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INTRODUCTION
CORRECT USE OF THE MACHINE

The machine has been designed to saw and square one or more panels in a lengthways or
crossways direction in manual way or following automatic cutting cycles that can be set up in a very
flexible way by computer aid.

The machine can be used to cut wood or similar. Metals are excluded (on demand it's
possible,without changings, the cutting of aluminum).

The machine is not suitable for working in the open air or in areas where there is explosion risk.

The allowed ambient temperature is from 5C to 40C , the relative air humidity is from 30% to
95%.

Only tools covered by EN847.1 standards may be used. The speed limits for the tools must NOT
be exceeded.

The operator working position is in the front of the machine, near the loading/unloading
worktables after the cutting line.

For safety reasons, arbitrary transformations of the machine are NOT allowed.

The manufacturer is not responsible for any damages due to incorrect use of the machine,
coming from the non-observance of the instructions of this Use and Maintenance Book, and declines any
responsibility for damages to people or things.

This Use and Maintenance Book is considered to be an integral part of the machine and must be
kept in good condition until the machine is decommissioned. If you decide not to use the machine any
more because it is obsolete or irretrievably damaged, decommission it so that it is not operative and there
is no risk or danger. Disconnect the machine from the electrical and compressed air supplies and from
the chips suction conduits. Seal up the machine inside a strong packaging and follow all the standards
and legislation envisaged in the country where the machine has been installed.

DESCRIPTION OF THE MACHINE

The machine is essentially composed by a panel saw containing the saw carriage, by a couple of
bars before the line in the rear side of machine that support the positioning pusher that drives the panels
towards the cutting line, and by a series of worktables after the cutting line on which the panels to be cut
are loaded and that afterwards allow the manual unloading of the cut panels.

The blade carriage, built in the sawing unit, is composed by a main blade and an engraving one
to avoid panel splintering in the lower side of wood-valued pieces. Both sawing devices are lifteable
through an electro-pneumatic system allowing for their disappearance under the worktable when cutting
operation has been made. The saw carriage sliding system is possible by means of two thurcite-made
guideblocks leaning on two guideways one round and one square.This system enables the saw carriage
(having the machine a remarkable mechanical precision) to feed in a perfect rectilinear way and to avoid
any vibration, being these basic features for the quality cut.

The positioning pusher beam consists of a firm carriage, whose parts have been mechanically
worked, making possible the perfect use of sliding devices and motors unit. The sliding system is made
up of wheels specially designed by us and keyed to special “O” play bearings with a working life of over
10 years. Sliding on a round reference guide and a support guide, this creates a high-quality, high-speed
mechanical system that uses small motors, resulting in reduced energy consumption. To drive the unit, a
Rack and Pinion and torque transmission shaft system is used, ensuring parallel linear movement; these
characteristics allow great precision when positioning.

The full grasp clamps units (very firm electro-pneumatic devices) allow for a perfect clamping of
panels .

The aligning device along the sawing axis for cross cuts (electro-pneumatic part sliding in a
rectilinear guide) is formed by a carriage where we fit one indipendent and disappearing piston with roller
made in nylon. This aligner working, with the possibility to adjust its working pressure electronically by the
P.C.,makes the panel always controlled, keeping a perfect squaring condition as regards the cutting axis.

The Numerical Control fitted on the main control board and a rack/encoder system monitor the
pushing beam position,. In this way the pushing beam travels is managed and optimized by N.C. and no
more by electro-mechanical parts.
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WORKING DESCRIPTION

It is a kind of machine that works in a semi-automatic way, complete with front manual loading
and/or rear automatic loading (TSP) whose main feature is the considerable versatility in performing
panels cutting.

Indeed the same sawing patters for rip and cross cuts could be used for pre-cuts and Zeta and
Double U (W) ones.We could get this result through a proper working schedule programming on the N.C.
and turning the panel in the worktables after the sawing axis according to the programmed cuts.

After the panels loading, programmed according to the quantity of panels to be cut, and pushed
against the pincers, the pushing beam feeds keeping in position for the first rip cutting. The first
movement is the finger protection lowering fitted before and after the cutting axis, then the pressure beam
lowers and presses upon the panel to avoid its shifting during the blade cutting.

Subsequently the pieces got from the rip cuts will be turned and moved toward the worktable
placed after the sawing axis, then they will be approached to the guide beam and pushed against the
pincers of the positioning pusher; at this point, pushing the proper switch, it brings cross cuts sequence
to a conclusion.

Last working phase consists of the hand-made discharging of every group of cut panels,
according to the beginning scheme.

TECHNICAL ASSISTANCE

When you contact the dealer in your area for any reason relating to the machine, always provide the
following informations:
- machine model;
- serial number;
- year of construction;
- purchase date;
- duration of use: number of service hours;
- detailed information about its use;
- any problems found

IMPORTANT:
In this manual, we have considered all adjustments and service operations which are part of
normal maintenance.
We recommend that you do not repair or operate on the machine in any way which is not
indicated in this manual.
All the operations which require parts to be dismantled must only be carried out by technicians
authorised by the local dealer or by manufacturer.
Use original spare parts only. The manufacturer is not responsible for any damages which are
due to the use of parts which are not producted by them.
Only manufacturer technicians or personnel trained by them have the knowledge and skills
required for the machine and its special equipment and the experience to carry out any
operations in efficient way.
If the machine is not installed and commissioned immediately after delivery, it must be placed in an area
which is suitabler for protecting it from dust and humidity. At regular intervals, check the protection of
glazed parts and refresh them, if required.
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DESCRIPTION OF THE MACHINE

+ C B 3 2

%

Side support beams

Support benches downstream of cut

Positioning pusher

Side bench with squaring stops beams

Gripper group

Control Panel

Protective barriers

Support surface upstream of cut

Power Board
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TECHNICAL CHARACTERISTICS

TOTAL MASS * .

