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Sarting the Websaw

Air Pressure
Air Pressure Adjustment

Bleed water from the regulator and check that the oil reservoir has oil.
Check that you have operational air pressure on your regulator. The normal operational range for the
saw is60to 80 PSl.

hdck Filter

1&\&%\1& A\

Check that the air filter is clean.

PC Power

Disconnect Websaw Disconect

Switch on the main power disconnect (make sure both switches are turned on).
Wait for computer to boot up and open the Websaw software (located on desktop called “Websaw™).
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Operating the Websaw

Confirm that the power
light comes on in Websaw

Emergency Stop

Power

Conveyor

Place your floppy disk into the disk drive and press the “Copy To” button to load the job.

Click “Load A File” and select the job that you want to cut (note you can only cut from afile
located on the local hard drive).

Press Blade Start
and wait 20 seconds
for blade to spin up.

Then press Cycle Start

Start the blade by pressing the “Blade Start” button and wait for blade to fully spin up.
Go into cycle by pressing the “ Cycle Start” button.

Once the “Ready” window appears feed wood into the machine.

Note never restart the saw motor until the motor has fully stopped.
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Webhsaw Overview

Feed rollers
Infeed and outfeed rollers are used to move wood through the Websaw.

Infeed Outfeed

It isimportant they have firm tension on the wood and if needed tension pressure can be adjusted.

Proximity photo sensor (M 120)

The proximity photo sensor (or eye) is used to detect a board entering the Websaw. Once it detects
the board the proximity sensor triggers the Websaw software to start “autocycle’. The photo sensor
sengitivity is fully adjustable with a small screwdriver.

Vertical limit sensors (Up M54 down M53)
The saw carriage has two proximity sensors for determining the location of the saw head.

Top Prox

Bottom

Prox

If the saw carriage is up the top proximity sensor istripped and the Websaw software will show this
on the front screen as “ Saw Carriage Up”. Conversely if the saw carriage is down the proximity
switch will be trigged causing Websaw software to indicate “ Saw Carriage Down”. The only other
position the Websaw software will read is*“ Saw Carriage Middle” when neither of the proximity
switches are triggered.
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Pivot head angle and limit switches
Three pivot head switches control the pivot home position, and over rotation protection.

Homing Prox Overtravel Prox

Mechanical
Overtravel

Homing proximity switch (M 322)
When the saw head homes it looks for a known location by using the homing proximity switch. Note

that if this switch moves your 90 degree angles will be off according to the amount the proximity
switch moved. Make sure it stays tight!

Overtravel proximity switch (M 321)

If the saw head starts to over rotate this switch will stop the software from going beyond the saws
operational range.

M echanical overtravel switch (M 12)

When all elsefails this switch will stop the saw from over rotating by bypassing the software as a
last resort.

M otion Control

The TCT Websaw has two computers used for controlling the saw. One computer is a standard
PC running Microsoft Windows 98. In addition to this a second computer called a“PMAC”
controller islocated inside the PC. PMAC is a 16bit computer running areal time OS for all
motion control.

Standard PC

PMAC motion
control card
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Printer
The Websaw uses a Matthews Jet A Mark © printer for printing on each board. The printer consists

of athree parts. The pump, control unit, and print head.

Text Button
Flush Button

LCD Readout

Note that the LCD readout must be set to “ 00" . If you press the “ text” button and the LCD screen
reads anything other then “ 00" keep pressing the “ text” button until the LCD is back on “ 00" .

Note the print head must be cleaned at least daily and if the printer is being shutdown for 2 or more
days the line must be bleed with cleaner fluid (see” Printer” page 13 for more details).
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Websaw Software

The Websaw software is a Windows application that provides an interface for the operator of the
Websaw. When upgrading the Websaw software both the PM A C microcode and Websaw software
must be kept up to latest versions (see software upgrade for additional details).

Indicates if power
Indicates last cut d bsa has been turned on
Loads a Exit Websaw
Printer preview /  Indicates if something has
web qnd truss name file to cut button caused E-Stop condition
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Current line
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The above operator screen allows for quick and easy operation of the Websaw.
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Within the Websaw software under “Input / Output” you can view what PMAC PLCsthat are
running and check the status of various sensors. This screen is primarily used to troubleshoot
problems. For an complete explanation of each option see “Websaw Software”.
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The “Motor Data’ screen allows for quickly checking that each motor is responding and has not

jammed.

Set blade on 90
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for cleaning

Printer options
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From within the “ Cycle Status” screen all the software settings for the Websaw are easily calibrated.
See “ Cdlibrating the Websaw” for additional details.

For additional details on the Websaw software see “Websaw software”.
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Websaw M aintenance

Keep dirt from building up

in the bottom of the valley

Feed Rollers
The Websaw feed rollers must be at |east cleaned daily to allow for reliable traction on lumber. We
recommend using a stedl brush with denatured alcohol for best results.

Clean with soft brush daily

Print head cleaning

Remove the print head and using a small brush gently wipe away any ink and saw dust build up on
the print head. Dip your brush into the supplied Matthew’s thinner solution to help remove the gum
build up. Note if the printer is shutdown for two or more days it is necessary to bleed the line of ink.
See “Printer” page 13 for more details.

Air Pressure

Air Pressure
Adjustment

Air Pressure

Adjust air pressure to 80PSI. If “banging” occurs reduce air pressure. Air pressure operational range
isfrom 60 to 80 PSI and must not deviate more then 10 PSI while running. Note the minium
recommended air hoseis 3/4 of an inch.
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Oil Flow
Control

S
h‘i
s
=i
(=]
E-

Pneumatics
Keep ail reservoir supplied with approved pneumatic oil. Adjust pneumatic oil flow to last
between 2-3 weeks.

Adjust as
necessary

Roller Conveyor
Maintain 1-1/4 inch parallel adjustment between the feed rollers and the conveyor. Thisisan

average figure and may need to differ depending on your wood thickness. Adjust as necessary to
maintain positive traction at all times on lumber. Typically maintain slightly more traction on the
infeed side then the outfeed side.

Grease Nipples

Saw M otor

Grease approximately every 500 hours being carful not to over grease. The saw blade nut is right
hand thread. Make sure and only used approved wrench when tightening and apply a light amount of
oil to threads before tightening.
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Worm Gear
1/16”"

Pivot Head
Check for ail leakage on worm gear. Check prox switches for tightness and maintain 1/16”

gap. Using alight silicon lube mechanical overtravel switch.

=

Grease Nipples
/A ~~~~~

Pillow Blocks
Once per month lightly grease each pillow block being carful not to over grease.

Check tightness

Bolts
Check for any lose bolds and tighten as necessary. Keep a close eye on the spider couplings and

pivot head prox switches.

