed. 
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MODE 2 (WHC 2, 5, 5xOP OR 5/2xOP) 

! 
TENON ONLY 

Clamps will come down and the tenon table will automati
cally start to forward feed. At each cutting point 
selected in the program the table will slow down to a 
feed rate required, this is controlled via cam bars and 
proximity switches. 

Other than the cutting points the table will traverse at a 
maximum speed of 20 m/min. 

Having cleared selected tenon head!s the table returns at 
fast feed to the operator ramping down to 'creep' speed 
for final alignment and clamps are released. 

Repeat above procedure with pass 2 selection (if different 
tenon length) and utilise length stop for correct require
ments. 

This cycle is repeated each time AUTOMATIC CYCLE START 
button is pressed. 
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MODE 3 (WMC IxP, IxPC or 6xPC) 

t t 
t 

TENON TWO ENDS AND PROFILE 

Clamps will come down and the tenon table will automati
cally start to forward feed at feed rate required. 

Having cleared tenon head the table 
feed to the operator, ramping down to 
final alignment and clamps are released. 

returns at fast 
'creep' speed for 

Instigate machine set up with pass 2 if different tenon 
length. 
Timber is turned round and located against length stop. 

lihen ' READY' on screen press AUTOMATIC CYCLE START 
button and machine works as MODE 1. 
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MODE 3 (WMC 5, 5xOP OR 5/2xOP) 

TENON TWO ENDS AND PROFILE. 

Clamps will come down and the tenon table will automati
cally start to forward feed. At each cutt.ing point 
selected in the program the table \-lill slow dO;in to a 
feed rate required. This is controlled via cam bars and 
proximity switches. 

Other than the cutting points the table will traverse at 
a maximum speed of 20 m/min. 

Having cleared selected tenon head/s the table returns at 
fast feed to the operator, ramping down to 'creep' speed 
for final alignment and clamps are released. 

Instigate machine set up with pass 2 if different tenon 
length. 
Timber is turned round and located against length stop. 

When 'READY' on screen, press AUTOMATIC CYCLE START button 
and machine works as MODE 1. 
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SASH PROFILING 

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

If selected, certain functions on the machine are 
changed as follows:-

1) Tenon table will not traverse forward. 
2) Micro swHch controlling first two feed rollers 

is changed in function to control 'jump' spindle. 
3) First or second profile spindle (dependent upon 

model) will have rotation reversed. 

OI'EltliTIIW 

Remove 
outside 
support 

transfer 
pressure 
rail out 

pusher unit from location 
unit from sash support rail. 
to required working position 

and also 
Pull sash 
and lock. 

With apprOprla&e profile spindles and feed unit running, 
each built up sash is fed through four times. 

As leading edge of sash lifts the roller fitted with a 
micro sldtch, this signals contra rotating spindle to 
retract from working position. 

When the roller drops off the back edge of sash, this 
signals contra rotating spindle to return to working 
position after a short time delay. 
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STARTING PROCEDURE 

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

Timber must be presented to the machine in a straightened 
and planed all round condition to finished dimensions. On 
XOP models timber should be at least plus 3mm on thickness 
and plus Imm on width to allow cleaning up. 

Best results will always be obtained if pre-planed timber 
is not left standing for long periods as pieces will 
shrink and twist. 

S1'1lR'fING IN AUTOlUnC OPERATION 

1. Check that master stop is out. 
2. Press power on button. 
3. Press automatic operation button. 
4. Select Product - Will show top left of display panel. 
5. Select Component - Will show top centre of display panel. 
6. Instigate machine set up - Will read "POSITIONING" on 

display panel. When all axies are in position "READY" will 
appear at top right of display panel. 

7. Select operating mode. 
8. Select 1st pass. 
9. Select 1 or 2 piece working, 

10. Set required feed control for tenon table. 
11. Start all required spindles and feed unit. 
12. Place timber on tenon table and push up to end trim stop, 

holding firmly against fence and backing piece. 
13. Push automatic cycle start button. 
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SECTION 4 

M A I N TEN .liNe E 

Scheduled maintenance consists of regularly maintain
ing the machine in a good operating condition, capable 
of safely producing, good quality trouble frea wOt'k, 
with the minimum of down time. 

This includes tasks such as daily/weekly cleaning and 
lubrication which can and should be performee! by the 
operator. Tasks carriee! out at longer intervals ;Iill 
require more specialised kno~ledge and tools. 

LUBRICATION 

Much attention has been given to keeping lubri.cat.ion 
and maintenanca to a minimum. In consequence 'sealed 
for life' bearings and 'oilite' bushes have been used 
where possible. 

The tenon spindles, profile spindles and st.ack tooling 
tenon spindle all have Kluber grease packed bearings 
which require no lubrication and should give trouble 
free service. These should only require lubricant if 
the spindle bearings are replaced. 

Also the spindles on the Horizontal Auxiliary heads are 
shielded and have 'sealed for life' bearings. 

However, there are exceptions - these are as follows:-

Electric motors where 'sealed for life' bearings 
are not fitted, are provided with grease nippleso 

Da1.1y. 

Grease the slideways and the various traverse 
screws, also the ballscrew and the ground bar on 
the tenon beam. Grease the spIine 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 screw, t.here 
is also fitted an oil 'pot' to lubricate the support 
pillar use. Use Wadkin L4 oil. 
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Monthly 

Grease the bevel gears, chains and sprockets on the 
feed roller drive using Wadkin L2 grease. Lubricate 
al1 electric motors fitted with grease nipples, 
using Wadkin L6 grease. 

3 monthly 

Grease all remaining 
mentioned above. 

slides and screws not 
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4S He!!cal spring OW shaft 

49 Clrc!!p 
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VARIABLE SPEED DRIVE (Fig.l) 

Maintenance 

Grease every 3 months, the bearing on the adjustable 
driving wheel via the grease nipple. It is despatched 
from the works, already filled with oil 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 brake screw behind the spjed change hand-wheel. 

Replaoing the friotion wheel lining. 

If the unit does not operate correotly, probably the 
friction ring is worno Its life depends on the work 
the unit has to perform. If for instance the unit is 
mainly operated at low speed, the friction ring will be 
subjected to greater wear. 

To replace the friction ring, proceed as follows:-

Open the casing at A-A. (See Fig.2) 

Loosen screws Ce) to remove friction ring (d) 
from wheel (r). Fit the new friction r'ing t.o 
the wheel and secure it by means of screws (el. 

Wheel (r) can be removed from the bearings 
along the hollow shaft (g) by slightly turning 
it to an fro and pulling. 

Carefully degrease and clean the friction race 
of the conical disc Ch). Also remove the dust 
from the inside of the casing. 

Inspect the oilseal (il. It should provide a 
satisfactory seal, preventing the friction ring 
from being damaged by the oil. 

Now re-fit the hollow shaft by slowly pushing 
and rotating back and forth. Take care not to 
damage the needle bearings. 
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When spring (L) is completely compressed, close 
the casing. 

Closing can be made easier by introducing a 
rod into hole Band C on the periphery of wheel 
(f).Once the two parts of the casing are bolted 
together, remove the rod (see Fig 2). 

<9 
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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 slippi.ng and premature belt to/ear. Too 
much tension causes bearing wear. Tension as indicated 
in 'Checking/Adjustment'. 

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

In general, 'lee-belts will initially require adjustment 
at monthly intervals. It is important to check the condi
tion and tension of the cutter spindle drive belts at 
more frequent intervals, depending on conditions of use, 
if problems relating to quality of finish are to be avoided. 

Checking/adjustment is carried out as follows:-

1) Remove the drive belt cover. 

2) Check belt tension. The belt should be capable 
of being depressed approximately 1.5 to 2 cm by 
application of average thumb pressure. 

