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(1) Controller Installation and Connection

In installation of the controller, one must followthe instructions stated in this manual.

Before installation in the control panel (fig. if)js necessary to cut a rectangular hole with
dimensions 175 x 140 mm. The hole should be madeatsty, so that the rubber seal of the
control panel will fit tightly on the whole lengtiRossible irregularities left after the cutting
ought to be flatten with a small file and protecteain corrosion with a high-quality paint or
lacquer.

If there is not enough free space on the controlep#o install the controller, it can be
installed in any location as an additional, stalwha device (fig. 2).

Fig. 1 — installation of the controller in the contol panel of the machine

&

A — front panel with electronics board v
B — rubber seal 2
C —installation frame

D — frame and panel fixing screws

(8 units, 4.1 x 12 mm)

E — Machine control panel with a cut out
175 x 140 mm hole

- Panel przedni z ptyta elektroniki

- Uszczelka gumowa

- Ramka mocujaca

- Wkrety mocujace ramke z panelem { 8 szt. - 4,1 x 12 mm)

- Pulpit sterujacy maszyny z wycietym otworem 175 x 140 mm

moOom>

Fig. 2 — installation of the controller as a standilone device

A — front panel with electronic board ®\ /®

B — rubber seal

C — nut for the PG chokes

D — screw fixing back of the case
(6 units, 4.1 x 10 mm)

E — Installation element (because of the different
type of machines, the set does not contain this(a—+
element)

F — PG chokes for introduction of the cables

G — Screws fixing the case to a support or the mach
(4 units, 4.1 x 10 mm)

H — hole plugs for the holes of fixin%

screws

| — back of the case

Panel przedni z ptyta elektroniki

- Uszczelka gumowa

- Nakretki mocujace dtawiki PG

- Wkrety mocujace tyt obudowy ( 6szt. - 4,1 x 12 mm )

- Element mocujacy ( ze wzgledu na rézne typy maszyn
komplet nie zawiera tego elementu )

- Dlawiki PG do wprowadzenia przewodow

- Wkrety mocujace cbudowe do wspornika lub maszyny
(4 szt 41x 10 mm)

- Zaslepki weiskane w otwory srub mocujacych

- Tyt obudowy

moQm

—I Gm
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When the controller is installed as a stand-alamnacg, one can after the installation screw it
directly on the machine with 4 units of 4.1 x 10es¢s included in the set, or, if necessary,
make an additional installation element, whichradierewing it on to the case will serve as a
distance support.

(2) Electrical installation

CAUTION!

Because of the risk of electric shock, all conneotis shall be performed only
when the machine is disconnected from power. The seway to do that is to
turn off the main switch of the machine.

All connections should be done with double-insulatk cables, intended for controlling
devices powered from 230V AC network. The cables wth enter the case ought to be
round, with the diameter adjusted to the chokes irtalled in the back of the case.
Endings of the cables should cleaned and have slesy or be tinned before screwing.
This is important for correct and fail-safe operating of the controller in the future.

In order to assure correct and fail-safe operationthe wiring ought to be performed in
accordance with the following instructions. Incorrest wiring can result in disturbing the
work of the controller, and thus impeding its operaion.

The machine, in which the controller is installedshould have operational limit
. Switches, and feed contractors ought to have a blkade preventing both of
~ them to be turned on at once!

(3) Installation of the TSS-8/24 power transformer

TheTSS-8/24 230/24\power transformerincluded in the set ought tortstalled in the power
supply cabinet of the machine.

The transformer is intended for a standard TSSE88d rail, commonly used in electric
machines. The location of the transformer oughbeéomaximally away from other electric
elements (electrical converters, contractors, otin@nsformers). It is important, because
otherwise electromagnetic noise may penetratelduotrenic system of the controller through
the transformer.

The cables providing 230V power should be connetdettie transformer clamps marked as
PRI 230V. The transformer should be installed in tle circuit which includes neither
contractor inductors nor an inverter.

230V power cables ought to be laid as far from otliecables in the cabinet as possible.