Check Filter

Electrical
Check that al panel doors are tight and that ventilation fan and filter are clean and working. Check

all conduit for tightness and chaffing. Note any lose wire should be routed and tied back to minimize
damage.
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Key (used to open door with no power)

Keep Clean /r—h
_.r‘

Door Lock

Clean door lock daily by blowing off any saw dust buildup. Keep door lock clean and lubricate with
alight dry silicon. If the door lock sticks you can remove the side cover and lightly lubricate the
plunger and all moving parts.

Every 6 months or as required take apart the door lock as indicated below. Clean and |ube as needed.

Lightly lubricate
’ E
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Remove Screws

Gently pry apart

Reassemble



Proximity photo sensor

The proximity photo sensor (or eye) is affected by the ambient light and as such may need to be
adjusted. Most common cause of needing adjustment is when a board is placed into the websaw and
the websaw does not see the board or when the websaw keeps cutting air even when nowood isin
the saw. Note the eye will not see black and may have trouble seeing dark colors.

The focal distance determines how sensitive the eye isto seeing wood. The longer the focal distance
the more sensitive.

Remove bolts to access
photo sensor

Move a white object towards the eye
until the “on” indicator light comes on

The*“on” indicator light should come on at about 4 inches from the eye. However if you are finding
that the eye isto sensitive or not sensitive enough adjust as needed as your lighting conditions will
affect the actual focal distance.

Carefully adjust the set screw
to adjust the focal distance.

Make very small adjustments at a time with the set screw and then test.
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Printer

The Websaw uses a Matthews Jet A Mark © printer for printing on each board. The printer consists
of athree parts. The pump, control unit, and print head.

Text Button
Flush Button

LCD Readout

Note that the LCD readout must be set to “ 00" . If you press the “ text” button and the LCD screen
reads anything other then “ 00" keep pressing the “ text” button until the LCD is back on “ 00" .

¢
il

Note the print head must be cleaned at least daily and if the printer is being shutdown for 2 or more
days the line must be bleed with cleaner fluid (see Printer for more details).
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Configuring the Printer

Text Button
Flush Button

Plug

LCD Readout

1. Plug in the printer while holding down the “Text” button. Keep holding the text button down until
the LCD reads “88". From this point on use the “ Text button to change fields and the “Flush” button
to view the field. Confirm the following settings.

F7=B2

F8=D3

FA=01

FC=H1

Holding down the “Flush” button use the “ Text” button to change the printer settings as needed.

2. From the computer desktop open “Printerl” icon. Note make sure \Websaw is not running while
configuring the printer.
T N

AT Sy

[y r

Hyper Terminal Settings

e
i T ]
Hen i

L I T eSS Y

T —

L
17 g o v g, 8 —

| D]

i T |

Confirm your Hyper Terminal settings as in photos above.
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3. Within the “Hyper Terminal” window make sure your caps lock is always turned on. Press the
“Escape” key and then one of the following values. Note never use number pad to type in numbers.
M1= (Print Direction)

PS=4000 to 4500 (Print Speed, higher number reduces letter spacing)

D1=30 to 40 (Print Delay, higher number reduces first letter crunching)

DS=600 to 900 (Dot Size, will vary depending on air pressure)

Then pressthe “Enter” key twice. The current value will appear on the screen.

To change avalue press “Escape” key followed by value (DS) then “:” then what number you want
to change it to. Note you will not be able to see what you type so make sure and be carful not to make
any typing mistakes. Example “Esc key” DS:800 “Enter twice”. If you typed everything correctly the

screen will display DS=800.
Note make sure you close out of “ Hyper Terminal” before you go back into Websaw.

Prints filename

on each board
/

: | Printer Pares  Jobllees Trm lsre Webi | R
M.__u:/clznﬁgumhmjhli A A1 4 1
/ Sanl (g b Prick / / / i\ .
Allows you to print
same thing on each board

(W manual 1 t-n 2x4 no.3 web1 1.00 1 1 90.0 90.0 0 0 0.00 0.00

4. From within Websaw chose the printing options that you would like to have printed on the board
by turning the desired switch.

m"'—:‘ﬁm——_ «— Printer Preview

Note from the main screen in Websaw you can preview what will be printed.

Adjust as Necessary

Maintain ¥2 inch
clearance

5.Adjust the print head location in or out from outfeed roller. The further the print head is away from
the outfeed roller the better it will print on longer boards. Likewise the closer it isto the outfeed
roller the better it will print on small boards. Adjust until a happy medium is found.
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Printer Cleaning
The print head must be cleaned at least daily and the print hose and print head must be flushed
anytime the printer is shutdown for 2 or more days.

Cleaning the Print Head
Open the Websaw door and remove the print head. Using a soft brush dip the brush in the Matthews
cleaning solution and gently wipe away the built up grime. Keep washing away the dirt until the head
once again looks shiny.

Connect Cleaning Solution
Flush Line Flush Print Head

Flushie Pri n Head
Disconnect the ink and connect the cleaning fluid up to the pri
fluid comes out of theline.

eed the ink line until cleaning

Flush Button

Press the “Flush” button until cleaning fluid comes out of the print head jets.

With both the head clean and the line bleed with cleaning fluid it is now safe to leave your printer
unused over the weekend.

Note never blow compressed air into the print head as damage will occur (minium repair cost is
$500).
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Websaw Softwar e

Websaw software consists of two components. The Windows executable “websaw.exe” and the
PMAC microcode that runs on the PMAC motion controller.

Indicates if power
has been turned on

Indicates if something has
caused E-Stop condition

Indicates last cut Loads a Print Exit Websaw
web and truss name file to cut FFiNter preview . o

Indicates
current job
Current line
selected
B ADE HAS FOT BEEN HOED:
PRESS POWER THE
CLICK IIZ B,
Pieces per hour
baseline
Realtime
saw status

Door unlock-

Web length
—>

S
Home blade
button

Websaw

Indicates

Select number

! Select scrap to cut
pieces cut of times to cut job one web out of board

Jog wood
control

length

Used daily to calibrate
web length

Websaw is a 32bit Windows application designed to give the Websaw operator an easy to use

intuitive interface.
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Input / Output screen provides realtime sensor readings.
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FROGRAM STATUS
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PL Cs are extremely fast running mini programs of code that run on the PMAC motion controller.
They control anything time critical and start and stop the servo motion on the Websaw. Most of the
time you won't be able to see any PLCsrunning except 3, 5, 6, 7, 8, and 9. The other PLCs do turn
on and off as required however most of the time they run to fast to actually see.

