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summary

Type
Contract
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Control system/ .......cccoiiiiiii
ACCESSOIY PartS ..o
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| have purchased the machine/control
system/accessory parts specified above.
The Instruction Manual and Safety Manual
were issued together with the machine, etc.

Signature, customer Date

Address of authorized deal er/importer/other

Company stamp / Signature

The machine has been handed over
to the customer in accordance with the
manufacturer’ s directions.

Signature, customer service Date
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FRANCE
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Tel. : 038806 1529
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FRANCE

Service technique
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Tel. : 0247 48 02 00
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Tel. 1235 - 534494
Fax 1235 - 535767
Tx. : 837641

SINGAPORE
WEINIG ASIA PTE LTD.
18 Woodlands Walk
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SGP-Singapore 738392
Tel. : (65) 758 5178
Fax (65) 758 4691

Tx. RS 56456 Weinig
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UTIPLAS S.L.

Calle e, No.11

Poligono Industrial No. 1
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Tel. : (91) - 6474974
Fax @ (91)- 6468710
SVERIGE

WACO Jonsereds AB
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Foreword, Symbols =]

Dear Customer

Y our machine may differ from that illustrated here, but that is of no relevance
for safe operation of the machine. A Profimat 23 E with universal spindle has
been used by way of example to describe the operating sequence.

Training

ThisManual is merely part of the overall documentation. It isessential to read
and note the manual entitled "Safety Instructions'. The "Electrical circuit
diagram", "Pneumatic circuit diagram” and "Hydraulic circuit diagram™” are
located in the control cabinet. The "Installation diagram"” was sent to you with
the confirmation of your order. Instructionsfor "Control systems" and

" Supplementary features' supplied separately asrequired for your particular
machine version.

No one may work with the machine, not even for a brief period, without the
requisite training either within the company, by our field staff, by vocational
training institutes or in the WEINIG Training Center.

Symbols

Danger: Thissymbol draws attention to exceptional hazards which will
certainly lead to very seriousinjury if the instructions are disregarded and
precautions are not taken.

Warning: Thissymbol draws attention to a potential hazard which can lead to
very seriousinjury if precautions are not taken.

Caution: Thissymbol draws attention to hazardous situations which may lead
to physical injury, damage to the machine or other property or to loss of data
(control systems).

Additional information on how to operate the machine correctly.

Take note of further instructions, instruction modules, enclosures or other
manufacturers' instructions.

“Zor Referenceto general and specific hazards. Some symbols are also

to be found on the machine. These symbols must be noted and must

remain clearly legible at all times.

eed o >PB P
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[ safety

General safety instructions

The separate manual entitled " Safety Instructions'must be read and observed, for it
contains further information on the machine' s intended use and its safe operation.

The machine has been designed and built in line with state-of-the-art technology and is
A safe when operated correctly. Safety of the operating personnel was one of the basic

concepts underlying its design.

All machines are potentially dangerous if they are operated incorrectly, used for

purposes other than those for which they were built or are operated by persons lacking

the requisite know-how, training or sense of responsibility.

The manufacturer cannot accept any liability for losses incurred due to non-conforming
use of the machine. Therisk of accidents and damage rests exclusively with the owner
in such cases.

It istherefore essential to note the information and instructions contained in the
Instruction Manual. All local safety and accident prevention regulations must also be
complied with.

The machine may only be operated, serviced and repaired by duly authorized, trained

A and instructed personnel. These persons must be informed in detail of all the foresee-
able potential dangers. No one should work on the machine or remain in itsvicinity if
they are not completely fit both physically and mentally.

The Instruction Manual must be read through compl etely and understood by all
authorized persons before starting work on the machine. The person responsible for
safety should obtain written confirmation of this from all concerned.

Tools, feed rollers and their drive components coast after being switched off and are a
A source of danger.
Great care must therefore be taken when opening hoods and covers!
CAUTION! Never reach into tools, feed rollers and their drive elements before they
have come to a compl ete stop.

The owner must clearly define exactly who is responsible for setting-up, retooling,
operation and maintenance and is obliged to ensure that the machine is only operated
when in safe working order.

The operator is obliged to immediately remedy all damage or changes in the machine
which may impair its safety (provided that he is authorized to do so) or must report
these without delay.

When unloading and installing the machine, it isimportant to ensure that the load-
carrying capacity of the lifting gear is sufficient to bear the weight of the machine.

Tech. Dok. / L23 880 02/ 01.00.02 © MICHAEL WEINIG AG Profimat 23 E 0_5



safety [=]

Signsreferring to product safety and other safety stickers must be checked regularly and
cleaned. They must be replaced if they are no longer clearly legible, even at a
reasonabl e distance.

All safety mechanisms must be checked every day and before starting up the machinein
order to ensure that they are always in perfect working order.

Any protective mechanisms which have been removed for setting-up, retooling, repair
or maintenance work must be replaced before switching on the machine.

Hoods, doors and covers must not be opened or maintenance work started until the
machine has been switched off, al rotating parts (tools, feed rollers, etc.) have cometo a
complete stop and the machine has been secured so that it cannot be switched on again
inadvertently (lockout or warning sign on the master switch).

Machine parts and saf ety mechanisms must not be removed, modified or bypassed.

Only original WEINIG replacement parts may be used in the machine.
No liability whatsoever can be assumed for damage and | osses due to the use of parts
from other manufacturers or unauthorized changes in the machine.

L oose-fitting garments, long hair, wristwatches, jewellery and gloves can lead to
accidents at work (e.g. snagging, being trapped by rotating tools, feed rollers, etc.).
For this reason:

— Do not wear any loose-fitting garments

— Cover your hair

— Remove wristwatches and jewellery

Ensure that the workplace is kept clean and tidy. Dirt (e.g. oil or wood dust on the
floor) and obstacles can impair your safety.

Wear goggles or afull face mask and use ear protection.
Keep your hands well clear of the feed areal

In order to avoid kickbacks, the width of the feed rolls must be selected in accordance
with the width of the workpiece and the height of the feed rolls must be set in
accordance with the workpiece height to be machined, so that sufficient pressureis
ensured.

The specified cross-sections and the required air velocities and flow rates (see layout
and extraction diagrams) should be noted in conjunction with the extraction of chips and
dust. The extractor system should always be running whenever the machineisin
operation.

0-6
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[ safety

Feeding timber with the aid of a push-bar or similar can be dangerous and is therefore
prohibited.
Never stand behind a workpiece that is being fed into the machine.

Do not raise the feed mechanism or movable infeed roller while there are still
A workpieces in the machine and the tools are still rotating, otherwise the workpieces may
be released and kicked back.

Do not feed in additional timber if the feed system becomes jammed. Switch off the
machine, secure it so that it cannot be switched on again inadvertently, wait until all
rotating parts have come to a complete stop and then remedy the faullt.

Only long workpieces of the same width and thickness and without cracks may be used
to push out short workpieces (too short for complete throughfeed).

Do not look into or stand behind the infeed opening of the machine while the machineis
in operation, as you may be injured by workpieces or splinters.

Before leaving the machine unattended, the control voltage must be switched off and the
machine secured so that it cannot be switched on inadvertently (lock or warning sign on
the master switch).

The permissible noise level depends on the national regulations and standards prevailing
in the owner’s country. Additional noise abatement measures must be taken by the
owner if the applicable limit values are exceeded on account of exceptional
circumstances (e.g. room, workpieces, tools, spindle speed) in individual instances.

If the machine is equipped with outboard bearings, it may only be switched on when the
outboard bearings have been fitted on the top and bottom spindles.

The following safety instructions must be noted when working on
the control cabinet:

Before starting any work on live parts, the power supply must be switched off (master
switch OFF) and secured so that it cannot be switched on again.

Work on the electrical system may only be carried out by duly qualified electricians.
Whenever electrical parts have been installed or repaired, the relevant protective
elements (such as grounding resistors) must be tested before the machineis put into

service again.

Signalling elements (limit switches) and other electrical parts must not be removed from
the safety mechanisms or bypassed in any way.
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safety [=]

> B

Tools

We recommend that braking motors (optional) be used to avoid spindles, tools and the
feed system from coasting when shut off. This considerably reduces the risk of injury
on tools and feed rollers as they run down.

Spindle brakes are naturally subject to wear and tear. It istherefore imperative to check
and service the brakes at regular intervals. The machine must not be started up until all
faults have been remedied.

The cutting edges on the tools are very sharp and can cause injury even when at a
complete stop. Tools must therefore be treated with great care. Keep away from
moving cutters when the machine is running.

Note the minimum clamping lengths of regrindable planing knives (refer to the
Instruction Manual for thetools). Profile and planing knives must not protrude beyond
the cutterhead body at the sides. Do not use any cracked or deformed tools.

The spindles, their contact surfaces and the spacer rings must be cleaned before
inserting the tools. Tools must always be fitted with safety collar.

When using saws they should be fitted on the lower spindle whenever possible (the
cutting pressure forces the workpiece onto the table). Check that the tools are seated
correctly.

The spindle nuts must be tightened securely so that they cannot work loose by
themselves.

The spindles must be turned by hand before starting in order to check whether they
rotatefreely.

Always beware of collisions with the feed roll when adjusting the left-hand spindle.
Spindle adjustments must not be undertaken while tools are rotating.

Thefollowing points must be noted when using tools with aluminium cor e:

 Aluminium tools must not be heated to more
than 120 °C during operation or when cleaned.

* Only solvents which do not corrode the aluminium may be used to clean and
deresinify the aluminium tools.

* Toolswhich have been heated as aresult of cleaning in awashing machine or in any
other way must be allowed to cool before being fitted. The tool clamp may be
released or reduced as the tool shrinks when cooling.

WEINIG cannot assume any liability for injuries or damage due to misconduct or non-
compliance with these safety instructions.
Further information on accident prevention is available on request from your local
employers' liability insurance association.
0_8 Profimat 23 E Tech. Dok. / L23 880 02/ 01.00.02 © MICHAEL WEINIG AG



Safety

Ssawing and splitting

f The following safety mechanisms must be used

when working with circular saw blades or profile
cutters to produce multiples, during which
workpieces can be kicked back or accelerated in
feed direction:

Nk\\\

Application Requisite saf ety mechanism
a) | Cutting workpiecesinto two or more parts with asaw or multiple | Anti-kickback device
profile cutter running in the opposite direction. or catcher
The workpieces are held secur ely by the transport rollers after
being split.
b) | Cutting workpieces into two or more parts with asaw or multiple | Anti-kickback device; a special outfeed
profile cutter running in the opposite direction. should be used if necessary.
The workpieces are not held securely by the transport rollers
after being split.
For example:
» Multiple profiling operationsin which
the bars could tilt after being profiled. /\ /\
» Narrow dlats
 Cutting off remnants on the outer side
¢) | Cutting with saws or multiple profiling tools running in the same | Impact plate to catch the workpieces

direction.

and cordon around the hazard area.

Splitting wedges are advantageous and should be
used additionally.

However, they do not ensure sufficient safety
when used exclusively.

The distance between the anti-kickback fingers
elements and the workpiece surface must be no
more than 1 mm (0.039").

The anti-kickback fingers elements must move
easily and remain sharp-edged.

Tech. Dok. / L23 880 02/ 01.00.02 © MICHAEL WEINIG AG
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safety [=]

Miscellaneous safety instructions

Risk of injury on sharp-edged machine partsin feed and discharge openings, such as
tool cutting edges, anti-kickback fingers and transport rollers. Also risk of being drawn
into the machine when the hood is open and in inching feed mode.

We urgently recommend that the WEINIG service department be called in if repairs are
required.

Dust and chips must be extracted when cleaning the machine.

Only use the clamping devices and saw clamping sleeves supplied. Do not use loose
reducing sleevesto adjust diameters. Always use sharp tools.

Suitable feed tables or roller conveyors must be used to feed and remove workpieces.

The Instruction Manual must be read through completely and understood by all
authorized persons before starting work with the machine. The supervisor concerned
should obtain written confirmation that thisisindeed the case.
Thelnstruction Manual has been read and thoroughly under stood.