The cables transmitting power to the electronicrtd@&ould be connected to the transformer
clamps marked aSEC 24V.Similarly as in the previous connection, these eslolught to be
laid as far from other cablesas possible, includieg230V cables powering the transformer.
Length of the power cables (24V) should be adequetiee location of the controller.

The cables going from thBEC 24V transformer clamps should in the final stage of the
installation be connected to controller board clammarked aPWR.

(4) Installation of the interference suppressors (E2)

Interference suppressofSPZ (WX1P 224M 440V)ncluded in the set prevent excessive
emission of the electromagnetic noise, which isegated when the contractors installed in
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the machine are operating. Their proper instalhati® crucial for correct work of the
controller.
CPZ suppressors ought to be connected paralldhganductors of the contractors which
control the upward-downward move of each of the tweads of the machine (H1, H2),
according to the following picture:

S1 52 S3 S4

CPZ1 : CPZ2 ‘ CPZ3 CPZ 4

Sp2 Sp1 Sp4 Sp3

A, el e
P I T

CPZ1-4 kondensatory WX1P 224M 440V
S1, 82, S3, S4 - cewki stycznikow zatgczajacych ruch gtowic H1 i H2

CPZ 1-4 — WX1P 224M 440V suppressors
S1, S2, S3, S4 — inductors controlling the movernséheads H1 and H2

(5) Installation of the encoders in the machine heis

During an installation of the magnetic or rotating encoders, you should remember that
the encoder henceforth marked as H1 should be indtad on the head located as the first
one topwise (the higher saw), and the encoder herigegh described as H2 — to the head
located as the first one looking from the level ahe machine track (the lower saw).
Installation of the linear magnetic encoder MSK-32(and magnetic tape MB-3200.

The magnetic measuring tape consists of two elesnew@ich of which has a layer of self-
adhesive tape.

The first part, thicker one, is to be stuck on aath, flat, and straight surface (after it has
been carefully cleaned and degreased with acetoaleahol).

During the sticking, one should remove only partha foil protecting the glue, then stick the
first part, starting from the top. Then, graduatipe should remove further pieces of the fall,
while sticking the freed piece of the tape to thdace.

A rubber roller might be used for pressing after sticking, to provide a better pressure. The
tape should be stuck carefully, to avoid any bulged stick the tapexactly straight. After
sticking the first part, protecting steel tape dughbe stuck on the top of the tape, with the
same precautions as in the case of the first sticloth tapes should be stuck exactly one on
top of another. MSK 320 sensor with a cable shbeldnstalled on a non-moving part of the
machine (with respect to the controller), so theik be no movements of the cable which
may lead to its damag®/hen the sensor is installed in the moving positignts cable must

be protected with moving rails preventing bending bthe cable.
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The sensor ought to be fixed with two screws gaeimmgugh the case in such a way tit will

be exactlyl to 1.5 mmabove the tap in aparallel position.

In laying the sensor cable, it is important to putthe cable as far away from the othr

cables and electric devicesThe tape, above which the sensor is moving, cannbe
located close to any source of magnetic field (magts, electromagnets) before, durin
and after installation. Otherwise, it may be damagec

The surface of the tape oudbtbe regularly cleaned from dust and dirt witho& brush. It is
prohibited to hit the tape or the sensor. The sesisould be installed in a position in whi
the stickeiSCALE SIDE in pointing towards the magnetic ta

Both the sensor and tapeshould be installed in such a way that in performig the whole
movement, the sensor constantly remains in the raegf the tape located beloy

Special attention should be put to stability of thesensor and tape installation, to preven
vibrations of theseelements while they are at work

The manner of the magnetic sensor and tape instatian

MB 3200
<

Distance of the sens
and tap

Odlegto$é sensoraf
od tasmy

o @]

0,5-1,5mm !
MB-3200 \ MSK-320
I

Distance of the sensor and magnetic

Odlegtosc sensora od tasmy magnetycznej.

)Uist. \ } < 3 st.