Note if the above PLCs 3,5,6,7,8, and 9 are not running restart the machine. If they still do not
appear to run reload the PMAC configuration.
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Motor data screen provides an easy to read screen for troubleshooting servo related issues and
general servo information.
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¥ Axis, Motor 1, Inbound Conveyor <—— Infeed roller servo motor
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L35 855 | Motor Pustion rehe:] < y

— Qutfeed roller servo motor

— Amp is enabled
— Signal from drive

— Indicates that the motor is having trouble getting to requested location
— Indicates that the motor was not able to get to requested position

Current motor position
— Current following error in pulses

— Pivot servo motor

— Amp is enabled

— Signal from drive
— Overtravel prox switch
— Homing prox switch : - i :
— Indicates that the motor is having trouble getting to requested location
— Indicates that the motor was not able to get to requested position

. iu,u Azl Foborming Enst [Ene Puker) €-r—

A Axis, Motor 3, Blade Angle <

[ Stawiz  Dascnoiion P reference & |

_OFF [ Erubi Dives [Sinal bo Disve| Mild €

Idfe || Divew Stndue fsagniad from Diivel B2y 4

ﬁ-ﬁ-msﬁmgm M

_f + vmerssl Fro Smich M7 <€

O kg Folovang Enod  [TEOU0 pulsw | M —

LK iFaia Foloweg i (3000 puses] ML —
39010 Mot Poshon [deges] < -

0.0 tn-:m Frlowng Excr [En. Pules] <€d——

Current motor position
— Current following error in pulses

Following errors indicate some problem getting to the requested position. The higher the following
error the farther the motor was from getting to position. Following errors are normally caused by
something jamming or a damaged cable.

Overtravel occures when the blad

e goes outside its safe operational range (15 to 165 degrees). When

this occurs one of the three over travel switches will trip causing the Websaw to stop for safety
reasons. See “First Steps Incase of Saw Malfunction” page 36 for detailed instructions on recovering

from overtravel.
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Set blade on 90 TCT Websaw Settings

Fotate Blade M2 Mgz Seale Paclor | 1326 s:un SI:BDngrnn
Rotates blade M1 Mzaz W: k| e
for cleaning 2165 | 2165 | Give | i |
\ Fiaw drde
e oot ) |
Cycla Stabus Soreen | " L . /
Man Advanced Logging Add to Bosrd Lenigth 26: Sots Initial distance Al Al
.ﬂﬂ._t Sring Fsapi llack '-*I"'"-‘ﬁ‘g;"‘ board is pulled into sow skl i
o TN el
=2 I Em"mﬂm oo Drecimal Inches 6 - -!l[l
Log OFf Sereen | :&35:?" ﬁ ;B.uu 00000 5 00070
About Screen | ' + 9
/ _- %0 003

Allows |0gging per wl g HAIY / Yo MG Wi Eed in MEALN Masni
user or per day

Printer options » Printer Fee “’"“ el "“ “ P Gty | JReg
(See Printer for more dey CDMQUI‘MDH - -‘ J 1
CH‘ ||‘Eﬂ'| ||: Pl'l"l‘

Adds smaII factor ~ Master scaleto How much the board Angle adjustment for
to any length board set board length is cleaned up on the angles + or - 90
first cut
Cycle Status screen is the location for all the behind the scenes settings within Websaw. Most of

these settings are calibration settings and you should use the calibration guide for adjusting these
settings. See “Websaw Calibration” page 29 for more details.

Rotate Blade
Allows you to jog the blade left or right for cleaning and service.

Mx92 Axis Scale Factor

Master infeed and outfeed roller scale. Use the scale factor to set your length within an 1/8 of an inch
and then on adaily bases use the stretch/strink factor on the front screen to keep the lengths just
right.

1326
Used to set your 90 degree position.

Advanced Logging
Advanced logging allows you to keep track of wood cut on a per user bases. With this option turned
off the Websaw keeps track per day without any indication of user.

Decimal Inches
Decimal inches allows you to add or minus a factor onto the length. This factor (unlike the
stretch/strink factor) is the same amount no matter what the length web.

1126
1126 sets the distance the board is pulled into the saw before the board end is cut off. If you find that
your boards don’t get the end cut off as they enter the saw increase the number.

Angle Adjustment

Angle adjustment allows you to fine tune angles under 90 degrees and over 90 degrees. This
compensates for mechanical play within the warm gear. See * Websaw Calibration” page 28 for
more details.

Detect 2x4
With detect 2x4 turn on alarge window will appear on the front screen anytime aweb is wider then

4 inches. Helpsto avoid accidently cutting 2x6 webs which the Websaw can not cut.
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— Set quantity

Set web length

Add to file or overwrite
Backside angle options
Angle preview

Offset amount

Front side first angle
10ths of a degree
Create web file

Front side second angle
= Number of front cuts

Manual cut allows you to quickly design aweb. By dialing in afew options within seconds you can
lay out your web and then close back out to Websaw and load the file “manual cut.txt” which
contains your new custom web.

<+<——Used to log on a user /
I|«—Used to log off a user \

Are you mre you wark b log off User | 7
Dmpemeil

[T =

kN

Log on and log off screens are used to track performances data (pieces, LN feet, efficiency) based on
user. If you don’'t want to keep track on a per user bases turn off the “ Advanced Logging” under the
“Cycle Status’ screen. All logging is kept in the file C:\daily report.txt.

You can change the user names from “User 1” for example by going into the c:\program
files\Websaw\Websaw.ini and manually setting up the users.

Hs Et Format Wew Halp Hs Et Formst Wew Halp

[users] A [users] -
Lsar 1="User 1° trsar =04y SHift"

user Is user I user I« user 2

user i="User 3° user i="User 3

USEr 4="USEr 4" User da'User &7

user S="user §° P user S="user §° S

Log into Websaw once as a user so that the default users are created within the Websaw.ini. Using
notepad to open the Websaw.ini file look for the section called “[Users]”. Under users there will be
located by default user 1 through user 5 (currently Websaw only supports 5 users). Edit the user
names as desired and save.
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> m . .
— Websaw version details

Copyright details

rredesds . * Hamed me vag B0V

—— Revision details

About screen allows you to check the software version of Websaw and review any recent updates
and bug fixes.

Websaw.ini file contains al of the software settings for Websaw. It islocated in the c:\program
files\Websaw folder or in the same location as the Websaw.exe. TheWebaw software is designed to
be run only from the c:\program files\Websaw folder.

P Websaw 39-91.ini - Motepad 5 =1].3]
Fle R Fomst Vew Hep

[websaw] < Settings from Websaw main screen

Prnt Esc Seq< Print escape sequence (for special printer settings)

Kurf=0, 180000 < Kurf setting

ELength=20 < Board length in feet

55 Factors=0< Stretch shrink factor

Piaces < Pieces cut

LN Feat < Lineal feet cut . .