3) All belt drive adjustment follows the same 
general prinqiple. This involves moving the 
drive pulley centres or motor platform, thus 
taking up any slacl( in the belts. The method 
used will normally be self evident. 

Re-tighten any securing features fitted. 

4) Refit drive cover. 

If one or more of the vee-belts become faulty, it >Iill 
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 old and new, or different belts. 

NOTE: DO NOT OVER TENSION BELTS. 
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RemDval and Refit of drive pulleys (Fig.3) 

To remove a taper-lock bush pulley: 

1.. Before 
pulley, 
guard. 

access can be made to any belt or 
it will be necessary to remove the 

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

3. Slacken off all the grub screws Cl) sever'al 
turns using a hexagan 'ALLEN' key. Remove one 
or two screws according to number of jacking 
holes (2). 

u. Insert screws in jacking holes after oiling 
thread and point of grub screws or thread of 
cap screws, as applicable. 

5. Tighten screl .. S alternatively until bush (3) is 
loose on the pulley hub and the whole assembly 
is free on the shaft. 

6. Remove pulley assembly from the shaft. 

To refit a Taper-lock, bush pulley: 

10 

.., 
Co. 

Ensure that mating 
completely clean and 
Insert bush in hub and 

taper surfaces are 
free from oil or dirt. 
line up screw holes. 

Oil thread and point of grub screws, place 
screw loosely in threaded holes in hub of 
pulley. 

3. Clean 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. 

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

4. Using a hexagan ALIen key, alternately tighten 
screws (1) until all screws are pulled up 
securely. 
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5. After the bush (3) has been tightened on to the 
shaft, fit the parallel key (4) this is side 
fitting with top clearance. 

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

7. tit empty screw holes with grease to exclude 
dil"t. 

1 

3 

FIG 3 REMOVING A TAPER·LOCK BUSH 

"'---

I?c~) ~[/~ 
'---
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Air line regulator (Flg.4) 

Filter maintenance. 

Both free moisture and solids are removed automatically 
by the 40 micron filter. Drain water in sump whenever 
the level reaches the lower baffle. The filter element 
along with the 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. 

1, Unscrew threaded bow, 

2. Disassemble cartridge assembly by unscrewing 
lower' baffle. 

3. Remove element for cleaning as mentioned above. 

4. Replace element for re-assemble. 

Lubricator maintenance 

The lubricator can be refilled ldithout shutting down 
the air supply line. Disassemble the oil fill plug and 
vent the bowl pressure. Fill the bOldl to visible rim 
I-li th Wadkin L 1 oil. DO HO'f USE OIL WITH ADHESIVE OR 
TilCKY ADDITIVES. Replace the fill plug and seat the 
bOldl firmly, do not over-tighten the bowl. 

To adjust the oil delivery, use a slotted screwdriver 
and turn the adjusting screw on the top of the 
1 ubl~icator e 

Leaner - clockwise. 
Richer - anti-clockwise, 

By counting the number of drops per minute in the sight 
dome, you can adjust to your requirement. Generally one 
drop per minute for every 300-400 L/min. flow is 
satisfactory. 

25 drops per minute equals 30 g/hr. 

If at any time the bowl needs to be cleaned, use only 
mild soap and water. 
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PRESSURE GAU 

FEMALE IfIIlET 

FILTER UNIT 

REGULATOR 

~ DRIP CO~TROl 

OIL CONTAINER --11---

FIG.4 AIR LINE REGULATOR/lUBRICATOR 
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CLEANING THE MACHINE 

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 Si po (Utile) or similar. 

If cleaning with compressed air, take care not to direct 
the jet onto the spindle and moving shaft, bearing hous
ings, etc, Clean the spindles and remove all remains 
of resin and grease. Do the same with the cutterblocks 
and machine tables and lightly lubricate. 

Check that all machine parts slide easily at friction 
points. Lubricate as indicated in the lubricating 
instructions (see Maintenance). 

Adjust the variable speed drive unit through the full 
range once a week to avoid the feed drive mechanism 
jamming. 

4-11 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



- .. "" ... . ... 
APPROVED LUBRICANTS. 

~ 

\HDKIN CASTRoL a.p. SHELL MOBIL ESSO GULF CALTEX 
GRADE 

L 1 HYSPIN ENERGoL VITROL OTE OIL NUTo 44 HARMONY RMlDo 
AWS322 HLP32 32 LIGHT OR 43 AW OIL 

24 ESSTIC HDA 
H44 

L 2 ALPHA ENERGoL VITREA VACTRA ESSTIC SERVICE URSA 
ZN 150 HP150 150 EXTRA 65 13 ?4o 

OR HEAVY 
CS150 

L 4 MAGNA ENERGOL VITREA VACTRA ESSTIC SERVICE URSA 
68 HP68 68 OIL 50 51 P20 

OR HEAVY 
CS68 MEDIUM 

L 5 SPHEERoL ENERGREASE ALVANIA MoBILPLEX BEAColl GULFCRoWN REGAL. 
AP3 LS3 GREASE GREASE 3 GREASE STARTAK 

No.3 No.48 1/0.3 PREMlutl 3 

............ !........-----_._--_._---

L lOlL. HYDRAULIC OIL WITH ANTI-CORROSION r ANTI-OXIDATION, 
ANTI-WEAR, ANTI-FOAM PERFORMANCE. 

L 2 OIL. GEAR OIL (VISCOSITY 150 CENTI-STOI(ES AT 40° Cl 

L 4 OIL. PLAIN MINERAL OIL (VISCOSITY 68 CENTI-STOf(ES AT 40° Cl 

L 6 GREASE. GREASE NLGl No.3 CONSISTENCY LITHIUM BEARING GREASE. 
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Horos AND DRIVE BELT DATA 

I 
-- ---- ----

BSL'fS AMD PULLEYS F'OR SPINDLE DBIVE TO V,ERTICAL TENON SPINDLE FREQUENCY 50 Hz 

I 

I I 
t'toTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE SPINDLE 

PULLEY SPEED 

FRAME K.W. H. P. FEflNER HADKIN BORE FENNER ,IADKIN FENNER WADKIN QTY. WADKIN H. P. H. 
SIZE: REF. CODE (mm) REF. CODE REF. CODE NUMBER 

• F215 7.5 
D132SD 

10 P31Z0163 .3078~53 38 2012 ·3077113 SPZ15DO '3078367 3 WMC 174 4000 

BELTS AUD PULLEYS FOR SPINDLE DRIVE TO VERTICAL TENON SPINDLE FREQUENCY 60 Hz 

HOTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE SPINDLE 
PULLEY SPEED 

FRAHE K.W. H. P. FENNER WADKIN BORE FENNER WADKIII FENNER HADKIN OTY. WADKIN H.P.M. 
SIZE REF. CODE (mm) REF. CODE REF. CODE NUMBER 

• F215 7.5 
D132SD 

10 P31Z0123 3078217 38 1610 r-3077186 SPZ1500 ~3078367 3 WIKl1Li LiQOO 

* FLMIGE SIZ E 
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HOTOR AND DRIVE BELT DATA 

BELTS AND PULLEYS FOR SPINDLE DRIVE TO 600 mm LONG TENON SPINDLE FREQUENCY 50 Hz. 

