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LIMITEDWARRANTY ONNEWAMFREECE EQUIPMENT

Warranty provisons.

A ninety (90) day limited service labor warranty to correct defects in installation, workmanship, or material without charge fc
labor. This portion of the warranty applies to machines sold as "installed only

A one (1) year limited material warranty on major component parts to replace materials with defeotsw part be-
lieved defective must be returned freight prepaiiNt- Reece, Inc. for inspection. If, upon inspection, the part or mate-
rial is determined to be defectivEVIF Reece, Inc. will replace it without clgr to the customer for parts or material.

Service labor warranty period shall begin on the completed installation date. Material warranty shall begin on the date t
equipment is shipped froAMF Reece, Inc.

Exclusions;

Excluded from both service labor warranty and material warranty are: (1) Consumable parts which would be normal
considered replaceable in day-to-day operations. These include parts such as needles, knives, loopers and spreader:
Normal adjustment and routine maintenariais is the sole responsibility of the custom@) Cleaning and lubrication of
equipment. (4) Parts found to be altered, broken or damaged due to neglect or improper installation or application. |
Damage caused by the use of non-GenME& Reece parts. (6) Shipping or delivery des.

There is no service labor warranty for machines sold as "uninstalled”.

Equipment installed without the assistance of a certified technician (eithBtraReece Employee, a Certified Contragctor
or that of aruthorized Distributor) will have the limited material warranty or@nly the defective material will be covered.
Any chages associated with the use oPdiF ReeceTechnician or that of a Distributor to replace the defective part will be
the customeés responsibility

NO OTHERWARRANTY, EXPRESS OR IMPLIEDAS TO DESCRIPTION, QUALITYMERCHANTABILITY , and FITNESS
FORA FARTICULAR PURPOSE, ORNY OTHER MATTER IS GIVEN BYSELLER OR SELLER'&GENTIN CONNECTION
HEREWITH. UNDER NO CIRCUMSANCES SHALLSELLER OR SELLER'&GENTBE LIABLE FOR LOSS OF PROFITS
ORANY OTHER DIRECTOR INDIRECTCOSTS, EXPENSES, LOSSES OR DAMAGESISING OUTOF DEFECTS INOR
FAILURE OFTHE EQUIPMENTORANY FART THEREOF

WHAT TODO IFTHERE ISAQUESTION REGARDINGWARRANTY

If a machine is purchased through an authodd& Reece, Inc. distributpwarranty questions should be first directed to
that distributor Howeverthe satisfaction and goodwill of our customers are of primary concAMREdReece, Inc. In the
event that a warranty matter is not handled to your satisfaction, please contact the appidpriaeece dice:

Europe/Africa/Americas
ProstejoyCzech Republic
Phone: (+420) 582-309-286
Fax:  (+420) 582-360-608
e-mail: service@amfreece.cz
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Warranty Registration Card

(Please Fax or Mail immediately after installation)

Note: All Warranty Claims V oid, unless Reqistration Cardonfileat AMF Reece HO

Machine model number:
(S101, S100, S104, S105, S211, Decostitch, S4000 BH, EBS Mark |1, etc)

Manufacturer's serial or production number:

Installation Site Information:

Customer‘s Name:

Customer‘s Mailing Address:

Customer‘s Telephone Number:

Supervising Mechanic's or Technician‘s Name:
Signature of Supervising Technician:

AMF Reece Technician's Name:

AMF Reece Technician's Signature:

Type of garment produced at this location?

Average Daily Production Expected from this machine?
(number of buttonholes, jackets sewn, pants produced, buttons sewn, etc)

Any special requirements required at this location?
What other AMF Reece Machines are at this location?

How can we serve you better?

Tovarni 837, 796 25 Prostijov , Czech Republic
Fax: +420 582 360 606, e-mail: service@amfreece.cz, website: www .amfreece.com



AMF REECE 84-55 U3/ MJ
_Better, Odeas, Better Made
TABLE OF CONTENTS

L pLueTe ¥ o (o] o IO TSRO PRTUPRUPRRPRPN 1-2
SAFELY INSITUCTIONS ...ttt ettt ettt e et esae e e b e e e b e e ssbeenbeeenbeesnneennee s 1-3

L pLue e ¥ i (o] o IO USSP SURTUPRUPRRPRPS 1-4
L pLueTe ¥ (o] o LU PP URTOPRUPRRPRPIN 1-5
IMPOTTANT NOLES ... e e e e e e e e e e s e e e e e e s s e e e e s snnnn e e e e nnnnneeeaas 1-5
(S o0 TN o PSR OP R RUPOUROPRRPRPN 1-6
2.0 Loading of materia into the jig (€.0. COllar) ......cooiiiiiiiiie e 1-6
2.1 Program SEIECHION ......coiueiiiee ettt ettt ettt et e et e e s e e et e e bt e s at e e be e e neennreenree s 1-6
2.2 Loading jigto the MECNINE........ccii e 1-6
221 MANUBL ST ...ttt ettt e et s e b e et ennb e e be e e be e nnreenree s 1-6
222 AULO SEAIT ...ttt ettt e e et E e e R e e R e e e Rr e e e nn et e anne e e anne e e e neeennes 1-7
P2 TN o [ LU o TSRO P PP OURRPPRPP 1-8
2.3.0 AULO StAIt MELAI T8I0 .......eeeieeiiie et r e sar e ree s 1-8
2.3. 2 PNOLOCEI] TAPES......c ettt et et ae et e bt e s eb e e be e e beesnreennee s 1-8
RN o NV | (0] 0] TR P P OURRPPPP 1-8
OPEratiNG INSIIUCLIONS ......couteiiitieiee ettt e ettt e et e e s ab e e sbe e e abeesab e e sbeeenbeesabeenneeenneesnnee e 1-9
3L1ToStart Upthe MACHINE ...t 1-9
3.2 INStAl@tion Of NEEAIE.........eiiie ettt ab et eebeesareenee s 1-9
3.3 Threading Of UPPEr tNrEAO ..........coiiiiie et naee s 1-9
3.4 BOBDIN WINAING ..t 1-10
3.5 Bobbin setting into BOBDIN CBSE ......cc.eiii s 1-10
3.6 Adjusting the needle thread tENSION...........ooii i 1-11
3.7 Adjust the bobbin thread tENSION ..........ooviie s 1-11
3.8 Adjusting the thread take-Up SITOKE ..........ooiiiiiieie e 1-11
3.9 Thread taKE-UD SPITNG ..coveeeieeiiieiiee ettt ettt e s e e be e e b e s an e e nbe e e nbeessbeenneeenns 1-12
(@ oo [T SURT PSPPI 1-12

3.10 Regulating fOOL PrESSUIE ON JIT ...veeeveerieierieeeiiesieesieeetee st esbe e e et be e s e et e neesaneenneeenns 1-13
N I 07 (0 0y S (o] PP OPRP PRSPPSO 1-13
312 Needle @and thrEad ...........oouiiiiieie et 1-14
MechaniCal Setting PrOCEAUIES .........cccuiiiiiiiiiiiie ettt s ne e e b e nne e 1-15
v 1 011 700 8o (o) o ISP R PSPPI 1-15
Nt RN o o | (A= 1 o ST PP 1-15
4.1.1 COMIMON SELINGS ... veeteeeteeeiteesieeestee et e sie e ste e bt e sas e e steeesseessbeesbeeeabeesseeeaseeeabeesaneenseeenneeenneenes 1-15
4.1.1a Drive WHheel CYIINOEN ..ot ae e nn e 1-15
4.1.10 Drive WHEEl SUIMACE ......eiiieiiiieeiee ettt ettt et b e sib e ae et e e snne e 1-15
4.1.1C DIIVE GIMTIN ECCEIMIIC ..uvveiutieeutiesieeestee et e st e et e et esib e et et esss e e be e e abeessteenbeeenbeesaneenseeenneeenneenes 1-15
4.1.1d Drive Wheal @SSEMDIY .......coiiiiiiieiie ettt nn e 1-15
4.1.1e Drive arm SPring COMPIESSION......cuueiueeiureeeeeaseesreesseeaseessseesseesnsesssseesseeassessnseessessssessseenes 1-17

