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electronics

ISP — O/NT

Automatic controller of cutting thickness for conveyor
cutting machines

Assembly and operation manual

The automatic ISP-O7NT controller of cutting thielss is designed for attaching
to vertical conveyor cutting machine.

Before assembly and start-up of the controllerag¢eread the below manual
carefully, the instructions within will facilitageroper start-up and ensure fail-
safe exploitation of our product.
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CHAPTER 1

Assembly and connection

While assembling the controller inside the machinehelow instructions need to be followed exactly.
Point - 1

Before assembling in the control panel (fig. 1)sibhecessary to cut a rectangular opening iniihy dimensions
175 x 140 mm. The opening should be done carefidlgnsure a tight fit along the whole perimetethaf
rubber seal of the front panel. Possible serratiessltant from cutting need to be smoothed ouh wifine file
and secure from corrosion, by painting with gooaiijy paint or lacquer.

If the control panel space is insufficient for mting the controller, it may be attached in any plas an
additional, independent device (fig. 2).

Fig.1 - mounting the controller in the machine conbl panel

A —Front panel with electronic board

B—Rubber seal

C —Fixing frame

D —Bolts to fix frame with panel (8 bolts — 4,1 x 12 nm)

E — Machine control panel with cut opening 175 x 140 mm
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Fig. 2 - attachment of controller as an independendevice

A —Front panel with electronic board ‘\©

B — Rubber seal

C - Fixing nuts for PG gland

D — Bolts for fixing the back board of the body (6 bolts —4,1 x 12 mm)

E — Fixing element (due to varying machine types the set does not include this element)
F — PG glands for inserting cables

G — Bolts for fixing the body to machine or support (4 bolts 4,1 x 10 mm)

H — Plugs for fitting into the fixing bolt openings

I - Back of body

In case of attachment of the controller as an ieddpnt device it might be, after finishing assemfiked to the
machine frame directly by four 4,1x 10 bolts thaine with the set or, should a necessity arise, raake
additional fixing element which will serve as atditcing support after fixing it to the back of thedy (fig. 2,
element E).

Electrical assembly:

WARNING !

Due to the possibility of electric shock, all conections need to
be made only with the machine power disconnected apletely. To be
certain of this, switch off the main machine switcH!!

All machine connections should be done with double insulated wires, designed for control devices
powered with 230 V alternating current. The cableshat enter the body should be round, with diameter
fitted to the glands mounted in the back of the bogl The cable ends should be cleaned and fitted with
tunnel fittings similar to the ones used in the reglving encoder, or tinned before fixing. This is inportant
for proper and fail-safe future operation of the cantroller.

In order to ensure safe, proper operation, conneatins need to be performed exactly as stated in thelow
steps, as faulty connection may cause disturbanciesoperation of the controller.

The machine in which we install the controller musthave working head limit switches, and the up — dow
advance contactors should be secured from engagibgth at the same time!
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Point - 2
Assembly of power transformer TSS-8/001

The (TSS-8/001) power transformer provided withgbeneeds to be installed in the machine elelotnic The
transformer fitting is designed for a typical maagttrack TSS-35, used commonly in electrical maeki The
place for mounting the transformer should be chasenich a way that it is placed at a maximum distafrom
other electrical elements (frequency alternatavsfactors, other transformers), it is important thughe
possibility of transmission of electromagnetic disances through the transformer into the eledtciceuit of
the controller.

The cables that power the 230 V transformer nedxbtiixed to the transformer clamps marked PRM23m
power the transformer, the installation phase efrttachine needs to be chosen that have no contaitar
inverter attached.

The 230 V power cables need to be run as far aslpesrom the other cables in the box. The cattlaswill
power the electronic board of the controller neeld fixed to the transformer clamps marked SEC. Biwilar
to the previous connection, those cables also dhmafar away from other machine cables, includireg230 V
cables that power the transformer. The length efabwer cable (12 V) should be chosen for the phawere the
controller will be fixed.