Date: Signature:

O N e e

Operating
PErSONNEl . i e
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[ Operation

Intended use

Application

The machine is designed and built exclusively for
planing and producing longitudinal profiles on
four sides. All other uses must be approved by the
manufacturer in each instance.

Permissible materials

Standard types of wood and wood substitutes
with outside dimensions (L x W x H) as specified
in the technical data.

Permissible tools

Planing and profiling cutterheads and hydraulic
tools as specified in the technical data and
pr EN 847-1.

Workplaces

The number and position of the workplaces are

shown in the installation diagram; refer to the
order confirmation drawing when material
handling is connected. The main workplaceison
the feed side.

All other uses are deemed to be non-conforming.
For example: sawing and splitting work may only
be carried out with the requisite supplementary
equipment. Machining of metal or similar
materials and operation without duly installed
safety mechanisms are deemed to be non-
conforming uses.

§§ The manufacturer cannot assume any liability for
resultant damage and losses; this risk rests
exclusively with the user.
Conforming use also includes compliance with
the associated Instruction, Service and
Maintenance Manuals.

Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG Profimat 23 E 1 _1



Operation

Setting-up

Switching on the machine

* Main switch "on".

* Turn key-operated switch for "Open hood"
(optional) to "1", hood can only be opened after
approx. 180 seconds.

Setting-up in manual mode

* Open hood

* Set mode selector to "0", manual mode.

* Set selector "Release brakes' (optional) to "1".
Spindle brakes are rel eased for basic setting and

tool change. Spindle motors cannot be switched
on.

Tools may only be changed and basic machine
settings effected in manual mode with spindle
brakesreleased and keys removed.

Example:
Planing astrip 100 mm (3.937") x 30 mm
(1.181") on four sides:

Tools and basic setting:

* Fit four straight cutterheads; note the chapter
"Tools"

» Effect basic settings; note chapter "Basic setting”

» Always keep the vertical spindles slightly below
the table and horizontal spindles behind the fence
in the axial direction so that the complete timber
isindeed machined.

Timber width:

* Release clamp for left-hand spindle.

 Option Digiset: Switch numerical indicator to
workpiece width and adjust spindle to awork-
piece width of 100 mm (3.937").

» Clamp spindle

Timber height:

* Release clamp for top spindle.

 Option Digiset: Switch numerical indicator to
workpiece height and adjust spindle to a work-
piece height of 30 mm (1.181").

» Clamp spindle

Further examples for setting-up profiles can be
found in the chapter entitled " Setting-up”.

O|[«O

rN r-
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Operation

Production

Checklist

=

* The Manual " Safety I nstructions’ must be
read and observed, for it contains further,
detailed information on the moulder’ s intended
use and its safe operation.

 Basic settings have been made.

* Tools have been fitted securely.

» Unaobstructed movement of the spindles has
been checked.

» Safety mechanisms and dust extraction hoods
have been fitted.

» Unused spindles have been adjusted away from
the working area.

* There are no set-up tools or measuring
instruments in the machine.

* Theworking areaisclear.

» Wear goggles and ear protection when setting
up profiles with the hood open.

Setting up profiles in manual mode

* Open hood

* Set mode selector to "0".

* Set selector "Release brakes' (optional) to "0",
brakes are applied.

Spindle motors can be switched on when the

hood is open. Feed movement isonly possiblein

inching mode.

* Dust extraction, spindle motors "on".
» Automatic Waxilit pump (optional) "on".

* Place set-up piece on infeed table and edge
jointing fence.

* Carefully advance the set-up part through the
machine at inching feed speed.

* Stop production viaan Emergency OFF if
dangerous situations arise.

2.
@
e

]
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Operation

A

Keep out of range of the flying chips. Do not
look into theinfeed tunnel. Do not touch any
moving machine parts. Never raisethefeed
beam whilethereistimber in the machine,
otherwise the workpiece will bereleased and
can be kicked back.

Production in automatic mode

* Set mode selector to "1", automatic mode.
* Set spindle braketo "0", apply brakes.

¢ Close hood.

Spindle motors and continuous feed can be
switched on.

« Spindle motors "on", continuous feed "on".
Spindles motors and feed are switched off when
the hood is opened.

* Place timber on infeed table and against edge
jointing fence. Feed timber into the machine
end-to-end.

* Stop production viaan Emergency OFF if
dangerous situations arise.

Switching off the machine

» Wait until machine is empty
* Spindles, feed, dust extraction and all
supplementary equipment "of f"

» Master switch "off"; secure with lock prior to
prolonged shutdowns, repair work or tool
change.

NO|[«O
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Operating elements

Overview of machine

10 19 9 15 11 13 4 23 118

Machine controls Spindles

1 Master switch on control 12 First bottom spindle
cabinet (straightening spindle)

2 Control systems (optional) 13 First right-hand spindle

3 Control panel with (edge-jointing spindle)

Emergency OFF button 14 First left-hand spindle
4 Pneumatic control panel 15 First top spindle
5 Control panelson the 16 Second bottom spindle
console with Emergency 17 Universa spindle
OFF button

Workpiece guidance

6 Infeedtable

7 Edgejointing fence
8 Machinetable

9 Machinefence

10 Outfeed table

11 Feed beam

Protected components
for accident preven-
tion

18

19

Control cabinet, locked
by master switch in
position"I"

Machine hood:

machine cuts off when
hood is opened.

If "Hood interlock with
delayed release”
(optional) isinstalled, the
hood remains interlocked
for approx. 180 seconds
after switching off the
machine.

Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG
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Operating elements

Master switch

Bl ~ Master switch:
"I" Switch on machine: control
| panel, control system
(optional) and machine are
operational
"0" Switch off machine
Control panel
@|e]e
-
ol
0/0|e|e
bl =
@|G|®
B1 6 Emergency OFF B7 Feed rate adjustment
B2 Feed beam up/down
inching mode
Height indicated on pneumatic
@ control panel or on hood at
timber infeed
B3 00’ Continuous feed
=7
Only with hood closed and
m automatic operation
B4 Inching feed
Forward, reverse
B5 @] Operating hour s counter
M Hours of operation with feed on
(optional)
B6 Interior lighting on/off
@ (optional)
2_2 Pro.ﬁmat 23 E Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG



Operating elements

BS - M ode selector El4 SERVICE CONTROL
A& (key-operated switch) (optional)
- Automatic "1" I .
A e Note operating instructions for
[ Manual 0 "SERVICE CONTROL": service
intervals must be programmed
and displayed
B9 Release spindle brakes
«O (optional)
Lightsup immediately when
\Cﬁ% "Brakesreleased”. Brakeis
= released after approx. 10's.
Spindle brake released "1"
Spindle brake locked "0"
B10 ﬁ Hood interlock with delayed
E Elease (optéc&nal) 0
- ey-operated switc
\KZ‘T“ Open hood "1"
= Close hood "0"
@ The machineis switched off
9 completely when switching over
? to"1", but the hood remains
locked for approx. 180 seconds
(timefor spindlesto cometo a
complete halt).
B11 Spindle motor s on/off
{=>|--- | individually
m Same order as on the machine
First right and left-hand
% spindle on/off together
B12 = Univer sal spindle, spindle motor
% on/off
Direction of rotation, universal
O C spindle Clockwise/
counterclockwiserotation
B13| [ ==~ MTS (optional)
Accurate positioning, top spindle
m upwardsin inching mode
B14 ] Cycleinfeed roller up/down

—

i
\é‘

>

S
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Operating elements

Console, spindle adjustments
(manual machine without ATS control)

K19

Universal spindle top spindie left-hand spindie
PN f»' il\h
IOOOO 1 IOOOO 1 IOOOO 1
[oooi ] &)
= f) ﬁ} f} [o00dT ]| 2] o000 ] "=
| | |
K23 K22 K21 K20 K12a K9a
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Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG



2

Operating elements

Spindle symbol

Mechanical counter showing

spindle position

Spindle clamping lever

Handle on crank journal for
spindle adjustment

2nd bottom spindle | K16 Radial adjustment
K17 Radial clamping
K18 Axial adjustment
K19 Axial clamping
Universal spindle | K20 Adjustment up/down
K21 Adjustment forward/
backward
K22 Adjustment for
angular position
K23 Central clamp for

adjustment up/down,
forward/backward
and angle

1st bottom spindle |K1 Radial adjustment
(straightening (mechanical counter,
spindle) optional)
K2 Radial clamping
K3 Axial adjustment
K4 Axial clamping
1st right-hand K5 Radial adjustment
spindle K8 Radial clamping
(edge-jointing K7 Axial adjustment
spindle) K6 Axial clamping
1st left-hand K9 Radial adjustment
spindle K8 Radial clamping
K10 Axial adjustment
K11 Axial clamping
K9a (Optional, Digiset)
Lever up:
set tool radius
Lever down:
set workpiece
width
1st top spindle K12 Radial adjustment
K13 Radial clamping
K14 Axial adjustment
K15 Axial clamping
K12a | (Optional, Digiset)
Lever up:
set tool radius
Lever down:
set workpiece
height
H2 (optional,
H3 see next page)
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Operating elements

Control panels on the console

motor-driven (optional)

Feed + 1st top spindle up/down when top
spindleis engaged with feed unit viaswitch
H4

H3

SN =
i |
EMERGEN- H1 H2 H3 H4
CY STOP
H1 Feed forwards at inching speed H4 Engage top spindle
Switch below pneumatic control panel
H2 Feed up/down — rough positioning,

L eft-hand position: Top spindle engaged
with feed unit

Right-hand position:  Top spindle disen-
gaged from feed unit

Feed up - fine positioning, motor-driven

Feed + 1st top spindle up when top spindleis
engaged with feed unit via switch H4

=o

Adjusting the top spindie

The top spindle can optionally be motor-adjusted
inradial direction (up/down) together with the
feed.

Adjusting the top spindle

» Engage top spindle in feed via switch H4
(see above).

 Radialy adjust spindle viaH2 or H3.

* Disengage H4 again after adjustment.

Continuous feed cannot be started if the spindleis

not disengaged via H4 after adjustment.

Profimat 23 E
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Operating elements

Pneumatic control panel

Pressure gauge
Hold-down pressure
of feed rollers

Symbol
for pressure circuit

Pressur e contr ol
Pull knob out to adjust

|

B [2h] =24

0000

= =
{0 s il
0000|0
\
B 1b
P1 Pressure circuit 1, transport roller P5 Cycled infeed roller (optional)
before 1st bottom spindle
(straightening) (optional) Hold-down Left = Cycleinfeed roller
pressure of transport rollers before the downwards, surfacing
straightening spindle, raw timber Right = Cycleinfeed roller upwards,
Basic setting: straightening
Workpieces < 100 x 100 mm: appr. 1 —4 bar
Workpieces > 100 x 100 mm: appr. 3 — 6 bar Feed rollers, height indication
P2 Pressure circuit 2, steel feed rollers B la| Bottom edge of feed roller in front of top
spindleto table, height indication on timber
Set hold-down pressure of the steel rollers infeed
before the top spindle, raw timber B 1b| (optiona) instead of B 1a
Basic setting: approx. 2 — 3 bar
P3 Pressure circuit 3, rubber feed rollers
Hold-down pressure of the rubber rollers after
the top spindle, finished timber
Basic setting: approx. 2 — 3 bar
P4 Pressure circuit 4, hold-down pressur e of
chipbreaker beforetop spindle (optional)
Hold-down pressure of chipbreaker before top
spindle, raw timber
Basic setting: approx. 2 — 3 bar
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[ Tools

Safety instructions

When changing tools

Protective gloves must be worn when changing

A tools—high risk of injury on sharp cutting
edges. Tools must befitted with great care.
Assembly / disassembly sequence must be
followed precisely.

L 2

 Note the safety instructions and directionsin the
following: S
—"Instruction Manual, Tools" issued by the tool
manufacturer "
—Manual entitled " Safety Instructions"

Michael Weinig

* Select manual mode and release spindle brakes [« oll«O
for tool changes. —

ry ra
L b

Before switching on the spindies
Note the following checklist:

* Clean al contact surfaces. Pressure points
on the spindle collar must be deburred with a
whetstone.