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



84-55 UJ/ MJ AMNMF REECE

_Bettor deas, Better Made
TABLE OF CONTENTS
4.1.2. INAEX TEEA SEIIINGS ...eveeieee ettt ettt et et e st e et e et e san e e nseeeteeennee e 1-17
4.1.28 FEEO TIMING ...ttt sttt et a et e st esab e e be e et e e e st e e b e e e bt e saneenneeenneeennee e 1-17
4.1.20 DIV HINKAOE ...ttt sttt ettt ettt e et e bt e s e e e nbeeenbeeenne e 1-17
4.1.3 CoNtiNUOUS FEEA SEELINGS ....ceiuveeiieeitie ettt sttt sb e b s ae e e nbe e neesnne e 1-17
4.1.38 D.C IMIOTOT ...tttk e et e st e et e e s s e e e e sn e e e nn e e e anne e e anne e e nnn s 1-17
MechaniCal Setting PrOCEAUIES .........cccuiiiiiiiii ettt et ne e ane e 1-18
T G o I 1 ot o OSSP ROPR PP 1-18
4.2 SHICN SIZE A0JUSIMENT ...ttt e b e ne e snne e 1-18
42,0 INAEX TOEA ......eieeie ettt b et b e b bt re e ne e nne e 1-18
4.2.1 CONLINUOUS TEEA ...ttt ettt et et st e et e e et e e sab e e nseeeneeennee e 1-18
4.3.0 PNOLOCE!] SEELING ....vveeieeitieiiee sttt sttt ettt e b e et e san e e nseeebeeenne e 1-19
4.4 SNUBDEr AN JIG AlIGN ..o e 1-19
4.4.0 SNUDDEN SEELING ....eoieieiie ettt b et an e ae e ne e nne e 1-19
4.4.1 Jig alignment CYliNOEr SEEING . ......cooeiiieeiiierie ettt ne e nne e 1-19
45  Jig GECt / EVEISE COMMECTION. .. couiiiiieiiie sttt ettt ettt e et e s b e e nbe e neeenne e 1-20
4.6 JQTIaD AdJUSIMENT ...ttt an e e ae e ae e nn e 1-20
4.7  AULO StAIT PrOXIMITY SENSOF ....uveiieeetieetie sttt esteeateesiteeste e bt e ssbeesbeeebeessteesbeeebeesnneesseeeneesnneenes 1-21
4.7.0 Jig proxXimity SENSOr @jUSIMIENT ........coivieiieeiie ettt sn e ne e nne e 1-21
A.7.1 00 MELA TNSEIT .ottt a bt et e e bt e e s bt e et e e e beesnbeenbeeeneeennee e 1-21
A8 SIAEKNITE ...ttt ettt an e ne e te e nne e 1-21
v N O g To (Tor= 1 o] o RO SRR PP TOPR PR 1-22
4.8.1 SenSItIVITY AJUSIMENT .....oiiiiiiiecee ettt s e e e be e neeenn e 1-22
4.8.2 Photocell head @ligNMENT .........ooiiieie et 1-23
4.9 PNOLO B ECIIC SWITCI.....coiieiie et nn e 1-23
Controls & Program DESCIIPLION .......ccuueiiuieiiieriie ettt tee st et sse et e s beesseeesbeesneesseeeseesnnee e 1-24
5.0 CONLION QISPIAY ..ot ettt et e s e et e b an e e nneeenns 1-24
5.1 MACIINE FUNCHIONS ...ttt et esae e et e e b e aneenneeenns 1-26
5. 1.0 ETTON IMESSAGES ....ccuveeeiuiiieatiee et ee ettt e et e e s e e e st e e s s e e s s e e aase e e as e e e e seeesamseeeasseeeanneeeanneeeannneens 1-27
5.2 MOUES OF OPEIALTON ......eiieeitie ittt sttt sttt e st e e st e e be e e beesab e e nbe e e beesnneenneeenns 1-28
5. 2.1 INPUL tESLING MOTE: ...ttt sttt ettt e e e be e e b e sab e e nbe e e b e e ssneenneeenns 1-31
5.2.2 OULPUL TESEING MOUE.......eiuteeitieiie ettt sttt ettt e b e san e e nbe e e b e e saneenneeenns 1-34
IR B[ o | (- PO PP PR 1-41
5.3 Programming MOUE: ........oooiueeiieeiie ettt sttt e et e e s e e e be e e beesaneenbeeenneesnneenseeennes 1-42
5.3.1 Back tack parameters at CYCle STaIT: ........ooeiiiieieeee e 1-44
5.3.2 Dense stitch parameters al CYCle SEart: ........ooveeiiieiieciesie e 1-47
5.3.3 Program fUNCHIONS. ........eeiiieiiieiiie ittt sttt st ne e e et e s b e e saneenneeenns 1-49
5.3.38 FUNCLION TYPBS. ...ttt ettt ettt ettt e bt esab e e be e e nbeesabeeneeenns 1-53
5.2 BELCH ProOgramMUNG .....cooueeeiueeiieeieeaiie st e steeetee et et e s sbe e ssbe e s s e e be e e beesaneenbeeenneessneenseeenns 1-57
[DIE="s = 0 0o (1 o N TSP UPTOPRTOPRRPROP 1-58
Parameters value chart & default Programs...........cooceeiiiiiee e 1-62

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



AMNMF REECE 84-55 UJ/ MJ

_Bettor Tdeas, Better Made
TABLE OF CONTENTS
TS 01T oSSR 1-66
5.0 PNEUMIBLICS ...ttt skttt et e st e e bt e e s bt e sbe e e be e e nb e e naeeenbeesnneennee s 1-66
6.1 SL JIG TIAD ettt e bt e be e eaneennee s 1-66
6.2 S3 SHICH SIZE AAJUSIEIS 1 & 2.ttt sttt b e e b e snneennee s 1-66
6.3 SA Jig ArIVE/PrESSEr TOOL .....eeiieiiieeeiee sttt sttt st e s e e e sae e e be e snneennee s 1-66
5.4 S5 KINITE ..ttt ettt ettt e R et et e e b e nae e e be e saneennee s 1-66
SIS SN o == o TSRS 1-66
6.6 WESLE TISPOSA ..ottt sttt h e b bt ae e te e saneennee s 1-66
S YA To - [T 01011 o | SO UP PP PRTOPRPROP 1-67
6.8 SO JIg ArVE ClAMP ..ottt ettt s bt et e s b e e s ae e e beesnneennee s 1-67
6.9 SLO AT BIOWEN'S ...ttt ettt st e e b e s b e e s ae e e be e saneennee s 1-67
7.0 AT TIOW CONMEIOIS ...ttt ettt ettt e st e s bt e be e e b e e saeeebeesnneennee s 1-67
7.1 Air pressure regulators and Water fIlTErS ..........ooiiiiieie e 1-67
PNEUMBLTC DIBOIAIM.......eiiiie ittt sttt ettt et e et e s ab e et e et e e sabeeebeeeabeesaneenbeeenneesnnee e 1-68
Head SEtting PrOCEOUIES .........ooiuiiiiie ettt sttt st ettt s an e e ae e e neesnne e 1-69
7.1 Adjusting the TEEA TIMING ......ccueiiiieie ettt e et san e nnee s 1-69
7.2 Needle-10-N0O0K FelaliONSNI ... ..eieeeiieeiie ettt e e e b e snneesnee s 1-69
RS T 0 1o [or= 1 Lo o TSR PP U PUPRTOPRPROP 1-70
7.4 Adjusting the amount of oil (Oil splashes) iNthe NOOK ...........ccoocviiiiiiiii e 1-70
7.5CI0th CULEING KNITE ...ttt e b e e san e nnee s 1-72
TAMMING AN SYNCAIONIZEY .......eiiiieiie ettt b et e st e ae e be e s s e e naneebeeenns 1-73
8.1 Replacing the moving knife (DLM-5400N-7) ........coiiiiiiiieie e 1-73
8.2 Adjusting the initia position of the moving knife (DLM-5400N-7) .........cocoueruieneenieeneeenieeenne 1-73
8.3 Replacing the counter knife (DLM-5400N-7) ....cccuoiiiiiiiiiiiieniie e 1-74
8.4 Adjusting the pressure of the Counter KNITE ... 1-74
8.5 SYNCHIONIZES SEIIING ....eeveiiiie ittt b et e et an e e nneeenns 1-75
EIECHICEI DIGOIAIM ...ttt ettt sttt e bt e s st e ek e e e nbeesabeesbeeenneeenne e e 1-76

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



84-55

AMNMF REECE
Berter Ddeas, Better Wade.

INTRODUCTION

Quick Reference Specification Sheet

Electrical requirement :

Air Supply :

Noise Level :

Sewing Head :

Sewing Head Motor :

Sewing Head speed :

Stitch size :

Lubrication system :

Needle Type :

Recommended Thread :

Table Height :

Operator Position :

220V, 60Hz, Single phase, 850W

Pressure — 80 Psi (5.5 Bar)

75.5 DB (A)

Juki DLM 5400-7-00 Lockstitch with under

bed trimmer

0.55KW

3600 RPM maximum

Up to 4mm

Sensate Head — Sump Reservoir, Wick &
Pump distribution, System Jig track — Silicon

spray

134R

Core spun polyester/cotton

930mm ( 36.5")

Standing

Revised 09/2005
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INTRODUCTION

SAFETY INSTRUCTIONS

The machine must only be used for the purpose it was designed for. In case of conversion
into another version all valid safety instructions have to be considered.

Do not operate this machine without the safety devices it is equipped with.

The machine must only be switched on and operated by persons who have been instructed
accordingly.

When exchanging parts and when doing maintenance work, the machine must be disconn
ected either by actuating the master switch or by removing the mains plug.

When threading the machine, Emergency stop must be engaged or the machine switched off.

When carrying out maintenance or repair work on pneumatic devices, the machine must be
disconnected from the pneumatic supply source.

Work on electrical equipment on this machine must only be carried out by electricians or
other persons who have been instructed accordingly.

The actual ‘A’ weighted sound pressure level taken on an identical machine is 82.5DB (A).

Take appropriate measures for protection of hearing if sound pressure of 85DB (A) is ex
ceeded.

Ensure lifting rail is used when lifting with fork lift truck.

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
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SAFETY
FIRST

A CAREFUL WORKER
IS THE BEST
SAFETY DEVICE

All guards must
be in position
before starting

/N

DANGER

>

CAUTION
Risk of
Electric shock

O

Donot operate this equipment
unless technically qualified

=

CAUTION
Compressed Air

&

Unautorised Persons
not to use this machine

&

Do not maintain
this equipment unless
technically qualified

O

This maching must not be
dismantled or cleaned
unless it has been switched
off and unplugged
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INTRODUCTION

IMPORTANT NOTES
To avoid trouble or damage, it is absolutely necessary to observe the following instructions.

- Before you put the machine into operation for the first time, clean it thoroughly, remove all
the dust which has accumulated on it.

- Oil all necessary parts ensuring drive wheel section is free from any type of lubricant.

- Check to make sure line voltage agrees with the voltage indicated on the motor rating plate.
If it does not, be sure not to plug the machine.

- Check you have the correct pneumatic line pressure.

- Always make sure the correct program is selected on the AMF Reece controller related to
the type of jig being used.

Revised 09/2005
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84-55 AMNMF REECE
USING JIGS

2.0 LOADING OF MATERIAL INTO THE JIG (E.G. COLLAR)
1. Open jig and position lower ply of cloth to the jig location marks.

2. If the jig has afilling bar (i.e. middle section) close this on the lower ply of cloth.
3. Position the upper ply of cloth to jig location marks.
4. Close the top plate of the jig.
5. Jig is now ready to insert into machine
2.1 PROGRAM SELECTION

This machine has a LCD display control with function keys. Any program editing is possible
with the help of keys. Programming instructions have neen explained in detail in section 5.

2.2 LOADINGJIGTO THE MACHINE
The 84-55 has two start options, Manual start or Auto start. In Manual start mode the green
start button must be pressed to start the machine. In Auto start mode, the machine will begin
automatically once the jig has been loaded safely.

2.2.1 MANUAL START
a) Slide the loaded jig towards the needle, lining up the start position approximately %2’
(213mm) behind the needle.
b) Push the jig over the raised flap in front of the needle plate.
c) Asthejig is pushed to the right, the jig flap will drop to its normal position.

d) If the jig is located correctly, the raised “D” shape of the needle plate will locate in the track
of the jig.

e) Pull jig back to closed end of track. (Double jig should be pulled back so jig contacts presser
foot).

f) When the jig is loaded, press the green start button on the table top; the sew cycle will begin.

g) At the end of the cycle the jig will be gjected (or in case of a double jig, wait for the operator
to reposition the jig for second half).

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
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USING JIGS

84-55

2.2.2 AUTO START
The auto start function may not be used
on double jigs.

e) Pull jig back to close end of track. At
this point the proximity sensor in the
needle plate will detect the metal tab ir
the jig. See fig.2.0.

f) If thejig isloaded correctly and both
the snubber switch and photocell have
been activated, the machine will start
automatically. See fig.2.0.

g) At the end of the cycle, the jig will be
gjected.

