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Max. Width of material 480 mm,
Max, Thickness of drawer front 60 mm,
Fixed “pitch” 25 mm,

(Can be supplied with different
pitches on request - from min. 22 mm To max. 32 mm ).

Number of joints that can be machined in 1 min, 25-35
Tool shaft rotation speed 18500 rpm
Spindie motor 1.5 hp (1.1 kW)
Cutter transiation motor 1.5 hp (1.1 kW}
Approx. Weight of machine 350 kg.
Overall dimensions 900x1300x1450mm

OPERATING INSTRUCTIONS:

1) Before connecting the machine to the power supply, first check that the motors are
connected correctly, Then couple the machine to the air compressor and check that the
pressure gauge indicates 7 atmospheres. This done, check that the cutter motor rotates
in the correct direction, {do this without switching on the translation motor).

2) The machine is fitted with a autornatic shut down device that will stop the machine
if the compressed air supply does not meet the specified requirements (see 1).

3) Set the clamps (ref, 793-1) according to the thickness of the material.

First, introduce from above the pieces on which the dovetail pins are to be machined,
positioning them between the vertical face and the pneumatic clamps, so that they rest
on the fixed comb (ref. 811.1) and then secure them using the pneumatic clamps.

Then position the pieces on which the dovetail sockets are to be machined between the
pneumatic clamps and the horizontal face, so that they butt up against the vertical
piece. Start the cutter and then the automatic advance cycle.

Note that in order for the height of drawer front and side to be perfectly aligned, the
two pieces must be positioned with a distance between them equal to half the pitch, ie.
12.5 mm . This is achieved by adjusting support “o"* (see fig. 2).

4) Other types of joints can be made on the machine, as indicated in the enclosed tabie.
The height of the joint *h* can be varied between 6 mm and 18 mm approx.

5) It is passible to interrupt the dovetails, as in fig. 2 of the table of operations, by
placing plates {ref. 868 / B68) underneath the fixed comb (ref. 855) and the toothed
plates {ref. 857-1), supplied with the machine, in a corresponding position, bearing in
mind that the plates underneath must be loosened whenever it is necessary to regulate
the depth of the sockets.

6) Adjusting the spindle:

The eccentric spindle permits joints of different heights, ranging from 6 to approx. 18
mm, to be machined with. the same cutter.

Cutters can be supplied in special high-speed steel or with widia tip (hm) (tct).

Setting the height of the joint is a simple and precise operation using two graduated
scales,

The vertical movement of the spindle shaft is governed by a graduated scale (1), each
graduation of which corresponds to an increase of 1mm in the joint height.

The minimum height of Bmm is obtained by aligning the cut to the first graduation on
the left.
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spindle shaft by 1mm(2), this ensures that there is always a precise correspondence
between the two halves of the joint. :

7) Setting pin thickness *§": .
To adjust the pin thickness just lock the comb carrier (ref. 860) in the fully back posi-
tion against the stop, remove cover “p”’, loosen screw “g", set “r" and retighten,

8) Setting socket depth 517
Bring the comb support (ref. 860) to the fully forward position, loosen the locking
device “h-1" and set adjuster 5" to the required depth, relock “*h-1",

9} Tool holder group - automatic return,

The length of travel of the tool holder group can be set to any distance. This facility
enables you to reduce the machining time for smalier workpieces as the full length of
travel is not required.

1st. - Ensure that the cutter is in position “a” (N.B.: It is important that the eutter is in
Position “a" not “b” 1o avoid breaking the cutter when the preumatic return device is
engaged).

2nd: - Wait until the guide pin “u-1" is in the comb (ref. 855), Then halt the automatic
advance and foosen element “L** and bring it up to the stop.

10) Adjusting the drive belt tension {ref. 893).
Slacken screw “c”*, note the position of the motor, rotate ring nut *“d* until the belt is
correctly tensioned, lock the motor in its original position by way of screw “c”,

11} Tool holder group return,

The return speed of the cutter group can be regulated by way of the adjuster ref, 893
{Pneumatic system diagram). The adjuster ref. 890-1 {Pneumatic system diagram) serves
to adjust the return speed of the guide pin “u-1" in the comb (ref. 855), The guide pin
return shouid be refatively siow.

