Websaw 1200 Calibration

(Updated 2/26/2025)

o 1: Clean Rollers

o 2: Air Pressure PSI (Should be 65psi)
o 3: Fence Alignment with a Level
o 4: Check Table Springs INFEED GAP: OUTFEED GAP:
3/16” 1/16”
o 5: Push Board by Hand
0 6: Check Board Travel TRAVEL FROM FENCE BACKING UP:
o 7: Feed Roller Couplings & Slip
o 8: Set 90 Degree A-AXIS HOMING POS:
Found in initialize motors screen.
o 9: Set Front Clean Up FRONT CLEAN UP OFFSET:
Found in settings screen. Should take 1/16” off front.
o 10: Scale Factors (100” Test) INFEED SCALE FACTOR: OUTFEED S/F:
Found in the upper left of settings screen.
o 11: Centerline Z-AXIS HOMING POS:

Cut double 45 “centerline” file in calibration files.
Should be 1.75” to the point.
Found in initialize motors screen.

o 12: Stretch Shrink 2X3: 2x4: 2x6:
Only use length tests in calibration files to set this.
Found under “Stretch/Shrink” button.

o 13: 30-150 (CUT LAST!) Result:

(Ex: LONG-SHORT-SHORT-LONG)
Cut file “30-150” found in calibration files.

Click the job folder location at the upper left to open the shortcuts drop down menu.
Select radio button for C:\Jobs\Calibration. Click folder location again to close drop down.
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Note: Calibration files are found under C:/JOBS/Calibration.
Please disregard blade kerf warnings on any calibration file.
This will not affect the results of calibration.



Menu that opens from the “Settings” button on the main operator’s screen:
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Menu that opens from the “Initialize Motors” button on the main operator’s screen:

Angle Adjust
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Specify distance from angle hardstop to Specify distance from Z-axis hardstop to
parallel with board (Range: -5 to 20 fence-edge of board (Range: 0 to 8 inches)
degrees)

Lower number = smaller C/L
Lower number = higher angle Higher number = larger C/L
Higher number = lower angle

Move to Cleaning Position (10%)

DONE




Correct measuring procedure for webs with multiple cuts:

MEASURING OVERALL LENGTH: ALWAYS USE A FRAMING SQUARE

3-3-8
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INCORRECT: POINT TO POINT READS 3-3-9

INCORRECT: POINT TO POINT READS 3-2-4
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CORRECT: POINT TO POINT READS 3-3-8

1) Clean Rollers: Rollers should be clean, and the knurling should be sharp as to grip the wood well.
Note that the feed rollers on certain 1200 models will be under the wood.
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2) Air Pressure: Check that the air pressure is set to 65psi, and the filter is clean enough to allow air
flow.

3) Fence Alignment: Using a 6’ level, make certain that the infeed and outfeed fences are aligned.
The fence as shown below is misaligned and will cause the blade to pinch. The infeed fence should
be set straight first, then the outfeed brought out to match.
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4) Check Table Springs: Jog a 2x4 into both rollers and check the tension on the table springs. Infeed
should have 3/16” gap under the adjustment nut washer, under the outfeed adjustment nuts should be
free but very little up and down clearance. Make sure the spring studs are not broken.

5) Push Board by Hand: You should be able to push a board through the saw by hand. Confirm this
is possible before continuing. Confirm there are no scrap pieces or obstructions inside the saw.

6) Check Board Travel: Block up the outfeed roller. This is best done by prying the roller down as
shown and pushing wood wedges in between the housing and the roller table. See attached picture.
Then jog a straight 16’ 2x4 thru the saw, jog it as far as possible without it coming out of the infeed
roller. The board should stay tight against the fence. Then back the board up as far as possible
without coming out of the infeed roller, it should ride away from the fence not more than 2" in 10 ft of
jogging backwards. If it will not do this, the angle of the bottom rollers must be adjusted. Repeat the
process for the outfeed roller by blocking up the infeed roller and repeat the steps.
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7) Check Feed Roller Couplings & Slip

Check for mechanical slop between the feed roller and the servo motor. You can do this by first
jogging a 2x4 into the infeed roller only and try to push it by hand in and out. It should only move
about a quarter inch one way or another and should spring back to the middle position when
released. Check for slip, you should not be able to pull the board out of the rollers while the motors
are engaged. Check the outfeed in the same manner.

8) 90 Degree: Use length test file to cut a 90 degree cut on the front of a 2x6. Set temp front cleanup
to 17. Confirm cut is 90 degrees with a framing square, see below. There should be zero gap. If it is
out of square, hit ‘initialize motors’ on the saw screen, and adjust A-AXIS motor homing position.
Rehome. Recut. Recheck. Be sure to set temp clean up to zero after.
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ZERO GAP

9) Front Clean Up: Using the same length test file, confirm that the saw is only cutting dust off the
front of the board, a piece should not fall. Adjust the front clean up setting in the settings screen until
this measurement is achieved. The “front clean up” on the main screen is a temporary clean up only.
Do not adjust this cut here.

10) Scale Factors: Release the tension on the roller not being tested. (SEE STEP 6) Then go to
settings on the desktop of the saw operators screen and calibrate infeed and out feed separately.

Then go to settings on the desktop of the saw operator’s screen and calibrate infeed and out feed
separately. The wizard will walk you through the rest of the steps.