Revised 09/2005
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e
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2.3 JIG SET UP
Before the jig can be used the auto start
metal tab and all the photocell activating
tapes must be positioned correctly.

2.3.0AUTO START METAL TAB
The metal tab is located at the start of
track. A Tufnol locating patch holdsit in
place. Set the metal tab to activate the
proximity sensor 2mm before the raised
“D” makes contact with the end of the
inner track.
This setting may have to be altered if the
start of the sew seam is incorrectly posit
ioned.

2.3.2 PHOTOCELL TAPES
The tapes on the surface of the jigs are
used to trigger the programs in the
controller. See section 5 for full
instructions on program editing.
Figure 2.2 shows a simple slow sew corner
jig, with dense in and out of the corners.
Each tape sends a signal to the control box
to activate a particular function.

2.3.2 FLY FRONTS
The AMF Reece controller will alow the
use of fly front jigs. To set up the jig for
this operation, position tapes are shown in
figure 2.3 and refer to section 5 for
programming instructions.

E-mail: service@amfreece.cz; parts@amfreece.cz ;
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606

1-8

(

Location Plate ___

Jig Inner Track
kY
LY

:I Jig Outer Track

Raise "D° —__

\

__— Proximity Switch

e beaneath jig
B
Z

T Metal Tab

- Figura 2.1
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OPERATING INSTRUCTIONS

84-55

3.1 TO START UPTHE MACHINE
a) Turn the power on switch.

b) If airfloation is required in case of bigger sewing parts
like.“ Large Jacket Front”, turn the blower switch on to
make are air pass throught small holes on the table.

Note: The presser foot of the machine is always in the raised
position when the machine is the * Stop” mode with the air and

power switched on.

y Carry out the following steps of procedure after the
power switch has been turned OFF.

3.2 INSTALATION OF NEEDLE

Insert the so it is fully up the needle bar with its longer
groove to the left and firmly fasten by using the needle

clamps screw. (Figure 3.1)

Applicable needle 134R

N

Needle Left

=i clamp

%

SCrens

Longer —

groove

Right

Scoop

Figure 3.1

Note: Needle size and point are depent on the type of material being used. (Refer to needle and

thread section 3.12)

3.3 THREADING OF UPPER THREAD

Turn the handwheel toward you to
make the thread take-up reach the
highest position and run a thread
from the spool pin to the needle
through each part in the numbered
order in figure 3.2. At the needle
run the thread from left to right and
leave the thread end approx. 5 cm.
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84-55

AMF REECE

OPERATING INSTRUCTIONS

3.4

3.5

1-10

BOBBIN WINDING
a) Set the bobbin with the bobbin winder spindle and wind
the thread on the bobbin for a few turns by hand.

b) Push fully the bobbin winder setting lever to make the
winder pulley contact with the V-belt.

c) Set winding capacity at 80% using the bobbin winding
capacity regulating screw.

d) If bobbin winding is uneven, adjust the position of
bobbin winder complete so that winding becomes even.

€) When winding finishes, the bobin winder setting lever
flips up and the bobbin winding pulley stops.

BOBBIN SETTING INTO BOBBIN CASE
a) Install the bobbin in the bobbin case so that the thread
wound direction is counterclockwise.

b) Pass the thread through thread dlid Q and pull the thread
in direction @ By so doing , the thread will pass under
rhe tension spring the come out from notch @

¢) Check that the bobbin rotates in the direction of the
arrow when thread (@ is pulled.

E-mail: service@amfreece.cz; parts@amfreece.cz ;

Babinin snnder |
tensian saindle

Habbin wending

capacity regulating |

oy
Bobbin
winding
pulley

winder
brackes

dabbin winder
setting lever

Figure 3.3

Figure 3.4
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3.6 ADJUSTING THE NEEDLE THREAD TENSION

a) Asyou turn thread tension No. 1 nut @
clockwise (in direction @) ) the thread
remaining on the needle after thread
trimming will be shorter.

As you turn nut @ counterclockwise (in
direction (2) ), the thread length will be
longer.

c) Asyou turn thread tension nut @
clockwise( in direction (@ ), the needle
thread tension will be increased.

As you turn nut @ counterclockwise (in
direction (@) ), the needle thread tension
will be decreased.

\ J
3.7 ADJUST THE BOBBIN THREAD TENSION
Asyou turn tension adjust screw © clockwise (~ A ——r : = )
(in direction (& ), the bobbin thread tension e | b f
will be increased.
Asyou turn screw © counterclockwise (in
direction §) ), the bobbin thread tension will
be decreased.

Y Figure 3.6 )

3.8 ADJUSTING THE THREAD TAKE-UP STROKE
A\, Carry out the following steps of procedure after the power switch has been turned OFF.

4 )

a) When sewing heavy-weight materials, move
thread guide @ to the left (in direction @) ) to
increase the length of thread pulled out by the
thread take-up.

b) When sewing length-weight materials, move thread
guide @ to theright (in direction (Z) ) to decrease
the length of thread pulled out by the thread take-up.

¢) Normally, thread guide @ is positioned in away that | :
marker line (@ is aligned with the center of the Figure 3.7
screw.

. J
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3.9 THREAD TAKE-UP SPRING

1. Changing the stroke of thread take-up spring ©.

a) Loosen setscrew @ .

b) Asyou turn tension post ® clockwise (in
director @) ), the stroke of the thread
take-up spring will be increased.

¢) Asyou turn the knob counterclockwise (in

direction (2) ), the stroke will be
decreased.

Figure 3.8

\_ J
2. Changing the pressure of thread take-up spring @

a) Loosen setscrew @ , and remove thread tension (assembly) ©.

b) Loosen setscrew @.

c) Loosen setscrew @ , and remove thread (in direction Q ), the pressure will be increased.
d) Asyou turn the post counterclockwise (in direction @ ), the pressure will be decreased.

CLEARING

Clean the hook and base area once every day, removing any lint or thread which may have
accumulated. For this purpose the jig flap may be removed. Switch off the machine, remove the
jig and remove the lint with the air gun provided.

Remove the jig drive cover and clean away any dust or lint which may have accumulated.

Note: Never oil the jig wheel.

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
1-12 Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



AMNMF REECE 84-55
_Better Fdeas, Better Made
OPERATING INSTRUCTIONS

3.10 REGULATING FOOT PRESSURE ON JIG

Adjustment of Presser Pressure (" )
Turn the presser regulating screw clockwise to
increase, and counterclockwise to decrease. i
Be sure to tighten the nut after adjustment. SNEFE TR
A foot pressure of approximately 1,5 to 2 kg il lﬁ _'._ \

will give best results on all materias.

Fi 39
igure y

3.11 EMERGENCY STOP
This is activated by pressing the Stop Button. This will activate the Emergency Stop Sequence.
The machine will not restart until the mushroom type red color emergency stop button has
been released. Failure of air pressure or safety cover kept-opened will stop the machine
operation. Before these signals are restored, these signals before ensure the needleisin up
position, if not turn the handwhell to bring it to this position. Releasing of Emergency Stop will
execute machine to home position and jig eject operation will be executed..

~

(EMERGENCY STOP)

\_ J
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3.12 NEEDLE AND THREAD

Selection of the proper needle THREAD SIZE
depends on the material and NEEDLE | COTTON | SILK | SINTETIC |LINEN|NEEDLE
used. SIZE SYSTEM
(NM)**
For selectior_1 of the proper needle 60 1100 —80 |140 | 200 — 150
and thread sizes refer to the table A 134k
bel ow: 70 70 —60 |120 | 180 — 120
80 60 —50 |100 | 120 — 100
B 90 50—40 | 80 100 —80 | 70 134k
100 40—30 | 70 80—60 | 60
110 30—24 | 60 60—50 | 50
120 20 | 50 50—40 | 40
C 134k
130 12 | 40 40—30 | 35
140 10 | 30 30—20 | 30
A = LINGHT WEIGHT MATERIALS
B = MEDIUM WEIGHT MATERIALS
C = HEAVY WEIGHT MATERIALS
NM** = NEEDLE SIZE IN HUNDRETHS OF MM
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MECHANICAL SETTING PROCEDURES

4.0 INTRODUCTION
This section deals with the mechanical settings for parts not found on standard Juki head.

4.1JIG DRIVE SETTINGS
Figure 4.0 shows the jig drive assembly. On the 84-55 a jig may be driven continuously or with
an indexed motion. The settings for these two styles of motion are given in separate sections
below. Any settings common to both types of motion are also given in separate sections.

4.1.1COMMON SETTINGS
4.1.1A DRIVE WHEEL CYLINDER
The rod end bearing ( item 8, figure 4.0) should be set so that when the cylinder is fully
extended the drive wheel is taken 3mm past its point of contact with the jig.
CAUTION :
IF THE DRIVE WHEEL TRAVELSTOO FAR, IT WILL DAMAGE THE PHOTOCELL IF THE MA-
CHINEISRUNWITHOUT AJIG.

4.1.1B DRIVE WHEEL SURFACE
The surface of the drive wheel must not be contaminated with any lubricant or silicon Aerosols
etc. Such contamination will affect jig feeding. If contamination occurs, clean the tapered
groove of the drive wheel with solvent. See section 11.0 on cleaning.

4.1.1C DRIVE ARM ECCENTRIC
The drive arm eccentric ( item 34, fig 4.0 ) is used to adjust the point of contact between the
drive wheel and the jig face in relation to the throat plate ‘D’. Location holes drilled into the
base plate, item 62, ensure the eccentric does not move from the position it has been set to.
The factory setting for the eccentric is shown by a center pop mark next to the relative hole. If
any adjustment is required slacken off nut 64 and lift drive arm item 43, up allowing the
eccentric to rotate. Ensure the pin islocated in one of the holes and tighten the nut. Set the
spring 47 to the correct compression, see section 4.1.2.d.

4.1.1D DRIVE WHEEL ASSEMBLY
To replace aworn drive wheel detach the drive arm 43, from the machine bed, unfasten the rod
end bearing 21 from the drive post and remove screw 3 from the drive cylinder. Disconnect the
DC motor and clutch bullet connectors, taking care not to pull on the wires and carefully lift
the assembly out.
Undo screw 6 and remove the drive wheel and its housing 30 from the drive arm. Using the two
M5 holes in the base of the drive wheel as an anchor, loosen gear 17 taking great care not
damage any teeth on the gear. Remove the wheel from the assembly. When reassembling, care
should be taken that all surfaces are free from lint etc. the pivot spindle 28 should be lubricated
with graphite grease before replacement into the drive wheel.