@) O
MB-3200 \ MSK-340
Maximal allowed tilt of the sensor and t I = —
vertical axis _ o _
Maksymalne dopuszczalne odchylenie sensora od osi pionowej
MB-3200
A rT |I < 3 st
. . MSK-320 —
Maximal allowed tilt of the sensor and t e
horizontal axis \

Maksymalne dopuszczalne odchylenie sensora od osi poziomej
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Magnetic sensor of heads H1 and H2 movements shHmildonnected as presented in the
figure below.

When the controller is turned on for the first tintemight be necessary to invert the direction
of counting in one or both sensors. It is donedooadance with the description of the first

launch, by switching places ofange and redsensors.

- > > zlacza = connectors
SENSOR RUCHU POMARANCZOWY = i _ — —
e} ensor o
i CZERWONY —| |- z N movement RED
POMARANCZOWY —>|[.® | B Sensor of H2 ORANGE
SENSOR RUCHU z~ | © | | movement RED
GLOWICY H2 CZERWONY S i § Sensors power BLACK 1
—_— = E supply BLACK 2
ZASILANIE CZARNY 1 —>||2 5 Sensors power BROWN 1
7 supply BROWN 2
[—
ZASILANIE gz %
Y

Connecting of the sensors MSK — 320 to ANT 2G concters
(5a) Rotating encoder installation

If rotating encoder is being installed (for the mabines with a saw moving with a
trapezoidal screw), it should be done as follows:

Rotating encoder transforms rotating movement ef shrew which moves the head into
electric impulses contrived to the controller. Thenber of impulses per rotation of the screw
depends on its pitch. This dependency is present&dble 1.

The trapezoidal screw moving the machine head dhbale free one end, so it will be
possible to drill a hole to screw in the clutchitod encoder.

In most bandsawing machines available on the mgaitkistfree end of the screw is located on
the top.

The hole should be drilled exactly centrically. &thise, the installed encoder may sway,
what can result in its damage. After drilling th@enof ca. 15 mm depth, it should be tapped
with M8 tap. Now, the encoder can be fixed witlixénfy band included in the set (fig. 4). The
band should be fixed on the machine with a suppdrich, given the differences in
mechanical constructions available on the marketstnbe supplied by the client. Fig. 4a
presents as typic look of the encoder installethertop end of a trapezoidal screw.
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Fig. 4

Przetwornik obrotowy Kabel przetwornika
P /
Opaska mocujgca —-| l:@
Wspornik mocujgcy przetwornik

/ Korpus maszyny
i} /
Sruba sprzegietka ———

\\‘- Sprzegietko
Zakonczenie $ruby trapezowej R
poruszajacej glowice maszyny \

!

Table 1
Screw Pitch (mm/r) Encoder type Divider
3 Rotating 42 imp / min 28
4 Rotating 42 imp / min 21
5 Rotating 50 imp / min 20
6 Rotating 48 imp / min 16
7 Rotating 42 imp / min 12
8 Rotating 48 imp / min 12
9 Linear MSK 320 + MB 320 5
10 Rotating 50 imp / min 10
Chain Bandsawing Machine Linear MSK 320 + MB 320 5

The data presented in the table should be used tbeck the controller parameters

— T
SENSOR RUCHU BIALY =
GLOWICY H1 CZARNY = z N
BiALY —>||l.@ | B
SENSOR RUCHU = = (@]
GLOWICY H2 CZARNY > S E y Sensor of H1 WHITE
———————————————— = E movement BLACK
ZASILANIE NIEBIESKI 1 —>| |2 = Sensorof H2 | WHITE
B movement BLACK
SENSOROW NIEBIESK| 2 —> % g Sensors power | BLUE 1
> |+ supply BLUE 2
ZASILANIE BRAZOWY 1 4 Sensors power | BROWN 1
SENSOROW BRAZOWY 2 & supply BROWN 2
-

Connection of the rotating encoder cables to ANT-2@onnections

During the first launch of the controller, it migbte necessary to change the direction of
counting for one or both encoders. It is done iooadance with the description of the first
launch by switching places of timhite and black encoder.