MAX OVERALL LENGHT * .

$%

MAX OVERALL WIDTH *

1%

MAX OVERALL HEIGTH  * .

%!

SUPPLY VOLTAGE *.

FREQUENCY *4.

MAX ABSORBED POWER * .

CUTTING LENGHT *

BLADE PROJECTION *

MAIN BLADE MOTOR CAPACITY * .

s

MAIN BLADE ROTATION SPEED (RPM)

MAIN BLADE DIAMETER * .

" K5

SCORER BLADE ROTATION SPEED

(RPM)

SCORER BLADE DIAMETER (mm)

%

SAW CARRIAGE FORWARD SPEED

*1G.

SAW CARRIAGE RETURN SPEED

*1G.

CARRIAGE MOTOR DRIVE POWER

*

$!

POSITIONING PUSHER SPEED (m/1’)
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POSITIONING THRUSTER MOTOR CAPACITY  *.

$!

PNEUMATIC GRIPPER ON PUSHER

WORKTABLES WITH BAKELITE

6% # $ 6%

PNEUM. SYSTEM OPERATING PRESSURE (bar)

%5%

COMPRESSED AIR CONSUMPTION *9/1 .

SUCTION INLETS

9 % 19

REQUIRED DUST SUCTION CAPACITY * 1.

%

SUCTION PLANT DEPRESSION (kgf/m2)

NOISE LEVEL @ .

$!

WORKING TEMPERATURE *L.

RELATIVE ENVIRONMENTAL HUMIDITY
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SECTIONA) HOW TO INSTALL

A.1 TRANSPORT AND LIFTING

WARNING: Transport and lifting of all the elements making up this type of unit are delicate
operations, to be performed exclusively by trained staff and in strict conformity with the instructions
provided.

For safe and easy transport, the unit should be divided up into its main components, which are
the following (see Fig.):

- Panel saw (with front stops)

- Positioning pusher (complete with grippers)
- Pusher guide bars

- Support bench downstream of cut

- Support surfaces upstream of cut

- External guard netting

For most of these elements all the lifting and transport operations illustrated in the following can
be carried out using a shunter of sufficient size , but the panel saw must only be moved using a crane
system with ropes/chains.

If the unit is to be stored, or if it has to undergo long periods of transport, these elements should
be protected from rust by covering all unpainted surfaces with a layer of grease.

CAUTION: THE BLADE AND PUSHER CARRIAGE GUIDE SLOTS SHOULD BE REMOVED
AND DE-GREASE BEFORE THE MACHINE IS INSTALLED.
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WORKTABLES BEFORE CUTTING AXIS

————— I H:

O

WORKTABLES AFTER CUTTING AXIS
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A.2 HOW TO INSTALL, TO LEVEL AND TO FIX TO THE FLOO R

9'+,,+)92
Position the sectioning group and set it level, respecting the minimum working dimensions indicated on
the enclosed plan

Install the connection bars between the sectioning group and the rear beam so that the panels can be
rested on them

Install the positioning pusher guide bars and check that they are level;
check that the positioning pusher guide bars are parallel to each other

Install the positioning pusher on the guide bars; check that the pusher is parallel with the cutting line

Install and level the support benches downstream of the sectioning unit. If tables are with air system for
panel support you have to fit the electrical fan inside the machine barrier, and connect it securely to the
ground; you have to connect the electrical fan to the tables with hoses.

Wire and connect up the machine, making sure that the numbers on the plugs and sockets correspond
Install the guard nets, case and channels protecting the unit

HOW TO LEVEL AND TO FIX:

Carry out the levelling of the machine and the beams regulating the screws fitted in the base of
the machine which reach the floor (see pictures). Regualate the height of the parts of the machine throu
screws A ..
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INSTALL AREA
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SEQUENCE OF MACHINE INSTALLATION
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A3

Cut a panel (about 1000x1000) to the half and put the two half parts one above the other. If the
square is not perfectly at 90° with the cut line yo u have the same situation of the picture below (fig.1).
Adjust the surface of the long square (D) turning the screws F and G, till you have eliminated the defect.
After that make the short squared complanar (C) with (D) turning the screws A, and B. To access to the
adjustments A, B and E F and G you may have to remove the upright’s casing.

Control the square of (C) with the cutting test.

Fig.1
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A.4 MACHINE LEVELLING
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The plant requires an electric power supply and a pneumatic power supply. Specific connection points
are therefore provided, with indications of the size of connection wires and pipes to be used, which should
be followed by the Client when connecting up:

0"5'&+)9) &&+( )& @,&
9L )9<>+)("0 & (+; 0
< "&+&( 9&>"+ > - & * 3A :OP. !

upstream of the power supply line it is advisable to install a fused switch to protect
against short-circuiting so as to cut the plant off completely from the power supply.
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FIG.A - POSITION OF COMMAND PANELS AND JUNCTION BO XES (A.4 - All.1)
Electric power cabinet, with connection to electric power supply A
Control board B
Positioning pusher group junction box E
Saw carriage group junction box C
FIG.B - POINTS OF ADJUSTMENT FOR PNEUMATIC DEVICES (A.4 - All.1)
POS. X - CONDITIONING GROUP comprising :
pneumatic filter with manual discharge of condensation
pressure adjuster with discharge
pressure gauge
adjustable pressure switch with electric contact
plant cut-off / discharge valve