ONLY GREASE CONTAINING GRAPHITE OR MOIBDENUM DISULPHATE MUST BE USED.
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66 Figure 4.0

. J
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MECHANICAL SETTING PROCEDURES

4.1.1E DRIVE ARM SPRING COMPRESSION
To alow the jig drive wheel to find its optimum location
point a floating drive arm, 43, fig 4.0, has been used.
The spring 47, is used to prevent the drive arm from
moving up and down the stud,67.
The correct compression setting for the drive arm spring
is shown in fig. 4.1. when the nut 64, is tightened onto
the spring, the distance between washers, 46, should be
11mm.

4.1.2. INDEX FEED SETTINGS

11mm

Y Figure 4.1 )

The index feed only drives the jig when the needle is clear of the material. The linkages in the

sewing machine head control the timing for the drive.

Alterations to the stitch size are made in the usual manner using the stitch regulator.

4.1.2A FEED TIMING

The feed should be timed so that when the descending needle is approximately 6mm above the
material the feed motion is complete. See section 7.1 for adjustment procedures.

4.1.2B DRIVE LINKAGE

As well as providing the drive to the drive wheel , the drive linkage , item 22, figure 4.0, also
determines the angle of the drive clamp cylinder, item 27, figure 4.0. if the angle of this
cylinder is incorrect it can foul on the sewing jig or collide with the drive linkage itself.

Set the linkage so that when the stitch size regulator is set to 4. The drive clamp cylinder does
not interfere with either the sewing jig or the drive linkage.

4.1.3 CONTINUOUS FEED SETTINGS

The continuous feed differs from the index feed because instead of only driving the jig when

the needle is clear of the material it drives all the time.

4.1.3AD.C. MOTOR
The DC motor, item 1, figure 4.0, is used to obtain the
continuous drive feed . The motor has two speed
settings.
Figure 4.2 shows the drive enclosure, which is located
on the side of electrical cabinet. To increase the drive
speed , rotate the potentiometer anticlockwise, to
decrease turn it clockwise.

Revised 09/2005

[ TR = | o4

Unve opeed 1
T i g e o o P
| Dnve Speed 2
B
(.} Decrease spaag

[\ ". ncrease spaad
st

NN

Figure 4.2

Figure 4.2

\- J

E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606 1-17



84-55 AMNMF REECE
_Better, Ddeas, Better Made.

MECHANICAL SETTING PROCEDURES

4.1.3.B CLUTCH
The clutch, item 11, figure 4.0, engages and disengages
the DC drive motor. The gap between the two clutch .
faces must be set correctly to avoid slippage and ) -
binding. Figure 4.2 shows how to increase and decrease
the clutch power. Figure 4.3 shows the gap setting
between the faces. Release the cap head screw 1 and
move clutch body up or down until the correct setting is
achieved.

—Cap Head
o Screw 1

Clutch Body

Clutch Plate

1

4.2 STITCH SIZE ADJUSTMENT Figure 4.3
When using the index drive system alterations to stitch
size are made in the usual manner using the stitch
regulator and dense. When the machine is using the
continuous feed system the stitch size is altered, using
the sewing machine head speeds and DC motor drive
speeds.

4.2.0 INDEX FEED
Three settings are available on the index feed stitch size
adjuster item 1 fig 4.4, small, medium or full. The full
stitch size is adjusted using the stitch regulator on the
sewing head, but the small and medium stitch sizes are
adjusted on the stitch size adjuster. To set the small
stitch size set both cylinders 11 and 12 figure 4.4 and
use the lock nuts 8 to the set the size. For the medium
stitch size activate cylinder 12 and adjust rod end
bearing 4 using adjuster screw 13. lock off screw with
nut 3.
To ensure that the stitch size adjuster will give the full
size stitch indicated on the stitch size regulator, activate
both cylinders 11 and 12. if the required stitch size is
not achieved, adjust adjuster screw 7 and lock off with
nut 2. Set both cylinders in again and check the small
stitch size has not been effected.

4.2.1 CONTINUOUS FEED
To set the stitch size using the continuous feed both the
sewing head speed and the DC motor drive speed must
be balanced. If the sewing head speed is set too slow
and the DC drive speed set too high then an unusable
large stitch will be formed and possible needle damage
result. For information on setting the DC drive and
sewing head speeds in the program see the Section 5.

18 Figure 4.4

J
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Section 4.1.3a gives details on how to adjust the DC drive speed.The spool sensor uses a pho-
tocell to detect the speed of rotation of the spool. As the amount of thread on the spool decreases so
the speed of the spool increases and once the number of rotations reaches the value in the controller,
set by the operator ( see section 5), the machine will give an audible warning.

4.3.0 PHOTOCELL SETTING
Figure 4.5 shows the face of a spool
used with the spool sensor. The grey
segment of the spool is the ‘OFF
state and the light segment is*ON’.
Set the photocell to read the spool so
that when the signal is*ON’ or ‘OFF
the green light on the photo cell
amplifier is ‘ON’.

4.4 SNUBBER AND JIG ALIGN
The snubber and jig align assembly
is used to keep the jig running
straight and also to signal the
presence of aloaded jig and corners

4.4.0 SNUBBER SETTING
The snubber head, (item 2, Figure
4.6), should be set to allow 5mm of
travel before the snubber block
comes into contact with the damper
when a jig is being loaded. This gap
isto alow the jig to be loaded with
minimal resistance from the damper.
The micro switch, (item 1, Figure
4.6), should be set so that when the
jig is loaded the switch is activated
by the collar, (item 3, Figure 4.6).

( - N
= T
ON
[OFF| Spool
ON
. Red Signal Light
/
— -'JH = I - |
: N
C"’ ."/- i y |
==k / Photocell
| Y L, S Amplifier
| "\..-_«_" £ T
III"-,II T
‘Green Stability Light Figure 4.5

Jig Alignment
Cy]inder—\

|—M5 Lock Nut
|
'

/___ Smm
4

Figure 4.6

Figure 4.6

N J

44.1JIGALIGNMENT CYLINDER SETTING
The jig alignment cylinder must not bind on any part of the snubber block, ( item 4, Figure
4.6), through its full travel. The two M5 lock nuts must be tight at all times. The pressure
regulator located in the frame cabinet should be set to allow the cylinder to guide the jig in a

straight line.

TOO MUCH PRESSURE CAN CAUSE OVER CORRECTION AND POSS BLE BINDING.
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45 JIG EJECT/ REVERSE CORRECTION
The jig gect assembly acts as both )
an gection system and a jig 1 2 3
correction system. The jig gject ' /
bearing, (item 1, Figure 4.7), must | |
be set up to clear ajig from under | o £ —
the head at the end of the sew ]i —— =
cycle. To adjust the position of the i ‘
jig gect assembly undo screws 3,
Figure 4.7 and move the assembly
in or out. Once the optimum
position has been achieved, tighten L Figure 4.7)
the screws, load the jig into the
machine and check to make sure it ove freely without binding between the jig eject bearing and
the snubber head, (item 2, Figure 4.6).

S

Jig Eject Cylinder

46 JIGFLAPADJUSTMENT
To allow the jig to be loaded into the machine the jig flap must be set above the throat plate
‘D’. If theflap is set too high the jig may catch on the presser foot.
To adjust the jig flap cylinder, (item 1, Figure 4.7), release screw 2, Figure 4.8 and adjust the
cylinder up or down until the jig can be loaded into the machine without obstruction.

~ )
o {-—-'{ {\:;____;T —
e >
I T s
I R, O )
S, S Q\L::::-—h o 2, ﬁ
[T 7 __:'-Z;: _::_:':-_—hl_' =
’\ | | |I£[:|1I|—” T __};I:_d__,
I"--_ LN J -
R P
i
f ‘
s L
b e
/ S
/ — 1
2 ﬁ |
I Figure 4.8
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Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
1-20 Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



AMNMF REECE 84-55
Bettes Ddeas, Better Made.

MECHANICAL SETTING PROCEDURES

4.7 AUTO START PROXIMITY SENSOR
The jig proximity sensor detects a block of metal located in the base of the jig, which
determines the reverse back tack position. The jig proximity sensor also detects the jig for the
auto start function.

4.7.0J1G PROXIMITY SENSOR ADJUSTMENT
The jig proximity sensor must be set below the top of the jig flap to avoid damage from the jig.
Figure 4.9 shows the adjustment.

( N
i~0.5mm —Jig Flap
u. p
> it .:" Pl ./ - A /'—!'—_/'ﬁ—
,// A, LA e
O h"‘“‘a_‘%__ .
7N ensor ——— Throat Plate
\ e
~ ~—Detection
e Indicator Figure 4.9
~ )

4.7.1J1G METAL INSERT
The metal insert placed in the jig behind the track can be adjusted by releasing the tufnol tab
from the jig and moving it until the jig proximity sensor detects the metal. To test the sensor is
detecting the metal, place the jig on the machine, with the foot up and use the system check in
section 5.

4.8 SIDE KNIFE
The knife adjustment mechanism allows adjustment of the side knife in three planes, vertical,
horizontal and in arotation plane to allow a certain amount of rake to be introduced.
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4.8.0 INDICATION
The green and red indicators turn on and off as shown in Figure 5.0. Set the sensitivity adjuster
at an appropriate position so that the photo electric switch operates within the stable operating
range.

4 )

1. Stable Operating
Range

oL x12 2. Unstable Operating
Range

3. Stable Operating
Range

4. Receiving Light
Intensity

5. STABILITY indicator

ONJ| | OFF | O.Lx0.8 (Green)

6. INCIDENT Light
Indicator (Red)

O.L - Operating Level Figure 5.0
\_ J

4.8.1 SENSITIVITY ADJUSTMENT
CAUTION : WHEN ADJUSTING SENSTIVITY DO NOT TURN THE SENSITIVITY

ADJUSTER BEYOND ITSMAXIMUM SCALE POSTION, OTHERWI SE THE ADJUSTER

WILL BE DAMAGED.
4 )
Point & at which the Light
Indicator turmns to ON (Red)
with the object placed in fixed
position.
- \\ Sel the sensifivity adjuster at
) the center between points A
\\\ and B.
i Sk
Y /
/"'r X /
P s _",I__\>."'} ”
L AP B
[ &7 AN
| [ /:: | '| Paint B at which the LIGHT
\ Vi Indicator exinguishes with the
Min, Py ! objact removed or the
)\h — {g’ maximum values,
S | /
~— )
Max. Figure 5.1
- J
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4.8.2 PHOTOCELL HEAD ALIGNMENT

To ensure the drive wheel or trimmed fabric does not give a false signal; the photocell must be
aligned as shown in Figure 5.2.