HOTOR MOTOR PULLEY TAPER LOCK' BUSH BELTS SPINDLE SPINDLE 
PULLEY SPEED 

FRAME K.W. H. P. FEllNER WADKIN BORE FENNER WADKIN OLY-VEE WADKIN QTY. WAD KIN R. P. M. 
SIZE REF. CODE (mm) REF. CODE CODE NUMBER 

• D1l2M 11 15 - p 3786 - - - 24-580 h078610 1 OP3785 4000 
D132MD 

BELTS AND PULLEYS FOR SPINDLE DRIVE TO VERTICAL PROFILE SPINDLE FREQUENCY 50 Hz 

MOTOR MOTOR PULLEY TAPER LOCK BUSH BELTS SPINDLE SPINDLE 
PULLEY SPEED 

FRAME K.II. H. P. FENtlER IIADKIN BORE FENf~ER IIADKIN FENNER WAOKIN QTY. WADKIN R.P.N. 
SIZE REF. CODE (mm) REF. CODE REF. CODE NUMBER 

• F215 7.5 10 31Z. h078218 38 2012 (3077113 ~PZ1600 ~3077271 3 WMC 174 6000 

I 
D1328D 0223 

F215 11 15 312. .3078218 38 2012 3077113 ~PZ1600 .3077271 3 HMC 17 1\ 6000 
D132MD 0223 

I I 

,. i) FLANGE SIZE 
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MOTOR AND DnIVE BELT DATA 

BELTS AND PULLEYS FOR SPINDLE DRIVE TO VERTICAL PROFILE SPINDLE FREQUEIICY 60 Hz 
--

HOTOR MOTOR PULLEY TAPER LOCK BUSH BEf ... TS SPINDLE SPINDLE 
PULLEY SPEED 

FRAME K.". H.P. FEIINER WADKIN BORE FENNER I WADKIN FE~!NER WADKIN O1'Y. WADKIN R. P. M_ 
SIZE REF. CODE (mm) REF. CODE REF. CODE NUflBER 

F215 7.5 10 p31Z. r3078272 38 2012 3077113 PZ1600 f3077271 3 WHC 174 6000 
D132SD 0203 

F215 11 15 31Z. r 3078272 38 2012 3077113 . PZ 1600 3077271 3 WMC 174 6000 
D13211D 023 

• FLANGE SIZE 

BELTS AND PULLEYS FOR SPINDLE DRIVE TO SHORT VERTICAL PROFILE SPINDLE FREQUENCY 50 Hz 1 
MOTOR MOTOR PULLEY 

I 
TAPER LOCK BUSH BELTS SPINDLE SPINDLE 

PULLEY SPEED 

FRAME K.W. H. P. FEfHJER WADIUN BORE FEtWER WADKIN rOlY-VEE WADKIN OTY. WADKIN R. P.H. 
SIZE REF. CODE (mm) REF. CODE CODE NUMBER 

• DloaLe 3.7 5 - \~HClO15 - - - ~60-JlO 3078226 1 DP2294 500/6000 

• INTERHITTEIlT RATED S6 - ~O~ 
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• 

• 

MOTOR AND DRIVE BELT DATA 

BELTS AND PULLEYS FOR SPINDLE DRIVE TO TOP HORIZONTAL AUX.HEAD 

MOTOR MOTOR PULLEY 

FRAME K.W. H.P. FENNER WADKIN 
SIZE REF. CODE 

0100 2.2 3 - 1.WMC 
D90C 1016 

I .WI-le 
880 

1. FLANGE HOTOR HOUNTED TO REAR 
2. FLANGE HOTOR MOUNTED TO FRONT 
~ FACE HOUNTING 

BELTS .AND PULLEYS FOR 

HOTOR MOTOR PULLEY 

FRAME K.W. H. P. ! FEt-aH:R WADKIN 
SIZE REL CODE 

I 

0100 2.2 3 I - 1 • rl/~C I D9DC 1016 

TAPER LOCK BUSH 

BORE FENNER WADI(IN OLY-VEE 
(mm) REF. CODE 

- - - ~60-JlO 

SPINDLE DHIVE TO TOP HORIZONTAL AUX. 

TAPER LOCK BUSH 

BORE I FEIINER WADKIN POLY-VEE 
(mm) REF. CODE 

I 
- I - - r60-J10 

I I 

t'"l'i i 
I 

I 

I 
I I 

l 

I , 

I I I I I 

BELTS 

WADKIN 
CODE 

3078226 

HEAD 

BELTS 

W.~DKIN 
CODE 

3078226 

FREQUENCY 50 Hz 

SPINDLE SPINDLE 
PULLEY SPEED 

QTL WAD KIN R. P. H. 
NUMBER 

1 DP2294 500/6000 

FREQUENCY 60 Hz 

SPINDLE SPINDLE 
PULLEY SPEED 

QTY. WADKIN R. P. M. 
NUMBER 

1 , DL286 500/6000 

I ! I , ---L , , 
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KOl'OR it1JO ORIV!!: BELT DATA 

- - -BELTS AND PU~ LEYS FOR SPINDLE DR";VJ;' TO Si~ORT VERTICAL PRO;;'ILE SPINDLE - " Fr.EQUENct 60 {~-

MOTOR !-10'fOR PULLEY TAPER LOCK BUSH BELTS SPINDLE SPINDLE 
PULLEY SPEED 

FRMIE K.W. H.P. FENNER WADKIN BORE FENt~ER WADKIN OLY-VEE l1ADKIN QTY. WADKIN R. P .11. 
SIZE REf. CODE (mm) REF. CODE CODE NUMBER 

• D100LC 3.7 I 
5 WHCI015 - 60-JIO 3078226 1 DL286 ~500/6000 I - - -

it INTERMITTENT RATED S6 _ L10% 
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• 

MOTOR AND DRIVE BELT DATA 

BELTS AllD PULLEYS FOR SPINDLE DRIVE TO BOTTOM HORIZONTAL AUX. 

HOTOR MOTOR PULLEY 

FRAME K.W. H. P. FENNER 
SIZE REF. 

DIOOLC 3.7 5 -

1. FLANGE MOTOR HOUNTED TO REAR 
2. FLANGE HOTOR HOUNT.ED TO FROflT 
• INTERMITTENT RATED 86 - ~OS 

WADKHl 
CODE 

.UHC 
1015 

2.DP2293 

TAPER LOCK BUSH 

BORE FENNER WADKIN fOLY-VEE 
(mm) REF. CODE 

- - - t60-JlO 

I 

EELTS AND PULLEYS FOR SPINDLE DRIVE TO BOTTOM HORIZONTAL AUX. 

MOTOR MOTOR PULLEY TAPER LOCK BUSH 

FRAME K.H. H.P. FE}INER WADKIN BORE FENNER WADKI~ POLY-VEE 
SIZE fiEF. CODE (mm) REF. CODE -

DIOGLC 3.7 5 I - .Wi'!C - - - 60-JlO 
1015 

, DP22031 
I 

LI I i 

HEAD. FREQUENCY 50 Hz 

BELTS SPINDLE SPINDLE 
PULLEY SPEED 

IJADKIN QTY. WADKIN R. P. H. 
CODE NUI-!BER 

3078226 1 DP2294 500/6000 

HEAD. FREQUENCY 60 Hz 

BELTS SPINDLE SPINDLE 
PULLEY SPEED 

WADKHI QIY. WJiDKIN R~P.M. 
CODE NUHBER 

t3078226 1 I DL286 r500/6000 

I 
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MOTOR AnD DRIVE BELT DATA 

BELTS AND PULLEYS FOR SPINDLE DRIVE TO TOP HORIZOHTltL PLANING HEAD. FREQUENCY 50 Hz. 

r-tOTOR HOTOR PULLEY TAPER LOCIC BUSH I BELTS SPINDLE SPIiWLE , 
PULLEY SPEED 

FRM1E K.W. H. P. [,ENflER WADKI[~ BORE HillIER WADKIN [,ENIIER WADKIN QH. WADKIN R. P. H. 
SIZE REF. CODE (mm) RE[,. . CODE REF. CODE ,IUHBEH 

• ['215 4.0 5.5 p31Z. 3078237 28 2012 3077114 SPZB50 3078213 2 GA1638 6000 
D1l2MD 0222 or 

7500 

I '. 
BELTS AND PULLEYS FOR SPINDLE DRIVE TO BOTTOM IWH. PLANING HEAD. FREQUEIlCY 50 Hz. 

