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FRAME ASSEMBLY MACHINE CS 810

SETTING UP _FOR OPERATION

— The CS810 machine operates just with compressed air — minimum pressure 7,5 bars.
(110 p.s.i.)

— Adjust the machine to the desired working height or to the height of your work
table, by screwing the 4 threadet rods (M) up or down, not forgetting to fix the
locking nuts after each adjustment.

OPERAION

I. Connect your compressed air supply to the snap-connector inside the machine by the
air gauge.

[I. Open the air supply by sliding upwards the black knurled sleeve above the air
connector, and check that the air gauge read at least 7,5 bars (110 p.s.i.) if not
regulate the pressure by lifting and turning the black cap on top of the filter
which is nest to the airline connector.

lll. Loading/changing wedges
Use the black ball to pull back the slide, and lock it by pulling the ball upwards.
After putting the cartridge in place, unlock the slide by pulling down on the ball
and releasing slowly.
IV. Setting the Harontal Clamp (D)
1) Standing in front of the machine, release the clamp (D) by unlocking handle (1).
2) Place a mitred piece of the moulding to be joined in position against the left
hand fence (C).
3) Flip up to horizontal position the adjustment lever (H), and push the clamp (D)
forward until it touches the moulding.
4) Lock the handle (I).
5) Push down the adjustment lever (H). This will give sufficient space for
mouldings to be slide into place between the clamp and the fence.




V. Positioning the wedges

Pushing or pulling the uprights supporting the crossbar alters the position of the wedges which cor
up through distributor head (G). With the piece of mitred moulding still in position slide the crossbar so that
V-slit in the distributor head (G) is in the correct position for the rear wedge. Tighten the rear handle (L)
against the back of the crossbar upright. If only one wedge position is needed tighten front handle (L) also
against crossbar upright.

If 2 wedge positions are needed, move crossbar to forward position, and then tighten front handle
To save some time the plunger run can be closed by the stop (J).

VI. Limiting plung er tr avel
For series production plunger travel can be restricted to suit height of the moulding by means of the handle

METHOD OF JOINING

— Slide the first piece of moulding between the L.H. fence (C
when working from the front, or R.H. fence (C) when working
from the back of the machine, and the clamp (D) until it touc
the opposite fence (‘sdeg. U
- Slide the second piece between the other fence and the cl
until it touches the first piece.
— Depress the foot pedal to activate the clamp. With the pe
still depressed, press the button (F). Every time the button is
depressed, the hold down plunger (E) descends and sHrties
time a wedges driven up.
By pressing the buttatwice on wedge can be driven on top of
another.
Note : the button only becomes live when the foot pedal is de-
pressed.

TILTING OF FENCES (C)

—=

open on top

— If the mitre joint is open on top
rotate both knobs (A) an equal amount + 0 -
towards ( -) .

_
open at the bottom

— If the joint is open at the bottom, + 0 -
rotate both knobs (A) an equal amount
towards( +)

ADJUSTMENT OF DRAFTANGLE

On wide mouldings it is often advisable to increase the mitre angle slightly to draw the front of the
mitre joint together. The angle of the fences can be adjusted by rotating the knurled ring (B). When the two
scribe marks on top of the L.H. fence (C) coincide, the fences are at exactly 90°.



USE OF SRCER BARS —

When the height of the moulding is lower than the height of’ the fences (approx. 21mm) (13/16") the
spacer bars must be used so that the plunger (E) is not obstructed by the fences.
Place it on the table against the fence.

HOLD-DOWN PLUNGER (E)

— This is cylindrically shaped with a chamfered
base, which is covered with a circular pad of
plastic, larger in diameter than the base.

This ensures that the chamfered edge does not
mark the moulding. Wooden spacer

— Figure lll illustrates this as well as the way
which wedges are fixed in two different
positions and/or driven on top of each other. _
(only for softwood). Fig. I

— Important
Never cover the base of the plunger with felt, rubber or any other compressable material, becaus
moulding will lift as the wedge is being driven in, and hence not be fully inserted.

MAINTENANCE

Changng the Hammer (fig. V)
(The hammer is the piece which drives the wedges through the distributor head G
— Shut off air supply.
— Remove the air pipes fitted to the hammer drive cylinder (a).

— Release the cylinder support plate by removing the 2 screws (b).

— Free the hammer by pulling the cylinder assembly down.

— Remove the hammer by unscrewing the pin (c).

— Fit new hammer, ensuring the stub of pin (c) is correctly engaged in the hole of the hammer. Thel

tighten the lock nut.

— Refix cylinder assembly with the 2 screws (b) and refit air pipes.

™

Distributor Head (G)

— Dalily: before using the machine and each morning spray the area of the distributor head with a silicone s
This will make it easier to remove any accumulations of glue at the end of each day.
— Weekly: Loosen grub screw and remove distributor head (G). Clean the head and the area underneath t
adry small hard brustNever use an dry cleaning or otherléid.
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ADJUSTING THE PLUNGER SPEED (E)
The knurled knob found of the cover (N)
controls the downward speed of the
plunger. When operating correctly the
plunger must descend before the wedge
is driven in.

This adjustment is set at the factory.
However, should it become necessary to
make an adjustment this is done with

a screwdriver acting on the time-lag
logic relay (T), found inside the machine
on the logic board. (see Fig. V)

IMPORTANT

THE- MACHINES BEING ADJUSTED IN OUR WORKSHOPS,
PLEASE DO NOT INTERFERE ON PARTS WHICH ARE NOT MENTIONED ON THESE
DIRECTIONS. WE DECLINE ALL RESPONSIBILITY IN CASE OF AVERAGES WHICH
WOULD BE DUE TO THENONCOMPLIANCE WITH THIS ADVICE.

FAULT

REMEDY

Clamp: (D) fails- to grip tightly

- Reset the clamp as in para. IV of
Operation Instructions and

ensure handle (l) is tightly

locked.

Wedges protrudes from bottomof moulding.

— Air supply pressure is below 7,5
bars (110 p.s.i.).

— Moulding is not flat on the table.
— Faulty hammer.

Plunger marks the moulding.

— Self adhesive plastic pad on
bottom of plunger is worn out.

— The downward speed is too fast,
proceed to adjustment (see above).
— Moulding profile requires use of’
a wooden spacer (see page 3 —

fig.I11)

Wedges do not protrude-.

Difficult to insert cartridges.

— Cartridgds empty.

— Distributoris dirty, clean as
indicated inpage3 of Mainte
nancelnstructions.

— Check the cartridge tension spring
— Hammer broken.

— Crossbar (J) is too forward.

The wedge-driver does no function;

— The delay of the switcfseeFig.
V) is too long.