4 N

/]

Photocell
Assembly

Jig C\
Photoce!l Head \ Drive Wheel

Photocell Head

M
Correct
. Orientafion
Fibre Opfic > ‘/ .
Ends Figure 5.2
\§ J

49 PHOTO ELECTRIC SWITCH
The lens of the photocell head should be kept clean at all times to prevent any malfunction of
this unit.
CATUTION : DONOT CLEAN WITH ALKALI, AROMATIC HYDROCARBON OR
CHLORIDE HYDROCARBON AS THE LENS MAY BE DISSOLVED.
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CONTROLS & PROGRAM DESCRIPTION

Auto Jig 84-55 is equipped with a sophisticated LCD display control. Detailed information has been
provided in earlier steps by explaining function of each and every key on the display board while
describing different parameters of the machine. But it is assumed that the reader becomes familiar
with basic operation of Function Keys and can understand easily in the later part of the manual and
would be able to make any sort of parameter editing even if the basic function of each key is not
explained.

5.0 CONTROL DISPLAY

AMF REECE Display board has total number of six membrane push buttons designated as F1,
F2...... F6, also called function keys. Different functions of the machine can be accessed with the
help of these function keys. The sequence of operation is divided into different menus/screens. If we
have alook at the display, keys F1 and F2 are also designated as keys NEXT and PREV respectively.
In most of the times F1 is used to switch over to next screen and F2 is used to go back to the previ-
ous screen, in case these keys are used for some other operation then same has been explained in the
manual. Key F5 is also designated as CLR, this key functions to clear the value of any function
selected to zero. Key F6 is designated as ENT. Main function of this key is to write the value of any
function into the memory of control system. The values of any functions may be altered with the help
of arrow keys. Let us study the following example.

We assume that we have to run a motor from display. We have two options, we can run the motor
continuously or we can run the motor defined by a function.

Refer to Screen A. “Cont” stands for continuous run and “Fun” stands for function based running of
motor. To choose the parameter “Cont” or “Fun” in Screen A,

one must press the key [F6]and parameter “Cont/Fun” would start flashing. Pressing key while
display is flashing would change the state Cont to Fun or vice versa and pressing key more than
once will toggle the state between “Cont” and “Fun”. Then to enter the selected parameter one must
press the key agai n. If astate “Cont” is selected that means we want to run the motor continu-

ously and press key to enter into Screen C.

Motor Run
Cont/Fun
F1 F2 F3 F4 F5 F6
NEXT PREV <+ T CLR ENT
Screen A

In case parameter “Fun” is selected then pressing key means next Screen B would appear.
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Motor Speed- 000
Time - 0.0 Rev - 0000

Sreen B
Screen B defines three parameters, motor speed, run the motor for a pre defined time or run the
motor for a particular number of revolutions.

1. Motor Speed — Number of RPMs from 0 to 999
2. Time—-Timein 0.0 to 9.9 seconds.
3. Rev — Number of revolutions

To edit Parameter 1, press key once, data value for “Motor Speed” would flash, pressing key

twice would flash the data value for Parameter 2 and pressing key thrice would result in

flashing of data for Parameter 3. Data of any of the three parameters can be edited when a particular
data value is flashing. For example if the data for Parameter 1 i.e. Motor Speed is flashing, then

press key to clear the value to “000”. Then increment the value by pressing key . The value
cannot be decremented. Key may be used to shift the value of one digit to the other from right
to left. For example if avalue “001” is displayed, pressing once will change the value to “010”,
pressing key twice will change the value to “100” and pressing key again will change the

value to “000”. After a desired data value has been selected, press key again to store the value

into the system. Similarly data can be edited for parameter “Time” and “Rev”. we have assumed that
motor can be run either for a fixed interval of time or for a fixed number of revolutions. So a value

selected more than zero would hide the parameter “Rev” and “*****” would appear. Press key
to switch to next Screen C or press key to switch back to Screen A.

Motor Run — Yes/No

Screen C
In Screen C there is one parameter, which has two values Yes or No. Pressing key would make

the Yes or No value to flash. Press key to toggle between Yes and No. Selecting Yes would make

the motor run. The motor would stop after certain time or after the number of revolutions are com-
pleted depending upon the parameter selected in Screen B. In case parameter ‘Cont’ is selected in
Screen A, motor can be stopped by selecting ‘No’ in Screen C.

Above example is just demonstrated to explain the function of different keys on the Display
Board and no such parameter would display on the machine.
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5.1 MACHINE FUNCTIONS
To start with let us switch on the power of the machine and we see the screenl flashing on the dis-
play.

Better Ideas
Better Made

F1 F2 F3 F4 F5 F6
NEXT | | PREV <+ T CLR ENT
Screen 1

Screen 1 will flash for 3 seconds, after that Screen 2 will appear on the display.

AMF Reece
v00-00
F1 F2 F3 F4 F5 F6
NEXT | | PREV <4+ T CLR ENT
Screen 2

Screen 2 describes the software version of the machine. The same could be referred for any future
correspondence for any technical queries.
After adelay of 3 seconds Screen 3 will appear on the display.
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5.1.0 ERROR MESSAGES

M: Insert Jig
Prg-1 Knife-Yes
F1 F2 F3 F4 F5 F6
NEXT | | PREV <+ T CLR ENT
Screen 3

The screen3 shows a message (M) that machine is ready for operation. It directs the operator to insert
the jig. Prg-1 indicates that Program no. 1 is selected. Knife is ON during the operation. The program

no. and Knife option may be altered from this screen. Press key [F6], Knife selection Yes or No starts

blinking and this status can be toggled by pressing key [F4], pressing key again will enter the
Yes/No value for the knife and display stops blinking. To alter the program number press key
twice and program no. Prg -... starts blinking. The value can be incremented with the help of key

and can be reset with key and selected value can be stored by pressing the key again. It
is possible to have total number of ten programs and the parameter Prg -... can have values 0 to 9.

In certain situations machine may not be ready for operation, in that case the corresponding Error
Message would be displayed on the screen. These error messages could be as follows:

E: Emergency Stop
Prg-1 Knife-Yes

a) This message refers to the Emergency switch and
it must be released to put the machine ready for operation.

E: Inverter Err
Prg-1 Knife-Yes

b) This message refers to some error with the fre-
guency inverter drive. The frequency inverter drive is used to control the speed of sewing motor. Any
malfunction in this drive will generate a signal and above error message will be displayed. The type
of the fault will be displayed on the LED display of the inverter drive inside the control cabinet. The
fault state of the inverter must be cleared to put the machine ready for operation. Operator must call
upon a qualified technician when this message is displayed.

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606 1-27



84-55 AMNMF REECE
_Better Odeas, Better Made.

CONTROLS & PROGRAM DESCRIPTION

E: Spool Alarm
Prg-1 Knife-Yes

C) This message appears on the screen when the
bobbin of thread roll is running out of thread. But thisis an optional feature and all machines may
not have this feature.

E: Tape Sensor

Prg-1 Knife-Yes
d) This message will appear on the display, if tape
sensor is not sensing the tape on jig.

E: Air Pressure

Prg-1 Knife-Yes
e) This message will appear on the display, when the
pneumatic air pressure to the machine is disconnected or it goes low and machine is not ready for
operation.

E. Safety Cover

Prg-1 Knife-Yes
f) This message will appear on the display, when the
acrylic sheet safety cover around the needle area is open and must be closed to make the machine
ready for operation.

5.2 MODES OF OPERATION
From screen3 pressing the key will take us to the Screen 4.

System Check-F3
Edit-F4 Seq.-F5

F1 F2 F3 F4 F5 F6
NEXT | | PREV <+ T CLR ENT
Screen 4

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
1-28 Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



AMF REECE

_Better Ideas,

Setter, Made.
CONTROLS & PROGRAM DESCRIPTION

84-55

Looking at screend tells us about the different modes of the machine. Pressing key will display

the previous screen and pressing the key will display the next screen i.e. Screens.

Production Count

000000 Rst-F3
F1 F2 F3 F4 F5 F6
NEXT | | PREV <4+ T CLR ENT
Screen 5

Screen 5 is the production counter. The production counter will increment after the completion of
every sewing cycle. The value of this Production Counter may be reset to zero by pressing the key

[F3]. Pressing key will display the previous screen and pressing the key will display the

next screen i.e. Screen6.

Spool Count
000000 Rst-F3
F1 F2 F3 F4 F5 F6
NEXT | | PREV <+— T CLR ENT

Screen 6

Screen 6 is the spool counter. The spool counter will increment after the completion of every sewing
cycle. The value of this Production Counter may be reset to zero by pressing the key . Pressing

key will display the previous screen and pressing the key will display the next screen i.e.

Screen?. Thisis an optional feature. The display may show the spool counter even though the ma-
chine is not equipped with this feature.
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Batch Count

000000 Rst-F3
F1 F2 F3 F4 F5 F6
NEXT | | PREV <4+ T CLR ENT
Sceen 7

Batch counter is afunction that is used to count the number of pieces sewn for a particular program.
It counts on irrespective of the production counter value as the production counter is value that
counts on every piece sewn irrespective the program type selected and hence gives a total number of
pieces sewn on the machine for different programs selected. The value of a batch counter may be
reset to zero by pressing key and pressing key will switch the display back to the Screen3.
A glance at Screen4 tells us about the different modes of operation. One of these modes is System

Check, press key i.e. System Check and Screen 4.1 will appear on the display.

Input test — F3

Output test — F4

After switching to Screen 4

F1 F2 F3 F4 F5 F6
NEXT | | PREV <+ T CLR ENT
Screen 4.1

This mode is used to diagnose the proper working of different input and output signals.
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521 INPUT TESTING MODE:
Pressing the key will enter into the input testing mode and first screen of input testing modei.e.

Screen 4.1.a.1 will appear. Pressing key will take back to the previous Screen 4.

Needle Up Proxy
X00 — On
F1 F2 F3 F4 F5 F6
NEXT | | PREV| | €— T CLR ENT
Screen 4.1a.1

In this mode if the proximity switch for needle up sensing is energized, the display will show
X00 — On, otherwise it will display_X00 — Off.

Pressing will enter into the next Screen 4.1.a.2 and pressing key

Motor Run — Yes/No

Screen 4.1.a.2

In this mode if the proximity switch for needle down sensing is energized, the display will show
X01 — On, otherwise it will display X01 — Off. Pressing will enter into the next Screen 4.1.a.3

& pressing will enter into the previous screen 4.1.a.1.