The rotating encoder cables should be lied awawy fother electric cables. Through fixing it
with fixing bands it is introduced to the locatiahere the controlled will be installed.
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Caution! The encoder cable must be screwed tight,otensure in turn the proper
tightness of the connection!

. Caution! Incorrect cable connection will result in a serious damage to the
\ encoder.

(6) Connecting the cables controlling the contracts

Buttons controlling the up- and downwards movemeinthe heads, which the machine
should have installed in the factory, ought to b¢he clasping type, without sustaining (i.e.
they should clasp the junctions while pressed od,umclench when the button is released).
To the buttons in the machine control panel whiohtol the movement of the head, one
should connect a wire which consists of four pairgables, with double, round insulation,
with a diameter small enough to put them throughltiyger choke in the back of the case of
the controller. Two pairs of cables should be caotew parallel to the clamps of the upward
and downward movement of head 1 buttons, and therdivo, analogously, should be
connected to the clamps of the buttons of head & important to remember to put the
sleeves or tinthe junctions. The cables should laiféerent colours, what will facilitate their
further correct connection to the right clamps loa ¢ontroller boardl'he cables ought to be
laid away for other electric cables and lead to alpce where the controller panel will be
located.

The machine in which the controller is installed shuld have operational limit switches
and feed contractors of up- and downward movementught to be prevented from both
being turned on at once!

The cables connecting the contractors ought toobhaected according to the following
picture:

Ztgcza ANTD-02

W-1 sterowanie ruchu W-1 — H2 downward movement
w dot glowicy H2

W-1 | W-2 W-3| -4 W-2sterowanieruchu — \w_3 _ H2 ypward movement
— w gore gtowicy H2

W-3 sterowanie ruchu
w gore gtowicy H1

4 A & 4 3

W-3 — H1 upward movement

[ 2] #0 09 90 09 $0 08 A4 sterowanie ruchu
S ) PR D O el 5 i W-4 — H1 downward movement
Dh2| |Gh2 |Gh1l |Dht w dét glowicy H1

Dh2, Gh2, Gh1, Dh1 - _ .
: t Y ¥ Y ¥ ¥ ovciceweniatennegs Dh2, Gh2, Gh1, Dh1l — machine manual
Styczniki maszyny maszyny control buttons

The manner of connecting the contractors control

After all the connections, one can screw in thetrodied case.

Before fixing the front panel into the back of tb@se or control panel, one ought to check
whether rubber seal is located in the channel dedrfor it on in the edge. It is important,

because it prevents dirt from getting into the case

After putting the panel in the back of the casshibuld be screwed in with six 4.1 x 12 fixing

screws included in the set. Before final instadlatof the controller and screwing it on the
machine, it is recommended to check the correctoiegperating in accordance with the next
section of this manual fifst launch of the controller”. After ensuring that the controller
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has been connected correctly and operates aslacane can put in the hole plugs into the
holes for screws and screw the controller on thehina.

Installation of the controller in the control pamelanalogous. The only difference is that the
front panel is screwed from behind with a plastanie through the sheet metal of the panel
case.

After screwing, one should gently pull the cableshg out of the PG chokes, to remove the
abundant amount of them from the case (you shootdpull them strongly not to damage
their connection to the clamps in the controlland then screw the external caps of the PG
chokes, which seal the hole through which the catpeout.

Now, when the controller is installed as a starmhal device, it can be screwed on the
machine or support with four 4.1 x 10 fixing screwsrewing them into four holes intended
for that in the back of the controller case.

(7) First launch of the controller

After turning on the electricity, the following nmascreen is displayed.
height of the upper saw

wysokos§é wysokos¢ (H1)
pity gtowicy pity gtowicy height of the lower saw
WYiSZGj (H1) nizsze) (HZ) (HZ)

aktualna grubos¢ current thickness of the
aktualna grubo$¢ cigtej przez plank cut by the H1
cietej przez pitg H2 deski current thickness of the

pite H1 deski plank cut by H2.