Point - 3

Installation of CPZ suppressor capacitors

TheCPZ (WX1P 224M 440Veuppressor capacitor included in the kit preventsessive electromagnetic
interference generated by the operation of elecwitactors mounted in the machine. Proper asseinhigry
important for correct operation of the regulator.

The CPZ capacitors should be connected in patalltie contactor coils: feed - down, contactor éeéd - top
and contactor coil that binds the barker (if thechiae is equipped with it). (fig.3)

S2 S3

Fig.3 N " W " ;T " ‘T
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CPZ1 CPzZ2 CPZ3

A2 ¢ A2 ¢ A2 9

p.1_| P.2-| p43.|

CPZ1-3 WX1P 224M 440V

S1 - up feeding contactor coil
S2 - down feeding contactor coil
S3 - barker contactor coil

Point — 4 Assembly of the encoder
POl rotary encoder

The rotary encoder in the kit is used to changedbtey movement of the screw moving the headéoteat
pulses then fed to the regulator. The number cfgsuper rotation of a screw depends on its stiekieh is
shown in table 1.

The trapezoidal screw moving the machine head dhttaNe one free end accessible so that it canilteddnto
the opening used to screw the end of the encodtatcl

In most frame sawing machines on the market, @ énd of this screw is at the top.

The opening should be drilled precisely in the merdtherwise the encoder can sway, resulting imadge to the
encoder. After drilling the hole to a depth of abbs mm, it must be threaded with an M8 screw liis.then
that the encoder can be attached using the regagtiap included (fig. 4). The strap should bechiga to the
machine construction using a bracket, which, dubedifferences in mechanical constructions omtheket,
should be carried out on its own. An example ofilesv of the encoder mounted on the upper endef th
trapezoid screw is shown in Fig. 4a
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Fig. 4 Pbotla

Rotating speed converter Controller’s cable

~ e

Fixingband ——»

Controller’s fixing

/ Machine’s casing
= /
Clutching screw ————=

\ Flexible clutch

Tip ending of the horizontal — \
feeding screw | |

|

Table 1

Screw pitch (mm. \ rev.) Type of encoder Divisor
3 Rotary 42 imp./rev. 28
4 Rotary 42 imp./rev. 21
5 Rotary 50 imp./rev. 20
6 Rotary 48 imp./rev. 16
7 Rotary 42 imp./rev. 12
8 Rotary 48 imp./rev. 12
9 Rotary 50 imp./rev. 5
10 Rotary 50 imp./rev. 10

Machine chain conveyor MSK 320 + MB 320 linear 5

The data in the table should be used during the regator parameter check procedure

It is necessary to keep the rotary encoder calalimgy from other electrical wires. By fixing it wittlamps, it is
fixed to the place where the dial is mounRidase note it is necessary to check the tightnexfsthe encoder
cable connector to ensure correct tightness of tteonnection!!!

MSK320 linear encoder (encoder version for chain sging machines)

In the case of a machine with a chain operated,hesel a linear encoder type MSK-320 that works it
magnetic tape MB-3200.

In the case of a machine with a chain operated,hesal a linear encoder type MSK-320 that works it
MB-3200 magnetic tape.

For a machine with a chain operated head, useearliancoder type MSK-320 that works with the MB-320
magnetic tape).

It is necessary to only stick a part of the tap@rumtect the adhesive coating when gluing, theck dtie first
section starting from the top. Then gradually deprihe film from the further part while gluing ttape to the
surface.

When applying pressure a rubber roller for bettesspure can be used. It is necessary to caretigly the tape
so that it does not bulge and that the tape isdgkaenly in the straight line.After sticking thesti part, a
protective steel strip is stuck on while maintagnitie recommendation such as in the first bonddaih the
tape and strip should be evenly glued on each oftier MSK 320 sensor with the cable should be mexlion
the stationary part of the machine (with respedhcontroller) so as not to cause cable moventhatscould
damage it. When mounting the sensor as a movalleitds necessary to secure it in movable railsrevent its
uncontrolled creasing.

The sensor should be screwed with two screws pasisinough the housing so that it is guided overtépe at a
distance of 1 to 1.5 mm parallel to it.