Start PB
X02 - Off

Screen 4.1.a.3

In this mode if the start push button for cycle start, mounted on the machine table is pressed, the
display will show X02 — On, otherwise it will display X02 — Off.
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Pressing key will enter into the next Screen 4.1.a.4 and pressing key will enter into the
previous screen 4.1.a.2.

Emergency Stop
X03 - Off

Screen 4.1.a.4

In this mode if the mushroom type emergency switch mounted on the machine table is pressed, the
display will show X03 — On, when released it will display X03 — Off. Pressing key will enter

into the next Screen 4.1.a.5 and pressing key will enter into the previous screen 4.1.a.3.

Tape Photo Cell
X04 - On

Screen 4.1.a.5

In this mode if the tape sensing photocell is energized by putting below a dark object like tape, the
display will show X04 — On, otherwise it will display X04 — Off. Pressing key will enter into

the next Screen 4.1.a.6 & pressing key will enter into the previous screen 4.1.a.4

Spool Photo Cell
Bypass-N X05 - On

Screen 4.1.a.6

In this mode if the photocell for sensing the spool is energized manually, the display will show
X05 — On, otherwise it will display X05 — Off. This feature is optional and al machines may not be

equipped with this photocell. Pressing key will enter into the next Screen 4.1.a.7 and pressing
key will enter into the previous screen 4.1.a.5.

Snubber Limit sw
X06 - Off

Screen 4.1.a.7

In this mode if the snubber switch meant for jig alignment is pressed manually, the display will show

X06 — On, otherwise it will display X06 — Off. Pressing key will enter into the next
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Screen 4.1.a.8 and pressing key will enter into the previous screen 4.1.a.6.

Auto Start Proxy
X07 - On

Screen 4.1.a.8

This is the proximity switch mounted on the machine table to sense the start point in a jig. When this
proximity switch is energized by bring a metal object close to its sensing range, the display will show

X07 — On, otherwise it will display X07 — Off. Pressing key will enter into the next Screen
4.1.a.9 and pressing key will enter into the previous screen 4.1.a.7.

Inverter Ok
X10 - On
Screen 4.1.a.9

The motor speed is controlled by the frequency inverter drive; any fault detected in the inverter drive
would result in an output and would display X10 — Off and energize an error message Inverter Err,

with, otherwise display shows Inverter Ok. With X10 — On. Pressing key will enter into the
next Screen 4.1.a.10 and pressing key will enter into the previous screen 4.1.a.8.

Air Pressure sw
Bypass-N X11 - Off

Screen 4.1.a.10

This input may be diagnosed by blocking the pneumatic pressure line. There is a switch that is on
when there is enough air pressure developed to run the machine. Any drop in air pressure would
result in the change of status of this input and display would change from X11 — On to X11 — Off.
Pressing key will enter into the next Screen 4.1.a.11 and pressing key will enter into the
previous screen 4.1.a.9.
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Safety Cover
Bypass-N X12 - Off

Screen 4.1.a.11

Thereis an Acrylic sheet cover for the safety of operator around the needle area. A micro switch is
attached with this cover. When this cover is opened or closed the display changes from X12 - On to

X12 - Off accordingly. Pressing key will enter back to Screen 4.1 and pressing key will
enter into the previous screen 4.1.a.10.

5.2.2 OUTPUT TESTING MODE
Screen 4.1 also shows output testing mode. Pressing key enters into the first screen of this mode

i.e. Screen 4.1.b.1. This screen shows Knife solenoid valve output. Press key , YOO — Off will

Knife S/IV
YOO — On
F1 F2 F3 F4 F5 F6
NEXT | | PREV <4+ T CLR ENT
Screen 4.1.b.1

start flashing, then pressing key once, will change the output status from Y00 — Off to Y00 —

On and then pressing key will energize pneumatic solenoid for knife up/down operation (Press-
ing the key again while the display is flashing will toggle the On/Off status) and the display

will stop flashing. Pressing key will enter into the next Screen 4.b.1.2 and pressing key
will enter into the previous screen 4.1.
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Jig Flap S/V
Y01 - Off

Screen 4.1.b.2

Screen 4.1.b.2 shows Jig flap solenoid valve output. This output may be tested by changing the YO1 On/
off status on the display with a procedure as mentioned above and pneumatic solenoid for jig flap up/

down operation will be energized. Pressing key will enter into the next Screen 4.b.1.3 and pressing
key will enter into the previous screen 4.1.b.1.

Stitch sizel S/V
Y02 - Off

Screen 4.1.b.3

Screen 4.1.b.3 shows Stitch sizel solenoid valve. There are two positions of twin type pneumatic
cylinder and are controlled by two solenoid valves Stitch sizel S/V and Stitch size2 S/V to opt for
two different stitch densities. Stitch size2 S/V is displayed on Screen 4.1.b.4. and this screen can be

viewed by pressing key . In both the screens selected cylinders can be operated by energizing
respective solenoids. Press the key , Y02 — Off will start flashing, then pressing key once
will change the output status from Y 02 — Off to Y02 — On and then pressing key will energize

pneumatic solenoid for stitch sizel cylinder (Pressing the key again while the display is flashing

will toggle the On/Off status) and the display will stop flashing. Repeat the above procedure in
Screen 4.1.b.4 to diagnose the stitch size2 output.

Stitch size2 S/V
Y03 - Off

Screen 4.1.b.4

Pressing key will enter into the next Screen 4.1.b.5 and pressing key will enter into the
previous screen 4.1.b.3.

P/F Jig Drive S/V
Y04 - On

Screen 4.1.b.5
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Screen 4.1.b.5 shows Presser Foot/Jig Drive solenoid valve. Press the key , Y04 — Off will start
flashing, then pressing key once, will change the output status from Y 04 — Off to Y04 — On and

then pressing key will energize pneumatic solenoid for Presser Foot/Jig driver pneumatic cylin-
der (Pressing the key again while the display is flashing will toggle the On/Off status) and the

display will stop flashing. Pressing will enter into the next Screen 4.1.b.6 & pressing will
enter into the previous Screen 4.1.b.4.

Spare/Jig Turn
Y05 - On

Screen 4.1.b.6

Screen 4.1.b.6 shows Jig Turn solenoid valve. Press the key , Y05 — Off will start flashing, then
pressing key once, will change the output status from Y05 — Off to Y05 — On and then pressing

key will energize pneumatic solenoid for jig turn operation (Pressing the key again while
the display is flashing will toggle the On/Off status) and the display will stop flashing. Pressing key
will enter into the next Screen 4.1.b.7 and pressing key will enter into the previous screen

4.1.b.5. This feature is not used in all the machines and some machines may not be equipped with
this feature and this parameter may not be displayed.

Jig Eject S/V
Y06 - Off

Screen 4.1.b.7

Screen 4.1.b.7 shows Jig Eject solenoid valve. Press the key , Y06 — Off will start flashing, then
pressing key once, will change the output status from Y06 — Off to Y06 — On and then pressing

key will energize pneumatic solenoid for jig eject operation (Pressing the key again while
the display is flashing will toggle the On/Off status) and the display will stop flashing. Pressing key
will enter into the next Screen 4.1.b.8 and pressing key will enter into the previous screen
4.1.b.6.
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Jig Aligner S/V
Y07 - On

Screen 4.1.b.8

Screen 4.1.b.8 shows Jig Aligner solenoid valve. Press the key , Y07 — Off will start flashing,
then pressing key once, will change the output status from Y07 — Off to Y07 — On and then

pressing key will energize pneumatic solenoid for jig align operation (Pressing the key
again while the display is flashing will toggle the On/Off status) and the display will stop flashing.
Pressing key will enter into the next Screen 4.1.b.9 and pressing key will enter into the
previous screen 4.1.b.7.

Drive Wheel Clamp
SIV Y10 - off

Screen 4.1.b.9

Screen 4.1.b.9 shows Stitch sizel solenoid valve. Press the key , Y10 — Off will start flashing,
then pressing key once, will change the output status from Y 10 — Off to Y10 — On and then

pressing key will energize pneumatic solenoid for drive wheel clamping operation (Pressing the
key again while the display is flashing will toggle the On/Off status) and the display will stop

flashing. Pressing key will enter into the next Screen 4.1.b.10 and pressing key will enter
into the previous screen 4.1.b.8.

Start PB Lamp
Y11 - off

Screen 4.1.b.10

Screen 4.1.b.10 shows cycle start push button lamp. Press the key , Y11 — Off will start flash-
ing, then pressing key once, will change the output status from Y 11 — Off to Y11 — On and then

pressing key will make the lamp in the start push button glow (Pressing the key again while
the display is flashing will toggle the On/Off status) and the display will stop flashing. Pressing key

will enter into the next Screen 4.1.b.12 and pressing key will enter into the previous screen
4.1.b.9.

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606 1-37



84-55 AMNMF REECE
Tdeas, Better Made.

CONTROLS & PROGRAM DESCRIPTION

Inverter Speed - 1
Y23,Y22,Y21 - 001

Screen 4.1.h.12

Screen 4.1.b.12 shows inverter speed selection mode. There are total number of seven speeds that
can be selected and it may have values Inverter Speed — 0 to 6. To select a particular speed press

key , the value for the Inverter speed starts flashing. Press key (CLR) to clear the value.
Then with the help of key value of Inverter Speed can be incremented. After selection of certain
value press key to enter the desired value. Pressing key will enter into the next Screen

4.1.b.13 and pressing key will enter into the previous screen 4.1.b.10.

Note 1: Screen 4.1.b.12 also shows status of PLC outputs for a particular speed selected. For ex-
ample, if for a particular Inverter Speed the display shows Y23, Y22, Y21 — 101, it means for that
speed PLC outputs Y 36 and Y 34 will be On and Y 35 will be Off.

Note 2: For editing of Inverter Speed value use key to clear the value as the value can only be
incremented with the help of key [F4].

Inverter Fwd — F3
Y24,Y04 - 01

Screen 4.1.b.13

Screen 4.1.b.13 shows inverter forward run display. In this screen Y 37 (Input command for Inverter
forward run), Y04 (Presser Foot/Jig Drive) and — .. (Inverter Speed O to 6 selected in Screen
4.1.b.12) are also displayed. Switching to this screen automatically leads to the energizing of presser

foot/Jig drive solenoid thro PLC output Y 37 and presser foot comes down. Press key and PLC
output Y37 will send a signal to Inverter drive to forward run at a speed selected in Screen 4.1b.12
and sewing head motor starts rotating till key is kept pressed. Pressing key will enter into

the next Screen 4.1.b.14 and pressing key will enter into the previous screen 4.1.b.12.
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Th. Trim Relay
Y26 - Off

Screen 4.1.b.14

Screen 4.1.b.14 shows Thread trim relay. Press the key , Y26 — Off will start flashing, then
pressing key once, will change the output status from Y 26 — Off to Y26 — On and then pressing

key will energize magnetic thread trim solenoid (Pressing the key again while the display is
flashing will toggle the On/Off status) and the display will stop flashing. Pressing key will

enter into the next Screen 4.1.b.15 and pressing key will enter into the previous screen
4.1.b.13.