If the controller displayed the main screen coiyeove can proceed to the next step —
checking the input divider.

(8) Checking the input divider

Depending on which encoder cooperates with therclert, correct value of the input divider
should be introduced.

In the case of linear encoddvSK-320 co-operating with magnetic tapdB-3200, the value

of the input divider i%!

In the case of rotating encoders the correct vaiught to be checked in the table (Table 1 in
Section 5a), depending on the encoder type antd pftthe machine screw.

To check or modify the divider value, you have tegs the button marked d&enu/Exit.
The connector will display the first menu charteTrhodification of input divider can be done
in the third chart. To change between the chagpkpressing briefly the button with an
arrow pointing right until the flashing frame locka the icon of a wrench, as on the picture
below:

symbol  Divider change symbol
zZmiany
dzielnika
pulsujaca
ramka

Flashing frame
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Pushing the button with a righthand arrow resuitsibving the frame onto the next element
displayed on the screen. The number of the menut ¢haalways located between two
displayed symbols. Analogously, pushing the lefi¢harrow button moves the frame to the
previous symbol.

When the frame locks onto the wrench symbol, yooukh presEnter button. Then, the
controller asks for a 3-digit access code. The menypassword-protected to prevent
accidental change of the divider value. You shantcbduce the codé-2-3 with a numpad
and pres€nter again. Now, the controller displays the divider mfigdtion screen. On the
top, there is an old value of divider, and belowtlee rectangular, black background, the new
value to be set. After introducing the correct ealyou should pusBavebutton to confirm
the modification.

After setting the new divider value, one should chek whether the direction of counting

for the H1 and H2 encoders is correct.

To do that, pusMenu/Exit button and go to the main screen.

Now, using the heads manual control buttons, yawlshmove the upper head (H1) upwards,
simultaneously looking at the H1lheight displayedtio@ main screerDuring the upward
movement,the displayed height should bereasing Now, you should manually move the
head downwards and check whether the displayedhthisidecreasing.

Analogously, check the H2 head. If the directiorcofinting is improper, you should switch
places of the impulse cables of the encoder froenhibad in which counting is incorrect,
according to the description in the section conceing installation of the encoders (5 or
5a).

After checking whether the encoders count correetl can proceed to the next step —setting
the kerf of saws H1 and H2. To do that, you shaddin enter the menu by pressing the
buttonMenu/Exit and go to menu charter 2.

(9) Setting the kerf of saws H1 and H2

The kerf of the saws can be set in charter 2, ae@picture below:

flashing frame pulsujaca
ramka

kerf change symbolsymbol
zmiany

rzazu pit

When the frame locks onto the kerf change symbekginter button. As in the case of the
divider, the current value is displayed on the tapd the new value to be set — below. In
setting the kerf, you should remember that it stiooé specified accurately to the first
decimal. For instance, the kerf valR®2 mmis set by pushing 2 and immediately after that 2
again, and the valug mmis set by pushing 2 and immediately after that O.

After setting the correct kerf value, pr8ssebutton to accept the change.

Once the kerf is set, we can proceed to the nept-stsetting the real height of saws H1 and
H2.

(10) Setting the real height of saws H1 and H2
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The real height is set in menu chart 1, as below:

pulsujgca
Flashing frame ramka
H1 saw height change symbol symbol symbol
H2 saw height change symba@imiany zmiany
wysokosci wysokosci
pity H1 pity H2

When the frame locks on the symbol of H2 heightspEnter. As in the case of the divider,
presently set height is displayed on the top aedtw value — below. Once you read on the
auxiliary mechanical measuring tool the actual heigf the lower saw (H2), write in this
value to the controllefthe value ought to be specified in full mm, withotidecimals; if the
saw is not set on full mm, before specifying the W& you should correct its height with
manual controls). You must remember that the corret height setting depends on
accurate calibration of the auxiliary, mechanical neasuring tools, which every head of
the machine ought to have.