Infeed Scale Factor Outfeed Scale Factor

1. Block up opposite side of table. (IE Outfeed) — e

2. Push board under unused roller (IE Outfeed) E p = '
make sure board moves freely. J Colbreimessr. | bt oot

3. Jog board through roller being calibrated (IE Infeed)

4. Press the calibrate button (IE Infeed)

o

Use infeed saw box cage wall to put precise mark

On the board.

Jog what is supposed to be 100"

Marking a second spot on the board the same way as in 5
Measure to confirm that it is 100”

9. Enter the number if it is not 100” to recalculate

10. Once 100” exactly is achieved, the test is complete

11. Repeat for Outfeed by blocking up the Infeed table.

© NS




11) Centerline: Cut a double 45 degree cut on the front end of a 2x4. Make sure that it is exactly 1.75
inches from the back edge of the board. This measurement needs to be exact. A little off can affect
steep cuts. Adjust the z-axis homing position, rehome and recut as needed to get it perfect.

12) Stretch shrink adjustment: Set your length adjustments to zero and cut a 16ft 90/90 board.
Slide adjustment to + to add to length and — to subtract from length of lumber you are calibrating.
Calibrate 2x4 and 2x6 separately. You can use the same
board for subsequent test by cutting it again at 15-11 then
15-10 then 15-9 and so on. You can use the length
adjustment to dial in the exact length. If you did everything
right, you should get a very consistent length +1/-1
(Screen shows 2x8, 2x10 and 2x12.

Not applicable to 1200 model)

13) 30-150 Test: This test cannot be performed until steps 1-12 are complete!

The 30-150 will determine if the saw motor is positioned in the center of the pivot. You can find the
test file in C:\jobs\calibration on the saw. Cut a straight 8’ 2x4. A poor piece of lumber will result in test
cuts that may appear to show calibration being incorrect. Collect and mark boards in order (1-2-3-4).
If all 4 boards do not come out the same length as each other, consult below. Keep in mind the length
of board is not as critical as the relationship between the 4 boards.

SCENARIO #1: Pieces 1, 2, 3 and 4 all have the same angle and overall length. The saw is calibrated correctly.
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Now stack the 90-30 and the 90-150 boards in the order they were cut (W4 — W3 — W2 —W1) and compare
with the following scenarios to determine if any adjustment is needed or what adjustment needs to be made.



SCENARIO #2: Pieces 1 and 3 are long, pieces 2 and 4 are short.

Problem: Blade is off center of towards the motor. Adjustment needed: Slide motor direction of arrow towards
blade.
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SCENARIO #3: Pieces 1 and 3 are short, pieces 2 and 4 are long.

Problem: Blade is off center of away from the motor. Adjustment needed: Slide motor direction of arrow away

from blade.
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SCENARIO #4: Pieces 1 and 4 are long, pieces 2 and 3 are short.

Problem: Z-Axis is off towards front of saw.
Adjustment needed: Move Z-Axis adjustment in Step 11
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SCENARIO #5: Pieces 1 and 4 are short, pieces 2 and 3 are long.
Problem: Z-Axis is off towards rear of saw.
Adjustment needed: Move Z-Axis adjustment in Step 11
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SCENARIO #6: Piece 1 is long, piece 2 is short, and pieces 3 and 4 are the same.
Problem: Z-Axis is too far backwards and blade is off center toward motor.
Adjustment needed: Move Z-Axis adjustment in Step 11 and motor in direction of arrows.
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SCENARIO #7: Piece 1 is short, piece 2 is long, and pieces 3 and 4 are the same.
Problem: Z-Axis is too far forward and blade is off center away from motor.
Adjustment needed: Move Z-Axis adjustment in Step 11 and motor in direction of arrows.
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SCENARIO #8: Piece 1 and 2 are the same, piece 3 is long, and piece 4 is short.
Problem: Z-Axis is too far forward and blade is off center toward the motor.
Adjustment needed: Move Z-Axis adjustment in Step 11 and motor in direction of arrows
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SCENARIO #9: Piece 1 and 2 are the same, piece 3 is short, and piece 4 is long.
Problem: Z-Axis is too far backwards and blade is off center away from motor.
Adjustment needed: Move Z-Axis adjustment in Step 11 and motor in direction of arrows.
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Websaw 1200 Maintenance Schedule

Every 4 hours
1 Clean out saw excessive buildup of saw dust in saw cage.
2 Check for scrap pieces in saw cage.

Every Shift

1 Completely clean out all sawdust inside and outside machine.
2 Clean feed rollers including XL-Feed roller.

3 Clean air cleaners.

4 Check oil level in filter trio (fill as needed).

5 Spray off print head with solvent (no compressed air).

6 Check to ensure that the electrical panel is tightly closed.

Once per Week
1 Grease front grease fitting on saw motor (2 pumps only).
2 Grease the Z-axis rails (4 fittings).

Once per Month

1 Grease all flange bearings on saw, conveyors and XL-Feed.
2 Qil feeder chains (lightly).

3 Grease the rear fitting on the saw motor (1 pump only).

4 Clean interior electrical cabinet.

Every 3 Months

1 Clean all air valve mufflers (soak in lacquer thinner and blow off)
2 Check for loose wires and conduits.

3 Check for air leaks.

4 Check tension on XL-Feed chains.

5 Check for loose bolts.

Every Year

1 Replace air cleaners.

2 Replace all fence bearings.

3 Check for wear on feed roller knurling (replace as necessary).
4 Check the condition of conveyor belting.

5 Replace XL-Feed fence and shoe rollers.