POS. Y - ALIGNER REGULATION GROUP comprising :
“ALIGNER FORWARD” pressure adjuster
pressure gauge
“ALIGNER BACK” pressure adjuster
pressure gauge

POS.Z Q 9&, (&'>(& @&"<)9R3 A EA
pressure gauge

The disposition of the devices described in the context of the groups is shown
All.2...A.4-All.3 enclosures.

in the A.4-
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A.5 DUST EXTRACTION

+ 3 7 3 A C A 3/
15/ 3 7 A
A3 3 DA A 3/ #-A B 7
DA 3 3Q@% B A 3/ R

Dusts and chips produced by the blades cutting can cause fires or skin/breath
diseases. At every ignition of the machine, the suction plant has to activate. For this
end, it is advisable to apply to the machine some devices usually sold that activate the
suction system at every starting.

POSITION PRESSURE BEAM PANEL SAW (SAW CARRIAGE)

/A (mm) 3x75mm (A) 120mm (C)

[ I
N il I

R S
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B.1 CUT LANGUAGE

HOW TO USE- UTILIZATION
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B.2 COMMAND DEVICES
B.2/a COMMANDS ON OVER HEAD BUTTON

To have a checking of the functions of every control and signalling device put in the push-button
of the control panel, see the “Lay out and the description of the control and signalling devices” quoted in
the last pages of the electric diagram.

If some alarm signalling is on, consult the following table and, after having eliminated the
problem, resume the operation. Do not reset the alarm manually _ with an external sequence.

The general control and signalling main devices are indicated in B.2-All.1; usually they are
reported in the control push-button and electric boards.

/N

BEE ST
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; , NET DC 24V
It indicates the presence, the type and the intensity of voltage in
the control circuit/circuits

' , START CYCLE
Control device used to confirm/enable the selected working
mode

' , ) RESET CYCLE
Control device used to stop the selected working modes (STOP
IN PHASE). It is not an emergency stop.

RESET EMERGENCY
Control device used to reset the emergency circuit. The
emergency stop devices and the security devices have to be
mechanically eset/unbloched, otherwise the circuit can not be
reset.

' , START BLADE

; Control device used to start the blades’ turning.

' , ( STOP BLADE

; Control device used to stop the blades’ turning. It is not an
emergency stop.

'l , PUSHER FORWARD

; Pusher move forward.

"% , PUSHER BACKWARD

)l Pusher move backward.

'$ ' START/STOP AIR FLOTATION WORKTABLES
Control device used to start the rotation of the fan motor for air
flotation worktables

' ' @ BLADE CHANGE/ 0 — 1 ENABLE
Control device used to enable the selected working mode

' ( EMERGENCY
Device for the emergency stop: the stop happensin0or 1
categoryaccording to the evaluation of risks. To restore the
possibility of resetting the circuits, turn the red actuator in the
arrow direction and unblock it.

(*) P=Push-button; PL= Luminous push-button; L= Light; F= Mushroom; S2= Fixed 2 positions Selector.
(**) W= White; O= Orange; G= Green; R= Red; B= Black.
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B.6 ADVICE ON HOW TO RUN THE PANEL SAW

Saw blades must be very clean and well sharpened. If blade should not be well sharpened or
have resin durt, overheating may take place and consequent deforming of the blades might block
the operation during function. All this would also cause bad running of the mechanical parts.
Complete cleaning must take place during fitting of the saw blades.

When sawing thermo-setting materials, the sharpened blades will not last more than 3-4 hours.
The sharpened scorer may last even 3 times longer than the main saw blades.

When sawing materials which not require a finished cut, use of scorer may be avoided.

EXTRACTION

For good functioning of the machine the extraction must have the following features:

SUCTION PRESSURE P=2000 PASCAL

FLOW RATE Q /h=2600 mc/h

In case of lack or insufficient suction we are not responsible for any damage that may be verified
on the machine.

WARNING: +:& &K+( +)9)(">+)9) &(+)9 '9& &" (-

COMPRESSED AIR

MINIMUM UTILIZED AIR PRESSURE P=5 bar
MAXIMUM UTILIZED AIR PRESSURE P=7 bar
MAXIMUM CAPACITY OF COMPRESSED AIR Q=1000 NI/min

If pressure should decrease during function of the pneumatic pistons this is due to air shortage
feeding.

Pressure regulators should never be over 7 bar.

Pressure regulators for pressure descent should normally kept at 2 bar.

Air cleaner tanks must never be full.
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PLEASE TAKE CARE OF RECOMANDATIONS ON BOARD MACHINE *

C/.
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B.7 TRIAL

B.7/a  SAWING TRIAL

Hardly chipboard is a homogeneous composition. This causes tensions inside which may deform
the board from the middle towards the edges (see B.7-All.1).

When sawing a board these tensions get free and especially the panels cut along the edges turn
out deformed. if the boards are of good quality the deforming of the panels remains within acceptable
tollerances.

However the parallel lines a.s.o. are to be checked always on panels cut from the middle and not
along the edges.

B.7/lb SQUARE BETWEEN THE SAW BLADE AND THE WORKTABL E

A perfectly running lines gives absolutely rectangular edges compared to the worktable (see B.7-
All.2, pic.2). For this the sawblade is to be adjusted in a 90°angle compared to both sides (see pic. 1).

Check this by a trial cut on a 50mm thick panel (better if thicker). Turn one of the two panels by
180°compared to the cross axes and have the ends t ouching each other as schown on picture 2-3 and 4.
If the ends touch the whole cut surface (see pic.2) the sawblade is exactly rectangular compared to the
worktable.