IIOTOR "OTaR PULLEY TAPER LOCK BUSH BELTS SPINDLE SPINDLE 
PULLEY SPEED 

[,RAME K.W. H. P. FENIlER WADKIN BORE FENNER WADKIH FEtlNER WADKIN OH. HADKIN R. P. H. 
SIZE REF. CODE: (mm) REF. CODE REF. CODE tlUMBER 

• F215 11.0 5.5 31Z. 3078237 28 2012 30771111 ~PZ 850 1<3078213 2 A 1638 6000 
D1l2~\D 0222 or 

7500 

it FLANGE SIZE 
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o 

MOTOR Aun DRIVE BELT DATA 

BELT AND PULLEY FOR TENON BEAM 

MOTOR MOTOR PULLEY MOTOR TAPER LOCK 
BUSH 

FRAME K.W. H. P. POLY-VEE WADKIN BORE POLY-VEE WADKHJ OLY-VEE 
SIZE CODE (mm) CODE 

D90 2.2 3 8J56 - 30'(8618 24 1108 f3078619 280-J8 
1108 

BALL SCREW LOCK TABLE fEED 
BUSH SPEED 

BORE !POLY-VEE WADKIN FORlIARD EVERSE 
(mm) REF 10VEMENT OVEMENT 

Iq 1610 3078620 1?-15ml 20m/min 
min 

I --~--------~--~ I l 

FREQUENCY 50 Hz 

BELTS b./iLL SCRE\~ PULLEY 

, 
W,ADKIN QTY. fOLY-VEE WADKIN 

CODE REF. 

1'3078616 1 Jll!O- 3078617 
1610 

" 
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FAULT FINDING 

Mechanical Faults 

Apal't 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 
to set- or tighten correctly; wrong speed setting; or 
misuseo·· 

Therefore to get the best performance it is essential 
that the machine is set-up and used correctly, many 
mechanical faults can therefore be avoided. 

Elimination of Vibration 

It is important 
cutter spindle 
tensioning). 

to check condition and tension of the 
drive belts regularly (see vee belt 

It is also important that the cutters are evenly ground 
and set to run true in the cutterblock, the assembled 
cutterblock should be statically balanced before fitting 
to the spindle. 

In the case of high speed machines it is highly 
recommended that cutterblocks be dynamically balanced. 

Electrical Faults 

FAULT The machine does not run when any 'START' 
button is operated. 

Diagnosis 

a. Disconnect (isolator) switch has not been 
closed. 

b. Main fuse or control circuit fuse has blown 
c. Overload relay has tripped 

Remedial Action 

a. Check and close if needed 
b. Replace fuse 
c. Reset relay. Check reason for trip 

4-21 
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FAULT A motor does not start - loud humming sound 

Diagnosis 

a. 

b. 

An open 
leads' of 
The fuses 

circuit in at least two 
the motor 
of the motor have blown 

ill,ne 

Remedial Action 

a. 
b. 

FAULT 

Check circuit and rectify 
Replace fuse 

An air break magnetic contactor does not 
operate. 

Diagnosis 

a. The contacts are burned and make i.mproper 
contact 

b. Broken connection wire 
c. An overload relay has tripped 
d. A fuse has blown 

Remedial ActiorJ 

FAULT 

a. Clean or replace contacts 
b. Remake connections 
c. Reset relay. Check reason for overload 
d. Replace fuse 

A Star/Delta connected motor does not 
operate when the contactor is connected in 
star 

Remedial Action 

FAULT 

Check/Remedy the symptoms outlined in 
above. 

When a motor is started, the fuses blow and 
the overload relay trips. 

Diagnosis 

a. The motor does not run freely 
b. There is a short cirCUit in the wlrlog mains 
c. The motor windings or winding are/is 

earthed. 

Remedial Action 

a. Check that the motor is free running 
b. Check the circuit wiring 
c. Check the windings in turn for electrical cont

tinui ty and also earth faul ts with a 'Megger" • 

4-22 
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FAULT The motor overheats when running 'light' 
(unloaded) 

Diagnosis 

a. The motor' windings are connected in delta 
instead of star 

b. The mains voltage is too high 
c. The ventilating air ducts 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. 

Remedial Action 

a, Check connections 
b. Check mains voltage and correct 
c. Clean airways. Check fan operation 

FAULT Motor overheats while working 

Diagnosis 

a. The motor is overloading 
b. The motor is running under single phase 

conditions 

Remedial Action 

a. 
b. 

FAULT 

Check reason and correct 
Check electrical circuits 

The motor makes an abnormal noise 

Diagllosis 

a. The cause can be of a mechanical or 
electrical nature 

b. If the nOise is caused by an electrical 
faul t, the noise wIll disappear when power 
is switched off 

c. If the nOise is caused by a mechanical 
fault, the noise will diminish as speed of 
rotation decreases 

Remedial Action 

a. Establish mechanical or electrical orlgln 
b.c, Check symptoms. Deduce by elimination, 

locate position and nature of fault 

4-23 
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FAULT The Air Break Magnetic Starter is noisy 

Diagnosis 

a. The mains voltage is too low 
b. The surfaces of the I fixed' and 'moving' 

contacts are dirty. 

Remedial Action 

FAULT 

a, Check mains voltage and correct 
b, Clean or replace contacts 

The air break magnetic starter remains 
'closed' after a STOP button has been 
operated 

Diagnosis 

a. The contactor 'fixed' and 'moving' contacts 
have welded together following a shor't circuit 

Remedial Action 

a. 

FAULT 

Check and remove cause of the shol"t. 
circuit, Replace the damaged contacts. It 
may be necesary to replace the complete 
contactor if too damaged. 

A fault condition arises on a motor and the 
overload current relay fails to operate. 

Diagnosis 

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

b. If the overload relay is connected in a Starl 
Delta starter, the rating of the overload 
should be the nOl'mal 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 

4-24 
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FAULT A Spindle stops, but the motor still runs 

Diagnosis 

B. The drive belts are loose, broken, or have 
come off 

Ramedi<il Action 

a. Retension or replace belts 

The foregoing observations are of a general nature and 
intended to be of assistance to avoid the incidence of 
breakdown. They do not preclude the user from calling a 
qualified electrician. In the case of an electrical 
fault or breakdown, in the interest of personal safety, 
it is always advisable to call a qualified electrician 
if the fault repeats. 

4-25 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



SECTION 5 

ILLUSTRATED PARTS LIST 

ALWAYS QUOTE MODEL AND MACHINE NUMBER WHEN ORDERING SPARES 

SPARE PARTS 

Should spare parts be required due to breakage or wear, 
full p'articu1ars including machine and test number mlJst be 
given. This information is on the nameplat.e attached to 
the front of t.he machine and should be forwarded to the 
Service Manager. 

SAMPLE TYPE ORDER 

MACHINE 
MACHINE NO: 
TEST NO: 
PARTS REQUIRED e,g. 

1 M10 x 50mrn long screwed stud 
1 MIO size bright mild steel washer. 
1 Raising screw. 

WADKIN PLC, GREEN LANE WORKS, LEICESTER, LES 4PF, ENGLAND. 

Telephone: 
Cables: 
Telex: 
Fax: 

0533 769111 
Woodworker Leicester. 
34646 (Wadkin G) 
0533 7!12310 

5 ... 1 
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ILLUSTRATED PARTS LIST 

BACKING -PIECE AND TURRET SHAFT 

Hef.No. 