» Always use asafety locking collar. Thisis
the only way to ensure that the tools are
adequately prevented from spinning.

* Tighten the spindle nut so that it cannot
work itself loose.

* Before starting the spindles, turn the tool by
hand to ensure it runs smoothly without
interference.

* Spindles may only be switched on when
dust extraction hoods and safety mechanisms
have been fitted.
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Tools

Fitting tools

Planing / profile tool

* Planing tool (2), spacer rings (3), safety locking
collar (4) and spindle nut (5).

* Tighten spindle nut. Always use adouble-
ended open-jawed wrench (1) for this purpose.

» The arrowsin the diagram illustrate the
direction of action for tightening the spindle
nut.

The safety collar must protrude at least 1 mm

(0.040") beyond the spindle thread, otherwise

the tool cannot betightened so that it isaxially
secur e and can spin on the spindle.

Saw blade on horizontal spindles

» Roughly determine the axial position of the saw
(3) by means of the spacer rings (1) and
clamping flanges (2) or clamping sleeve.

» Use axia spindle adjusting mechanism for
precise positioning.

Closdly following the WEINI G fitter's
instructions. Use anti-kickback device.

Sawing unit for glazing beads

Note the information in the chapter "Machine
options’'.

Rebate cutter

The rebate cutter is axially clamped by the
planing tool.

» Mount rebate cutter (1) and planing tool (2) on
spindle with mutually offset cutting edges.

* Insert pin (3) on rebate cutter into
corresponding hole on cutterhead or gap under
gib.

oy

Om @06 @ O

e 1

3-2
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[ Basic setting

Principle of basic settings

This chapter summarizes the most important
settings. A more detailed description can be
found in the following chapters.

Adjusting spindles

Spindles can be adjusted in two directions: axially
in parallel to the axis or radialy in parallel to the
radius. The spindle position can be read off on
the numerical indicator.

1. Loosen spindle clamp ().
2. Adjust spindle viacrank handle (2) and
retighten spindle clamp (1).

Basic setting and calibration of the
numerical indicators

After setting the spindle shaft in relation to the
setting straight edge, for example, the mechanical
counter must be set as follows:

3. Loosen clamping screw (3) on adjusting ring.

4. Turn adjusting ring to the required setting.
The direction in which the numerical
indicator was last turned must be the same as
the direction of rotation of the spindle (play
in the numerical indicator).

5. Tighten clamping screw (3).

Adjustment procedure

In order to eliminate the spindle play, the bottom,
right-hand and left-hand spindles must always be
set to their final position by turning towards the
workpiece.

[=lo

The top spindles and feed, on the other hand,
must always be set to their final position from
bottom to top in order to eliminate the spindle

play.
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Setting spindles

The tool must be set in relation to the following
fence or table in order to avoid snipes. Thefol-
lowing example refers to the right-hand spindle:

 Hold setting straight edge against fence and
adjust tool towards setting straight edge until at
least one cutting edge touches the bar. Turn the
tool by hand in the direction opposite to that of
cutting during the adjustment.

» Thetool is correctly set when the rubbing
movement of the cutting edge against the setting
straight edge can be faintly felt but not heard.

* Set the mechanical counter in this position.

Pressure elements

When the tools have been set to their basic
position, the pressure elements and table plates
must be set as close as possible to the largest tool
cutting circle.

Note the following point for the
bottom spindie:

If achipisremoved on the last bottom spindle, this
must be taken into account on the top spindle when
setting the numerical indicators, e.g. 0.5 mm
(0.020").

Height correction

The chip removal in axial direction must be taken
into account, e.g. 0.5 mm (0.020"), when
profiling with the vertical spindles.
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Basic setting

Accident prevention
Select manual mode for basic settings.

Befor e switching on a spindle, check that it
rotates smoothly by hand and verify theentire
Setting.

Replace extractor hoods and safety
mechanismsimmediately after making an
adjustment.

Never advance feed or feed/top spindle onto a
measuring device or piece of timber. In other
wor ds, always make adjustment, then position
measuring equipment, repeat adjustment, etc.

> B b

Usejog switch for motor-driven adjustment.

All machine clampswhich arereleased in
order to make an adjustment must always be
retightened immediately after the adjustment.

>
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1]
N

Infeed table

Straightening table

Straightening table up/down — chip removal on

the straightening spindle:

» Turn adjusting lever (1) to release it and adjust
height of table by 0 — 10 mm (0.394") up/down.

Edge-jointing fence forwards/backwards — chip

removal on the edge jointing spindle:

» Turn adjusting lever (2) to release it and adjust
position of edge-jointing fence by 0 — 10 mm
(0.394") forwards/backwards.

Straightening spindle

Radial basic setting

* Set straightening tool (1) in relation to setting ?3) (2 1)
straight edge (2) on machine table (3).

* Release clamp for spindle slide.

» Adjust spindle viacrank handle.

Check cutting edges over their full length. Align
cutter intool if cutting edges (1) are not parallel
to machine table.
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Rebate cutter (optional)

Rebate cutter (1) cuts arebate. When the timber
reaches rebate fence (2), it is guided by the rebate
fence at the side instead of by the edge-jointing
fence (3).

Therebate is planed off again by edge-jointing
spindle (4).

Tool specification

Since the rebate cutter and straightening spindle
are adjusted simultaneously in radial direction,
their diameters must be matched with one
another.

Tool specifications: rebate cutter dia. 145 mm
(5.70"), straightening tool dia. 125 mm (4.92").

Only thistool combination will ensure that the
rebate cutter always clears slightly more (1) than
the height of the rebate fencein axial direction.

Axial basic setting

The axial basic setting of the spindle sets the
rebate cutter (1) in relation to the rebate fence (2).

* Position setting straight edge (3) against rebate
fence (2).

» Release clamp (4) and adjust rebate cutter (1) in
relation to setting straight edgevia hexagon
socket head screw (5).

 Continue to adjust spindle until at least one
cutting edge of the rebate cutter (spur) lightly
touches the setting straight edge.
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Right-hand spindile

Axial basic setting

* Position spindle ring 10 mm (0.394") on
spindle.

* Position setting straight edge on spindlering.

* Release clamp and adjust spindle in axial
direction until setting straight edge is aligned
with table.

* Set numerical indicator to 10 mm (0.394")
(see page 4-1).
Note any chip removal on the last bottom
spindle.

Radial basic setting

* Fit dimensioned tool; radius 62.5 mm (2.460")
inthis case.

 Hold setting straight edge against fence.

* Release spindle clamp and adjust spindle
radialy in relation to tool.

* Set numerical indicator to 62.5 mm (2.460")
(see page 4-1).

The numerical indicator can be set to O if
measured (calibrated) tools are not used.

Table plates, fences

» Useinsert (1) (optional) for small tool cutting
circles, remove insert for large tool cutting
circles.

* Set fence (2) within 3 mm (0.118") of the tool
cutting circle. Release clamping screws on rear
of fence support for this purpose.

4-6
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Left-hand spindie

Axial basic setting

* Position spacer ring 10.0 mm (0.394") on
spindle.

* Position setting straight edge on spacer ring.

* Release clamp and adjust spindle in axial
direction until setting straight edge isaligned
with table.

* Set numerical indicator to 10.0 mm (0.394")
(see page 4-1).

Adjust for any chip removal on the last bottom
spindle (see page 4-12).

Radial basic setting

* Plane atest piece and measure timber width.
* Set numerical indicator to measured value (see

page 4-1).

Machines with DigiSet counter (optional):

(A) Spindleradius

* Move lever (5) upwards.

* Set upper indicator to 20.0 mm (0.787") by
means of crank handle.

(B) Spindlering length

* Move lever (5) downwards.

» Place measured spindlering (1) — 63.0 mm
(2.480") in this case — against fence (2).

* Release spindle clamp and move spindle
towards fence until spindle ring can just be 5)
moved. [oo0oo | "5+

* Set lower indicator to basic setting of 63.0 mm |
(2.480") (see page 4-1). ®

Pressure elements before and after
tool

* Set pressure elements after tool in relation to
tool with the aid of the setting straight edge.
* Then set pressure elements before tool so that *
they are 3 mm (0.125") in front of the tool.
When the basic settings have been made for the
spindle and pressure elements, the entire assem-
bly must be set to the required workpiece width.

w (0.125")
[
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Set timber width, change tool radius
(optional)

The adjusting spindle must not be turned
when changing lever (1) from radiusto width
or height indication! Thisappliesfor both
motor -driven and manual adjustment.

Set timber width

Example:

Timber width 100 mm (3.94 in), tool radius

62.5 mm (2.46 in).

* Lever (1) down:
Set required workpiece width (100 mm
(3.94 in) in this case) by means of the crank
handle.

Change tool radius

Example:
Change tool radius from 62.5 mm (2.46 in) to
70 mm (2.756 in)

* Lever (2) up:
Set new tool radius of 70 mm (2.756 in) by
means of the crank handle.

* Lever (1) down:
The required workpiece width can be set
immediately.

* Set the pressure elements before and after of the
spindle to the new tool radius.

Table plate

» Useinsert (1) (optional) for small tool cutting
circles, remove insert for large tool cutting
circles.

00625 || 7 6‘2,5
0100[0 || ==
Jozoofo | -
| |
e V=
> =
(> JQ
: : \
0070[0 || ¥ 70
(2 —==
[01000 @}é
: 100
| |
=
D Js
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Top spindle

Axial basic setting

 Clamp setting straight edge between spacer
ring (1) 10.0 mm (0.394") and spindlering (2)
63.0 mm (2.480").

* Release clamp and axially adjust spindle until
setting straight edge is aligned with fence.

* Set numerical indicator to 10.0 mm (0.394")

(see page 4-1).

Radial basic setting

* Raise pressure elements before and after top
spindle if necessary so that they do not rest on
the machine table when adjusting settings.

* Plane atest piece and measure timber height.

* Set numerical indicator to measured value
(see page 4-1).

Machines with two-fold indication (optional):

(A) Spindleradius:

* Lever (3) up.

* Set upper indicator to 20.0 mm (0.787") or half
of spindle diameter by means of the switch and
button.

(B) Spindlering height:

* Lever (3) down.

 Place measured spindlering (1) — 63.0 mm
(2.480") in this case — on machine table (2).

» Release spindle clamp and move spindle up (A) 00200 ||z ¥
towards spindle ring until spindle ring can just (3 -
be moved under the spindle | {}é

* Set lower indicator to 63.0 mm (2.480") (see
page 4-1).

Note any chip removal on the last bottom spindle. | (B) 00200 ||
. . . (3) E— ] ‘
Set timber height, change tool radius B oy ¥
The timber height and tool radius can be set
directly, as with the left-hand spindle, when these
basic settings have been obtained.

when changing lever (3) from radiusto width
or height indication! Thisappliesfor both
motor-driven and manual adjustment.

j The adjusting spindle must not be turned
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Basic setting of top pressure
elements

* Set pressure shoe (1) after the spindle to the
smallest tool cutting circle by holding the
setting straight edge against the underside of the
pressure shoe.

* Release clamping screw on numerical indicator
(optional) and set indicator to tool radius, in this
case 62.5 mm (2.46").

 Then set chipbreaker (2) beforetool so that it is
3 mm (0.125") below the tool.

 Hold setting straight edge underneath chip-
breaker and adjust pressure element in relation
to setting straight edge.

* Set chipbreaker 3 mm (0.125") lower in
accordance with numerical indicator (if
installed). Thisautomatically sets a pretension
of 3mm (0.125").

* Release clamping screw on numerical indicator
and set tool radius, in this case 62.5 mm
(2.460").

Pressure shoe (1) and chipbreaker (2) can now be
set to new tool cutting circles without delay in
accordance with the numerical indicator.

When the basic settings have been made for the
top spindle and upper pressure elements, the
entire assembly (spindle, chipbreaker, feed) must
be set to the required workpiece height.

Pressure shoe after top spindle

* Set pressure shoe (1) to minimum tool cutting
circle up/down (2) and to maximum tool cutting
circle forwards/backwards (3) for profile tools.