If the ends do not touch the complete surface, as shown on pictures 3 and 4, adjust the sawblade
perfectly rectangular to the worktable as stated in the instructions Nr. C.4.

B.7/c PARALLEL POSITION OF THE SAWBLADE COMPARED TO THE CUTLINE

To get a clean cut without chips on both ends, the sawblade is to be perfectly parallel compared
to the cutline.

Check this this putting to coated, about 1000mm. long panels with a sligth distance between each
other in front of the cutline. Do now the cutting, if possible with a new blade. If the result is a shown on
B.7-All.3, panel B is cut without any chipping while panel A shows chipping on its top side. This is due to
the fact that the sawblade cuts the panel B with its frontside and while going ahead compresses the
material with its teeth. Panel A is cut by the sawblade backside: This means that the teeth push the chips
towards upside which causes chipping. If the operations on the panel A and B are inverted, the cutting
results are iverted as well.

AS a second control check the cut edges of the panels. The edge which was cut by the sawblade
backside shows traces of the sawblade and the cut done from down to upside.

As a third control check the noise of the sawblade while cutting. If the position is not perfectly
parallel you will notice a noise from the sawblade backside which lasts as long as the blade has not come
completely off the panel.

Do the parallel adjustament of the sawblade according to instructions Nr. C.4.

B.7/d LINING OF THE SCORER WITH THE MAIN SAWBLADE

The main sawblade cuts from upside downwards and therefore compresses with its teeth the
material. This leads to chippings when the blade comes off the panel bottom side. To avoid this, is
installed on the saw chariot an additional cutting device, called scorer.This goes before the main
sawblade, turns the opposite way and is equipped with trapezium shaped teeth with the narrow part
upwards and the wide one downwards. Usually the narrow part is as wide, or slightly more narrow, as the
one of the main sawblade. To assure perfecte scoring (see pict,4) the scorer should penetrate neither too
deep (see B.7-All.3, ex,1) nor too little (see ex.2) and be line exactly with the main sawblade (see ex.3).
For the height adjustments and the lining of the scorer refer to instructions Nr. C.4.
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SEZIONE C) MAINTENANCE
C.1 GENERAL MAINTENANCE

Mechanical parts are protected from the filtering of wood dust. there are, however , parts of the
machine that are no protected ( I.E. guides, racks, screws for lifting platforms and other mechanical parts
that are easily identifiable).

At any rate, sliding parts must not be greased but cleaned using a dust extractor or a dry brush.

Any type of greasing is needed for mechanical groups assembled on sphere bearings,
hermetically sealed.

DAILY MAINTENANCE:

Clean the air filtres of the exhaust-fun on the electric panel board.

ONCE A WEEK YOU HAVE TO CONTROL:

The lubrificating level and the quantity of grease existing in every lubrificator and greasing box of the
machine (you have to use Mobil Mobilgear grease).

You must remove the cases in order to control if the cooling fans of the motors are working efficientely
and the slits within the cooling fins are clean.

AT LEAST EVERY 80 WORKING HOURS IT IS NECESSARY:
Clean the inside of the pressure beam and its columns, using a dust extractor and also a brush.
Put the grease back in the proper lubrificator of the pressure beam and in the lifting platform screw nuts.
Check the tension in the draft chains (e.g. the draft of the blade carriage)

IT IS NECESSARY CONTROL PERIODICALLY (EVERY 200/400 WORKING HOURS):

The dust cover of the running system (sliding shoe) and of the guides, as well as their state and position.
When the condition, which they are in, does not assure its utilisation aim you have to substitute them
immediately.

The stretched and wearing state of belts.
The inside of this part must be well cleaned to keep the suction operation efficient.

C.2 ELECTRIC PANEL BOARD MAINTENANCE

The necessary ordinary maintenance regards mainly the airfilters cleaning.
After every working day (8 hours) we advise you in cleaning the air-filters as follow:

Draw out the ventilator protection; it has been installed by fitting in and you have to take it out drawing it
toward the outside

Take the air filtering component out

Clean the air filtering with a dust extractor, pushing the exhausted dust toward the external side of the
filter,and never toward the internal one

Do not turn round the filtering component during the assembling phase,otherwise the dust, deposited on
the external side, could be exhausted inside the electric panel board
The filtering components can be cleaned as follow:

Wash them with water (max temperature 40 centrigade degrees) together with a common detergent, if
necessary

You can beat them or it is possible to clean up the dust with an extractor

If the dust is greasy,you can wash them with petrol, trichloro-ethylene or with a solvent diluited in hot
water.
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C.3BLADES CHARACTERISTICS

The C.3-All.1 table shows the geometric characteristics for the circular blades used by the panel
saw and tooth shapes than they must have in relation to cut quality which wants to obtain.

C3/a: SAW BLADES SHARPENING

It is reccomandable to sharpen the blades when their edges 1 and 2 (see C.3-All.2) are 0,2 mm.
Max rounded off (this is approx. After 2 or 3 hours of sizing of coated boards. Before sharpening it is
necessary to eliminate all incrustations caused by the sized material, which would, originate the clogging
of the grinding stone. At this purpose, keep the blade immersed in a bath of water and caustic soda (very
diluited) for some hours.

N.B.: The blades, when in the bath, have to be free in such a way that the liquid reaches all parts
of the bits.

C3/b: HOW TO CHANGE THE MAIN SAWBLADE AND THE SCORE R_(see C.3-
All.4):

To change the blades (main and scorer) is very simple through the practical fixing device of the
spindels’ flanges.