1 
2 
3 
4 
5 
6 
7 
8 
9 

10 
11 
12 
13 

Description 

Turret stop shaft 
Bearing spacer 
Bearing 
Internal circlip ~42 
External circlip ~20 
Square headed dowel 
Drill bush 
Backing plate clamp 
Backing ring 
Backing piece 
Pan head screw M5 x lOLG 
Oval link chain 
Hexagonn capscrew M8 x 30LG 

Quantity 

1 
1 
2 
1 
1 
'I 
1 
1 
1 
1 
1 
1 
1 
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ILLUSTRATED PARTS LIST 

BACKING PIECE TURRET 

Ref.No. 

'I 
2 
3 
4 
5 
6 
7 
8 
9 

10 
1'1 
12 
13 
14 
'15 
i 6 
1,,"( 
18 
19 
20 
21 
22 
23 
24 
25 
26 
27 
28 
29 
30 
31 
:1;.1 
J-

33 
34 

Description 

Turret mounting plate assy. 
Clutch arm 
Clutch arm key 
Hexagon capscrew M4 x 8LG 
Brass pad 
Brake housing 
Hexagon capscrew M6 x 30LG 
Proximity switch target 
Turret stop ring 
Grub screw MS x 25LG 
Turret stop shaft 
Proximity switch 
Hexagon capscrew M6 x 20LG 
Steel ball ~8 
Compression spring 
Bush 16 x 20 x 25 
Detent plate 
Stieder clutch 
Hexagon full nut M12 
Cover turret mounting plate 
Cover spacer 
Screw assy. 
Hexagon full nut M8 
Pneumatic cylinder 
Cylinder clevis 
Proximity 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 
Hexagon capscrew M6 x 65LG 

Quantity 

1 
1 
1 
1 
1 
1 
2 
1 
1 
2 
1 
6 
4 
2 
2 
1 
1 
1 
1 
1 
2 
1 
2 
1 
1 
2 
2 
2 
2 
1 
1 
1 
1 
2 

5-4 
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ILLUSTRATED PARTS LIST 

HOGGING SAW - IN/OUT 

llef.i'io. 

1 
2 
3 
4 
5 
6 
7 
8 
9 

10 
1'1 
12 
13 
14 
15 
16 
17 
18 
19 
20 
21 
22 

Description 

Lead screw 
Lead screw nut housing 
Spacer - lead screw nut housing 
Bearing pot 
Extension shaft (short) 
Digital indicator (high speed) 
Spring washer 010 
Horizontal adjustment nut 
Tension pin ~8 x 50LG 
Notch nut M20 x 1.5 pitch 
Tab lock washer ~20 
Bush 25 x 20 x 25 
Thrust washer 
Thrust bearin!> 
Plain washer PlO 
Full nut MIO 
Hexagon headJscrews MIO x 65LG 
Tension pi~ ~4 x 20LG 
Dowel pin ~lO x 60LG 
Hexagon head screw M6 x 20LG 
Adaptor plate 
Hexagon head screw M12 x 25LG 

Quantity 

1 
1 
2 
1 
1 
1 
4 
I 
1 
1 
1 
1 
4 
2 
4 
4 
!I 
1 
2 
2 
1 
2 

5-6 
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ILLUSTRATED PARTS LIST 

TENON !;lEAH - BALLSCREW 

!l.ef.l!o. 

1 
2 
3 
4 
5 
6 
7 
8 
9 

·10 
11 
12 
13 
111 
15 
16 
17 
18 
19 
20 
21 
22 
23 
24 
25 

Description 

Ballscrew 
Bearing housing 
Ballnut housing 
Spacer 
Thrust plate 
Combined bearing 
Bearing and seal 
Inner ring 
Sealing ring 35 x 42 x q 
Poly-vee pulley 
Taper bush 14mm Bore 
Key 5 x 5 x 32 
Poly-vee belt 
Plain washer ~6 
Hexagon capscrew M6 x 20LG 
Square flanged ballscrew nut 
Hexagon capscrew MS x 35LG 
Hexagon screw M12 x 35LG 
Spring washer P12 
Hexagon half nut M12 
Hexagon full ~ut M12 
Plain washer ~12 
Plain dowels ~12 x 40LG 
Hexagon screw ~12 x 45LG 
Spring washer ~12 

Quantity 

I 
2 
1 
2 
2 
2 
2 
4 
2 
1 
1 
1 
1 
1 
1 
1 
4 
2 
2 
1 
1 
1 
2 
4 
4 
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ILLUSTRATED PARTS LIST 

600rnm TENON SPINDLE - MOUNTING 

Ref"No. 

1 
2 
3 
4 
5 
6 
'7 
8 
9 

10 
11 
'12 
13 
1 1\ 
15 

Description 

Cutter Spindle 
End cap 
Bearing Klubergreased 
Bearing housing 
Bearing spacer 
Hexagon capscrew M6 x 20LG 
Disc spring 
Poly-vee belt 
Hexagon screw M12 x 40LG 
Plain washel' ~12 
Plain washer ~12 
Spring washer m12 
Hexagon screw ~12 x 45LG 
Pulley locking collar 
Spindle pulley 

Quantity 

1 
1 
2 
1 
1 
6 
1 
1 
6 
6 
1 
1 
1 
1 
1 
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ILLUSTRATED PARTS LIST 

600mru TENON SPINDLE (HYDRO-GRIP) 

Hef.Mo .. 

2 
3 
4 
5 
6 
'7 
8 
9 

10 
·11 
12 
13 

Description 

End cap for outboard bearing 
Protective ring 
Drive key for outboard bearing 
Hexagon capscrew M4 x 4LG 
Hexagon capscrew M6 x 16LG 
Shim 
Bearing 
Bearing spacer 
Locknut for outboard bearing 
Hydro-grip outboard bearing 
Spindle locknut 
Cutter spindle 
Top steady plate assy. 

Quantity 

2 
1 
1 
1 
6 
2 
1 
2 
1 
1 
1 
1 
1 
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ILLUSTRATED PARTS LIST 

ELEC/MECH DRIVE ASSEMBLY 

!'let. No. 

1 
2 
3 
4 
5 
6 
7 
8 
9 

10 
11 
12 
13 
11\ 
15 
16 
17 
18 
19 
20 
21 
22 

Description 

Encoder plate cover 
Hexagon capscrew M6 x 35LG 
Hexagon capscrew M6 x 60LG 
Encoder mounting plate 
Hexagon capscrew M5 x l2LG 
Encoder adaptor 
C'SK. screw M4 x 12LG 
Encoder 
Encoder pulley 
Grubscrew M4 x 4LG 
Timing belt 
Geal"box pulley 
Grub screw M4 x 6LG 
Drive adaptor 
Siko-position indicator 
Gear boxlmotor 
Key 4 )( 4 x 20LG 
Coupling 
Motor adaptor 
Hexagon capscrew M5 x 25LG 
Grub screw M6 x 6LG 
Grub screw M6 x 8LG 

Quantity 

1 
2 
1 
1 
2 
1 
3 
1 
1 
1 
1 
1 
1 
1 
1 
1 
1 
1 
1 
I~ 

1 
1 
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ILLUSTRATED PARTS LIST 

BRAKE FOR VERTICAL SPINDLE 

Ref-No. 

1 
2 
3 
4 
5 
6 
7 
8 
9 

Description 

Brake shoe and pad assembly 
Brake cylinder 
Cylinder bracket 
Hexagon cap screw M6 x 20LG 
Stud MIO x 70LG 
Brake Shoe spacer 
Plain washer ~lO 
Hexagon self locking nut MIO 
Festo elbow GCK-1/4-PK-4-KU 

Quantity 

1 
1 
1 
2 
1 
1 
1 
1 
1 
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ILLUSTRATED PARTS LIST 

RISE ANn FALL G/BOX ASST. 

lie! 0 llo. 