DC Motor Clutch
Y30 - Off

Screen 4.1.b.15

Screen 4.1.b.15 shows clutch for DC motor. Press the key , Y30 — Off will start flashing, then
pressing key once, will change the output status from Y 30 — Off to Y30 — On and then pressing

key will energize magnetic coil of clutch for holding the DC motor (Pressing the key again
while the display is flashing will toggle the On/Off status) and the display will stop flashing. Press-
ing key will enter into the next Screen 4.1.b.16 and pressing key will enter into the previ-
ous screen 4.1.b.14.

DC Motor Enable
Y31 - Off

Screen 4.1.b.16

Screen 4.1.b.16 shows DC Motor Enable. Press the key , Y31 — Off will start flashing, then
pressing key once, will change the output status from Y 31 — Off to Y31 — On and then pressing
key will energize PLC output Y31 and that will further send a signal at enable pin of DC drive

inside the electrical cabinet (Pressing the key again while the display is flashing will toggle the
On/Off status) and the display will stop flashing. Pressing key will enter into the next Screen

4.1.b.17 and pressing key will enter into the previous screen 4.1.b.15.
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DC Motor Direct.
Y32 - Off

Screen 4.1.b.17

Screen 4.1.b.17 shows DC motor direction. Press the key , Y32 — Off will start flashing, then
pressing key once, will change the output status from Y 32 — Off to Y32 — On and then pressing

key will change the direction of DC motor. (Pressing the key again while the display is
flashing will toggle the On/Off status) and the display will stop flashing. Pressing key will enter
into the next Screen 4.1.b.18 and pressing key will enter into the previous screen 4.1.b.16.

DC Speedl - F3
Y33,Y32,Y31 - 001

Screen 4.1.b.18

Screen 4.1.b.18 shows DC motor speed selection. DC motor has two speeds. This screen shows
speed1. Press key and PLC output Y 33 will send asignal to DC drive to run at speedl and DC

motor starts rotating till key is kept pressed. Pressing key will enter into the next Screen
4.1.b.19 and pressing key will enter into the previous screen 4.1.b.17.

DC Speed2 - F3
Y34,Y32,Y31 - 001

Screen 4.1.b.19

Screen 4.1.b.19 shows DC motor speed? selection. Press key and PLC output Y 27 will send a
signal to DC drive to run at speedl and DC motor starts rotating till key is kept pressed. Press-

ing key will enter back into the first Screen 4.1.b.1 and pressing key will enter into the
previous screen 4.1.b.18.

Note: Screen 4.1.b.18 and Screen 4.1.b.19 display Y33,Y32,Y31 - 001 and Y 34,Y32,Y31 - 001
respectively. Status 001 describes the status of outputs Y 32 (DC motor direction) and Y31 (DC
motor Enable) and motor speed (Y27 or Y 33).
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5.2.3 NEEDLE TEST
Pressing key in Screen 4.1 will enter into Screen 4.1.1.

Position test — F3
Restore Pgm — F4

Screen 4.1.1

Screen 4.1.1 displays two modes i.e. Position test and Restore Program. Pressing key will enter
into Screen 4.1.2.

Needle Position —
Up X01,X00 - 01

Screen 4.1.2

In Screen 4.1.2, pressing key will result in flashing of Up or Dn characters on the display. Press
key once to change from Up to Dn or vice versa while the display is flashing. Then press key
again. This will make the sewing motor run till needle up or needle down position is acquired by
the machine. On the display, X01,X00 — 01 will appear when machine is at needle up position and
X01,X00 — 10 will appear when machine is at needle down position. Pressing key will enter into
Screen 4.2.

In Screen 4.1.1, when key is pressed, it will enter into Screen 4.1.1.c1. This screen is used to

Restore Pgm — 4
F3 - Yes

Screen 4.1.1.cl

select a default program. This default program is nothing but a reset program, where all the Yes
conditions in the program are set to No and all the integer value parameters are set to zero. To select

aprogram that is intended to be reset, press key the program number Pgm - ... starts blinking.
Then press key to increment the number or press key to clear the Pgm number and press

key to store the value. Press key for Yes and press key to enter into Screen 4.1.1.c2 or
press key to return to Screen 4.2.
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Sure to Restore
No Exit — F3

Screen 4.1.1.c2

Screen 4.1.1.c2 confirms the restoring of default values, press key , No or Yes status starts
blinking, press key to toggle between Yes or No status and press key to store the selected
status to the control system memory. If a status Yes is selected, then after pressing key , the
screen starts blinking for 2-3 seconds with a message “ Saving” . Press key to exit and enter to
Screen 4.1.1 or key to previous return to Screen 4.1.1.c1.

5.3PROGRAMMING MODE:
Screen 4 also displays program editing mode. Pressing key will enter into Screen 4.2.

Select Prg No - 2
Edit — F3

Screen 4.2

This screen will display a program no. that has been selected in Screen 3, but can be altered by press-
ing key and enter the desired program no. with the help of key and press again to store
the value. To edit a particular program press key This will enter into Screen 4.2.d.

Enter Password
0000

Screen 4.2.d

Enter the right password or press key to return to Screen 4.2. After entering the right password
will show a message “Wait” on Screen 4.2.1 and will enter into Screen 4.2.d1.

Prg — 2 Type - 2
Point Collar

Screen 4.2.d1
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Screen 4.2.d1 displays the program no. Prg -... selected in Screen 4.2 and type of the program. The
type of program must be selected in this mode. There are total numbers of 6 types of programs. The

type of program may be changed with the help of keys and as mentioned in previous
screens. The program type value may vary from 0 to 5. Different types are mentioned below:

0 -1 (Single) Pocket Flap

1 -2 (Double) Pocket Flap

2 — Point Collar

3 — Round Collar

4 — Single Breast (Point Corner)

5 — Double Breast (Round Corner)

Pressing key will enter into Screen 4.2.d2 and pressing will enter previous Screen 4.2.d.

Fast Sew Prg - Off
Auto Start - Off

Screen 4.2.d2

Screen 4.2.d2 begins with Start parameters of a program. There are two parameters Fast Sew Pro-
gram and Auto Start. A Fast Sew program means the cycle will cancel all the back tack or index
functions even if such parameters are selected. This function is mainly used when sewing simple
parts, such as pocket flaps or cuffs.

Auto Start is afunction when the operator does not have to press the start button. The templates are
loaded under the sewing head and machine automatically starts. This parameter should be turned
OFF if using manually loaded jigs (Section 2.0). Auto Start function is possible only on jigs with
metal insert.

Press key , Fast Sew Prg - On or Off starts blinking and this status can be toggled by pressing
key , pressing key again will enter the On/Off value for this parameter and display stops
blinking. To alter the Auto Start status press key twice and Auto Start -... starts blinking. The
value can be toggled with the help of key and selected value can be stored by pressing the key

again. Pressing key will enter into Screen 4.2.d3 and pressing will enter previous
Screen 4.2.d1.
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Knife Delay - off
Kn Delay Typ - Tim

Screen 4.2.d3

Screen 4.2.d3 displays two parameters. Knife Delay parameter at start and then type of knife delay. If
knife delay is set at Off that means knife starts operating as the sewing cycle begins. If it is set at On,
then type of knife delay is to be defined.

Kn Delay Typ (Knife Delay Type) is either time based or tape type. If this parameter is set to Tape,
then knife will start operating at the trailing edge of start tape. If this type is selected Tim (Time),

then time value will be defined in Screen 4.2.d4 by pressing key In case Tape type delay is
selected, pressing key will enter into Screen 4.2.d5.

Knife Delay
Time — 0.04s

Screen 4.2.d4

Knife delay time may be set in seconds in this screen. Press key to enter the next Screen 4.2.d5.

5.3.1 BACK TACK PARAMETERSAT CYCLE START:

Select Back Tack
Yes

Screen 4.2.d5

Screen 4.2.d5 is a selection of Back tack at the start of sewing cycle. Selecting avalue “Yes’ for this
parameter will disable the knife delay even if it was selected “On” in Screen 4.2.d3. If this parameter

is selected “ Yes” then pressing will enter into Screen 4.2.d6, if “No” it will switch to Screen
4.2.d9.
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BT Length — 0.0s
BT head speed -4

Screen 4.2.d6

Screen 4.2.d6 displays two parameters.

a) BT Length: Thisisthe length of back tack. This length is defined in terms of time in
seconds till the DC motor for back tack moves the jig backward from point B to point C,
so BT Length is the distance covered in time (parameter set in Screen 4.2.d6). The other
parameter is

b) BT head speed: Thisis the speed parameter for sewing head motor when the jig moves
from point B to C. There are 7 sewing head speeds and this parameter may be set from

0 to 6. Press key to enter next Screen 4.2.d7.

4 N
Pwd speed
A » B No Stitch
Back Tack
c¢———-+B  —_————- Stitch
Side 1
C _________
‘C’ Type Back Tack

BT Drive Speed — 1
Fwd Head Speed - 3

Screen 4.2.d7

Screen 4.2.d7 displays two parameters.

a) BT Drive Speed: Thisisthe speed of DC motor set during back tack operation from
point B to C. There are 2 speeds available for DC motor and this parameter may be set
lor?2.

b) Fwd Head Speed: Thisis the speed parameter set for the sewing head motor when the jig
is moving from point A to B. This parameter is active in case of “Z type” (Screen 4.2.d26)
back tack only. In case of “C type”’ back sewing head motor does not operate for jig
movement from point A to B i.e. no stitch.
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Press key and enter into next parameters of back tack for cycle start in Screen 4.2.d8.