First of all bring the saw carriage to the position “blades change” (see B5/b).

Open the machine casing. By acting on the apposite switch, put the saws in the upper position.
The removal of the pneumatic flanges A (see C3-All.4) from their own spindles is made through arapid
pneumatic clutch with spiral pipe that is located under the movable case and it must be inserted on the
proper fitting Al. Turn the flange A to 60°to all ow the release and remove it, please follow the opposite
procedure to fit it again.

The new blade B must be placed on the spindle C, taking care that the pins of the spindle slip
into the holes. At this point the flanfe must be inserted again with a pressure of 6 bar.

WARNING: respect the assembly position aligning the dot on the flange F to the one on the
spindle C.
Relieving the pressure to the flange the blade is fixed to the spindle. Check whether the flange is well
located: shaking the blade it must be locked.
Please take always care that the sawdust don’t go between the supporting surfaces.
When the scorer blade is replaced the alignment controls are recommended to avoid possible defects
(subjects B.7/d and C.4).
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DRIVE PIN HOLES AND INTERNAL BLADE BORES

"9@, <& 7# & @, <&

C.3All.2
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C.4 MAIN BLADE: GEOMETRIC ADJUSTMENTS
>+)92 3 A C A IC 63 | CI

C4/a: SETTING THE BLADE POSITION AS TO THE WORKIN G TABLE
(parallelism between the blade and the cutting linegperpendicularity between the blade and
the working table, alignment of the blade with thecutting line; see also par.B7/b)

The alignment of the blade with the cutting line and the adjustment of the main blade
perpendicularity as to the cutting surface are made by acting on the positioning of the saw carriage with
respect to the guides of the carriage on the frame (see C.4-All.1).

Take the saw carriage to the position “BLADES CHANGE”. Remove the front right casing
(opposite side of the square fence).

PARALLELISM OF THE BLADE WITH THE CUTTING LINE.

Loose the screws A (see C.4 All.1). Use the scews/nuts B to adjust the parallel blade/cutting line.

PERPENDICULARITY OF THE MAIN BLADE WITH THE WORKING SURFACE

You must adjust the carriage whells

Loose the nuts E holding the shafts from inside the carriage using a fork key. The shafts D are
eccentric. Correct the perpendicularity error adjusting the upper whells U then tight the down wheels N in
order to eliminate the freeplay NOTICE do not over tight the wheels! The carriage must move freely along
the guide. At the end to must check the lateral freeplay adjusting the lateral whells K by the nuts F

At the end of the operations, reassemble the front right casing.
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C4/b: SCORER BLADE: GEOMETRIC ADJUSTMENTS
Alignment of the scorer with the main blade (see C.4 All.2)

Activate the key “BLADES CHANGE” and press START: the saw carriage goes to position max.
backward.
When the saw carriage is in the right position, by means of the Allen key n.10 supplied with the
machine loosen the scorer locking system -see hole 1 (C.4 All.2). By using the same key act on the
screw corresponding to hole 2 (C.4 All.2).

Considering that one screw turn corresponds to 0.5mm side shifting of the scorer, act
accordingly (clockwise or anti-clockwise).

When the scorer adjustment is done, tighten the screw corresponding to hole 1 (C.4 All.2).

Adjustment of scorer cutting depth (see C.4 All.2):
Activate the key “BLADES CHANGE” and press START: the saw carriage goes to position max.
backward.

When the saw carriage is in the right position, by means of the Allen key supplied with the
machine loosen the screw corresponding to hole 3 (C.4 All.2), thus adjusting the cutting depth.

WARNING: Remove the key from the adjustment/locking holes when the job is over.
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C.5 BELTS CHARACTERISTICS

The motion transmission from the motor to the blades is due to a couple of belts making the

blades spindles rotate.

The features of the belts are shown in tables C5.All.1 and C5.All.2.

WARNING: As far as their working life is concerned, the belts’ wear and tear is related to the following:

Bad working and/or inadequacy of the dust suction system
Use of not sharpened and/or spoilt blades.
Non-cleaning of the dragging throats on the spindles and on the belt tightening guide pulleys.

(This operation has to be executed every time the main blade and/or the scorer blade are changed)

No oD R

ook~ wN

C.5/a REPLACEMENT OF TOP-SAW CARRIAGE BELTS (C5-All.1)
(&, &"'&9+) " 9 @&, +

Take the saw carriage to "BLADES CHANGE" position.

Remove the blades from spindles, as indicated in the proper section of the manual.

Remove the front and rear machine casings on the blades change side.

Loosen the motor group fixing nuts C by means of an Allen key.

Loosen the jam nut D, and the screw E, thus slackening the belt, in order to make the motor raise.
Replace the main belt (CP).

Lift the blade by acting on the pneumatic device on carriage board: in this way the weight of the blade
motor will be sufficient to tighten the belt. Then tighten the screws C, E and the jam nut D.

Go back to point 4 and follow the backward procedure until point 2.
(&, &"&9+) ")(&( @, <& @&, +

Take the saw carriage to "BLADES CHANGE" position. Remove the front and rear machine casings
on the saw carriage side. Remove the blades from spindles, as indicated in the proper section of the
manual. Remove the item 3 and the top casing protecting the spindles (C5.All.1)

Loosen the screws H locking the scorer plate.

Replace the belt CI .

tighten the belt by pressing it in the middle with a 600 gram force to produce a 5mm Max. arrow.
Tighten the screw H locking the scorer plate.

Follow the backward procedure showed at point 1.




"#$% &$

% (0+# tHr % - (0TH# [0(Q"+# '+
v
) )(&(
! i 9@, <& _
g)f:)s 13 o+ " << )i +<$ !