1 
2 
3 

4 
5 
6 
7 
8 
9 

10 

Gear box 
End cap 

Description 

Rise and fall worm gear and spline 
shaft 

Worm wheel 
Thrust bearing 
Shim washer 47 OlD x 37 riD 
Hexagon lock nut MI6 
Hexagon head capscrew M5 x 16LG 
Hexagon headAcapscrew MIO x 40LG 
Tension pin plO x 26LG 

Quantity 

1 
2 

1 
1 
4 
2 
1 
6 
4 
2 

5-18 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



'"'l 
H 
<:;) . 

2 

-

'-_ 

6 
"( 

1\ 

7 " 

I 

f \ 

re 

I,---, 

~ 

I 
, 
4 

5 8 
"i 

I 

C 

~ 
lip 

\ 

\~ 

~ 
1"""-

\ 
\ 

" '" 

1 
i 

9 1 

I 

\ 

~ 
)\ 

A~J 
.... 

I www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



ILLUSTRATED PARTS LIST 

VERTICAL SPINDLE - IN/OUT 

Ref.rlo. Description Quantity 

1 Spline shaft 1 
2 Digital indicator (Highspeed) 1 
3 External circlip P20 2 
4 Thrust washer 2 
5 Thrust Bearing 2 
6 Thl"Ust washer 2 
7 Shim washer 32 x 20 x 2 1 
8 Bush 25 x 20 x 25 1 
9 Bearing pot 1 

10 Hexagon capscrew M6 x 20LG 3 
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ILLUSTRATED PARTS LIST 

CAMS FOR RISE AND FALL ON VERTICAL SPINDLES 

Ref.No. 

1 
2 
3 
LI 

'5 
6 
7 
8 
9 

10 

Description 

Block - micro switch cams 
Plate 
Vertical datum cam 
Vertical over-run cam 
Hexagon screw M6 x 35LG 
Hexagon lock nut M6 
Hexagon cap screw M6 x 55LG 
Hexagon screw M6 x 12LG 
Large plain washer p6 
Micro-switch 

Quantity 

1 
1 
1 
1 
2 
2 
2 
2 
2 
3 
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ILLUSTRATED PARTS LIST 

SPI.WDLE". LOCK FOR VERTICAL SPINDLES 

l(ef • f~o" Description Quantity 

1 Handwheel 1 
2 Tension pin ~4 x 32LG 1 
3 Locking bolt 1 
4 Locking bolt housing 1 
5 Screwed post 1 
6 Hexagon capscrew M6 x 50LG 3 
7 Brake cable assy. 1 
8 End cap 1 
9 Spring 1 

10 Locking pin 1 
11 Locking pin housing 1 
12 Grub screw M8 x 40LG 1 
13 Grub screw M6 x 6L 2 
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ILLUSTRATED PARTS LIST 

AUTO TURRET STOP 

Hef. No •. 

1 
2 
3 
4 
5 
6 
7 
8 
9 

10 
11 
12 
13 
14 
15 
16 
17 
18 
19 
20 
2'1 
22 
23 
24 
25 
26 
27 
28 
29 
30 
3 '1 
32 

Description 

Turret stop bar 
Proximity switch ring 
Proximity switch target 
Thrust washer 
Bearing cage 
Proximity switch 
Steel ball 08 
Compression spring 
Thrust race cover 
Ferado disc pad 
Detent plate 
Hexagon full nut M8 
Stieder clutch 
Plain washer ~12 
Hexagon self locking nut M12 
Key 4 x 4 x 30LG 
Turret shaft assembly 
Spacing stub 
Bush 16 x 20 x 25 
Turret mounting plate 
Hexagon cap screw MlO x 25LG 
Screwed stud M6 x 85LG 
Hexagon nut M6 
Cover 
Hand l-1heel 
Pneumatic cylinder 
Proximity switch 
Flow control valve 
Cylinder clevis 
Clutch arm 
Clutch arm key 
Hexagon cap screw M4 x 8LG 

Quantity 

6 
1 
1 
2 
1 
6 
2 
2 
1 
1 
1 
6 
1 
1 
1 
1 
1 
3 
1 
1 
3 
2 
2 
1 
1 
1 
2 
2 
1 
1 
1 
1 
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ILLUSTRATED PARTS LIST 

RISE & FALL TRIP CAM ON FEEDWORKS 

Ref.No. Description Quantity 

1 Rise and fall screw 2 
2 Rise and fall nut 2 
3 Hexagon cap screw M6 x 20LG 10 
4 Grease nipple 2 
5 Beam Support arm bracket 2 
6 '0 ' Ring Seal 4 
7 Multi-limit switch 1 
8 Oil nipple 2 
9 Hexagon cap screw M6 x 30LG 4 

10 Multi-limit switch bracket 1 
11 Spacing tube 4 
12 Cam trip rail 1 
13 Pan head screw M6 x 25LG 4 
14 Trip cam 6 
'15 Hexagon screw M12 x 40LG 2 
16 Plain washer ~12 2 
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ILLUSTRATED PARTS LIST 

FEEDWORKS WITH AXIS CONTROL 

!lef.No. Description Quantity 

1 Support pillar 2 or 3 
2 Micro-switch 4 
3 Micro-switch support 1 
4 Spacers 2 
5 Support arms 2 or 2 
6 Micro-switch spacers 2 
7 Micro-switch trip rail 1 
8 Cam-datum trip 1 
9 Cam-bot tom 1 imit 1 

10 Hexagon capscrew M6 x 35LG 2 
1 1 Hexagon capscrew M4 x LI5LG 2 
12 Hexagon capscrew M4 x 50LG 2 
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ILLUSTRATED PARTS LIST 

G/BOX AND DRIVE FOR FEEDilORKS 

Ref.No. 

1 
2 
3 
4 
5 
6 
7 
8 
,~ 
J 

10 
1 1 
12 
13 
14 
15 
<16 
n 
18 
19 
20 
21 
22 
23 
24 

Description 

Motor/gearbox unit 
Motor/gearbox flange mounting 
Grub sorew M8 x 20LG 
Hexagon screw MIO x 25LG 
Spring washer ~10 
Coupling 
Coupling gear ring 
End cap 
Grub screw MS x 8LG 
Hexagon screw M10 x 35LG 
Spring washer ~O 
Key 6 x 6 x 20LG 
Drive shaft 
Key 8 x 7 x 40LG 
Seal 
Thrust bearing 
Bearing spacer 
Grease nipple 
Notch nut M20 x 1.0 Pitch 
Seal 
Bearing housing 
Hexagon screw MlO x 35LG 
Spring washer ,6'10 
Hexagon nut MID 

Quantity 

1 
1 
2 
4 
LI 
2 
1 
1 
2 
4 
4 
1 
1 
1 
1 
2 
1 
1 
2 
1 
1 
4 
4 
4 
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ILLUSTRATED PARTS LIST 

CAMS FOR TOP HORIZONTAL PLANING HEAD 

Ref.No. 

i 
2 
3 
4 
5 
6 
7 
8 
9 

10 
'11 
12 
13 
14 
15 
16 

Description 

Plate 
Block-microswitch cams 
Vertical over-run cam 
Hexagon capscrew M6 x 55LG 
Vertical datum cam 
Micro-switch 
Micro-switch plate 
Spacing stud 
Hexagon capscrew M4 x 40LG 
Hexagon caps crew MIO x 60LG 
Support plate 
Hexagon screw M6 x 35LG 
Hexagon Iocknut M6 
Hexagon screw M6 x 12LG 
Large plain washer 06 
Hexagon capscrew MIO x 20LG 

Quantity 

1 
1 
1 
2 
1 
3 
1 
2 
4 
2 
1 
2 
2 
2 
2 
2 
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SECTION 6 

WAD KIN CONTROL SYSTEM 

The Wadkin control system is an in-house designed control 
system based around the texas 9995 cpu, The basic 
functi.on of control system is to provide a simple and 
quick method of setting the machine to which 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 positioning data 
(which is stored in battery backed RAM). 