Day < — Day of week websaw was started gused for simple Iogglngz) .
Last Pjece=", = < Last Plece (truss and web name) that was cut on websaw before exit
Last File cut < Last file cut (myjob.web) that was cut on websaw before exit
offset R=0< Frontside offset number

offset L=0< Backside offset number

[cyele_1] < Settings from Cycle Status screen

Pieces=TRUE
Jﬂb HME:TRU‘E\
Truss Name=TRUE

web NamesFALSE

~

Length=FALSE Printing options
FILE MAME=FALSE L
Max Char=8
Exclude==
If turned on detects if other then 2x4

Detect 2x4=TRUE<
Custom Print:FiL/sz/
Custom Prt Str

Open Cover Location=225000<«4 Notused

I126=0 — |

M191=2177 - _

|mz292=2177 Cycle Status settings
A =90 Adjust=0,005500 d

A +90 Adjust=0.004500

aAdd to Board=0.000000

Advanced Logging=TRUE )
[Users] < Settings from logon users screen

User 1="Day shift"
user 2="uUser 2" '\\\‘\\\\

User 3I="User

3
User 4="user 4"
User 5="User §" 4,——”"””—

| Settings from logon users screen

You can manually change any value in the Websaw.ini file however you may need to restart Websaw
for the settings to take affect.
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PMAC Software

The PMAC software consists of the microcode that runs on the PMAC motion controller. Once the
code and been loaded and initialized you can then talk directly to PMAC using Pewin32. Although
thisis not necessary for the operation of the Websaw it can be handy for troubleshooting. At any
stage you can open Pewin32 and type in avariable to view its current value.

PSR et - [PREAT W DERL TOSTLAIO0 AL

=
[ B Covdgen Yoo Guma Pol (pies fase [k e feop AL IR

=2 Xlialzg ] vl il

Common PMAC variables:

PO Parts counter
P3=0 First piece flag
Pl Current position
P99 Board length
PO8 Webs needed

P100 Web centerline length

P101 Number of front cuts

P102 Number of back cuts

P201 1ST angle

P202 2ND angle

P203 3RD angle

P204 4TH angle

P766 Frontside offset

P767 Backside offset

P105 Actual centerline length with Kurf and SS factor
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Updating Websaw Software

Updating the TCT Websaw software to the latest version requires that you have two files. Onefileis
aWindows EXE file (Websaw.exe) and the other is a Pmac CFG file (12.5.cfg). Make sure you have
both files before attempting to upgrade unless otherwise stated by a TCT representative. Note the
Pmac file name will change based on the version you are attempting to update to.

Backup your current PMAC configuration:
From the TCT Websaw computer closeout of the Websaw application. Click “ Start”
“Programs” “Pewin32” and select “Pewin32”.

ﬁ. Lip e Nrind

) S

PWin32 Executive will now open as shown above.

Disable the PLC programs running by typing “disable plc 1..26" and press enter.

| Backup Ioolks Window Help

son [ owren =5l gl glEgl
|1 My Pictures (2] 31103 edg
|1 oid fiez 2] 31703clg
o 02-28-03 cig ] apnil -3 ciy
2 1-1-03.cdg ] apinl 030 .edg
3 2.27403.clg 2| backup 03-24-2000. cig
3 31003 clg ¥ Cusment PMAC cig
I | 2
Flepsme 020003 I Jave |
Save b hpe Eﬂwcullquﬂlull'{FGI _:_] Concel
™ Dper a: jead-anly

When prompted type in the backup file name as the days date and press “ Save’.
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Install the new Pmac software:

Copy your new PMac file to “My Documents’” making sure not to overwrite any excising files.
Open Pewin32 as above or if already open select “Backup”, “Restore Configuration”, and “ Restore
Global Configuration”.

[PMAC Contgurotion Resoraion ———— 1|
Lock [ 5 My Docunen & A

] PMac 3-4-03011 CFG 2] THIS ONE WORKS 3-4-03 CFC
] 2avel clg 3] THIS ONE WORKS 3-4-03001
] tesi1 3.clg [Z7] THIS ONE WORKS 3-4-03002
2] THIS DME WORKS 22203 CFG (2] THIS ONE WORKS 3-4-03003
2] THIS ONE WORKS 2-26-03.CFG 2 THIS DNE WORKS 3-4-03004
22 THIS OMNE WORKS 3-2-03CFG 2] THIS ONE WORKS 3-4-03005
4] JUR— *

Filepame.  [Phac 3-4-03011.CFG Open |
Files of yper [ FMAC Files =] Cancel |

Select the new PMac file and press “ Open” as shown above.

| PMALCD VI16H 10/11/2008  PMAL

4] 11 XoG

Oncethefile isloaded take note of the above screen and confirm that the “ Total Warnings:” and
“Total Errors.” both are 0. If you have an error you may have abad PMac file.

| PMAC D VI TGH  10/11/72000 PWALC

ur 4 =00

Type “15=1" and press enter key. Then type “save” and press enter key. You should now see the
above message once the save command is completed.
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| PMACD VI TEH 101172000  PWAC

m ] X100

Type “enable plc 0" and press enter key. Congratulations you have now updated the PMac software
and may close out of the Pewin32 Executive program.

Install new Websaw.exe software.

& C:\Program Files\'Webzaw !EI E

| Hle Edt Vew Go Favoites Hep | & |

| Address | C\Progiam Files\Websaw =]
Name | Size | Type |
(] iv_en. lim 7KB  LRAM File
* uninst, sxe 430KE  Appheation
E‘Mab:aw i 1.311EE  Applicaton
j] Wshzaw, ini 1EB  Corfiguration Settings
Iy
< | -+
4 obiect(s) =) My Computer .:
Open my computer and browse to “ C:\Program Files\Websaw” as above.
& C:\Program Files\Websaw H[=]
] File  Edit Wiew Go Fawontez Help |
|-"-\ddr&$3 |,_J C:WPragram Files\websaw j
Namme | Size | Type |
|] ivy_enlrm KB LAM File
B uninst exe 430KB  Application
W mbgaw, eve old 1.311EB  OLD File
(B Wehszaw ini 1KB  Configuration Settings
4| | i
11 abject(s) selected 2§ My Computer A

Rename “Websaw.exe” to “Websaw.exe.old”.
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=10} %

.

&= C:\Program Files\Wehsaw
| Ele Edt View Go Favoies Help
| Address |1 C:\Program Files\Websaw

Marme | Size | Type

|sm] iv_er i 7KB  LRM File

‘ uninst sxe 430KE  Application

]\ mbsaw, v old 1.311KB  OLD File

IEEI Webzaw. ini 1EB  Canfiguration Settings

1.415KB  Application

1] | i
1 object(s] selected | 2§ My Computer A

Copy your new “Websaw.exe” to “ C:\program Files\Websaw” as above.
Congratulations you are now ready to run your TCT Websaw.
First time settings:

The first time you run the saw with the new software you will need to set afew settings. Follow
“calibration guide to your 90 degree angle, check centerline, and board length etc.
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Wehsaw Calibration

Jog wood through to deter mineif fence angleis correct
Pick a straight board, which is the longest board that you are likely to cut with the TCT Websaw.
Normally thiswould be a 20 foot board.