* If aprofile guide isfitted, it must be set
forward/backward in relation to the profile.
Ensure that the pressure shoe does not press
against the machine fence when setting is
complete.

* Set hold-down pressure on pressure shoe as
shown in table (5).

62,5

D )

4-10
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Pressure elements before top spindle

* Fit laminated fabric pressure plates (1) of
different lengths when changing the tool cutting
circle.

* The hold-down pressure of the adjacent pres-
sure plates (1) must be adjusted individually by
means of the adjusting screws (2).

(2)
1)

Receding pressure element (optional)

* Fit steel pressure plates (1) of different lengths
when changing the tool cutting circle.

* The hold-down pressure of the adjacent pres-
sure plates (1) must be adjusted individually by
means of the adjusting screws (2).

)

1)

Fitting a circular saw

The circular saw isfitted in the same way on the
bottom spindle (see page 4-13). Refer to the
technical datawith regard to the max. saw blade
diameter.

e Fit awooden insert and cut into it with the

circular saw.
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Bottom spindie

Set chip removal

The table plate must be adjusted upwards after
the last bottom spindle so that the underside of
the timber can be finish-planed.

* Unscrew table plate.

» Place 0.5 mm (0.20") shim supplied between
base and table plate.
Chip removal isimpossible without the shim.

Tableroller

» Adjust table roller (2) to match table height.
On therear of thetable:

 Adjust table roller up/down by means of
adjusting screw (3).

» Adjust spring pressure via spring pressure
element (4) if necessary (set to basic position
by manufacturer).

If the spindleis set for chip removal, al spindles
must be raised in relation to the outfeed table by
the amount of chip removed.

Axial basic setting

» Clamp setting straight edge between spacer
ring (1) 10.0 mm (0.394") and spindle ring (2)
63.0 mm (2.480").

* Release clamp and adjust spindle in axial
direction until setting straight edgeis aligned
with fence.

* Set numerical indicator to 10.0 mm (0.394").

Radial basic setting

* Fit adimensioned tool, radius 62.5 mm
(2.460") in this case.

* Place setting straight edge on outfeed table.

* Release clamp for spindle slide and adjust tool
in relation to setting straight edge.

* Set numerical indicator to 62.5 mm (2.460")
(see page 4-1).

4-12
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Basic setting

Adjust table plates

* Set table plates (1) in line with tool cutting circle.

Adjust left guide

Left guides of different lengths are fitted near the
top and bottom spindles, depending on the
machine configuration.

* Set left guide (2) to timber width.

Fitting a circular saw

Such safety devices as the anti-kickback

device (1) or catcher and the splitting wedge (2)
from WEINIG are required when working with
acircular saw (refer also to the chapter headed
Safety, page 0-9).

Therisk of accidentsisgreater when working
with a circular saw. Please consult WEINIG
without fail before making the basic setting

which ismerely outlined in global terms below.

Anti-kickback devices, catchersand splitting
wedges should be ordered from WEINIG.

» Adjust splitting wedge to saw blade. Use
pressur e shoe with wooden insert (5) and
adjust to timber height. Fit anti-kickback
deviceor catcher.

Refer to the technical data with regard to the
maximum saw blade diameter.

» Axially adjust saw blade to finished size (1) in
relation to fence.

* Fit special table plates (2). Place wooden
insert (3) in guide groove and clamp into place
with table plates.

 Switch on bottom spindle. Slowly move the
saw through the wooden insert from the bottom
upwards (4).

=

L ®

3)
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Universal spindile

Use

Used astop, bottom, left-hand, right-hand or tilt
spindle. Direction of spindle rotation can be
reversed on control panel for planing in opposite C )
direction. Ensure that it runs against the feed. (_}‘

barrier must beinstalled behind the machine ot || 1=
outfeed so that flying workpieces arereliably

stopped and no-one can enter the danger zone. B! = @)
A corresponding sign must be affixed to the C
machine.

é When cutting with the feed, impact plate and

Using a circular saw

A circular saw may be used in the same way as
the top or bottom spindle.

Refer to the technical data with regard to the
maximum saw diameter.

Basic setting of the angle indicator

* Set spindle upright and line it up on the
machine table with a 90° steel angle (2), using
the crank handle for swivelling the spindle.

* Set numerical indicator to O (see page 4-1).

Basic setting forward/backward,
up/down

» Adjust basic settings as for top, bottom, right-
hand or left-hand spindle, depending on how the
spindleis used.
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Tilting, change of position

Tilting:

» Remove table plates and dust hood if
applicable.

* Release clamp on console.

* Release clamp for tilt movement and set
required spindle position with crank handle as
indicated on angle indicator.

* Reverse direction of rotation on control panel.

* Fit dust hood (1) according to figure p. 4-14.

Changing position from right to left:

 To change position, first move spindle vertically
to the right (used as right-hand spindle).

» Then move spindle through working areafrom
right to left.

* Proceed accordingly when changing from left to
right.

Table plates

When used as bottom spindle:
* Fit table plates (1).

When used as top, left-hand or right-hand spindle:

* Release clamping screws (2) on front of table
plates (1) and turn table plates (1) through 180°.

» Slide continuous table plate (4) into guide
grooves and tighten clamping screws (2).

» Clamping screw (3) at end of table must
additionally be tightened when using table 3) 2 (2
plate (4).
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Feed

Basic up/down setting

* Set the feed beam, which can beinfinitely |

adjusted up/down, to the finished timber

¥

height (a).
The difference in height between raw timber and

0 (%)

S

{

Z

7

finished timber (b) is compensated by the

7

pneumatic pressure element.

B

Hold-down pressure

The hold-down pressure can be adjusted
separately for the feed rollers before and after the
top spindle. See page 2-7 for information on
pneumatic adjustments.

Motor-driven adjustment up/down
Two motor-driven adjustments can be effected:

* Only feed beam up/down.
Disengage top spindlein this case.

Feed beam and first top spindle up/down:
 Engage top spindle.

* Disengage top spindle after adjustment.

Continuous feed cannot be switched on if the top
spindle is not disengaged.
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Steel rollers

» Additional steel rollers (1) must be fitted on the
roller shaft so that the timber is covered
completely when processing very wide raw
timber. Note the direction of movement of the
steel rollers (1).

* Set the outfeed rollers (2) after the top spindle
to the middle of the workpiece in order to
prevent the timber running off to the side.

Wear protective gloves when fitting steel
A rollers.

Pressure rollers (optional)

* Set pressurerollers (1) to the height of the feed
rollers (2).
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Setting up profiles

Setting up tools -
profiled wood

Workpiece

Define axial and radial dimensions
which can easily be measured on
the profile.

Tools
* Fit tools as shown in diagram.

Setting up tools - axial
and radial

* Select one of the set-up
variations alongside, depending
on the configuration and
accessories for your machine.

Tool cutting circle

* Set table plates and fences for the
maximum tool cutting circle.
 Check all settings again.

Start production

» Asalready described in the
chapter entitled "Operation".

1. Planing atest piece

profile patterns

Setting up with aids

4. Axidly constant tools

5. Dimensioned tools
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Setting up profiles
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Set-up variation -
planing a test piece

Adjust the profile tools to roughly the correct
position with the aid of the setting straight edge in
radial direction and as appears correct in axial
direction.

Example, top spindle

* Set al profile spindlesto roughly the correct
position.

 Plane atest piece.

» Establish the axial or radial spindle correction
values from the required and actual values:

Example—radial

Required value, profile (1). 22.0 mm (0.866")
— Actual value, test piece (2) . 25.0 mm (0.984")

= Spindle correction (3) ........... 3.0 mm (0.118")

Example—axial

Required value, profile (1). 36.0 mm (1.417")
—Actual value, test piece (2) 38.5 mm (1.516")

= Spindle correction (3) ........... 2.5 mm (0.098")

 Adjust spindles 3 mm (0.118") downwards and
2.5mm (0.098") to the rear.

Recommendation:

* Note value shown on numerical indicator on the
tools.

These settings can be reused when the tools are

fitted again and have not been resharpened,

provided that the basic setting remains

unchanged.

When cutting the test piece, feed the raw
timber through the machine cautiously at
inching speed.

Ensurethat the maximum chip removal is not
exceeded and that the workpiece rests squar ely
against the fence.

( 1) 36 L

) L s

3
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[ Setting up profiles

i Set-up variation - setting up
in accordance with a sample

profile

Successively set up al profile toolsin accordance
with an existing sample profile.

Sample length

The sample profile must be long enough to rest
securely on the next table/fence and extend under/
beside the center axis of the spindle.

Example, top spindle

* Place profiled timber under the top spindle,
against the lateral fence.

Example—axial, radial SV V|

« Adjust spindlein axial and radial directions r}
until the profile tool accurately fitsinto the ] |
profiled timber. B VR

» Simultaneously turn the tool by hand in the
direction opposite to that of cutting.

Trial run

* After atria run, correct spindle setting as
described in the chapter entitled " Set-up
variation, planing atest piece".
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setting up profiles =]

ﬁ Set-up variation -
setting up with aids
Setting up profile tools to match the profile with
the use of aids, such as:
—Dimensioned setting straight edge

— Dimensioned spacer ring
—Ruler

Right-hand spindie

Example—radial:

* Set the smallest tool cutting circlein relation to
the fence after the spindle with the aid of the
setting straight edge.

Example—axial: MG\

* Set tool point 1 on table level with the aid of the 1
setting straight edge.

* Adjust spindle 15 mm (0.590") upwards from

Left-hand spindle

Example—axial:
» Move planing tool 5 mm (0.197") below the
table from its basic axial position.

Example—radial:
* Set planing tool to a workpiece width of
79 mm (3.110").

5.4 Profimat 23 E Tech. Dok. / L23 880 02 / 05.99.01 © MICHAEL WEINIG AG



=] Setting up profiles

Top spindie

Example—radial

* Place spacer ring (1) and setting straight edge
(2) ontable. Adjust tool in relation to setting
straight edge.

* Calculate workpiece height:

Height of setting

straight edge.........ccccceueneee 15.0 mm (0.590")
+ Height of spacer ring ........ 63.0 mm (2.480")
— Ref. value of workpiece.... 22.0 mm (0.866")

= Spindle correction............. 56.0 mm (2.205")

» Move spindle down by 56.0 mm (2.205").

Example—axial

* Place spacer ring against fence. Set tool against
edge of spacer ring.

» Calculate reference value of workpiece.

Height of spacer ring ....... 25.0 mm (0.984")
— Ref. value of workpiece... 36.0 mm (1.417")

= Spindle correction............ 11.0 mm (0.433")

* Movetool 11.0 mm (0.433") forwards.

Bottom spindie
Example—radial
* Set smallest cutting circlein relation to setting / m
straight edge on the outfeed table.
Example—axial
* Place stedl ruler against the fence after the
spindle and set profile tip to 57 mm (2.244").
f

Test run

* After atria run, correct spindle setting as
described in the chapter entitled " Set-up
variation, planing atest piece".
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Setting up profiles

const

Set-up variation - axially
constant tools

Axially constant tools need only be set in radial
direction. Set spindlesto the axial constant value
(20.0 mm) (0.394").

Example—radial
* Settoolsinradial direction as described in a
following chapter.

Set-up variation -
dimensioned tools

An axial and aradia value must be determined
for the tool on the measuring stand in accordance
with the reference values on the workpiece
(WEINIG can supply different measuring systems
depending on the application in question).

* Determine settings for mechanical counter.

Example—radial

/

Tool vaue = Setvaue..64.6 mm (2.543")
Workpiecevalue = Setvaue..22.0 mm (0.866")

Example—axial

Tool value.......cccooevereenene. 46.0 mm (1.811")
—Workpiecevaue................ 36.0 mm (1.417")
=Setvaue ... 10.0 mm (0.394")

* Set spindles to the set values obtained.

A 4
25 [oolilio -
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[ Setting up profiles

Set-up variation -
recall set values
(control system)

Positioning spindles via a control system.

Positioning the spindlesin the machining
positions is described in detail in the Instruction
Manual for the control system.

Summary of control system

* Enter all tool and workpiece valuesin the
control system and save them as a program.