When carrying the cable from the sensor, it is as@gy to ensure that it is at the maximum distdrora other
conductors and electrical devices. The tape whiolie® over the sensor cannot be approached beferebly,
during and after the magnetic field sources (peenaimagnets, electromagnets) under the threatroéde.
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Every now and then the surface of the tape shoaldléaned with dust and dirt with a soft brushislhot
necessary to hit the tape or sensor. The sensdrbaurounted with a SCALE SIDE sticker in the dii@t of

the magnetic tape.

The sensor and tape should be mounted in such ahaayhroughout the entire operating motion of MigK-
320 sensor head which stays within its reach withénrange of the underlying magnetic tape.

Particular attention should be paid to the stabiiif the mounting of the sensor and the tape sto asvoid
vibration of the components.

Sensor and magnetic tape mounting example

0,5-1,5mm

MB 3200
£

Odlegtos¢é sensora
od tasmy '

Y O O

MB-3200 \ MSK-320
[

0,5-1,5mm!

Distance between sensor and magnetic tape

<1st. <3 st

MB-3200 \ &Lﬁ

I T —

g

Maximum vertical sensor deviation

~ \ \<3st.
m_J ﬁ‘

Maximum horizontal sensor deviation

MB-3200

Point - 5
Connection of contactor control wires

Buttons to control the feed head downward and ugwarwhich the machine is factory equipped shdnddhe
short circuiting type without support (should shairtuit its contacts when pressed and open outvie
button is released).

For the top-down stroke control buttons on the ritegh console it is necessary to attach a cabitacong two
pairs of cables in double circular insulation, oéls a diameter that it can be passed through arlatgke in the
back of the regulator housing. One pair of wirepanallel (fig. 5) to the feed terminals of the dolwutton are
connected, the other pair is analogously linkethéoupstream push-button terminals. It is necedsary
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remember to install the clamping bushes or follgaierminal tin plating. Both pairs of wires shodliffer in
colour, which will facilitate later, proper connixt to the appropriate terminals on the regulatatep The
wiring is kept away from other electrical wires d@ado be put in the place of the regulator coasol

NO
L1
1 s1
P1
Fig. 5 B2 oo L
]
s2
P2
e S|/
P1 (OUT. 1) - control of the head down advance
(manual head control button)
[cg] P2 (OUT. 2) - control of the head up advance
OUT.1 OUT2 (manual head control button)

Clamp on the ISP - O7NT board

The cables to which the contactors will be congaldlirectly to the contactors can also be connesteds to
retain the original control circuit but the solutidiscussed above is simpler.

Point - 6
Attaching the prepared cables to the regulator plag and assembling the housing.

After all the necessary connections have been nthdeables to the regulator plate can be connected

In the rear of the housing three PG type chokedeastrewed in, fixing them with nuts from the desbf the

housing.The cables are successively introducedigitrthe chokes:

- through the largest contactor control cable choke pairs of wires from the control buttons)

- through the central cable choke from the rotaryeec

- through the choke closest to the centre of theihguk?V power cable (cable from SEC 12V of the T$S8
001 transformer).

The 12V power supply cables are tightened to tinmmeotor marked PWR on the regulator plate afteimigav

prepared the terminals.

The control cables contactors are connected suueefss

- Pair number 1 of the contactor controlling the feedtactor - down to the connector marked as OWT.1
the regulator

- Pair number 2 of the contactor controlling the feedtactor - up to the connector marked as OUT thef
regulator

B )3.

Power 12V
Pair No.2 Pair No.1 TSS 8/001

Connector control advance up  Connector control advance down
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Rotary encoder cablés in turn connected to the connectors marked BRICODER:

brown POI cable to thelus (+) connector
blue POI cable to thminus (-) connector
white POI cable to th&/-1 connector
blackPOI cable to th&/-2 connector

S 02
o E O
© S£
mm==m

Connection of the MSK-320 magnetic encoder in thedme sawing machine with the head moved on the
chain:

It is necessary to connect the magnetic encodée ¢albhe connectors marked ENCODER:

brown MSK-320 cable to thplus (+)c onnector
black MSK-320 cable  to thminus (-) connector
red MSK-320 cable to thé/-1connector
orangeMSK-320 cable to th&/-2connector

# 85 e
o BAOE T
.

e cicE

d
Orange

=

-z
2 S
= S @
m om

Note!lIncorrect wiring will damage the encoder!!