<=>'+t09:<& & ) @&+




"#$% &$ '
% (O*+# "4+ % - (O +# ', [0(Q*+# 4+

C.6  MAINTENANCE OF SAW CARRIAGE MOVEMENT DEVICES

The blade carriage slides on whells,. It is necessary to check the freeplay between the guides
and the wheels every time excessive vibration or movements of the blade axis are noted, and these
elements should be checked for wear in any case at least every 1000 working hours..

WARNING: THIS OPERATION MUST BE CARRIED OUT ONLY BY TRAINED STAFF.

WARNING: CONTROL, DISMANTLING AND RE-ASSEMBLY OF THE ELEMENTS MENTIONED
ABOVE MUST BE PERFORMED ONE AT A TIME, TO PREVENT THE BLADE
CARRIAGE FROM DROPPING.

WARNING: Tha carriage slides are self lubricant on the guides so DO NOT GREASE THEM!
CONTROLS

Control of the state of wear and the freeplay, control the blowers (direction and flow)
ADJUSTMENTS

When replacement or adjustment of the wheels is needed please follow instructions as per
paragraph C5 MAIN BLADE: GEOMETRICAL ADJUSTMENT
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C.7 MAINTENANCE AND REGULATION OF CHAIN TENSION

SAW CARRIAGE CHAIN TENSION REGULATION

The translation of the saw carriage inside the panel saw is controlled by a roller chain ISO 126,
thread 1/2X5/16". The gear motor group is assembled on the side of machine

PERIODICALLY CONTROL TENSION OF CHAIN:

WARNING: excessive tension causes wear-out and anomalies to specific mechanical parts; if tension is
insufficient, this can cause an uneven translation of trailed parts, with negative, sensitive consequences
to the precision of the movements and harmful vibrations.

Machine is registered with optimal tensions. This is obtained through experiences and studies
followed up by the company and may vary depending on a series of factors and on type of movement and
transmission requested.

In case of chain replacement or registrations due to wear-out, please follow these general
indications:

VERIFY ALIGNING OF TOOTHED WHEELS
VERIFY TENSIONING OF CHAINS

To execute the belt tensioning adjustment (see C.7-All.1), disassemble the casing of the standard
in the stop side; loosen the jam nut (A). Tighten the nut (B)
At the end, remember to tighten the jam nut A again, before reassembling the casing.
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C.8 PUSHER

The pusher "Medium" has the aim to feed automatically the cut line by pushing ahead as much as
required the panel to be cut, according to an electronic or electromechanical programm.

The equipment is installed above the panels support and does include a guide and a support as
well as a support with the motorgear and the drive device and the grippers

Each singular equipment will be described in agreement with the machine type, in a special
chapter of the using instructions.

The pusher is a mechanical system designed to position the panels on the line of cut
automatically and with maximum precision.The elements from which it is formed are illustrated in C8-
All.1. The pushing and drawing devices have the job of gripping the panels tightly and holding them firmly
against the frame, made up of a mechanically worked pipe for maximum precision of shape. This pipe
slides parallel to the line of cut by means of two straight guides. The guides are obtained using two
longitudinal beams "1-21" on which slide wheels "7-15" fixed to the frame. The two wheels have a convex
profile “7”. To prevent disturbances to this system, containing wheels “2-20” are applied to prevent the
frame from losing its adherence to the guides. Great care has been taken in the drive system, as it is
upon this that the precision of position and parallel set of cut depend. The motor "11", digitally controlled,
allows constant torque and thus enables the speed of the pusher to be altered instant by instant. This
gives optimal acceleration and deceleration and results in extreme precision of positioning. The motor is
fixed to an endless screw reduction/driving gear “10” (maximum performance), which requires no
maintenance. This is geared to a shaft “9” driving both the longitudinal beams. Movement is transmitted
by means of a pinion system on the shaft “3-19”, toothed wheel “4-18" on the longitudinal beam; both with
rectified teeth to give the best possible matching tolerance. To ensure that the pusher is parallel to the
line of cut, a transmission joint “12” has been inserted on the shaft for angular adjustment.
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SETTING THE PUSHER PARALLEL WITH RESPECT TO THE LIN E OF CUT

WARNING: this operation must be carried out only by traietadf.

This is done, if necessary, at the time of assembly of the unit, after checking the distance
between the ends of the pusher and the line of cut. If there is any differences in the quote, adjust the
special connection joint “12”. The connection joint is next to the reducer “10”,. By loosening the screws t
it is possible to bring one end forward or back with respect to the other by the amount required to restore
the correct alignment. This is thanks to the ability to rotate shafts “8” and “9” independently of each other.
After the alignment tight the screws. However, it must be remembered that after this adjustment,
alignment of the grippers with respect to the line of cut should be checked.

CONTROLS

The traverse system, like all sliding systems, is subject to wear. Every 200 working hours, check
the play between rack “4-18" and pinion “3-19". During installation of the unit the pusher is calibrated by
our technical staff. Any play that may arise due to wear may cause errors in the measurement and
parallel setting of cuts. Check whether it is necessary to replace wheels “7-15", noting the track that has
formed. If the external surfaces is still intact, the wheel is still in a condition to be used. If the track has
formed a continuous arch, both wheels must be replaced . The correct play between the pinion teeth and
rack is 0.05mm, but play of up to 0.5mm can be tolerated. To check this rapidly, grasp the pusher firmly at
one end and push it vigorously in the two directions of movement: if the movement exceeds 1mm it is
necessary to restore the correct amount of play.