&LDE

Kl
A,m”
o7

* Call up program. . oooo
===l
o0
LOoOoooo0o 00 Oo0oOo
Positioning v
... . 2N
If the axes are not positioned automatically by a =
positioning motor: [oordlo

* Set the spindles to the working position as
shown by the numerical indicator and as
directed by the control system.
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@ Machine options

Table lubrication

Application
Transporting green/resinous timber.

Lubricant: Only Waxilit or Waxiglide may be
used.

Note the manufacturers safety instructions
and specified precautions when handling
lubricantsand sprays. Suitable protective
gloves and goggles must be worn.

> [>

Version 1 - Lever-type manual pump

Metered
quantity: Via pedal-actuated pump (1)
Lubricated area:
Genera Workpiece width 0 — 230 mm
(9.055")
Version 2 - Automatic pump
—(2) Control unit on control console ®
—(2) Waxilit pump on machine base Powe
Metered Set number of [ubricating 2
quantity: pulses on control (4). 0
Lubricated area (standard version): @ [sec]
Set via switch (3): 3
Off Waxilit pump off
On Workpiece width 0 — 230 mm
(9.055")
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Machine options [=]

Reduced distance feed
assembly

Application

Additional feed rollers on the feed beam make it
possible to transport particularly short
workpieces.

Versions

Depending on the machine configuration, one or
two float assemblies (1) with an additional feed
roller (2) each are mounted on the extended roller
shaft (3).

Basic setting up/down

* Set roller of feed assembly (9) to height of feed
roller (8) on theroller shaft via screw (2). (2 (5 (6) (10)(7)

Basic setting forward/backward

* Set roller of first float assembly to centre of
workpiece with spacer rings (3).

Fitting the feed assembly

* Fit spacer ring (3).

* Fit feed assembly (1) and secure with clamping
screw (4).

* Tightly screw pneumatic cylinder / spring 4 O 3) (8
pressure el ement (5) to holder (7) with screw (6).

 Plug pneumatic hose (10) into feed beam
pneumatic circuit.
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@ Machine options

Telescoping roller shaft
opposite left-hand spindie

Application

Quick infinite adjustment of the feed roller shaft
to different feed roller widths; max. roller width
50 mm.

Changing feed rollers

* Release clamp on telescoping shaft (2) with
Allen key (1) and infinitely adjust roller shaft to
the width of the feed roller(s) (3).

* Release clamping screw (4) in order to fit
extended roller shaft (2) (optional).

Guiding knife

Application

The guiding knife (1) in the vertical spindleinsert

ensures accurate guidance in the spindle area. 7 1
The shallow groove is removed from the timber (-& @

by the last bottom spindle. \
Basic setting ©)
* Release clamping screws (2) of guiding knife

and adjust height of guiding knife to 0.3 mm

above the table via the adjusting screws (3) on

the underside of the insert. Align parallel to

machine fence.

* Set the last bottom spindle to a chip removal of
0.5 mm.
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Machine options [=]

Hydraulic spindie nut

Application

The tools on the spindle are conveniently clamped
by hydraulic pressure.

Clamping tools

* Release clamping screw (1) (screw is flush with
cylinder surface).

* Drive out locking pin (3).

* Force pressure cylinder (2) back completely by
screwing it onto the spindle.

* Tightly screw on hydraulic spindle nut (4) and
back off slightly. Press home locking pin (3).

D )

* Turn clamping screw (1) down until indicator
pin (5) protrudes slightly beyond cylinder
surface.

The tool is now clamped.

Releasing tools

* Release clamping screw (1).
* Presslocking pin (3) outwards.
* Unscrew clamping nuit.
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@ Machine options

Air cushion

Application

Compressed air is blown under the workpiece via
holesin the machine table. Thetimber is
transported through the machine on a cushion of
ar.

Adjust width of air cushion

Pneumatic circuits (1), (2) and (3) can be 1)
switched in or out in accordance with the timber —

. =
width. -
* To switch in pneumatic circuit (1): )

Set pressure controller on pneumatic control
panel to approx. 2-3.
Set pressure controller to O to switch off all
pneumatic circuits.

* To switch pneumatic circuit (2) into circuit (1):
Actuate switch near feed beam (2).

* To switch pneumatic circuit (3) into circuits (1)
and (2):
Actuate switch (3).
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Machine options [=]

Sawing unit for glazing beads

Application

Cutting out glazing beads during window
production.

The safety instructions given by the WEINIG

A service engineer during commissioning must
be observed when fitting saw blades and
setting the glazing bead saw.

Fitting the saw blade

* Fit saw blade (3) on flange and mount safety
collar. Fit clamping screw and tighten by hand. (?) (‘7) (Ef) (?)
» Hold clamping nut with size 50 fork wrench and

I I I
securely tighten clamping screw with hexagonal o®| S —
socket wrench.

All guiding elements must be adjusted to the
A clamped saw blade and the blade's freedom of (10)

movement checked before switching on the ‘
sawing unit.

(12) Py

Radial basic setting

 Adjust depth of penetration of saw blade via
turret (11). A number of depths can be set.

Axial basic setting

» The axial position of the saw blade in relation to
the machine fence must be set via the
counterscrew on the horizontal slide on the rear
of the machine.

Adjusting the guiding and safety
elements

* Align anti-kickback device (5), additional feed
rollers (4), splitting wedge (2) and guiderollers
for the glazing bead on guide beam (1) in
relation to the clamped saw blade as specified 4) (5)
by the WEINIG service enginer during
commissioning.
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@ Machine options

Working without sawing unit

The sawing unit must be moved out of the

working areawhen cutting large timbers:

* Move glazing bead saw upwards by pressing
switches (6) or (7).

» Then move saw blade backwards out of the
working area by pressing switch (10).

Cycled spindles (optional)

All the spindles required for separating the
glazing bead can be operated via an additional
control panel on the control cabinet.

(6) Glazing bead saw, top spindle, right-hand
spindle cycled into or out of the working
position or the working area

(7) Move glazing bead saw in/out

(8) Movetop spindlein/out

(9) Moveright-hand spindle in/out
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Bevel unit

Sequence of work, bevel unit and
bevel cutter

A workpiece isto be bevelled on four sides:

\
Stepl:  Rebategroove _ mL
Step 2: Bevel bottom right %&I: | %

Step 3: Bevel bottom left P . . .
Step4:  Bevel top right - T 4
Step5:  Bevel top left by bevel unit 4 @I
P v
» Fit bevel cutter behind cutterheads as shown in yvv MA @
diagram. %ﬂ]ﬂ @

Axial spindle setting when using
bevel cutters and bevel unit

A = Bevel width 0 mm: @
The bevel cutters (tool height 14 mm) must be =
axially positioned behind the fence or under the
table for abevel size of 0 mm; in other words: *E |
« Axially adjust right-hand, left-hand and top Sl ’r‘_| —
spindle to set value = 14 mm as shown on i[ ]i
numerical indicator. f : :
b |l
[mm] | [mm]
B = Bevel width x mm: t_/ | 1
The bevel width (b) is determined by the operator [ 2 )| 28
through axial adjustment of the spindles. The set AR w— 3| a2
value for the numerical indicator is calculated as \ 1 5 70
follows: Cutter height 14 mm 6| 84
* Set value = 14 mm — bevel width —Bevel widih () 5 mm Ay
= Set value for numerical 9| 126
indi cator 9mm 10| 140
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Machine options

Function of the bevel unit

Bevel cutter (1) cutsthetop left-hand bevel. In
the 45° position, the bevel unit can sense its way
along the timber via a sensor plate. Result:
unchanging width of bevel over the full length of
the workpiece, even if the timber iswarped.

The bevel unit is adjusted up/down to the new
timber height viathe top spindle; it is adjusted
forwards/backwards to the corresponding timber
width viathe left-hand spindle.

Main parts and possible adjustments

Technical data:
Max. bevel width
Bevdl cutter .............

Main parts:

1
2
3

4

Possible adjustments

5
6

O 00

10

................... 10 mm
Dia. 65 x 20 mm

Bevel cutter

Sensor plate

Scanning surface of the sensor
plate

Top spindle

Pressure element after top spindle
Clamp for adjustment (7) and for
swivelling right out of the
working area

Adjustment of the bevel width
Bevel width

Width adjustment via Bowden
control, together with the | eft-
hand spindle

Scalefor bevel size
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Machine options

=o

Basic setting, production

The bevel unit is set by the manufacturer. Only

the bevel unit need be moved into position for

bevelling.

For this purpose:

* Releaseclamp (6).

»  Set bevel size in accordance with scale (10)
using adjustment (7).

Toolswith a cutting circle diameter of 125 mm
should generally be used on the left-hand and top
spindles. The bevel unit cannot be used with
other cutting circles.

Example

To plane the following workpiece:
Workpiece size 200 mm x 100 mm, bevel
size8 mm

Timber width

* Set timber width 200 mm on the numerical
indicators of the left-hand spindle

Timber height

* Set the top spindle to aworkpiece height of
100 mm on the numerical indicator. The bevel
unit is automatically adjusted at the same time.

Bevel size

» Set abevel size of 8 mm on the scale of the
bevel unit.

Profiling package

The profile guide after the top spindle can only be
used when the bevel unit has been moved out of
the working area.

. 8x45°

Y

\——
— ==
100

|

200

J
Y
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@ Machine options

Working area for 45° bevels

45° bevels can only be produced for workpiece 30
sizeswithin area A.

45° bevels cannot be produced for workpieces

whose top left-hand corner islocated in area B.

Example: i \ B
— Bevel size 4 mm — minimum timber thickness

24 mm
— Bevd size 10 mm — minimum timber
thickness 30 mm

20
120

220

Timber heights < 20 mm (0.787")

In order to lower the top spindle to atimber

height <20 mm (0.787"):

* Move bevel cutter (1) out completely so that
sensor plate (2) can move past the table plate.

» Move bevel unit out of working areavia
adjustment (7) in order to machine workpieces
below 20 mm without bevel.
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Machine options [=]

Groove guide

Function

Prevents short parts or parts with uneven ends 2 @
from running off the fence. Grooves are cut into
the workpiece by a groove cutter on the
straightening spindle. The timber is guided
through the machine by the groovesin the groove
bed. The outer right-hand groove (1) or the
second groove (2) acts as the main guide and
corresponds exactly with the width of the cut
groove. The other ridges are slightly narrower.
The guide grooves are planed off on the last [ﬁ /;ﬁ
bottom spindle.

Radial basic setting of the edge-
jointing spindle

» Move the edge-jointing spindle approx. 0.2 mm
forwards in relation to the fence so that the
workpiece is guided in the groove and not along
the fence.

AXxial specifications

The cutters must be assembled and mounted as
shown in Fig. A if the timber is guided in the first ® (1); ,
11,8-11,9

groove.

8 12 8 12" :6
(1) Timber HplipEpliy
(2) Grooved table plate (2 —— -
(3) Groove cutters

12"

|

11,8-11,9
17

Groove width (a) as a function of the
timber length

If thefirst ridgeis cut off from the right on
account of the profile shape, the workpiece must
be guided by the second groove. The groove
cutters must be assembled as shown in Fig. B.

N U\
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@ Machine options

Timber lengths:
Approx. 0.3-0.8m a=11.9mm ?
>0.8m a=11.8mm e e
or less 812 8 _i812"6
AR
Spacer rings supplied: -2
1spacerring  11.5mm e
8 spacer rings  10.0 mm ® [0 [ [7]
1 spacer ring 9.0 mm 1T
1 spacer ring 8.0 mm s s Wyy
2 spacer rings 0.2 mm o b AT
3spacer rings 0.1 mm @ N

Axial basic setting

* Position setting straight edge against side of
ridgein first groove.

* Release clamp and adjust spindle in axial
direction.

* Turn setting straight edge through 180° and
position it against the opposite ridge.

» Continue axial adjustment until the spurs on
both sides of the guide groove have been set
uniformly.

If the groove cutters are resharpened, the width of
the guide ridge must be checked and corrected
with the aid of intermediate spacer rings if
necessary.

[=lo

Radial basic setting

* Place setting straight edge on ridges (1).