THE SYSTEM CONSISTS OF SEVERAL CARDS 

CPU - This is the central processing unit and contains 
the programme which is stored in EPROM and the data which 
is stored in RAM. 

16 INPUT/OUTPUT BOARD - This board interfaces the opu to 
the outside world. This card is used for reading the 
key pad and writing to the display. 

32 INPUT BOARD - This board allows the cpu to examine the 
status of the different switohes on the machine. 

32 OUTPUT BOARD - This board allows the cpu to switoh on 
or off any of the relays or solenoids. 

AXIS CONTROLLER This is a pair of boards (linked 
together by a small cable) that controls the positioning 
of the motorised axis. (Two axis per set). 

RELAY - This board converts the 24V signals from the o/p 
board to llOv for switching relays and contactors. 

BASIC OPERATION OF THE DIFFERENT TYPES OF DRIVE 

TURRETS 

1) 
il) 

ii1) 
Iv) 
v) 

vi.) 
v iD 

vii:i) 

Move the spindle out of the job 
Check that it is out 
Send the piston out 
Check that it is out 
Send the piston in 
Check that it is in 
Check the position - if it is not 
the correct position repeat the 
above cycle until position found. 
If not in position --> error 

PNEUMATIC DOUBLE ACTING 

i) Switch both outputs OFF 
ii) If the required position is IN then 

switch the IN output on else switch OUT 
output on 

6-1 

www.D
alt

on
sW

ad
kin

.co
m

www.DaltonsWadkin.com

www.DaltonsWadkin.com



PNEUMATIC SINGLE ACTING 

il 
ill 

Switch IN output off 
If the required position 
switch the IN output 
nothing. 

is IN then 
on else do 

FEED WITH CAM SETTING 

i) Feed rollers move up until the datum 
limit switch is made. 

ii) 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 switch is made 
then repeat. 

FEED WITH AXIS CONTROL - (AS AXIS) 

AXIS 

'fASK STATUS 

i) Get drive status, report any errors 
il) Get destination and pass the data to 

the right drive controller. 
iii) Repeat until axis has positioned 

get status 
if error --> report 

iv) end 

Duri.ng the running of the machine, the control system 
assigns blocks of memory to each drive. These blocks are 
called the workspace (WSP). The workspace is used to 
store any data relevant to that drive. The system also 
stor'es a programme counter (PC). This is the position 
within the programme that the particular drive has 
stopped at. If a drive has completed it.s operation then 
the PC will be zero (0000). 

Using option 5 (Task status) the operator can inspect the 
v"lues of the WSP and PC for each drive. Usually this 
Hill 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 
operator 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 HSP :: XXX X 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 Hadkin engineers to 
diagnose the problem with the machine. 

6-2 
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BIT TEST 

The system also allows the User to read inputs and set 
outputs using option 6 (Bit test). The bit numbers can be 
found at the end of this section. 

Let us look at an example:-

We wish to check the operation of the "backing piece 
piston in" switch, 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 key pad Display shows 

1) Press 6 BIT Nur~BER(S) 
2) Press 2 6 3 BIT NUMBER(S) 263 
3) Press ENT NEXT BIT 
4) Press ENT ON? Y OR N I 

Use the up and down arrows to change the Y to N 

5) Press UP or DOWN 
6) Press ENT 

ON? Y OR N N 
BIT NUr·1BER "CS) 

The system will now switch the output off. 

The next stop is to switch the backing piece piston ln 
signal on. 
The backing piece piston in is bit 262 

Actions on key pad 

I) Press 2 6 2 
2) Press ENT 
3) Press ENT 
4) Press ENT 
5) Press 4 
6) Press ENT 

Dj.splay shows 

BIT NUMBER(S) 262 
NEXT BIT 
ON Y OR N Y 
TINE DELAY-( O-lOs) 
TIME DELAY (0-105)4 
TIME DELAY (0-108)4 

The system will then switch the output on for the 
required length of time. Four seconds is long enough to 
set the output. After 4 seconds the display will show. 

BIT NUMBER(S) 

The final step is to read the backing piece piston in 
switch, this is bit 184. 

Actions on keypad Display shmis 

1) Press 1 8 4 
2) Press ENT 

BIT NUNBER(S) 184 
BIT NUMBER(S) 184 TO 

The system is asking for a range of inputs to display 
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3) Press ENT. 

The display will clear and then display 

184 
ON 

4) Press ENT BIT NUMBER(S) 

To exit from the option press ESC on the keypad. 
For a full list of bit numbers refer to Table 1 at the 
back of this part of the book. 
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REPLACING A CARD 

1. Switch the power off. 
2. Open cabinet door. 
3. Locate card to be replaced. 
4. Using RED extractor at the bottom of the card, 

remove the card from the slot. 
5. If replacing a 16 input/output, 32 input, 32 output 

or axis card 1. Then set the address switches on tbe 
new card to the same settings as the old card. A 
list of switch settings can be found in the 
"INPUT-OUTPUT CARD SWITCH SELECTION" table. 

6. Insert the new card into the rack. 

REPLACING AN ENCODER 

1. Switch the power off. 
2. Remove the plug from the encoder. 
3. Remove encoder from fixture. 
4. Fit new encoder. 
5. Refer to the "SETTING UP THE MACHINE" section for the 

correct procedure for setting datum. 
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rHE CPU CARD (See Fig.l) 

SWl 

LED 1-8 

P3 

P4 

lC 32-IC 35 

re 36-lC 41 

Reset switch, used to reset the 
processor when the system locks up. 

These are used to indicate the status 
of the processor. LED's 1-4 flash 
once on power up to indicate that the 
memory is O. K. They also flash when 
the machine is setting up. 

Serial port 1. 

Serial port 2, 

EPROM sockets. 

RAM sockets. 
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THE 16 IN/OUT CARD (See Flg.2 ) 

SWBl - Board address selection 

LED 1-16 - Displays the status of the 16 inputs. 

LED 17-32 - Displays the status of the 16 outputs. 
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T~E 32 INPUT caRD (See Fig.3 ) 

SI,Bi - Board address selection 

LED 1-32 - Displays the status of the inputs. 
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THE 32 OUTPUT CARD (See Fig.lI ) 

SWBl Board address selection 

LED 1-32 Displays the status of the outputs. 
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THE AIlS CARD 1 (See Fig.5) 

sIn 

LED" 1-4 

P3 

P4 

LED 5 

LED 6 

LED 7 

LED 8 

LED 9 

LED 10 

IC 8 & 9 

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 failure between 
the 2 cards. 

- Serial port 1. 

- Communications between card 1 and card 2 

Indicates the status of the first axis 
encoder channel 'A' 

Indicates the status of the first axis 
encoder channel 'B' 

Indicates the status of the first axis 
encoder market channel. 

Indicates the status of the second axis 
encoder channel 'A' 

- Indicates the status of the second axis 
encoder channel 'B' 

Indicates the status of the second axis 
encoder market channel. 

- EPROM sockets. 

IC 10 & 11 - RAM sockets 

SHBI - Board address selection 
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AXIS CARD 1 (Fig.5) 
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THE AXIS CARD 2 (See 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 of the first axis 
GO output. 

LED 19 Indicates the status of the fil"st axis 
DIR output. 

LED 22 - Indicates the stat.us of the second axis 
GO out put. 

LED 24 - Indicates the status of the second axis 
DIR output. 

P3 - Serial Port 1. 
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THE RELAY CARD (See Fig.7 ) 

R 1-8 - 24V - Relays for switching the 110v ac for 
contactors and solenoids. 
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MEMORY EXPANSION (Fig.8) 
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i~WITCH NO. 

BOARD CRU 
ADDRESS 

200 
'--' =:;.;::.... 