Once you introduced the height of H2 saw, pi®agebutton to confirm the changes. Repeat
the same procedure for height of the other saw(thELhigher saw).

The last element of launching the controller isfiuring it to mechanical parameters of the
machine (autocalibration).

(11) Autocalibration of heads H1 and H2

The autocalibration can be done in the menu chat below.

rrYYY —. | migajaca ramka Flashing frame
:T‘i ?H;m symbol
DF o |ICHLIG
= auto kalibracji  Aytocalibration symbol

To do the calibration correctly, you must first #a¢ height of the higher saw (H1) to ¢40
mm over the track and height of the lower saw (H2a&20 mmover the track.

After the heads are set, make sure that operafitimeomachine will generate no danger for
any person nearby, and pré&sger.

The controller begins autocalibration procedurekingatwo downwards movements of heads
H1 and H2, and then 6 upward movements. Duringctigration, the controller displays
intended calibration values for each head in tthran confirms correctness of the calibration
and displays a notification that you should prester.

If during the procedure one of the heads will retihlimit switches, it will result in stopping
the calibration and displaying a notification abantemergency situation.

After the calibration is finished, the controllerready to work.

(12) Utilisation of the controller

To ensure maximal accuracy in work of the controlle you should conform to the
following directions:
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- Autocalibration of the heads ought to be done astl®ence a week and every time
there is a change of temperature or a replacemerihe elements of the head
mechanical propulsion system. Moreover, it shoule performed after each
lubrication of the propulsion screws.

- Each time before starting the work on the machyoa, must check whether the height
of the saws H1 and H2 displayed on the screen nth&hreal height.

- You have to maintain correct set type of saws Hi ld8, so the real kerf left by the
saws matches the value displayed in the controller.

(13) Using the controller for cutting in the requla mode

The regular mode is available directly after launghof the controller, and it can be used to
measure the cut the top-down cut. To begin regulgrfirst, once the new log is loaded, you
have to manually move the first saw (H1) to thegheof the first cut from the top (shaving).
Then, the controller automatically goes into thestficut mode and signals it by displaying
bars representing thickness of the plank H1 andH&xMANUAL!, as it is presented on the
picture below (if needed, you can go back from fir&t cut menu by pressinBeset 1 cut
button).

H1 MAHUALY JHZ AUTO START

Symbol of the first cut ¢y mpol trybu

in the regular modepierwszego
ciecia w trybie

zwykiym

After the saw is set into the shaving position, gbould specify the thickness of plank on the
right side of the displagsaw H2)and pres&nter. The controller willmove the saw H2 to the
specified position. Head H2 will be aligned to tmeight of H1,head H1 in the first cut
makes no movementThe only exception is a situation when the operafitirgo back from
the first cut menu by pressing tReset 1 cutbutton. In this case, both heads will perform
positioning movement in accordance with the satesl

When the text pozycjonowanie pity” (positioning the saw)will disappear, you can begin to
cut the log.

Once the cut is finish, you should remove the catemal and presReturn. The controller
will move the lower saw H2 slightly upwards, whiows to return safely both heads to their
initial position, ready for performing the next cMfthen head H2 is upward lifted in the return
mode, bars are displayed in the location whereipusly the height of H2 was displayed, as
depicted below.

FPF=H1i ¥ | FPP=HZ ¥

sygnalizacja Signalisation of the return mode
trybu return

When both heads have returned to their initial fomsi you can set different required
thickness of planks, now for both heads (the dinmenselected for setting is indicated with
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the black, rectangular background). To change teawnfor setting the planks dimensions,
press buttons with arrows (righthand arrow (H2) fithand arrow (H1)).

Once the dimensions are set, presger, and the controller will position the saws for the
next cut. After the cut is done, preReturn as before and return the saws to their initial
positions.

After pressingReturn and lifting the saw, you can exit the return mbgepressing Return
again.