ADJUSTMENTS:
WARNING: this operation must be carried out only by trained staff.
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Remove the casing wheels. Loosen the nuts locking the counter-wheels “2-20". The pinion should
be taken as a point of reference, as it cannot be adjusted Loosen the screws locking wheels “9-13", by
adjusting the cams “8-14" the pusher can be moved vertically by an amount sufficient to restore the
correct play of 0.05mm between the rack and pinion “4-18" and “3-19", lock the screws; take care not to
cause interference. The operation must be carried out on both side. The traverse frame must traverse
vertically in a strictly parallel manner, so check that the lower surface of this member (where the grippers
are positioned) is parallel to the top surface of the longitudinal beam “1-21". Loosen the screws fixing the
counter-wheels “2-20", bring the counter-wheels to a distance of 0.1mm by means of the adjusting cams
“5-17" and lock the screws again. It is essential that a test traverse be carried out in order to ensure that
all movements take place without requiring force.
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C.8 ALL1 PUSHER
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C.9 GRIPPERS

The grippers are those parts of the pusher that are used to grasp, move and position the panels
on the machine during the cutting.

The position and the number of the grippers are chosen so as to allow working with different
panels dimensions and operating correctly during the different cutting phases (cross cutting and rip
cutting).

The gripper’s functional parts (see figure C9-All.1) are the upper (1) and lower (2) nails used to
grasp with security the stack of panels to be cut (3), and they move through a pneumatically driven
system of levers.

On the grippers front part there are the aluminium stops (4) whose faces turned towards the
cutting line all lie on a plane parallel to the cutting plane, that is the table on which the panels are aligned
before grasping the nails (the stops are trimmed at the moment of the machine trial by the panel saw
blade itself).

The range of Macmazza panel saws essentially adopts 2 kinds of grippers, both of full grasp kind:
those with a single cylinder and those with a double one.

In the single cylinder grippers, only the upper nail movement is driven while the lower nail moves
only to adjust itself to the stack of panels it has to grasp. These grippers are adopted on the pusher of the
machines devoid of lifting table, for example the TS panel saw.

On the contrary, the double cylinder grippers have the lower nail which is retractable and are
adopted on the machines with lifting table. The upright movement of lifting allows to eliminate the
interference between the gripper and the stack of panels during the phase of loading from the lifting table.

The plane with the upper face of the fixed nails has to be positioned to a lower quote of
0.3+05mm as regards the machine worktable.

GRIPPERS ADJUSTMENT

The grippers’ setting-up essentially consists in two operations:
adjustment of the lower nail position as regards the worktable;
adjustment of the parallelism between the cutting plane and the plane containing the faces of
the aluminium stops for the panels turned towards the cutting plane itself.

The operation of the adjustment of the lower nail position (that is usually carried out by our
technicians at the moment of the assembling in the factory), consists in positioning the pusher in such a
way as to have the grippers nails inside the guides obtained on the machine plane, and in adjusting the
space between the plane and the upper face of the lower nail up to 0.3+0.5mm with the proper system of
screw, nut and jam nut (5).

The parallelism between the cutting plane and the plane with the grippers’ stops is carried out by
the panel saw itself, by imposing to the pusher a cutting quote such as to “trim” the aluminium stops all
together, of course after having disassembled (or retracted, in the case of double cylinder grippers) the
lower grippers, that otherwise would be cut. At the end of the operation it is necessary to assemble the
fixed lower nails again. This operation has to be repeated every time a gripper (or even simply a stops) is
fitted on the pusher, and it has to be carried out by qualified personnel under our technicians’ supervision.

CAUTION: This operation must be repeated every time a gripper is mounted ( or also a bar) on the
pusher, and must be carried out by trained staff under our technicians supervision.




2 LR}
GRIPPERS

%

O +#

C

%

- (0

" # $% &$
[0(0*+# "

,, T




"#$% &$ '
% (O*+# "4+ % - (O +# ', [0(Q*+# 4+

C.10 SIDE ALIGNER ON CUT LINE

The side aligner on cut line (see C10-All.1) is a device mounted near the line of cut which
guarantees the approach towards the pressure beam column of the stack of panels on which one wants
to execute a cross cut, before the pressure beam goes down.

It is essentially composed by a roller mounted on a carriage with a limited run (1,6 m) with respect
to the length of the cut line. After the approach of roller with stack of panels, a pneumatically controlled
lever system moves the roller upward.

The system is anyhow adjusted in the building firm at the moment of the machine test. Such
operations, necessary for the correct working of the system, essentially consist regulating the maximum
working pressures on the pneumatic cylinders, and regulating the position of the roller of the aligner in low
position.

Recommended values on the pressure regulators for pneumatic commands are the following:
Max. pressure on cylinder for forward run of carriage = 4,5 bar
Max. pressure on cylinder for reward run of carriage = 4,0 bar

If it becomes necessary to execute the set-up again, the position of the lowered aligner roller can
be adjusted by acting on the screw and jam nut A system: the distance from the worktable has to be of
about 1,5mm; moreover it is possible to adjust the angle between the roller axis and the worktable,
through the screw and jam nut system B: often it is better to have the lower end of the roller a little bit
more advanced (ex. 2-3mm) as regards as the higher end, in order to compensate the deformations
during the alignment and to avoid the upper chipping of the panel.
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C.14 PRESSURE BEAM MAINTENANCE

The pressure ("1", C14-All.1) beam is the device that stops the strips during the cutting phase.

It is set by two or more pneumatic cylinders and kept parallel to the working table by two gears
synchronism"2" integrated to each other and gear to the rack "3".