Chapter 2

First start up

A Checking correct connection of the regulator

In order to verify the connection, it is necesdarjollow these steps:

When the power is turned on, it is necessary talchénether ISP 07 is displayed. If not, it is nesxaayg to
check the wiring of the TSS 8/001 transformer anttyt again.

When the ISP 07 disappears, it is necessary t@ pinesmanual control button on the bottom of thehiree
console. Please note that the dimension displayéuki“"Real Size" window decreases as the headsnove
downward while manually lowering the head. Simitally pressing the manual control button up, the
dimension in the "Real Size" window should increas¢he head moves up. If the meter is operating
improperly, i.e. the display value decreases wthidehead moves upwards and it is moving downwais, i
necessary to replace the black and white cablez({sorange) (ENCODER, W-1, W-2) and recheck the
correct counting. Checking the correctness of dagris very important, if the direction of countirgnot
correct, the regulator will not function.

After checking the correct counting, it is neceggarbriefly press the number 8 key on the pame, t
number 8 should appear in the "Position Size" wimddow it is necessary to press the "START / next
position" button briefly, the regulator should catlse head of the machine to move briefly downwalfds
the head is moving in the wrong direction, cheakabrrect connection of the control cables for the
upstream and downward feed contactors to the agptegerminals, if necessary, replace the OUT.1,
OUT.2 connectors. The correct connection, as ircHse of an encoder, is necessary for proper ope @it
the regulator.

After completing all connections and checking therect operation, the regulator housing can begolam.
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Before inserting the front panel into the backtef housing or console, it is necessary to chedkiearubber
gasket is in its groove on the perimeter of thesharhis is important in order to ensure propehtiigss of the
connection and to prevent contamination from entgtihe housing.

After inserting the panel into the back of the hingsit is necessary to screw it with the 4.1x1@rfecrews in
the set. It is recommended to check the correatatipe as described in the section "first regulatarter”
before final fitting and tightening to the machin@fter making sure that the regulator is propedynected and
operating according to the description, the pradeotaps can be pressed into the screw guide haelstighten
the regulator to the machine.

The mounting of the regulator on the console prdsée the same way as above, the only differenteglibat
the front panel is screwed to the back of the gagimough the casing of the console.

After placing on it is necessary to gently pull tables out of the PG chokes, in order to removecessary
excess from the inside of the housing (do not {lcables too hard so as not to damage their ctians to the
terminal block), then it is necessary to tightem tluter PG bolt nuts, sealing the insertion padfithie cables.
Now, when assembled as an independent devicenthietg can be tightened to the machine or brackstg
four screws of 4.1x10, by screwing them into fopenings for that purpose, in the rear of the regulaousing.

Chapter 3

Checking the parameters of the requlator

1 - Checking the value of the input divider

In order to do this, it is necessary to switchtb# power supply, then turn it on awtlile the dial indicator is
displaying ISP 07press and hold the " Auto Mode " button for abgsit The regulator will display the "Position
Size" divider symbol on the left and its curreatue on the right of the window. It is necessargheck that the
value of the divisor is in line with the table pi@ysly read. If the value is not correct, it is esgary to enter the
correct one and save it to the controller by byieflessing the "Start" key, "Save" confirms sawimg divider.
When approving the divisor, the controller displags Cal", indicating the need to enter a dimendirom the
track level!

listed in points 2 and 4 of chapter 3 must be follwed - "checking the regulator parameter

ij It is necessary to remember that after checking oadjusting the value of the divisor, the steps
setting ", without which the regulator will not fun ction.