 Radially adjust groove cutter from bottom to
top.

 Check each individual cutter with the setting
straight edge.

Maximum concentric running tolerance between
groove cutters:
0.02 —0.03 mm (0.001 — 0.002 inch)
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Machine options [=]

Working width 260 x 160 mm
(10.236" x 6.299")

Only tools with aluminium body may be used
when working with awidth of more than (1) — —
230 mm (8.661"). Thetools must also include a s
recess for the spindle nut. ’K’ Sl o

(1) Toal (?
(2) Safety locking collar ) Py
(3) Spindle nut '

é For safety reasons, steel tools must not be used
at widths of morethan 220 mm (8.661").

é The following points must be noted when using
tools with aluminium body:

1.  Aluminium tools must not be heated to more
than 120 °C when in service or when being
cleaned.

2. The solvents used to clean and removeresin
from aluminium tools must not corrode the
aluminium.

3. Toolswhich have been heated as aresult of
cleaning in awashing machine or in any other
way must be allowed to cool before being
installed in the machine, otherwise the tool
mount can work loose or be reduced as the
tool shrinks on cooling.
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Troubleshooting

sSummary of limit switches

Check that limit switches are functioning

correctly if machine functions are not executed.

are installed on the controlled axes.

No. | Designation Function Optional |Location
1 |S301Q Limit switch for infeed flap - Feed flap
2 |S101Q Limit switch for hood - Beginning of hood above
straightening spindle
3 |S501Q Limit position, feed beam, max. - Feed beam near top spindle
4 |S502Q Limit position, feed beam, min. - Feed beam near top spindle
5 |S503Q 1st top spindle, max. - Behind pressure shoe
6 |S504Q 1st top spindle against feed beam - Behind pressure shoe
7 |S511Q Left-hand spindle max. ATS Left-hand spindlel
8 |S512Q Left-hand spindle min. ATS Left-hand spindle
9 |S551Q Feed rate max. Optional
10 |S552Q Feed rate min. Optional
11 |S5017 Q Top spindle max. ATS Top spindle
12 |S5018 Q Top spindle min. ATS Top spindle
13 |S5020Q Pneumatic converter, 1st top spindle Optional
14 |S5021 Q Clamp, universal spindle Optional | Feed beam of universal spindle
f If an optional c_ontrol system or suppl ementgry
equipment are installed, additional limit switches
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Profimat 23 E

71



Troubleshooting

Determining the cause of
snipes

Recommendations for trouble-
shooting

Mark faults
Immediately upon removal of the workpiece:

» Mark the feed direction and the position of the
workpiece in the machine.

* Mark snipes.

 Check for parallelism: Measure the width/height
on the infeed and out-feed side.

* Check for twist or bow: Place the workpiece
on the level bottom straightening table.

Workpiece and machine

* Hold the trial workpiece next to machine and
check which tool caused the snipe.

* Hasthe basic set-up of the spindle been prop-
erly performed? Check which hold-down
adjacent to the spindle, which pressure roller or
feed roller might have caused the snipe.

The component responsible for the snipe can be
located by comparing the length of snipe and
the distance between the spindle axis and the
component (see Page 7.3).

Mark workpiece

Determine cause of fault

7-2 Profimat 23 E
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[ Troubleshooting

Example: Faults due to spindle

Situation:

The second bottom spindle is positioned too low,

thus affecting the correctly set top spindle. m

Cause of defect (A): § @ °
7

The timber knocks against the table plate (1) and Ve
moves diagonally upwards and away fromit.
Result: Snipes on the entire underside (a) and Q)

workpieces which are neither parallel nor @
dimensionally accurate. -2 .

Cause of defect (B): 4&

Pressure shoe (2) lifts off due to the angular travel
of the timber. Consequence: snipe on top (b).

Example: Fault due to pressure
element

Situation:
Pressure element (2) before top spindle has been
set incorrectly.

Position snipe under middle of tool. The distance
between the point of tool action and the pressure
element indicates which component has been set
incorrectly.

Snipe (a) at beginning of timber:
Pressure shoe (1) presses timber downwards.

Pressure element (2) has been set too lightly so
that the timber springs upwards. Consequence:
snipe mark at the beginning of the timber.

Snipe (b) at end of timber:

The end of the timber emerges from the feed
roller (3). Pressure element (2) has been set too
lightly so that the timber springs upwards.
Conseguence: snipe mark at the end of the timber.
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Troubleshooting

Troubleshooting on workpiece

No. Fault Possible cause Remedy
1 | Snipes, leading end, a) Tool on one of bottom spindlestoo low | &) Readjust tool relative to table or
bottom or blunt resharpen
2 | Snipes, leading end, a) Hold-down ahead of top spindle a) Readjust hold-down relative to tool
top too high ﬁ
<X e, Al
b) Timber bowed or warped b) Placetimber on table with hollow side
down
S— e
3 | Snipes, trailing end, a) Tool on bottom spindle too high a) Readjust tool relative to table
bottom B
% j@t
b) Pressure shoe behind top spindle not b) Realign pressure shoe parallel to table
parallel ﬁ
4 | Snipes, trailing end, a) Pressure shoe behind top spindle too a) Realign paralel to table and readjust
top high or not parallel to table pressure shoe relative to tool
b) Chipbreaker set too low b) Readjust chipbreaker
5 | Snipes, a) Tool positioned behind fence a) Readjust tool relative to fence
leading end, right .
6 | Snipes, trailing end, a) Tool positioned ahead of fence a)
right
7 | Point/hollow joint a) Tool on straightening spindle not set a) Readjust tool relative to table
when straightening accurately relative to table, or blunt
% j@t t
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Troubleshooting

No. Fault Possible cause Remedy
8 Point/hollow joint a) Edge-jointing tool not set correctly a) Readjust tool relative to fence
when edge-jointing relative to fence i -
% b) Rebate cutter on straightening b) Readjust rebate cutter relative to rebate
spindle not set correctly relative fence
to rebate N =
fence
9 Workpiece spiraly a) Onefeed roller exerts one-sided pressure, | &) Readjust feed rollers to middle of
distorted or two rollers exert one-sided pressure workpiece
due to height difference in unmachined
% workpiece
b) One-sided wear of straightening tool due | b) Resharpen straightening tool
to constantly same timber width
10 | Workpiecenot parallel | @ Tool cutting edges not parallel to a) Realign knivesin tool body
laterally table or fence
b) One-sided wear of tools b) Resharpen straightening tool
11 | Workpiecenot paralel | @ Lower tool atiny bit too low a) Realigntool relative to table
over full length —
height
—p o —r=
12 | Workpiecenot paralel | @ Workpiece driftsaway from fence a) Readjust tool relative to fence

over full length —
width

%

because tool set behind fence

§
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Troubleshooting

2

No. Fault Possible cause Remedy fault
13 | Irregular marks on a) Workpiece wobbles because pressure b) Set pressure elements correctly
the top over the full elements not set correctly
length of the work- N
es illG)- A
14 | Timber does not run a) Pressure elements at top and front of a) Reduce hold-down pressure of lateral
through the machine left-hand spindle set to too strong a and upper pressure elements
(congestion) value
A b) Feed beam too high b) Adjust height of feed beam
== =
15 | Timber wanders away a) Topfeedrollerssetincorrectly a) Set feed rollersto middle of workpiece
from fence
_
7
b) Pressure elements set incorrectly from b) Check al pressure elements
the left
16 | Feedroller impres- a) Raw timber with too little oversize a) Useraw timber with larger oversize
sions visible on the b) Excessive chip removal at the b) Reduce chip removal on straightening
surface of the timber straightening spindle spindle
c) Feedratetoo high ¢) Reduce hold-down pressure of feed
17 | Burn marksinthe a) Feed ratetoo low, tool scrapes a) Increasefeed rate (cutter mark
timber calculation)
b) Timber has briefly stopped in the b) Do not leave test timber under one
% machine spindle for too long when working at
inching feed rate
c) Tool isblunt ¢) Regrind tool
18 | Timber warps after a) lrregular chip removal on opposite a) Uniform chip removal on both sides
machining sides or when timber is strongly
profiled g l
}
]
b) Timber has been dried incorrectly % b) Usewell seasoned timber with uniform

moisture content in core and exterior
wood

7-6

Profimat 23 E

Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG



Troubleshooting

recur although basic
setting is correct

b)

Table and fence are worn out on
account of excessive hold-down
pressure

b)

No. Fault Possible cause Remedy
19 | Timbersoverlap a) Thinraw timber is severely warped a) Placetimber on infeed table with curved
side facing downwards
= e
% b) Not enough pressure rollers on top b) Insert pressure rollers and protection
against tear-up (optional)
¢) Timber pointed at beginning or end c) Square off timbers
20 | Rubber roller at a) Pointed timber profiles a) Reduce pressure of outfeed rollersto a
machine outfeed is minimum
frequently scored b) Run machine without outfeed roller
Feed timber into machine
end-to-end in both cases!
21 | Workpiece defects a) Tableand fenceareworn a) — Replacetable platesor fences

— Use special lubricant instead of

diesel

— Use hard chrome-plated table plates

and fences

Reduce the hold-down pressure

Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG
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Troubleshooting

Troubleshooting on the tool

Nr. Fault Possible cause Remedy
1 | Hightool wear a) Wrong tool material a) Select tool material to suit workpiece
(HSS, stellite, carbide)
2 | Nicksincuttingedges | @ Tool edge overheated during a) Reduce grinding speed and use coolant;
resharpening select suitable grinding wheel
b) Back clearance angletoo large b) Reduce back rake angle
3 | Tool rumbling a) Tool not properly balanced a) Balancetool
b) Knives not mounted uniformly b) Mount knives uniformly on tool body
¢) Knivesof different size mounted ¢) Always use knives of the same size and
(weight imbalance) weight
d) Cutting chips between tool body and d) Cleanall contact surfaces before
spindle collar mounting tools
€) Depositson spindle collar €) Remove deposits using grindstone
4 | Tool cannot be pushed | @ Tool clamping screws not tightened a) Tighten clamping screwsto uniform
on spindle uniformly; bore thus distorted torque
7_8 Profimat 25 E Tech. Dok. / L23 880 02/ 05.99.01 © MICHAEL WEINIG AG
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Troubleshooting

Electrical faults
No. Fault Possible cause Remedy
1 | Machinewill not a) No voltage on power supply @) Check mainsfuses
switch on
b) Master switch not turned on b) Turn on master switch
2 | Master switch cannot a) Undervoltage release tripped a) Mainsvoltagetoo low or at least one
be turned on phase missing
b) Door contact switch not pressed b) Close control cabinet door properly
3 | None of the motors a) Emergency stop has been pressed a) Reset emergency stop by pulling
will switch on button out
b) Control voltage has been b) Switch control voltage on
switched off
¢) Fuseon control transformer ¢) Replacefuse
defective
d) Brakereleased d) Apply brake
€) Motor protecting switch? tripped e) Switch protective motor switch? on
f) Overcurrent relay tripped f) Allow machineto cool down, relay will
come on automatically after a
few minutes
g) Protecting switch? for control voltage g) Switch protective switch® on
tripped
4 | Continuous feed will a) Limit switch at infeed end of machine @) Check limit switch
not switch on in depressed condition
b) Guards at front not closed or limit b) Close enclosure or check limit switch
switch defective
c) Brakereleased c) Apply brake
d) Spindles not in use have not been d) De-select spindlesnot in use
de-selected (option, keylock switch)
€) Manua mode / open hood selected e) Select Automatic mode/ close hood and
close the hood
5 | Brakecannot be a) Master switch has been switched off a) Switch master switch on
released b) Fuseon control transformer defective b) Replacefuse
c) Protecting switch? for brake voltage c) Switch protective switch® on
tripped

9 The protection switches are located in the

control cabinet
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[ Data, transport, start-up

Technical data

Additional information related to the
installation diagram

o - -
L -
‘F — E/r/rK/A
,=::'l= (o]0 OO N
Ej o = |
Y

0]
-

0000 NN

Pneumatic connection

Electrical connection

Connection for dust extraction
Machine feet with adjusting screws
Serial number

Space required by operator

Space required for installation work

SN D ® WD

L ocation and number of workplaces
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Data, transport, start-up

Space required by the machine

The installation diagram supplied with the order

confirmation contains the definitive machine data
and dimensions. It should always be consulted
whenever the machine is transported, installed
and connected.