240 

INPUT-OUTPUT CARD SWITCH SELECTION 

I 1 2 3! 4 5 6! 7 I 8 I 
o 1 2 3 4 5 6 I 7 8 9 I 10 I 11 i 12 

I} 

* 1I 

1---=.::.280 . I I I I I I I 1I I I * I I I I I 
200 * * * 
300 * I !! 

340 "I " * 
380 11 I ;I 11 

L. 300 l! I * I * I-*-!I~r---f--
1100 * 

[ 440 _ I * I * L,-+I-i--
[ 1180 If * 
I 

400 11 if I * 

k.", ::~.= I_J:: t J: t I ~t I: I m I * I I.. I: j 
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AXIS CONTROL CARD SWITCH SELECTION 

I I 
I 

I 7 i 
• I I I l SWITCH NO. 1 2 3 4 5 6 8 ! I I 

I I 

o I 
, 

BOARD CRU' 1 2 3 4 5 6 7 8 9 10 1 "I 12 
ADDRESS 

1200 fi 11 

1240 11 it * I 

I I 

1280 11 * '" I ill 
I 

1200 * * 11 

1300 {I * 11 i 

1340 * l! 11 II 
I 
I 

1380 {I * 11 , if I 

1300 l! i'! l! * ;; -~ --
1400 if ill 

I ;; I 1440 ;I l! 

~ 
'1480 * It " +--I 

1400 * l! * ;I 

1500 * * II I +--1540 l! * if I! I 
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l. 

2. 

3, 

4, 

5. 

6. 

7, 

OPTIONS 

NOT USED 

ENTER PRODUCT AND COMPONENT NAMES 

ENTER COMPONENT DATA 

DRIVE TEST (SINGLE DRIVE MOVEMENT) 

TASK STATUS 

BIT TEST 

ENTER LENGTH (ONLY WITH POWERED END STOP) 
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FAULT FINDING 

ERROR MESSAGES ON DISPLAY SCREEN 

FAULT 'WOOD IN MACHINE' appears v/hen mic set up 
button is pressed. 

Diagnosis 

a The last micro switch on the feedworks has not 
been activated. 

b Two piece feeding selected - One piece fed 
through. 

c Profiling side only has been used for 
machining components. 

d Micro switches have been activated during 
setting up. 

Remedial Action 

a 

b 

c 
d 

FAULT 

Press ESC on keypad. Switch off powerlSwitch on. 
Check that micro switch setting is still 
correct (Fig 11). 
Press mic set up button. 
Press ESC on key pad - change switch from 2 
piece feeding to 1 piece feeding - Press mic 
set up button. 
As b 
As band c 

'TABLE NOT BACK' appears when mlc'set up button 
is pressed. 

Diagnosis 

a Cam at side of table is not making contact 
with micro switch at start position. 

Remedial Action 

a Press ESC on keypad. Select manual control 
Press clamps on button. 
Press automatic cycle start button. 
Press and hold 'inch forward' button until 
table cams have moved clear of micro switches. 
Press and hold I inch reverse' button until 
table stops. 
If the micro switch is now made, the olamps 
can be released. 
Select automatic operation - Press mic set up 
button. 
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FAULT 

Diagnosis 

'DATUM FAILED' appears when mic set up button 
is pressed. 

a The datum switch is permanently closed and the 
signal has failed to go within 4 revolutions 
of the encoder. 

Remedial Action 

Cl Change datum switch or contact Service Dept. 

FAULT 'MARK FAILED' appears when mic set up button is 
pressed. 

Diagnosis 

a The marker pulse has failed to appear within 1 
revolution of the encoder, after the datum 
signal has gone or after seeing the market 
pulse, the marker has failed to go within 1 
revolution of the encoder. 

Remedial Act.ion 

a Change encoder and carry out set up procedure 
for axis as outlined in SETTING UP THE MACHINE 
or contact Service Dept. 

FAULT 

Diagnosis 

'STALLED' appears when mic set up button is 
pressed. 

a The axis has driven onto an overtravel switch. 
b The encoder has failed. 
c The axis card has failed. 
d The motor has failed. 
e Axis drive screw has seized. 

Remedial Action 

a Select manual control, take off brakes and 
wind head clear of limit switch by at least lOmm. 

b Change encoder and carry out set up procedure 
for axis as outlined in SETTING UP THE MACHINE 
or contact Service Dept. 

c Change axis card or contact Service Dept. 
d Contact Service Dept. 
e Contact Service Dept. 
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FAULT 'POSITIONING' stops on the bottom line of 
display panel. 

Diagnosis 

a Control system is still awaiting infol"mation 
back from one of the drives which has a fault. 

Remedial Action 

a Press master stop button and then press button 
5 on the key pad (Task Status). 

FAULT 

Diagnosis 

a 

b 
c 

The display will then show on the bottom line. 

CUT OFF SAW WSP = XXXX PC = yyyy 
Where XXXX and YYYY are hexidecimal numbers 
(numbers 0-9 and letters A-F). 
By pressing ENT button on key pad step through 
the list of drives, noting down the drive 
name, VSP and PC when a value other than 0000 
is displayed for the PC. 
Relay these values to Wadkin electrieal 
engineers who will be able to diagnose the 
problem with the machine. 

'CANNOT READ TURRET POSITION' appears Hhen mic 
set up button is pressed. 

Target disc is positioned 
proximity switches. 
Proximity switch is faulty. 
The input board is faulty, 

betvleen tt-I 0 

Remedial Action 

a Press ESC on keypad. Manually turn turret 
stops of turret in error until location of 
steel ball is felt. The target disc should now 
be opposite one of the proximity switches. It 
does not matter which position this is. 
Push mic set up button and turret should now 
index to correct position. 
If error perSists, dampen turret clutch 
movement. See ILLUSTRATED PARTS LISTS. 

b Change proximity switch or contact Service 
Dept. 

c Change input board or contact Service Dept. 
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OTHER FAULTS 

FAULT Table will not feed 

Diagnosis 

a Cam at side of table is not making contact 
with micro switch at start position. 

b Tenon spindle hood safety cover has not 
raised up far enough to make contact with 
micro switch (WMC 6, WMC 6XPC). 

c Control panel switch is set to SASH 
(Machines with Sash Profiling option). 

d Air pressure to regulator belovl table has 
dropped below set level. 

Remedial Action 

a 
b 

c 
d 

fAULT 

Diagnosis 

As 'TABLE NOT BACK' error. 
Check switch is clear and nothing is fouling 
Safety cover movement. Adjust flow control 
valves feeding rise and fall of cylinder if 
required. 
Set control panel switch to NORMAL. 
Remove cover and check pressure. Increase 
pressure until table will feed. 

Pusher stays back at transfer table and hinged 
flap is pushed in. 

a First micro switch on feedrollers has not been 
activated. 

b 2 Piece feeding has been selected and only 1 
piece has been fed. 

Remedial Action 

a Switch off power/Switch on. 
Check that micro switch setting is still 

b 

correct, 
Press mic 
Select 1 
button. 

set up button. 
piece feeding. Press mic set up 
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FAULT Component stays at transfer table 

Diagnosis 

a First micro switch on feed rollers has not been 
activated. 

b 1 piece feeding has been selected and 2 pieces 
fed. 

Remedial Action 

a 

b 

FAULT 

Diagnosis 

Switch off power/Switch on 
Check that micro switch setting is still cOrl'ect. 
Select I piece feeding. Press mic set up button. 
Feed component manually into profile unit. 

Feed component manually into profile unit. 
Select 2 piece feeding. 

Mains power off light is illulIli.nated. 

a Switch fitted to enclosure gate 1s not closed. 
b Switch fitted to feed beam is not closed. 

(Trip wire). 

Remedial Action 

a Ensure gate is closed. 
b Adjust tension screws to trip wire. 
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