Every 80 working hours you have to clean inside the pressure beam, the pinion-rack coupling and
the column, using a dust extractor or a brush.

Every 200 working hours you have to check the wear condition of the rubber fixed on the part of
contact with the panels “4".

5.,

PRESSURE BEAM
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SEZIONE D) SAFETY
D.1 DESCRIPTION OF SAFETY DEVICES

A series of valid and reliable safety devices allow safe use of the unit without in any way reducing
its functionality and design characteristics.
The term safety devices is used to indicate the following:

- Mechanical protective cover for transmission elements

- Surrounding nets preventing access to the unit

- Emergency stop devices at command and control positions
- Devices stopping the unit if removable covers are opened

- Devices cutting off the power supplies.

Position of safety elements around the machine are shown in D.7-All.1.

(20) Mechanical safety cut-outs protecting the ope  nings for access to the blade change zone.

These are to provide a safe interruption of the emergency circuit, keeping the contacts open so
that the protective device does not close. In this specific case, electromagnetic block cut-outs are
installed, provided with an interlock mechanism that prevents extraction of the activator, locking the
guards in the safety position for as long as the danger continues. In fact, a timer, sealed and installed
inside the electric panel, automatically sets the blade stoppage time and consequently opening of the
covers.

(27) Safety red botton command stoppage from the manual loading/unloading areas.

This provide safe interruption of the emergency circuit each time the red botton is pushed by
mand. The system is made up of a red botton on yellow screen.

(28) Safety cut-out with mechanical device (hand g uard bar) commanding stoppage due to
danger in the cutting area.

This provides safe interruption of the emergency circuit each time the bar is operated manually.
The system is made up of a mechanical cut-out with forced aperture contacts, installed in positive on a
mechanical system integral with the panel pressure bar, in order to safeguard the machine operator, who
might accidentally find himself working with his hands in the cutting area as the pressure bar descends.

(21) Safety cut-out commanding stoppage in the ab  sence of the correct working pressure in
the compressed air system.
This serves to interrupt the emergency circuit at the moment in which the pressure in the
compressed air system reaches the minimum level for safe operation.
The system is made up of an adjustable pressure gauge (sealed), installed between the cut-off
tap and the pneumatic conditioning unit, which operates mechanically on an electric contact positioned in
series with the emergency line.

WARNING: IN THE EVENT THAT THIS MACHINE IS BEING USED WITH OTHERS, IT IS
NECESSARY THAT THE OWNER REQUIRES ASSISTANCE FROM THE
MANUFACTURER TO HAVE THE NECESSARY INTERBLOCKS BETWEEN
MACHINES AND SAFETY SYSTEMS.
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D.2 CHECKING THE SAFETY SYSTEMS IN THE UNIT

EVERY 200 HOURS IT IS NECESSARY TO CARRY OUT A SERIES OF TESTS TO ENSURE
THAT THE SAFETY DEVICES ARE FUNCTIONING CORRECTLY.

REQUIRED MACHINE STATUS: START-UP PROCEDURE COMPLETED (see related chapter B.3).

1) TESTING MAIN POWER SWITCH

ACTION: Turn the switch handle to the “OFF” position .
EXPECTED RESULT: Total shut-down of unit.

TO EXIT ALARM MODE: Turn the switch back to the “ON” position.
2) TESTING FULL EMERGENCY MUSHROOM-SHAPED BUTTONS

ACTION: Press the red mushroom-shaped button on the control panel and/or on
the external button board.

EXPECTED RESULT: Total stoppage of all moving parts.
Red indicator light POS.18 lights up on the control panel.
Indicator light POS.1 on the control panel switches off.

TO EXIT ALARM MODE: Unlock the mushroom-shaped button and carry out points 2/3 of the unit
start-up procedure.

3) TESTING BLADE CHANGE COVER MAGNETIC LOCK SAFETY STOPS

ACTION: Check that the covers protecting access to the blade change areas are
mechanically blocked, then proceed according to the instructions given
for changing the blades.

EXPECTED RESULT: Indicator light POS.13 lights up.
It is impossible to open the covers for a set time after the blade change
command has been given.
Total stoppage of all moving parts.
Indicator light POS.18 lights up and indicator light POS.23-22-21-20 on
the control panel switches off.

TO EXIT ALARM MODE: Close the covers again and deactivate the blade change command, then
carry out points 4/5 of the unit start-up procedure.

4) TESTING STOPS ON HAND GUARD PROTECTING AGAINST D ESCENT OF PRESSER DURING
CUTTING.

ACTION: During simulation of cutting without using a panel, lift the hand guard bar
behind the protective screen.

EXPECTED RESULT: Total stoppage of all moving parts.
The panel pressure bar will only rise after the blade group has completely
disappeared under the working surface.
Indicator light POS.18 lights up and indicator light POS.22-21-20 on the
control panel switches off..

TO EXIT ALARM MODE: Carry out points 4/5 of the unit start-up procedure (see B.3).
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5) TESTING PRESSURE SWITCH PROTECTING PNEUMATIC SYSTEM WHEN NOT AT WORKING
PRESSURE.

ACTION: Using the special tap, cut the machine off from the compressed air
supply, then perform several manual cutting cycles.

EXPECTED RESULT: After a few cutting cycles, as a result of the drop in air pressure caused
by disconnection from the main supply, all moving parts will stop.
Indicator light POS.18 lights up and indicator light POS.20 on the control
panel switches off.

TO EXIT ALARM MODE: Re-connect the unit to the compressed air supply and carry out points 4/5
of the unit start-up procedure.
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