2 — Entering the actual height at which the saw ipcated

It is necessary to check that the machine's mechbgauge (millimeter scale with saw blade heiggproperly
scaled, The height of the head from the machirektitzat the indicator shows should correspond ¢caittual
saw height from the machine track. A properly st@gauge measure will make it easier to check thenpeters
of the regulator later. Correct calibration is impot for proper adjustment of the regulator.

If the gauge is properly scaled,it is necessasgetdhe saw so that the indicator stops at fulimméters, e.g.
125, Read exactly what height shows and enterltgevinto the positioner memory as follows:

Press and hold the "Real Set "button for approxh8s8zontal bars will appear on the top displagwhenter the
dimension from the track level read from the maetgauge using the numerical keys of the regul&@ssing
subsequent buttons with the digits of the enteragdsion should be done without undue delay, tog @
break is treated by the regulator as the end ofigirig a number. If a mistake occurs while enteribhgs
necessary to wait approx. 3 seconds and then mtdoemnter dimension. The dimension is enteretiémiormal
order, for example 125, pressing the 1-2-5 keyterAdntering the dimension, save the parametdrefase, by
briefly pressing the "Start" button. TheSavinséadptconfirms memory saving.

3 — Registering therzasupity value installed in thenachine
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Press and hold the saw symbol button for appreecdnds. The row symbol will appear on the dispgyvell
as its current entered size. Its value can noshieeked or subsequently changed depending onahrefsaw
machine being used. By entering the new row valigeriecessary to remember that it is provided tith
accuracy of one decimal place. By wanting to etitemrow size of the saw it is necessary to remeittia it is
equal to 2mm for example, and press button 2 aga button 0 immediately. The registered diamédieukl be
visible on the display in the form of 2.0. Aftereatking or entering the new rowvalue, it is savethtomemory
briefly pressing ,Start...and confirmed by the mstion ,Sav” visible for a moment on the display.

4 —Autocalibration (adjusting the regulator operation to a given machine)

Set the saw head manually (using the buttons aedtdig manually on the console of the machine) lag¢ight
of approx. 100mm on the level of the rail and tpemceed as follows:

Press and hold the ,,Auto Mode” button for apprax. 3he inscription ,Aut” will appear on the uppéisplay,
and then check if the head can be safely startéikiauto-calibration mode. If starting-up thechdaes not
threaten safety of persons in the surrounding iigipress the ,Start” button. The regulator willtomatically
perform two movements downwards, and then nine mewes upwards. After completing the calibration
movements, the regulator will shut down the heaeedrand the inscription ,End” will appear on ttisplay
confirming the correct completion of auto-caliboati

the ,Real Size” window is in accordance with the hight of the saw above the rail, which the
machine millimeter measure shows. For the sake ehsuring maximum operation precision of
the regulator, it is necessary to carry out the Autcalibration procedure at least 1-2 times per week
(description in point 4).
The inertness of the mechanical elements of the nfane changes depending on external conditions,
temperature, friction of the trapezoid screws afterdubricating as well as other similar factors.
In order that the regulator adjusts its work to current conditions and also obtains the best possible
accuracy, the operator should remember to carry outwto calibration activities, given the fact that i does
not take up too much time, and its execution becommeoutine and simple for everyone after a few days.

ii Prior to commencing daily work, it is recommended ® check whether the height displayed in

After correctly carrying out the procedures descriked in points 1-4, the regulator is ready to commerc
operation. If for any reason it is not possible d carry out any one of the above points 1...4, dollowing
execution the regulator does not function correctlyit is necessary to check chapter 7 ,Possible prigms
and methods of removing them” and the cause of disgpancy; and following removal it is necessary to
carry out points 1...4 again.

Using the controller in practice

The controller provides for the cut of the saw, thahickness visible on the display correlates witthe real
thickness of the board to be cut. In the followinghapters we describe the methods of cutting, withae of
options available with the controller.

Chapter 4

Cutting in reqular mode (board after board)

Cutting in regular mode is the simplest cutting moet In this mode we measure the log from theitup,
individual boards. To do this, we have to set #ne,svith manual control buttons, to the line of finst cut from
the top. We saw the log, take the cut board froeridly, and then press the “return” button, whichses the
saw to lift above the material, so that the headbmsafely returned to the start of the cut.