Example adjustment: .
After having decided the height of joint required “h” in accordance with the thickness
of the material, proceed as follows:

to obtain a dovetail joint of height 6mm {*h”), position the cutter on the first gradua-
tion on the "~ side. Loosen screw ref, “e”. Raise or iower the spindie until height of
the joint is 6mm

When higher joints are required, rotate the cutter towards “+", bearing in mind that
each division corresponds to an increase in height of Tmm .

KEY:
h = the height of pin

p = pitch {distance between pin centres)
s = thickness of pin

s1 = depth of socket

u = half the pitch
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1) The back of the cutter touches the work and the cutter does not cut.
- Cutter positioned incorrectly. Rotate towards “+".
- Worn cutter, resharpen or replace.

2) The joint is even but the two parts do not fit together:
. slacken the fock screw {ref. “’e”'} and lower the spindle {ref. (2} 0 901-1}, or rotate
the cutter towards “'+".

3) Joint too loose:
- 'slacken lock screw (ref. “e”} and raise the spmdle (ref. {2) 0 901-1}, or rotate the
cutter towards "',

4) The cutter cuts but {oses speed when working:
~reset the tension of the spindle drivebelt (ref. 816).

5} The joint goes together, but the pins do not completely enter the sockets
- reset the socket depth by way of the adjustment in {8), alternatively alter the pin
thickness as in (7).

*6] Excessive noise from the cutter spindle (ref. 901-1):

- grease the bearings with special high speed bearing grease {ref. “n"'} eg: skf iglt2 or
equivalent.

Maintenance and lubrication,

Before starting the machine, or at least once a day, clean the work waste from the ma-
chine. This is best done with a compressed air jet.

The moving parts must be lubricated regularly, particularly the joints {ref. “g”} and
along the shaft {ref, “t”).

The spindle bearing must be lubricated frequently, using a small quantity of high speed
grease such as skf Igit2 or equivalent.

PLEASE DO NOT REMOVE THE ANTI ACCIDENT PROTECTIONS OF THE
MACHINE.

N.B. Whenord.ering spare parts, the reference number is always to be mentioned.
. For technical reason cah sometimes dimensions and weights change.
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Putsante stop fresa

Termico fresa

PA1 Stop cutter push button it Cutter thermic
Bouton-poussoir arret fraise Interrupteur themn. fraise
Stopptaste frase Thermoschalter frase
Puisante stop avanzamento Termico avanzamento

PA2 Stop feed push bution Feed thermic
Bouton-poussor amet avance Interrupteur therm. avance
Stoppiaste vorschub n2 Thermoschalter vorschub
Infernstiore generale Pressostato

s1 General switch PS Pneumatic switch
Inferupteur général Pressostat
Hauptschalter Druckwachter
Fusibde 10A Pulsante emergenza

1 Fuse 10A PE Emergency push bution
Fusible 10A Bouton poussoir urgence
Schmeizsicherung 10A Not-aus taste
Fusibile 1A Spia start M1

B2 Fuse 1A LS1 Start signalfing lamp Mt
Fusible 1A Voyant marche M1
Schmelzsicherung 1A Kontrolleuchte start M1
Fusibile 2A Spia start M2

F3 Fuse 2A 152 Start signalting lamp M2
Fusible 2A . Voyant marche M2
Schmelzsicherung 2A Kontrolleuchte start M2
Contatiore fresa Spia stop Mt

ct Cutter contactor (s3 Stop signaffing tamp M1
Contacteur fraise Voyant arret M1
Kontaktschalter frase Kontrofleuchte stopp M1
Contatiore avanzamento Spia stop M2

c2 Feed contactor 154 Stop siynalling lamp M2
Contacteur avance Voyant arret M2
Kontakschatter vorschub Kontrolleuchte stopp M2
Puisante start fresa Motore fresa

PM1 Start cutter push bution Mi Cutter motor
Bouton-poussoir marche fraise Moteur fraise
Starttaste frase Motor frase
Pulsante start avanzamento Motore avanzamenio

PM2 Start feed push button M2 Feed motor
Bouton-poussoir marche avance Moteur avance
Starttaste vorschub Motor vorschub
Trasformatore

TR Transformer
Transformateur

Transformator




[image: image11.png]TIPO DI LAVORI ESEGUIBILI

TYPES OF OPERATION POSSIBLE

TYPES D'USINAGES REALISABLE

TYP DER DURCHFUHRBAREN BEARBEITUNGEN
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