6orrectly riding
Towards fence

Start the board off aligned with the fence and jog the board all the way through the Websaw. Take
careful note of the boards' tendency to stay against the fence or to ride away from the fence.

' Incorrectly riding

away from fenc e

If the board rides away from the fence you will need to adjust the fence. Start by moving the outfeed
side of the fence towards the front of the Websaw. Never make vast movements of the fence.
Normally one full turn of the fence bolt is more then adequate. Once you make an adjustment you
will need to realign the two fences using a straight edge (6 foot level).

— m—
“

Asin the diagram above a normal fence will have about ¥4to %2 inch angle which causes the board to
ride against the fence.

Page 29 Websaw Calibration



Correctly riding y
away from fencexgim

After jogging the board almost al the way through the Websaw stop and jog the board back towards
the operator station. If the fence is correctly aligned causing the board to ride against the fence
inbound the board will ride away from the fence when reversed back towards the operator.

Adjust the fence until the wood rides against the fence going into the saw and away from the fence
when backing the wood towards the operator.

Set saw bladeto 90 degrees
Select a board to cut that has a 90 degree front cut. Place the board into the saw and allow the
Websaw to cut the front end of the board off. Once the front cut is made back the board out.

Check the angle with a large carpenters square (do not attempt to use a speed square and make sure
your square is actually square). Keep adjusting the angle until the 90 degree cut is exactly square.
Repeat cutting the end of the board off once or twice to make sure you are getting consistent results.

Manual Cut  Sareen
Log On
Log CFf Scresn

If the angle needs adjustment go into the “ Cycle Status’ screen in Websaw.
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Top Down Blade View

1326: Set 90 Degree
Angle
Angle 1326
8425 | [766850 |
Hew Angle
§9000

[- _ Larger Smaller

Angle Number Angle Number

Under “ Set 90 Degree Angle” note your current “Angle”. If the board you cut was less than 90
degreesincrease the “Angle” number using the “New Angle” selection box. Apply your settings by
hitting “ Save”.

Exit to the main Websaw screen and Home the Blade. Note the angle settings are not set until you
home the blade after making the angle change.

Once again repeat cutting a 90 degree angle and check that the board is on 90 degrees. If still not on
90 degrees repeat these steps until it is.

Check board isin center of blade pivot
Cut adouble 45 and check that the point of the 45 isin the center of the board.

Typically thiswould be 1.75 inches to the center but could vary depending on the width of the
lumber. If your double 45 is not in the center of the board carefully adjust the fencein or out while
not losing the angle already setup in step #1.

Turn each bolt the same amount
to maintain angle...

— VRN ~.

Adjust the fence by moving all bolts the same amount. One full turn on teach bolt is about 1/8 of an
inch.

Repesat process until the double 45 is centered on the board.
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Set Kurf
Pick aboard length as long as you are going to cut in the Websaw. For our example we will say 20
feet. Set the stretch/shrink factor on O.

4 | Same Length | >

90 90
|

- 15/165 15/165

Cut one board 90 on the front end and 90 on the backend at say 19-10-0. Then cut a board with
15,165 degree angles on both ends of the board with the same length 19-10-0. Compare the two
boards. They should be the same length. At this stage don't worry about the boards being exactly 19-
10-0 but they should both be the same Iength.

Kurf ’ & Elﬁg'fﬂﬂ
Adjustment 10.18

Cal

If 15/165 and 90 boards are not the same length adjust the “Kurf” from the main Websaw screen. If
the 15/165 angle cut is short then increase the kurf amount. Likewise if the 15/165 board is longer
then the 90 degree board reduce the kurf. Repeat this process until the boards are the same length.

Note anytime you change blades you may need to adjust your kurf number. If in doubt run the above
step to check that your kurf is correctly set.

Adjust Angles over 90 degrees and under 90 degrees
Cut aboard with a 26.6 degree angle and check using a carpenters square that the angle is 6/12.

6" 125 _726.6

Under the “ Cycle Status” screen adjust the “Angle Adjust -90” setting until the angleis atrue 6/12.
Note after each test home the blade before testing with a second cut.

N6 12 \_ 153.4

Repeat the process for a 153.4 degree angle and adjust the +90 setting until the angleis correct.
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Calibrate length

When first setup the Websaw needs to be calibrated to cut boards the correct length. Once the
calibration is set you can adjust minor length differences daily by adjusting the stretch/shrink factor
on the main Websaw screen. Start by picking the longest board you would cut and select a straight
board with few blemishes.

Making sure your stretch/shrink factor is set to 0. Cut a board the longest length that you would cut
on normal bases. For example if the longest lumber you have is 20 feet cut a 19-10-0 with a 90
degree cut on each end.

2 | 19-10-0 | >
90 90

I I
Check the actual length the board comes out as 19-10-0. If it is short or long more then 0-0-2 use the

“Axis Scale Factor” under “Cycle Status” screen to adjust the length. If the length is within 0-0-2
simply use the stretch/shrink factor.

M2 Asnis Scale Facior
M1 L b
2178|2176 |

Each click on the “ Axis Scale Factor” is roughly 0-0-2. Increase the scale factor to increase the
length or decrease the scale factor to reduce the length. Adjust the “ Axis Scale Factor” until you are
within 0-0-2 and then use the stretch/shrink factor to tune the board to just the right size.

Check Front and Backside Offset
Depending on the dynamics of your Websaw you may need to adjust your heal height
on the offset cuts.

Ditzel 1 16t
Backside Frontsde
A ey

Check both the frontside and backside heal height. If they are off from the desired
height adjust accordingly. Each digit on the adjustment is 1/16th of an inch and it
allows you to minus numbers to reduce the heal height.

Page 33 Websaw Calibration



Websaw 30-150 Testing Guide

The 30-150 test is a set of cuts designed to test that the TCT Websaw is cutting accurately and
calibrated correctly. The test requires the saw to be perfectly calibrated for the set of boards to cut
correctly. If the saw can cut the 30-150 cuts and all boards stack up identical to each other the
machine software and hardware dynamics are correctly adjusted. Accordingly if the cuts don't line up
with each other you can diagnose what area of the Websaw needs to be adjusted.

Testing with the 30-150
Out of one board, start off by cutting a series of 4 90-30 boards as shown in the diagram below. As
each board is cut mark on the board the direction, number, and angle as pictured below.

904— 30 303— 90902— 30~ 301— 90

Again do the same this time with 90-150 angle cut. Write on each board the direction, number, and
angle as pictured below.

90 8 — 150  1507— 90/90 6 — 150 - 1505— 90

Now stack the 90-30 boards together and the 90-150 boards together in two separate stacks. Then
stack the stack of 30 and the stack of 150 degree cuts together. Now compare what you have cut with
the following scenarios to determine if any adjustment is needed or what adjustment needs to be
made.