If the setting are too high to be implementedthe controller will display an appropriate
message. Then, you should prdsster and reconfigure the settings accordingly. The
controller, depending on the way in which the disiens are overdue, can either display a
message describing the maximal values for bothhéad. — max 2 x 18 mm, i.e. the sum of
the settings may not exceed 36 mm), or if both dsiens are overdue, then it suggests
executing only the dimension set for the upper Bdwbut by the lower saw H2.

(13a) Upper head (H1) blockade

The controller can temporarily block the head HbuYan do it by pressing and holding for
about 2 4. ock H1 button. Before you lock the head, you should tifo it will not interrupt
the operation of the other head (H2).

After turning the blockade on, the controller dagid for a moment a symbol of a crossed out
head, and then in the main meaukey symbolin H1 description and a dash where the
thickness of H2 plank is displayed. From now or tlontroller controls only hedd2 (the
lower one) and all thickness settings concern tmk/head, until you remove the blockade of
H1. When H1 remains under blockade, it is not fgmedio enter the H1 thickness menu with
lefthand arrow. If you try it nonetheless, the coler will display a message informing that
H1 is under blockade.

If you want to release the H1 blockade, press and thelLock H1 button for 2 s as well.
Once the blockade is removed, the controller digpkaconfirmation message and returns to
the 2-head mode.

(14) Cutting with the bottom-up program

You can use the controller to set the bottom-up fautinstance after reversing the log, with
the “up to H1 saw height” method.

To use this programme, first you have to lift the aw H1 (the upper one) to the level of
the first cut topwise (shave). It is necessary, baase the controller needs to
automatically calculate all positions up to H1 savineight.

Using this cutting programme, you can divide theenal into the requested dimensions in
three basic modes: empty, fast, and recovered fnemory.

You should choosempty programif you want to set a one-off cut program for a giveg,

or if you set the program for multiple use whichuyaill later save in the controller memory.
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You should choosejuick programif you want to divide the log quickly into equal
dimensions, without a need to specify particulasifpans.

You should choosenemory program if you want to reuse a program you have previously
saved in memory.

Preparation to use bottom-up program starts freamualmoving the upper safH1)to the
position of the first cut topwise (shave). All qdsitions will be calculated up to this position
of H1 saw.

After setting the saw, press the button with thesem program. Then, the controller will
display a menu with positions and their dimensions.

Memory program

In the case of rerunning the program stored in nmgptbe positions calculatedp to the
height of H1 sawby the program are displayed. The last positiaimiwithe range is marked
with black background. When the program is executed, tépiattern calculated” is
displayed.

To check the real height of the heads in the catedl pattern, presEnter. Then, the
controller moves both saws to the calculated pwsiti At this moment you can enter
modifications, either change existing positionadding new ones. Going tgper or lower
positions is done with buttons withpward and downward arrows, respectively. The
controller always cutsvith two saws, so there are always two positions actieey. P-3, P-

4) Active settings (which you can modify at the monmeist also displayed on the black
background. If you add new positions to the presipset ones, the controller will inform
you that the height of the program is overdue wat$pect to the H1 saw height by displaying
a flashing message “przekroczona H1” (H1 overdue}h® top of the display. When you
modify lower positions, e.g. going from P-3, P-4thhe pair P-1, P-2, you have to remember
to return to the previous position (using the dtwith arrows) before pressiigter. So, in
the aforementioned example if you wantiodify settings for P-1,P-2you have to return to
the position P-3, P-4Each time you predsnter, what results in setting the heads H1 and H2
on positions, the controller displays an informatithat the program is ready for final
approval. The approval is not possible unless yesgtnter.

r

The display of the controller during setting of fhregram
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If the program is adequate for a given log, you @gprove it by pressingnter prog. Button.
The controller confirms execution of the progrand ahows a messaggrogram gotowy,
Enter rozpocznij, Exit wyjscie” (The program is ready. Press Enter to executer Exit to
cancel.).