The actual space required by the machineis
calculated as follows:

=o

Outside dimensions of machineL x W x H

(seeinstallation diagram)

Swivel range of doors, flaps, assemblies

Space required for setting up

Space required for maintenance work

Space required for workplaces

Material handling systems for workpiece

infeed / guides

Safety zone (national regulations)

Space required for peripherals (emergency

exits, raw timber store, etc.)

+ The machine must be set up in such away
that thereis no risk of being crushed
between moving parts and other fixed
machines, parts of buildings, stacks of
material, etc.

+  Space for the maximum timber length
before and after the machine
A minimum distance of 0.5 metres must be
allowed between the longest workpiece and
immovable surrounding elements

+ + + + +

+ +

= Space required for machine

Append the installation diagram supplied with the
order confirmation, for example, here.
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[ Data, transport, start-up

Size of foundations

Position of machine feet ... Seeingstallation diagram
Static load on machine feet for strength of foundations............. See installation diagram

Shipping data

Shipping weight / dimensions (incl. packaging) ..........c.ccoceveeeeeneee. See freight documents
Shipping weight (Without toolS) ..........cccceeveiieercecccece e, Seeinstallation diagram

Feed rollers

Feed rollers, steel (dia.,, width, bOre) ........ccooeieieieiiiiee Dia.140 x 50 x dia. 35 mm
Feed rollers, rubber ... Dia.140 x 50 x dia. 35 mm
Cup rollers, el ..o Dia140x 16.2 x dia. 35 mm
Material

Permissible materials.........cccocevveenen. Timber and wood substitutes, without impurities

Tools, general

PermissibDIE tOOIS.......cceeieeee e Balanced, stress-tested,
................................................................................ suitable for mechanical feed,
....................................................................... suitable for speeds up to 6000 rpm

All saw blades and cutters must meet the safety requirements of pr EN 847-1.

Electrical connection

Total connected load, MiN/MaX. ......ccooeriririeeieeesee e See installation diagram
Power requiremMent ...........ccceeveeeeeeeeneecee e See order confirmation for motor sizes
Current, operating voltage, frequUeNCY .........ccoceeerererennens Rating plate in control cabinet
Connected cross-section on installation side....................... Rating plate in control cabinet
Short-circuit-protection on installation side ....................... Rating plate in control cabinet

Pneumatic connection

NOMING PIrESSUME ...ttt e e sb e nnennea 8 bar (113 psig)
Operating pressure, MiN/MaX. .......ccccceceereeieeieeseseeseenee e 6 bar/10 bar (85/141 psig)

Dust extraction connection

Air flow rate, air requirement per spindle ...........ccevveieveerenen. See installation diagram
Number of extractor hoods, additional connection diameters..... See installation diagram
Total air requirement ..........ccccceeenee. Sum of theindividual air requirements per spindle
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Data, transport, start-up

Workpiece
Width min./max. for tool dia. 125 mm (4.92") [mm] 20/230 *20/260

2

0.787"/9.055" *0.787"/10.250"

Height min./max. for tool dia. 125 mm (4.92") [mm] 8/120 *8/160

0.315"/4.725" *0.315"/6.299"

* Optional. Special tools may be used in consultation with WEINIG.

Tool clamping lengths

Straightening spindle, [mm] 247 (9.725")
Edge-jointing spindle, left-hand spindle [mm] 130 (5.118")
Top spindle, universal spindle, [mm] 240 (9.448")

bottom spindle

Motor rating

Straightening spindle, top spindle, [KW] 4-11 (5.6 Hp—15Hp)
bottom spindle, universal spindle
One motor for left-hand and edge-jointing spindle [kW] 5,5-11 (7.5 Hp—15Hp)

Spindle diameter

All spindles standard [mm] 40
optional [inch] 1,

Tool cutting circle diameter

Straightening spindle  min./max. [mm] 125/145 (4.921"/5.748")

Rebate cutter [mm] 145 (5.748")
Edge-jointing spindle, min./max. [mm] 100/200* (3.937"/7.874")*
left-hand spindle
Spindle
Top spindle, min./max. [mm] 100/200 (3.937"/7.874")
Bottom spindle, Universal spindle
* Max. 15 mm below table possible for tool dia. 200 mm (7.874")

Max. 40 mm below table possible for tool dia. < 180 mm (7.087")
Spindile speed
All spindles [rpm] 6.000
Universal spindle [rpm] 6.000
Feed
Mechanical [m/min.] 5-24 (16— 78 ft/min.)
Motor output standard [kW]  2,2(3Hp)
optional [kW] 3 (4 Hp)
Height adjustment standard [kW] 0,25 (0.30 Hp)
optional [kW] 0,55 (0.75Hp)

8-4
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[ Data, transport, start-up

Emission levels

Noise

Noise emission levels measured in the workplace (DIN 45 635, Part 1656)
[dle/ MaChINING .......cci e e < 85.0dB(A)

The emission values referred to the workplace were measured in accordance with the
machining and measuring conditions stipulated by DIN 45 635, Part 1656
(woodworking machines, particular specifications for two-sided and multi-sided milling
machines).

Standard conditions for moulders (the first bottom, right-hand, left-hand and top
spindlesin use in each case):

Workpiece: Preplaned soft wood 100 x 80 mm
Machining: 3 mm on all sideswith chip extraction
Tools: 4-edged, paralel to axis, horizontal dia. 125 x 130 mm

vertical dia. 125 x 100 mm
Cutter projection 1.5 mm
For spindle dia. > 40 mm: tool dia. 140 mm

Speed: n = 6000 rpm (or nearest possible)
Feed rate: 15 m/min.
Distance of table plates: 4 mm from tool

Nationally applicable noise ceilings may be exceeded on account of special
circumstances (e.g. room, workpieces, tools, feed rate, etc.). The owner isresponsible
for introducing additional soundproofing measures.

Dust

The machine has been tested with regard to dust emissions. Thetest report is available
from WEINIG on request.
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Data, transport, start-up

Safety mechanisms

Protective mechanisms

The machine is equipped with the specified safety
features.

—Fully enclosed with safety sound hood. Also
available with interlocked hood if required by
national regulations (optional). If the
interlocked hood with delayed release is
installed, the hood can only be opened when the
spindles have come to a compl ete halt (approx.
180 seconds).

—Door of control cabinet interlocked when
master switchis"on"

— Spindle brakes (only in CE countries and if
purchased as an option)

—Mode selector (key-operated switch) for
automatic and manual modes

—Key-operated switch to release spindle brakes

— Puncture-proof dust extraction hoods

—Hand guard over bottom spindles

Safety functions

The feed is stopped and the spindle motors cut
out when the hood is opened. The spindles are
braked to a complete stop within 10 seconds by
the spindle brakes (optional).

When the hood is open in manual mode and the

brakes have been opened:

— Spindle motors cannot be started.

—Usefor carrying out basic settings and tool
changes.

When the hood is open in manual mode and the

brakes have been applied:

—Feed isonly possible at inching speed. Spindle
motors can be switched on.

—Usefor fine profile set up adjustment.

Emergency OFF functions

Emergency OFF cuts out the spindles and feed

immediately. Emergency OFF istriggered by:

— Emergency OFF buttons on the control panel
and column, infeed guard flap with Emergency
OFF function

— Opening the hood

—Tripping the infeed guard

8-6
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[ Data, transport, start-up

Transport

Delivery

The markings on the packaging must be noted
without fail.

The machine may only be transported by a
A qualified person familiar with such tasks.
Note the manual entitled ” Safety instructions"
when transporting the machine. The machine
has a tendency to tip backwards on account of
the heavy motors.

Transport the crate

* Ropes and the arms of a fork-lift truck should
be spread out as far as possible; the centre of
gravity isnot necessarily in the center of the

crate.
Crated weight will be shown in the freight
documents.

Transport on a hook

Suitable hoisting gear of adequate strength is
required.

» Connect straps to appropriate hooks on left and
right.

 Connect strapsto crane hook (1) or aims of a
fork lift truck (2).

* Carefully lift machine and lengthen or shorten
straps as required to balance machine.

* Ensure that machine hangs straight.
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Data, transport, start-up

Transport by fork lift truck

The machine may only be transported by fork lift
truck when the longitudinal supports (2) have

been fitted.

o Slide lift truck (1) under longitudinal

supports (2) and obliquely raise machine and

block (3).

» Movefork lift truck under both longitudinal

supports from the front.
* Carefully lift machine.

Cleaning
* Remove transport locks.

* Remove all corrosion inhibitors from the bare

metal machine parts.

A Do not use inflammable solvents.

® @ @
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Data, transport, start-up

[=lo

Scope of supply

* Check the scope of supply immediately upon
delivery.

The scope of supply (optional equipment,
standard equipment, operating tools) is specified
in the delivery note and order confirmation.

Installation, alignment

Installation

Note the information in the " Safety instructions’
with regard to the choice of location. Space
requirements as specified on pages 6-1 and 6-2,
aswell asin theinstallation diagram.

Foundations

* A foundation must be prepared if thefloor is
not sufficiently strong. The area pressure under
the machine feet and the size of the foundations
can be found in the installation diagram.

Alignhment

* Place thelevelling pads (2) provided under the T
adjusting screws (1) on the machine feet.

* Place aspirit level on the machine table (4).
The centre of the machineis an ideal point for
this purpose. %\ (@

* Align the machine viathe adjusting screws (1). 2)
Tolerance = + 0.1 mm/m.
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Data, transport, start-up

> B

Connection, start-up

Electrical connections

The machine may only be connected to the
plant mains power supply by a duly qualified
electrician familiar with thelocal regulations.

Risk of accidentsdueto electric power. When
working on electrical equipment, incorrect or
faulty connections can lead to damage dueto
short-circuiting, aswell as causing damageto
electronic components.

Connect wiring asindicated in circuit diagram

and on rating plate in control cabinet.

* Run power cable through opening provided in
the control cabinet.

* The phases may only be reversed at the main
connection.

* Check that all contact screws are secure before
switching on the master switch.

* If necessary, route power supply to the
matching transformer and then into the control
cabinet.

* Check direction of rotation of feed rollersin
order to verify that connections are correct.

Pneumatic connection

Refer to the installation diagram with regard to

min./max. plant air pressure.

Refer to the installation diagram with regard to

the position of the pneumatic service unit.

 Connect compressed air hose to the pneumatic
service unit with the single-hand coupling (1).
(Note: Different service units areinstalled,
depending on the machine version concerned.)

* Set operating pressure (see technical data) on
the pressure reducer.

Only usedry, filtered and oiled compressed
air.

8-10
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Data, transport, start-up

Dust extraction

* Install flexible hoses (3) between the dust
extraction hoods (1) and the dust manifold (2).

Seeinstallation diagram with regard to the outlet
diameter of the extractor hoods. The hose length
depends on the type of hose and on the spindle
travel.

The extraction system must generate an air
velocity of 30 — 34 m/s at the outlets of the
individual extractor hoods.

Due to pressure losses and the velocity of air, the
following negative pressures must be taken into
account in the machine:

anegative pressure of 1500 Pa at 30 m/s and
anegative pressure of 2000 Paat 34 m/s.

Hoses with flame-retar dant finish must be
used for the flexible connecting leads.

Electrical connection of the dust
extractor

If continuous feed is only to run when the
extraction system is on, terminals —X20 : 30.03
and —X 20 : 30.04 in the control cabinet must be
connected to a floating contact in the extractor
control. Theterminal labelling must be altered
accordingly.

The electrical connections for the dust extractor
must be connected by a qualified electrician.