Scenario #1
Same 4 — Same 3 —| Same 2 — Samel —

Same 8 — . Same 7 —  Same 6— Same5 —
All pieces stack up and are the same. The Websaw is calibrated perfectly.

Scenario #2
Short 4 — Long 3 —  Short 2 — Long 1 —

Short 8 — Long 7 — Short 6 — Long 5 —

Pieces 1 and 5 are long and two and six are short.

Resolution: Bladeis off center of pivot towards the motor. Adjust by sliding the entire motor
towards the blade.

Top View

-}

— >
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Scenario #3

Long 4 —

Short 3 —

Long 2 —

Short 1 —

Long 8 —

Short 7 —

Long 6 —

Short 5 —

Pieces 1 and 5 are short and six and two are long.

Resolution: Bladeis off center of pivot away from motor. Adjust by sliding the entire motor towards

the motor.

Top View

-

Scenario #4
Short 4 — Long 3 —  Short 2 — Long 1 —
Long 8 — Short 7 — | Long 6— Short 5 —

Pieces 1 and 6 arelong and 2 and 5 are short.

Resolution: Fenceis off center towards the front of the Websaw. Adjust fence by cutting a double 45

and adjust as necessary. See “Websaw Calibration” page 31for detailed fence adjustment.

Scenario #5
Long 4 — Short 3 — Long 2 — Short 1 —
Short 8 — Long 7 — | Short 6 — Long5 —

Pieces 1 and 6 are short and 2 and 5 are long.

Resolution: Fenceis off center towards back of the Websaw. Adjust fence by cutting a double 45
and adjusting as necessary. See “Websaw Calibration” page 31for detailed fence adjustment.

Scenario #6
Same 4 — Same 3 — Same2 — Samel —
Short 8 — Long 7 —  Short 6 — Long5 —

Pieces 1 to 4 arethe same but 5 islong and 6 is short.
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Resolution: Thisisacombination of the fence being to far back and the blade being towards the
motor. Adjust fence, check 90 degree, and then repeat 30-150 test (See “Websaw Calibration” page
31guide for detailed fence adjustment). Once you have repeated the 30-150 test you should clearly
see what direction the blade needs to move.

Scenario #7
Same 4 — Same 3 — Same2 — Samel —
Long 8 — Short 7 — | Long 6— Short5 —

Pieces 1 to 4 are the same but 5 is short and 6 islong.

Resolution: Thisisacombination of the fence being to far forward and the blade is to far from
motor. Adjust fence, check 90 degree, then repeat 30-150 test (See ”Websaw Calibration” page 31
for detailed fence adjustment). Once you have repeated the 30-150 test you should clearly see what
direction the blade needs to move.

Scenario #8
Short 4 — Long 3 — Short 2— Long 1 —
Same 8 — Same7 —  Same 6— Same5 —

Pieces 5 to 8 are the same but 1 islong and two is short.

Resolution: Thisisacombination of the fence being to far forward and the blade is to close to the
motor. Adjust fence, check 90 degree, then repeat 30-150 test (See “Websaw Calibration” page 31
guide for detailed fence adjustment). Once you have repeated the 30-150 test you should clearly see
what direction the blade needs to move.

Scenario #9
Long 4 — Short 3 — | Long 2 — Short 1 —
Same 8§ — Same7 — | Same 6 — Same5 —

Pieces 5 to 8 arethe same but 1 isshort and 2 islong.

Resolution: Thisisacombination of the fence being to far back and the blade is to far from the
motor. Adjust fence, check 90 degree, then repeat 30-150 test (See “Websaw Calibration” page 31
for detailed fence adjustment). Once you have repeated the 30-150 test you should clearly see what
direction the blade needs to move.
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First Sepslncase of Saw Malfunction

Restart the Websaw

Exit the Websaw application and shutdown Windows 98. Once the screen has gone blank turn off
both power disconnects and wait 30 seconds (waiting 30 seconds allows the power to drain out of
the system). Note do not attempt to just restart Windows as thisis not a restart!

Turn both breakers back on, then check if you are still having the same problem.

R 4— C:\Jobs\somthing.web

Check that cut fileislocated on local PC
Check and make sure that the file you are attempting to cut is located in the C:\jobs folder on your
local PC. Note never attempted to cut off a floppy drive or network drive!

Try adifferent Web
Try adifferent web to determineif it is a problem with that individual web. Create a web in manual
cut and try cutting that.

Turn power on

; . Check across
o 14 4 cach leg

Note actual voltage will vary from approx 220 to 240

i

Check 3 Phase Power (Warning use Extreme Caution by Qualified Personnel Only)
If you lose 3 phase power some saw operations will still act normal. Check your 3 phase power by
checking across each leg of the 3 phases.
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24

5
Approx 120-240 +12 -12
Volts AC Volts DC

Old Style Fuses
EEEEE
NIE IR RERE 3 88
‘ L

Approx 120-240 -12+1224 Volts DC
Volts AC

Check Fuses and Breaker s (Warning use Extreme Caution by Qualified Personnel Only)
Check that you have power on the bottom side of each fuse and breaker and that the current is
correct based on the diagram above.

M
MP
0AM

<
—

Check if the Machineis Over heating
Isthe vent fan running? Is the CPU fan running? Is the filter dirty?

Check Air Pressure
Does your air pressure read 80 PSI? Does your air pressure drop more then 10 PS| while running?

PROGRAM STATUS

[Fkn Dmapme. L rwwsnca |

Sl oo pawinkein FLCE
Wi cille don mages FIC 1
s amcpaerin =]
oo £ S RLCy

= W%. Enabls doar cpas (o1}
ietokor Dyt SCrtan BRG] s Broce ooz el FAC S
Oyl Shalus  Soresn SRR ol e FiCE

- M 1 D 1) FCT
Manusl 04 Seeen | SRR rasie ¥z b matng FCH
Lig O Mords peadgmees FACH

o Bowl peerend hig PLC 7B
M- okt bowme vl FLC )
bt Scroen Thode Led Colialnlions  FLCTE
Jog rliety W [ Ve

oglm e FLC 2T

- PO

g b gl e L=

] oot e REH
B=2

Check Program Status
PL Cs 3-5-6-7-8-9 should be “running” and “15=2".
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Make Sure E-Stop is Disengaged

(turn clockwise to disengage)

Check E-Sop Button
Check that the E-Stop button has not been accidently pressed.

‘(— Check E-Stop

Check for E-Sop Condition (E-Stop can be caused by 1 of 3things)
1. Door isopen
Check that the door is closed (might be stuck).