Now we can change the thickness of the next csityle on the bottom display (Position Size), tafeetent
one, entered from the numeric keypad, or leavg@theious thickness. After choosing the thicknesthefcut,
press the “Start” button shortly, the controllell \wet the saw at the height consistent with thevipusly set
thickness of the next board. Now we can perfornmi cut and analogously, after finishing it, \ake the
next board off the log and press “Return”, to retiar the log start.

If we want the saw to return to the line of the kg after using the “Return” button, press thistbn again.
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Chapter 5

Cutting in reqular mode without removing boards afer each cut

We start the cutting in this mode by setting the afa height slightly above the log, along its vehength.
This will be the height to which the saw will retumutomatically, each time the “Return” buttoniegsed, this
way the boards won'’t have to be removed off thedftgr each cut. After setting the saw, presshaid for
about 3 seconds the button with the spiral andaarsymbol on it. The left display will show horizahbars,
signaling the confirmation of the height to whitie tsaw will return. Next we set the saw with thenoz
control buttons, to the height where we want to endde first cut. After performing the setting, make cut in a
manner analogous to the “board after board” metA@@r each consecutive cut, when we push the “Rétu
button, the saw will be raised to height predetaadiat the beginning of the cut. To turn off thedatermined
height, press shortly on the spiral and arrowsolutt

Chapter 6

Cutting with manual measuring (on - off program)

Using the function of manual measuring from thedrot we can plan consecutive measures of the tag). |
useful when, for example, we want to leave squarkdr with a determined thickness on the track, @and
boards of different dimensions above it, that Wél measured over the square timber, towards theftthye log.
To use the function, set the saw using the mararztral buttons to the size of the square timber ithto be left
on the track after the cut is finished (e.g. A6t height, when a 60 mm square timber is desired).

Now, shortly press the “Program” button. The leffptay (Position number) will show two zeros, siljmg
entering into the measuring function, now we cateethe first desired dimension, using the numieeigpad.
After the dimension is entered, press “Start”,a¢batroller will raise the head with the saw to tietermined
dimension and signal the readiness of the firsitioos by displaying “01” on the left display.

Enter the consecutive positions and confirm therpriegsing the “Start” button.

After you enter all the desired positions, wheningtis done after removing each consecutive boéfrthe
machine track, we can finish the planning by slgstessing the spiral and arrows button, the lsfoldy will
show a bracket signaling cutting with removal offeaonsecutive board, after it's been cut. Now vedkerthe
cut, then we remove the cut material, press theufR&button and after the saw returns to the sththe track,
again press the “Start” button, to set the nexiposition.

The left display shows the consecutive cut positiop to the 01 position, which is additionally acganied by
an “End Pro” command. The cutting process is fiatshyou may now leave the measuring function bytsho
pressing the “Start” button.

You may quit the planning function anytime, by @iag the “Program” button twice.

When cutting with planning it is possible, likedhapter 5, to cut the whole material without takiing
individual boards off after cutting, until the wieabperation is over.

To use this option, you need to plan out all theessary dimensions as described before, and theaaiha
raise the saw to a height allowing for the sawréelfy pass the block along its whole length (asdesd in
chapter 5).

After raising the saw, press and hold for thre@sds the spiral and arrows button, the left displdlyshow
three rows of bars. The upper display “Real Siz#"twrn dark.

Now press the “Start” button, the saw will be gettte first cut position, which will be signaled the “Cut”
command on the bottom display.