—

©)

1)
Outlet Air requirement
diameter min. max.
200 mm 3400 m¥/h 3850 m*/h
160 mm 2160 m*¥h 2450 m*/h
140 mm 1680 m*/h 1920 m¥/h
120 mm 1260 m*/h 1380 m¥/h

80 mm 540 m¥/h 660 m¥h

Circuit diagram without including extraction

X20 X20
3003 Jumper = 30.04

Circuit diagram including extraction

X20 X20
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@ Maintenance and care

General information

Master switch

é Switch master switch off and secure with lock
before starting any maintenance work.

Regular maintenance

Maintenance regulations and intervals must be
complied with. WEINIG cannot assume any
liability for damagein cases of non-compliance.

Fire risk, cleaning

Keep highly inflammablewood chipsaway from
tablerollersand all unitswhich may become hot.

ﬁ Highly inflammable solvents must not be used
for cleaning.

Lubricants, recycling

Only the lubricantslisted in the table of oo
comparable lubricants may be used. They must
subsequently be disposed of in an ecologically safe
manner.

Maintenance symbols

Maintenanceinterval in operating hours
Drain or change
Check level and top up if necessary
L ubricate with grease gun
Lubricatewith il press/can
Lubricate with abrush
Check/changefilter
Adjust
Check
Clean

Change

<

N
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Maintenance and care

Lubrication and maintenance schedule

Lubrication
Only the lever-type hand gun without pressure gauge

(pressureindicator) supplied by WEINIG may be
used for lubrication.

Pos. | Lubricatingpoints Recommended lubricant or Lubricating Amount of lubricant®, Comments
equivalent product asspecified in | interval maintenancejob
tableof comparablelubricants @

1 | CNC/ATS-controlled SHELL ALVANIAGREASEG2 | 40 1shotwithlever- Until grease
spindles(optional) (not < H| typehandgun emerges
illustrated)

— Transportslide

— Spindleslide

— Adjustingspindle
— Spindlenut

2 | Dovetail guides SHELL ALVANIAGREASEG2 | 160 1shotwithlever- Until grease

— All spindlesexcept <—H| typehandgun emerges
ATS/ICNC
— Glazing bead saw
(optional) (Second
lubenipple on rear of
machine(notillus.)).

3 | Universa joint shafts SHELL ALVANIAGREASEG2 | 160 1shotwithlever-
— Feed <—H| typehandgun

4 | Spindlenut SHELL ALVANIAGREASEG2 | 480 1shotwithlever-
— Topspindle, transport <—H| typehandgun

slideonfeed beam

5 | Adjustingspindles SHELL ALVANIAGREASEG2 | 480 Greaselightly Cleanthoroughly
— Horizontal spindles first
— Vertical spindles
— Universal spindles

6 Infeedtable SHELL ALVANIA GREASEG2 | 480 — 1shotwithlever-

— Adjustments typehand gun

7 | Pressureelement SHELL ALVANIAGREASEG2 | 480 1shotwithlever-
— Topspindie <—H| typehandgun

8 | Wormgear (notillus.) SHELL ALVANIAGREASEG2 | 480 Greaselightly Cleanthoroughly
— Universa spindle % first

9 | Gear mechanism SHELL OMALA 220 160 v Uptooil viewglass | Check for leaks
~ Feed | andoil level every

160 h, top up oil if
necessary
500/2000 875 —1125 ccm 1st oil change after
LA 500 h
2nd oil change
after 2000 h, then
every 2years
Y Amount delivered by lever-type hand gun (Order No.: 00 309 091): 1.5 ccm/shot
Lubrication with central lubricating
panel for axial lubrication (optional)
The axial adjustments of the spindlesare
lubricated viathe central lubricating panel
(see overleaf). All other lubrication as above.
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Maintenance and care

Lubrication with central lubricating
panel (optional)

Pos. | Lubricatingpoints Recommended lubricant or Lubricating Amount of lubricant®, Comments
equivalent product asspecifiedin | interval maintenancejob
tableof comparablelubricants @
10 | Central lubricating panel
- Alllubricating nipples
without ATS/ICNC SHELL ALVANIA GREASEG2 | 160 — | 1lshotwithlever-
withATS/CNC SHELL ALVANIA GREASEG2 | 40 typehand gun
3,5, 6| Seepage9-2 Seepage9-2 Seepage9-2 Seepage9-2 Seepage9-2
7,8,9
Many of the lubricating points have been replaced
by acentral lubricating panel (1) infront of the (1)
machinetable. A few lubricating points must be
lubricated separately, as the panel does not
includeall lubricating points.
Maintenance and testing
Pos. | Lubricatingpoints, Recommended lubricant or Maintenance | Amount of lubricant®, Comments
maintenancework, equivalent product asspecified in | interval, maintenancejob, Test
Testpoints tableof compar ablelubricants Test
interval
11 | Pneumaticserviceunit 40 L_rl Drain
v
12 | Fatbelts 40 < Check tension
13 | Emergency OFF 80 <@ Functiontest, all
(notillus.) Enstergency OFF
uttons
14 | Interlocks(notillus.) 80 <@ Disconnect each
isolating guard to
switchoff the
machine. Check thatitis
impossibletoswitchonthe
machinewhen any of the
guardsisopen.
15 | All switches(notillus.) 80 <@ Functiontest,
all switches
16 | Spindlebrakes 80 Functiontest, Optional. Call
(notillustrated). <@ | spindlesmustbe WEINIG service
Notemanufacturer's brakedwithin engineer if
documentation! max. 10 seconds exceeded
17 | Anti-kickback device L ubricatewithnon-resinous continuously, Check easy running, | Optional
or catcher greaseif required but at least 80 <@ sharpedges,
(notillustrated) wear and dirt
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Maintenance and care [=]

Maintenance summary
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Maintenance and care

Table of comparable

lubricants

Products
DIN used by DEUTSCHE i MOBIL pow
designation | manu- ARAL AVIA BP castroL | DEA ESSO |TRIBOL |KLUBER olL OPTIMOL| SHELL | .oouine
facturer
o BPENERGOL| mpna | FALCON | SPARTAN | TRIOL MOBILGEAR | OPTIGEAR 220 | - SHELL
CLP 220 OMALA 220 | ARALDEGOL | AVILUB ALPHA
BG 220 RSX220 | OR-XP220 P 220 CLP 220 EP 220 Mooszz0 | AMORA 220 630 ULTRA220 | OMALAOL220
CLP PG 220 * TRIBOL | ARALDEGOL | AVILUB | BP ENERGOL C:E;Eg" POLYDEA | UMLAUFOEL |  TRIBOL SYNTHESO | GLYGOYLE TI\?SLEALLOL
800/220 * GS220* | VSG220* | SG-XP220* | pooo | PGLP 220 $220* 800/220 * HT 220 30+ WB *
ESSO TORQUE
P TEGULA32 | ARALDEGOL | AVILUB | BP ENERGOL | HYSPINSP32|  ASTRON FLUID N 45 TRIBOL LAMORA | MOBILFLUID 125 | OPTIGEAR 32 SHELL
BG 32 RSL 32 HL-XP32 | VARIOHDX HLP32 | nuromsa(ie | 100732 HLP 32 MOBILDTE24 | ULTRA 32 | TEGULAOL32
AVILUB HYSPIN
ARAL VITAM - | BP ENERGOL ASTRON TRIBOL 770 SHELL
HLP 10 TELLUS 10 GF10 fm‘i/;?slf_"fo HLP 10 HY:F"’:ﬁ ggw HLP 10 NUTO H10 | (soyG15) | AIRPRESS15 | MOBIL DTE21| HYDO 10 TELLUS 10
AVILUB HYSPIN SHELL
TELLUS OIL | ARAL VITAM ic | BP ENERGOL ASTRON TRIBOL LAMORA
HLP 32 Hydraulic AWS 32 NUTO H 32 MOBIL DTE24 |  HYDO 32 TELLUS OIL
DO 32 6F32  |quansisz | MP32 | yemneess| HLP32 943 AW 32 HLP 32 D032
AVILUB | pENERGOL|  HYSPIN SHELL
oL a6 TELLUSOIL | ARALVITAM | Hydraulic | rip a AWS 32 ASTRON | nuTo Hag | TRIEOL LAMORA | pogiL pTE25 | HYDO4E | 1eiyson
DO 46 GF46 | fluid RSL 46 HYSPIN SP 46 943 AW 46 HLP 46 HYDOE 46 D0 46
AVILUB HYSPIN SHELL
TELLUSOIL | ARALVITAM | ic | BP ENERGOL ASTRON TRIBOL LAMORA HYDO 68
ydraulic AWS 32 NUTO H 68 MOBIL DTE 26 TELLUS OIL
HLP 68 DO 68 GF 68 fluid RSL 68 HLP68 | | vepinspeg| HLPE8 943 AW 68 HLP 68 HYDO E 68 D068
ISOFLEX ISOFLEX
KPE2K-40 NCA 15 NCA 15
ARAL AVIA BP LZW-EP TRIBOL SHELL MOLYCOTE
K2K-20 ALVANIA ARALUB  [multi-purpose| ENERGREASE| SPHEEROL | GLISSANDO | peacon2 | 4020/220-2 | CENTOPLEX | MOBILUX2 | LONGTIME ALVANIA LONGTERM
FETTG2 HL2 grease 152 AP2 2 TRIBOL3030 2 PD2 FETTG2 w2
MOLUB- MOLUB-
KPF1K-20 | ALLOY-777-1 ALLOY-777-1
OPTIMOLY KLIBER. OPTIMOLY
PASTE MP3 MR 401 PASTE MP3

* Cannot be mixed with mineral oil.
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Maintenance and care

Maintenance work

Belt tension of the spindie drives

Care must be taken to ensure that the belt is
always correctly tensioned. Anincorrectly
tensioned belt can result in damage to the machine
and/or tools.

The belt tension must be checked every week or
when changing beltsand the belt retensioned if
necessary.

* Make two marks 200 mm apart on the
untensioned belt.
 Tension the belt and check the elongation.

Horizontal spindles:

* Release clamping screws on motor.

* Insert wrench (1) in housing, fit ratchet (2) in
wrench and tension belt.

* Retighten clamping screws on motor.

Vertical spindles:

The belt istensioned continuously by a

spring tensioner.

* Remove cover on front of machinein order to
reach the spring tensioner when changing belts.

Belt type NE 22 + NE 26

Motor output Elongation
(kW) (%)
4 55 75 05+0.2
11 15 185 22 0.8+0.2
Belt type NE 18
Motor output Elongation
(kW) (%)
15 185 22 30 37 05+0.2

Example for belt type:

NE 22 5.5kW 500 mm + elongation
— P -

O ——t

200 mm
1.0-1.4 mm

Marks
Dehnung

Marks
after elongation

201 — 201.4 mm

Consult Weinig if other belt
types are used!
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@ Maintenance and care

Feed gear

Check gear box for leaks.
Check ail level onviewglass (1).
Topupwithoil if oil level isnot visible.

* Capacity approx. 800 to 1250 ccm.

» Remove steel burrsfrom magnetic drain plug.

* Fill with gear oil through filter until level reaches
mark on viewglass.

Threaded spindles

Note: Thediagram merely illustratesthe basic

principle and not the situation in your machine.

» Remove grease residues and dust from the
spindle.

* Lubricate the threaded spindle up/down (1) and
threaded spindle forwards/backwards (2) with a
brush directly in front of the spindle nut.

Tech. Dok. / L23 88002/ 01.00.02© MICHAEL WEINIG AG Profimat 25 E 9_7



Notes [=]

9 8 Profimat 23 E Tech. Dok. / 2388002/ 01.00.02© MICHAEL WEINIG AG
-






This Manual has been compiled by
MICHAEL WEINIG AG.

All rights reserved. No part of this Manual
may be translated, reprinted or duplicated.

No part of this Manual may be reproduced in
any form, not even for use in training courses,
nor with the aid of electronic systems, without
the written consent of Michael Weinig AG.

Subiject to change without notice, in line with
further developments and improvements.

Printed in Germany.

©2003 MICHAEL WEINIG AG

Weinig offers more!

Michael Weinig AG
Weinigstralle 2/4

D-97941 Tauberbischofsheim
Tel. +49 (0) 9341/86-0
Fax +49 (0) 9341/7080
E-Mail inffo@weinig.de
Internet  www.weinig.com