A Axis, Motor 3, Blade Angle
| Stalus Descnption Ftlil'cnuﬂ
JGFF | Enatle D (Gigna ta Ditve) M4
Ik || D Seatum [signal from Dive| Ma23
- Dwmetvaved Fiow Swach M3zl
_OE | « Divmstraseed Fiow Swich M2
N \waring Followang Emad (16000 prdyei] M3
: Fatal Folowarsg Enm (32060 pulsn| M3k
172 694 Wackiod Pipadion | | A

0.0 il Fobovang Enod [Ere Puses] &

Overtravel Tripped

Note this will only show |

2. Overtravel switch may betripped
If over rotation has occurred press and hold both “Cycle Stop” and “Blade Stop” in at
the same time. Then press “Power” and go into “ Cycle Status’ and rotate the blade in the direction
needed. Note watch the blade rotate being carful not to wrap the power cables around the spindle.

Press and Hold
Press Power Rotate Blade

Y

Rotate Blade

N —

|l put  Screen

3. E-Sop lost 24vDC
Check that you are getting power and check fuses/breakers.
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X Aocle, Mator 1, Inbound Corweyer
e . e w2 | Following Error Indicates
L) ‘warrrg Folossng Eren (150K
P ﬁm : a Jammed Motor
fhok e (207,300 [ e Pt b :
I:!:I-I:I- | B Follomewy £ Ere. Palisd] ¥

Check for Board Jam

If wood feeds into the Websaw and then suddenly stops check and see if the wood is jamming. Go
into “Motor Data” screen and check each motor axisfor a*“Fatal Following Error”. If afollowing
error isfound visually check that nothing is out of the normal causing the board to jam. For example
ascrap piece of wood may have become lodged inside of the Websaw.

= USB Floppy Does
jo Not Appear

ty Cosmputer

: USB Floppy
o T ol bt o Appears

P

Isthe Floppy Disk Working?

Check to seeif your floppy disk isworking by inserting a disk into the drive. Open “My Computer
located on the “Desktop” and look for adrive called “31/2 Floppy (D:)”. Double click on the drive
and check that you can view and read files |ocated on the floppy drive.

Unplug and Plug
USB Cable

If the floppy does not appear disconnect the USB cable going to the floppy and reinsert. Again under
“My Computer” check if the floppy disk appears (if necessary press F5 to refresh the screen). If the
floppy still does not appear try restarting the PC.
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AC = TeCh Configuration (Warning use Extreme Caution by Qualified Per sonnel Only)
— @\ e e—

Turn power on

With the cabinet door open

it is necessary to use a wrench
to turn the power disconnect
to the on position.

Warning High Voltage
| Inside Cabinet

Open cabinet door and turn po on

—l [i 200 —)p
Ol

Check that when | Check Power

the power is turned on| | == is on AC-Tech e O

(=]

the relay pulls in eoe '.':'
o R |

Power

Press power button and note that the power comes on

SCF Series

" AGTech ) AG Tecl

Enter Password

Press “mode”’ and then using the up arrow scroll up to “255” the default password. Once again press
“mode” to enter the password.
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Change Settings

Once the password is entered you will see the first setting (PO1) appear on the screen. Press “mode
again to view the setting for PO1. If a setting change is needed use the scroll arrows to change as
needed.

Set all of the AC-Tech parametersfrom the below list.

AC - Tech Parameters

01 Line Voltage High=01, L ow=02 Low voltage is for 220V and below.

04 Stop Method Ramp=03

05 Standard Speed Preset #1=02

06 TB-14 Output Run=02

09 TB-31 Output None=01, Dynamic Braking=04 (if break installed set to 04)
10 TB13A Function None=01, DB Fault=09 (if break installed set to 09)

19 Acceleration Time  Set to “12" seconds

20 Deceleration Time  Set to “12”" seconds with dynamic break otherwise “60” seconds
25 Current Limit 100 %

26 Motor Overload 2%

31-37 Preset Speeds 60Hz
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AC-Tech Error Codes

Fault
AF

CF

cF

dF
EF
GF
HF
JF

LF
OF

PF

SF
UF

F1
F2-F9, Fo

Description & Possible Causes

High Temperature Fault: Ambient temperature is too high; Cooling fan has failed (if

equipped).

Control Fault: A blank EPM , or an EPM with corrupted data has been installed. Performa

a factory reset using Parameter 48 - PROGRAM SELECTION.

Incompatibility Fault: An EPM with a different parameter version has been installed.

Either remove the EPM or perform a factory reset (Parameter 48) to change the

parameter version of the EPM to match the parameter version of the drive.

Dynamic Braking Fault: The drive has sensed that the dynamic braking resistors are
overheating and shuts down to protect the resistors.

External Fault: TB-13A and/or TB-13C is set as an External Fault input and TB-13A
and/or TB-13C is open with respect to TB-2. Refer to Parameter 10 and/or 12

Data Fault: User data and OEM defaults in the EPM are corrupted.

High DC Bus Voltage Fault: Line voltage is too high; Deceleration rate is too fast;

Overhauling load. For fast deceleration or overhauling loads, dynamic braking may be

required.

Serial Fault: The watchdog timer has timed out, indication that the serial link has been

lost.

Low DC Bus Voltage Fault: Line voltage is too low.

Output Transistor Fault: Phase to phase or phase to ground short circuit on the output;

Failed output transistor; Boost settings are too high; Acceleration rate is too fast.

Current Overload Fault: VFD is undersized for the application; Mechanical problem with

the driven equipment.

Single-phase Fault: Single-phase input power has been applied to a three-phase drive.

Start Fault: Start command was present when the drive was powered up. Must wait 2

seconds after power-up to apply Start command if START METHOD is set to NORMAL.

EPM fault: The EPM is missing or damaged.

Internal Faults: The control board has sensed a problem - consult factory.

Note see page 48 of AC-Tech manual for more details.
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Pneumatic Ceram Valve

Pneumatic valves are used to control the clamps and carriage cylinders. They require that the air have
minimum water for long term operation. If maintenance is required the pilot override can be used to
test the valve by bypassing the computer system (when the saw is shutdown). Make sure you are
consuming oil as described on page 9 of “Maintenance”.

Note recommended oil for maintenance is Valvoline break cylinder lubricant.

Infeed Clamps
Carriage Cylinder
Outfeed Clamps

Pilot Override

(allows you to manually actuate cylinders)

Flow Control

(3 turns out)

~. Flow control must be adjusted
on both clamp and unclamp

Note flow control is used to set how fast the clamps clamp. On the actual clamping
cylinder there is a buffer adjustment (1 turn).
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Relay

The Websaw uses 4 24VDC form C relaysfor the ESR, MCR, SAR, and ATR relays. The diagram
below indicates the open and closed state of the relay.

N e—

CEOR e——C)]

® @ .RelayOn
O .RelayOf‘f
Re——>O Q

24VDC Relay

Sensors

The Websaw has 3 differently wired proximity switches. Each proximity switch is an type NPN with
an operational range of 10-30VDC. Use the diagram below to assist in troubleshooting.