To commence the cut according to the program, essr.The controller displays a screen
with positions that are currently being cut. You ceow cut the log, put off the material, press
Return, go back to the beginning of the cut and prEsder to make another one.The
controller positions the saws for the line of thextincut and display currently set positions.
This way you cut all the positions in the prograifter P-1, P-2reach their final positions,
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the controller displaysend of the program” message. You can exit the program pressing
Menu/Exit button or pressingnter twice (first pressing results in showing a messatysut
finishing the program to avoid unintentional useg éhe second takes you out of the cutting
program).

During modification, “Memory program” can be saved to memory by pressing Save
button or deleted by pressing and holding for 2 shte button with a lefthand arrow.

Quick program

To use quick program, first you have to set the samthe level of the first cut topwise
(shave).

This kind of program is used for quick division tfe log into a series of identical
dimensions. To enter this mode, pr€xsick program. The controller displays a message,
asking to specify the dimension — specify it andsgEnter. Further operation activities are
identical as in the abovementioned program — merpoogram. As in the case of memory
program, you can add and modify positions, appiwand executing the program is also
identical.

During modification, “Quick program” can be saved to memory by pressing Save.
Remember that if you do so, it will overwrite the pevious program used as “Memory
program”!

Empty program

To use this program, you should set the saw dseiptevious programs. This program differs
from the others in the way ofarranging. After exewy the program by pressingmpty
program button,the controllerdisplays a screen with allijpmss set to 0 and the starting
positions areP-1, P-2Now, you should specify one by one required posgjcstarting from
the bottom. You should remember that there alwagge to be two specified positions
During specifying positions, when their sum exceibdsheight of the saw, the controller will
display a message “H1l overdue”, as in the case reVigqus programs. The way of
modification, approval and execution is identicairathe previous programs.

During modification, “Empty program” can be saved to memory by pressing Save.
Remember that if you do so, it will overwrite the pevious program used as “Memory
program”!

Using the programs when H1 is blocked

When the head H1 (the upper one) is blocked bysprgstheLock H1 button, you can
useMemory program, Quick program, and Empty program as previously described. The
only difference is that onlgne saw (H2, the lower one) will be used. Thus, this case you
do not have to specify two position¥he other rules concerning use of the program nemai
the same as in the case of two saws. In the cabtewfory program, saving the program
does not result in changing the program for botisssBrograms for one saw and two saws
are stored independently in memory.

Utilisation advices

Caution! Working temperature of the controller is between -10 to +45° C.
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To preserve best cut parameters, it is recommeta@eérform autocalibration at leaisto
times a week according to the instructions in Section Altocalibration of heads H1 and
H2.

Before commencing the cut, you have to check wheththe height of the saws displayed
on the ANT-2G screen match the height indicated bynechanical measurement of the
machine.

If there is a mismatch, the correct height shoudd dpecified into the controller. The
procedure is described in Section $@tting the real height of saws H1 and H2.

You must not press the controller keyboard with had objects or press them too strong,
as it may cause its irreversible damage.

When the keyboard is dirty, you can apply populeaing measures, just remember not to
press too hard membrane buttons. Pressing therhat@bmay result in their damage, and in
turn, need to replace the whole keyboard.

The controller cannot be put into a risk of flooding, direct contact with water or other
liquids.

,:f If a certain movement cannot be performed for the easons independent of the

controller (operation of the limit switch, encoder or controlling connections
damage), the controller holds the movement and difqgys respective information
messages: movement stopped, no impulses. When yaegs Enter, the controller will be
reset.

EMC Compatibility

ANT-2G controller conforms to the current norms @eming electromagnetic compatibility
(EMC).

ANT-2G controller should be installed and configliren accordance with national and
European norms. It is a responsibility of the fat®f the machine electric control system,
who must conform to the EMC directive.

ANT-2G controller must be considered as a parhefdystem, it is not a stand-alone machine
ready to use, according to the European directifdachines Directive and EMC
compatibility directive). It is responsibility ohé final user to assure that these standards are
met.

The product and its accessories described in thisual can be changed and modified many
times, both from technical point of view and frolne tperspective of utilisation.

Their description by no means can be treated asimact.
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