Next we make the cut and, without taking the cutemal off, press the “Return” button, return ttansto the
track start and press the “Start” button. The salibe set to the next cut position. Repeat thisuball the
planned positions up until position “01”, whichtie last position. The end of the cut will be sigdaby the
“End” command, like before. After the cutting cydseover, you may take all the cut material off kbg.
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Chapter 7

Possible issues and troubleshooting

To use this advice, verify the pitch of the mactsneew that lowers the head. The pitch should besomed and
noted below:

The pitch of the trapeze screw in this machine is .................. mm

Now check the type of encoder mounted in the machtrthe end of the screw (photo 4a). The encggeris
marked on the side sticker, and signifies how mempulses per one revolution the given encoder presu
After reading this number, (e.g. 43 imp / rev),eibtbelow:

Th encoder type in this machine is - Rotational-.................. imp/rev

Now, using table no.1 from point 4 of the manghkck what divisor should be saved to memory fer th
controller to work at the given screw pitch. Efgr,screw pitch 7 mm and a converter marked 42 /ingv, the
divisor from the table is 12.

After establishing the proper divisor using theléabote it below:

The input divisor for this machine is - ........cc..............

Noting of these parameters will facilitate their lder verification without the necessity to measurette screw
again, etc.
Locating the causes of faulty controller operation.

Pinpointing the cause of improper operation of theegulator

In case of improper operation of the regulator, itis necessary to determineyhe cause of failure usitige
following description:

1 - The regulator incorrectly sets positions or dognot stop the movement of the head at all.

In this situation, it is necessary, above all,heak the input divider (chapter 3 point 1 and tpeimt 2)

2 - The regulator incorrectly sets the dimensionsfdahe cut board:

In this situation it is necessary to check

- The row value entered to the memory of the latguin accordance with the description in poincBapter 3
»,Checking the parameters of the regulator”, if adue is correct, it is necessary to check if the value of the

saw set in the machine corresponds with that eshierthe regulator.

- Carry out the activities described in points & drof chapter 3 — ,checking the parameters ofdégelator”
(checking conformity of the actual height of thevsaith the height displayed and the autocalibrgtion

- if the symptom continues to occur, it is necegsarcheck if the value of the input divider is cmot (chapter 3
point 1 and point 2)

-if the symptom is still present, it is necessargheck the quality of the clutch connecting theceter with the
machine screw. The clutch should not have crati@,ld be tightened so as not to slide with thedecroller
and its rotation should be smooth without jamming.

3 — After pressing the ,Start” or ,Return” button, the head does not move from its position and the
regulator displays the ,Err” inscription.

In this situation it is necessary to check:
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- the condition of the output connections contngllthe regulator ( OUT.1 OUT.2 ) with the manuattcol
buttons of the machine console or the contactds ¢imi the case whereby the regulator is connediexttly do
the contactor coils)

4 — After pressing the ,Start” or ,Return” button t he head moves for a moment and then stops,
afterwhich the regulator displays the ,Err” description

In this situation it is necessary to check

- the condition of the rotary encoder connectioth®regulator plate (ENCODER connection)

- if the problem continues to persist, it is neegg$o check the quality of the clutch connecting éncoder with
the machine screw. The clutch should not have sagks, should be tightened so as not to slide thith
encoder roller and its rotation should be smoothaeuit jamming.

5. During manual control of the head with the consle buttons or during automatic movement, the
regulator displays the ,Er Cal” inscription
The actual height of the saw is different than #ratred into the regulator. In this case it isassary to
- carry out activities connected with the correethytered values which the saw has, in accordariteting
description in chapter 3 point 2.

6. In the course of carrying out autocalibration decribed in chapter 3 point 4, the regulator switchs off
and the ,Aut Err” inscription is displayed

In this case carry out the check activities desctipreviously in points 3 and 4

EMC Conformity

The ISP-07NT controller conforms to norms obligstaithin the scope of electromagnetic conformity(E).
The ISP-07NT controller should be installed andfigumed in accordance with European and nationainso
The installers of the electrical system of machinatrol are responsible for adapting it, in accamawith the
EMC directive.

The ISP-07NT controller must be considered as éhimagart, it is not a machine nor a device usabénd of
itself, in accordance with European directives (nitae directive and electromagnetic compatibilityedtive).
The end user of the ISP-07NT controller is respgdador fulfilling these standards.

The product and equipment described in this doctmtien may be changed and modified multiple tintexth
from the technical standpoint as well as ways @frafion.

This description cannot be treated in any way bisding contract.
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