Axis Limit Switch (Pivot) Top/Bottom Prox (Cariage) Photo Sensor (Eye)
Common +24VDC ~ —— 4] 2\/DC
Off ConditionO\c Signal Off ConditionO\o Signal — Off Condition 0\0_ Signal
-12vDC Common 7 Common

/O Modules

The below diagram indicates each function of the 1/0 modules. White input modules are used for
receiving signals back to the PMAC controller card from sensors etc. Red output modules are used
like a switch turning on and off depending on software logic and user input.

@

o (%)

@ =

[e)}

Hl Common J/34\\/DC
ocdo¥o¥o¥Mooo¥o¥o¥odboododbooooooooo
WWWWWWWAMNAMMDIMDMNDMDMDNQOIOOIO
[ [=IMZ g [=2]=2I1Z] N ' '
= = = = [ = = [ a a1 o
[l N w » [6)] [e)] ~ o] [l w »

o] o m > @ o () <4 2 1) 5
<] < B3] = ] S S (e} 2 = g
sl lal =z 85|82 2| |a nF’ut odules
1Y ) 53 T o @ @ o 2 3 2
el |<||<|lo|l&||E| &| 8 g 1|¢

3112 €] 2ll=z|lz||2 &g i
5 5 g = s 2 S 3 S
= = o jo]

/O Modules

I{- Output Modules

LOOO\IO’(J'I&OOI\)H.

RREESZNBHERERNREEERSsaaEREE

oQOQOQOQOQoQoQoQooooooooooooooooQo\
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Proximity Sensor Wiring

o\ uonpUoD KO

9-€41 DANZT-
8-dled eubis
g-£gl uowwod

o | Homing Prox

= .

o Carriage Panel

2 P3TB

S

]

——[o - o]
—[o - o]

Lo - ol€
tg 8 pre— o © o <
<33
oL 3
O 22
SF 2
TN W

(6}
| .
P4TB

:I TB3-6 (Ground)

HH—>le - 0 ]1B3-13 (-12VDC)
H>[0 - ©]1B3-47

—> TB3-46

s = o
Top Prox (Carriage)
+24VDC
Off Condition Signal
O\ Common P4TB
[e -~ o]

—>[c - o /O TB56

Bottom Prox (Carriage)

+24VDC

> o348

Off ConditionO\

Signal
Common

Photo Sensor (Eye)

Off ConditionO\

—

+12vDC- — — —

-
|
|
|
|
|
|
|
|
|
|
I

N\ |/

Signal
Common
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[o - 0]13-21(24VDC)
—>[ o = 0o TB3-12 (Common)
—>[ o = o]/OTB54

>[o s o |1B3-2 (Common)
>[o = 0]1B3-15 (12VDC)

L

Overtravel Prox



ESR Relay

The ESR relay should come on when the machine isfirst started. When the relay is on you should
see agreen light indicating it ison. If therelay is not on check that your PC is running and follow
the wiring diagram below to troubleshoot.

| (I) i Start here, by
= @ I checking for
Common bar 1B3-5 Y N |} 2avbc
_yom1 A 4 s e
© 0000000 l S
53-17@@cr|;|) @ O 7651324 (goooo(i)/
® © O @ G« 24VD
- PS 2
@ B350
Q@ 9 Q
©® ® O @ Q
O o6
183-36 v
[CXC) wn ©
® © pu) @ Q
e e l
Q® ©
90 B so9
® © Py @ Q
® e v
8
=
(2}
50 183-50
49
18
a7
] Fﬁ
44
= .
als Overtravel Switch
3ol P4TB-1 to PBT = q = p31B2 to P4TBZ'|
> b P6S6-41] b
MCR14 36 J
;51 ,((SOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOO
s BREEUBBEENARE52553288L889883283%

/O Modules

» DLSk2r :
<
<

15

14

13

TB3 —

— By Pass — 1/0 b33 4O O:HI
Overtravel

— Door Lock

O
Blade Stop i —
o] |

Cycle Stop

JV v
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MCR Relay

The MCR relay should come on when the power button is pressed. If the MCR relay does not come
on follow the below diagram for troubleshooting.

T-280

Common bar TB3-5

5 [géoma
”””””””””” OO0OO0OO0O00O0
— [B3-17—&Pp©) S O 7651324
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® 0 Q@08 | once power is 2avDE
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| [ ©®
|
|

= Om—pp> /-€8] —

o]
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o]
o]
C

ds4

= Ips 2

o
I® ®
HOW
O

—> - TB3-36
Power | by

9T-€dl

|—> 50 PP6S2-3
49

a Overtravel Switch

39 P4TB-1 to P3TB1 P3TB2 to PATB2

38 | P6S6-4

L MCR14 ¢ 36 ¢
35
34

<

f Start here, by |

30 checking for 1

|

|

|

|

8€-edl

€g|o
v€|0
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4
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/O Modules
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N 000000000000000000000000O000000000O0]
Y
o
@
w
@
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Blade Stop i ]
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SAR Relay

The SAR relay turns on when the power button is pressed because it isa slave to the MCR relay. If

the SAR relay does not come on follow the below diagram for troubleshooting.

Common bar TB3-5

== ] 1/O 1B-1

B3-17|&

50  P6S2-3
4

39 PA4TB-1 to P31B1
8 P6S6-4

MCR14 32

ESR9 €— DL-Sk21

TB3

By Pass
4_
Overtravel

TB3-37

Blade Stop

PES4-4

Cycle Stop

S 8
& 3
4 o
t
O O0OO0OO0OO0OO0OO0
7651324 (goooo(i)
24D

TB3-36 ]
Power b7
3AMP
y
g
&
Overtravel Switch
= P3TB2 to P4TB2
@
&
O0OO0O0O0O0O0D0D0O0ODO0OD0DO0ODO0OO0ODODODODOODODODODOOOOOO OO0 0
SRELUEEEEIBRESI588ICTLALI8L32332

/O Modules

Door Lock

/0 Th33

-
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ATR Relay

The ATR relay should come on when the “blade start” button is pressed. It isthe only relay that will
turn off when the “blade stop” button is pressed. Note the blade will not turn without the ATR on. If
the ATR relay does not come on follow the below diagram for troubleshooting.
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B1-2©
B3-1©

24VDC

P5TB

O

Shielding

Wires

:

p

iring

Infeed
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Infeed
Clamp

:

3.

@

Drop

Carriage

43

Common
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p

Outfeed
Outfeed
Clamp

Unclam

£1

Pneumatic Valve W

M54 upper Prox Sgnl

M53 Lower Prox Sgnl

M51 slade Start Btn
M18 MCR Relay Powe!

M17 cycle Start Btn

M16 Cycle stop Btn

M15 slade at 0Speed|

M14 ATR Relay Power

M13 ESR Relay Power

M12 overtravel

/O Modules
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Page 52 AC-Tech Wiring Diagram

iagram
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