Fwd Drive Speed — 1
Time —0.0s Index - 1

Screen 4.2.d8
There are 3 parameters on this screen.

a)  Fwd Drive Speed: Thisis the DC motor speed during the jig movement from point
A toB.

b) Time: Thisis atime parameter in seconds. During this time DC motor will rotate to move
the jig from point A to B.

c) Index: This parameter is an integer value to select different stitch densities. But in Screen
4.2.d8 this parameter will be active only in case of “Z Type” back tack (Screen 4.2.d26)
and if parameter Fwd Drive Speed is set ‘0. It means jig movement from A to B in“Z
Type”" back tack is not controlled by DC motor and is intended to be controlled with main
sewing motor. In case Fwd Drv Speed selected other than ‘0’ the parameter “Index” will
hide and display will show ‘***** When performing whole stitching operation with main

e ™
Pwd speed
A————— > B No Stitch
Back Tack :
C &— — — B  —_———— Stitch
Side 1
C _________
‘Z’ Type Back Tack

\ J

sewing motor only, then stitch density may be controlled by three index values 0,1 and 3.
Press key to enter Screen 4.2.d13 for Sidel parameters.

- Index1

Index 2

--------------Ilndex3

Stitch Density with Sewing Head Motor
- J
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5.3.2 DENSE STITCH PARAMETERSAT CYCLE START:

In Screen 4.2.d5, If Back tack parameter is selected “No” it will switch to Screen 4.2.d9.

Soft Head Speed - 3

Screen 4.2.d9

Whenever using dense stitching mode, the machine makes a few stitches before moving into actual
dense stitching mode and this mode is called “ Soft Start”. Soft Head Speed is the sewing head motor

speed selected for a soft stitching mode. Press key to enter next parameter of soft start mode in
Screen 4.2.d10.

Soft Drv Speed -0
Time —0.0s Index - 1

Screen 4.2.d10

Screen 4.2.d10 displays three parameters.

a)  Soft Drv Speed: Thisisthe DC motor speed during soft start.

b) Time: Thisis atime parameter in seconds. During this time DC motor will rotate in soft
start mode.

c) Index: This parameter is an integer value to select different stitch densities during soft
start. But in Screen 4.2.d10 this parameter will be active only if parameter Soft Drv Speed
isset ‘0’ and any other value than ‘0’ will hide the Index parameter and screen will
display ‘*****’  goft start operation will be controlled both by Soft head speed parameter
and DC motor speed parameter. Otherwise only Index parameter and Soft head speed
parameter will control the soft start operation.

Press key to enter next Screen 4.2.d11.

Dense head Speed — 3

Screen 4.2.d11

Dense head Speed parameter is the speed value for sewing head motor during the dense stitch opera-
tion after soft start. Similar to back tack and soft start, stitch density may be controlled with Dense
head Speed and Index or Dense head speed and Dense drive speed parameters as mentioned below in

Screen 4.2.d12. Press key to enter next Screen 4.2.d12.
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Dense Drv Speed -0
Time —0.0s Index - 1

Screen 4.2.d12

Screen 4.2.d12 displays three parameters.

a) Dense Drv Speed: Thisisthe DC motor speed during dense stitching mode.

b) Time: Thisisatime parameter in seconds. During this time DC motor will rotate in dense
stitch mode.

c) Index: This parameter is an integer value to select different stitch densities during dense
stitch mode. But in Screen 4.2.d12 this parameter will be active only if parameter Dense
Drv Speed is set ‘0" and any other value than ‘0’ will hide the Index parameter and screen
will display ‘*****’ dense start operation will be controlled both by dense head speed
parameter and DC motor speed parameter. Otherwise only Index parameter and dense
head speed parameter will control the dense start operation.

Press key to enter Screen 4.2.d13 for Sidel parameters.

Sidel head speed — 0O

Screen 4.2.d13

Side 1 head speed is the sewing head speed selected for sidel. Press key to enter next Screen

4.2.d14. This screen has two parameters. These parameters are used to control stitch density for
Sidel. Parameter Side 1Drv spd is kept zero, if stitch density is intended to be controlled by index

Side 1 Drv spd -0
Index - 1

Screen 4.2.d14

size, otherwise it will be controlled by a combination of DC motor speed to move the jig and a corre-
sponding Side 1 head speed selected in Screen 4.2.d13.

Press key to enter Screen 4.2.d15
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5.3.3 PROGRAM FUNCTIONS

Function used — 2
Edit —f1 Press F3

Screen 4.2.d15

Screen 4.2.d15 displays function selection. Total number of 6 functions may be used in a single
program. There are three types of functions that may used in a program.

1. Corner
2.  Fy back
3. Cycle End

There are two parameters on this screen.

Function used — This is the number of functions used in a program. If this parameter is set to ‘0’ that
means no function has been used and it will not be possible to edit a function. For example if this
parameter is set ‘2’ that means two functions are used and to edit these function parameters, first

select f.. with the help of key and then press key to make any changes to the function re-

lated parameters by entering Screen 4.2.el. pressing key will enter into Screen 4.2.d16. This
screen also displays two parameters.End Knife DI is delay for knife operation. Unlike Start Knife

FEnd Knife DI — No
End Back tack - Yes

Screen 4.2.d16

delay (Screen 4.2.d3) thisis only a tape function, it cannot be adjusted with time. If this parameter is
selected ‘ Yes' then knife operation will stop at the start edge of cycle end tape, if selected ‘No’ then
it will stop at trailing edge of the tape. Other parameter is a selection of Back Tack at the end of
cycle. If this parameter is selected ‘NoO’ then dense stitch parameters in Screen 4.2.d9 to Screen
4.2.d12 will be automatically applied at the cycle end.

If this parameter is selected ‘ Yes' then pressing key will continue from Screen 4.2.d17 for back
tack parameters at cycle end.

End Fw Hd Spd — 3

Screen 4.2.d17

This parameter defines the sewing head speed during forward movement of jig in back tack. Press
key to enter into other parameters related to back tack at end of cycle in Screen 4.2.d18. this
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to enter Screen 4.2.d23.
screen displays three parameters used to control stitch density for the back tack at the cycle end.

End Fwd Drv Spd -0
Time — 0.0s Index - 1

Screen 4.2.d18

End Fwd Drv Spd: Thisis the DC motor speed during forward movement of back tack at cycle
end. (This parameter is set for jig movement from point ‘C’ to *End’ in ‘Z Type back Tack.

And is not active in case of ‘C Type' back tack.)
Time: Thisis atime parameter in seconds. During this time DC motor will rotate for forward

movement.

Index: This parameter is an integer value to select different stitch densities during this mode.
But in Screen 4.2.d18 this parameter will be active only if parameter End Fwd Drv Spd is set
‘0’ and any other value than ‘0" will hide the Index parameter and screen will display ‘*****’,
this operation will be controlled both by End Fwd Hd Spd parameter and DC motor speed
parameter. Otherwise only Index parameter and End Fwd Hd Spd parameter will control this

operation.

C === —» End

Back Tack
End «— — —

‘C’ Type End Back Tack

No Stitch

Press key to enter into next Screen 4.2.d19.

1-50

End BT Hd spd - 4
End BT Drv spd -4

Screen 4.2.d19
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Screen 4.2.d19 displays two parameters.
a) End BT Drv Spd: Thisisthe speed of DC motor set during back tack operation at the
cycle end.
b) End BT Hd Spd: Thisisthe speed parameter set for the sewing head motor when the jig

is moving for back tack operation at the end of cycle end. Press key to enter into next
Screen 4.2.d20.

End Feed out — No
End Rev Feed - No

Screen 4.2.d20

There are certain jigs for which it is required to move the jig forward or backward after the comple-
tion of cycle. To have this feature included in our program it is necessary to select End Feed out —
Yes. If this parameter is selected ‘No’ then other parameter End Rev Feed has no significance. When
the other parameter End Rev Feed is selected ‘ Yes' then after the completion of cycle DC motor will
rotate the jig in reverse otherwise in forward direction and the sewing head motor stands still.

Press key to enter into Screen 4.2.d21.

End Feed out
Time — 0.0s

Screen 4.2.d21

This parameter defines the time for how long DC motor should run for the feed out parameter de-
fined in Screen 4.2.d20. Press key to enter into Screen 4.2.d22.

Jig Flap Use - Yes

Screen 4.2.d22

To keep the jig flap up at time of cycle start and cycle end this parameter must be set to ‘Yes'. If this
parameter is set ‘No’, then jig will not be ejected automatically after the cycle end. Press key to
enter Screen 4.2.d23.

Photocell Retry
Quantity - 00

Screen 4.2.d23
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Photocell retry is a time parameter in milliseconds. This time is a delay in execution of signal to the
control system after the tape is sensed by the photocell. This parameter helps to eliminate inaccura-
ciesin sensing of tape due to uneven response at the edges of tapes and sensing begins after the tape

edge has been crossed. Press key to enter Screen 4.2.d24.

Spool Check — No
Spool Warn No - 00

Screen 4.2.d24

Thisis an optional feature and may not be displayed for certain machines and may not be active even
if it is displayed. Spool Check set to ‘Yes and fed a value for Spool warn will indicate after specified
number of spool cycles have been crossed to warn that thread will be finished soon in the bobbin.

Press key to enter Screen 4.2.d25.

Jig Align On — No
Jig Align Qty - 00

Screen 4.2.d25

This parameter is used to align the jig at any stage of running cycle. When the jig is moving and Jig
Align On parameter is set ‘Yes' if snubber switch operates jig align cylinder will operate for a time
mentioned in parameter Jig Align Quantity. If Jig Align On is set ‘No’ then the parameter Jig Align

Quantity will not activate. Press key to enter Screen 4.2.d26.

Pgm BT Type - C
Fun BT Type - C

Screen 4.2.d26

Screen 4.2.d26 defines the type of back parameter. It could be a‘C’ type back tack or ‘Z’ type back
tack. Parameter Pgm BT Type defines the type of back tack for the cycle start and cycle end. Param-
eter Fun BT Type define the type of back tack within a function. If more than one function are used
in a program then type selected in this parameter would be applicable for all the functions. Press key

to enter Screen 4.2.d27.

Save Program — 2
F3—-—Yes F4-No

Screen 4.2.d27
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In Screen 4.2.d27 press key to save the program or press key to retrieve the previously
entered parameters and enter to program edit mode in Screen 4.2.

5.3.3A FUNCTION TYPES:

There are total three types of functions that can be programmed in any Program.

a) Cor(0) —Corner
b)  Fly(1) — Fly Back
c¢) CyEnd(2) —Cycle End

Corner Type Function (Cor):
In Screen 4.2.d15, if avalue other than zero is set for parameter Function used, then it is

possible to edit parameters of selected function f.. by pressing key and it will enter Screen
4.2.del

Fun Type: 0 — Cor
In f1 head spd -4

Screen 4.2.el

In this screen if parameter “Fun Type” is set ‘0’ that means a corner. Select value for function
number ‘f..” for which parameters need to be edited. Parameter “head spd” is sewing head

speed for the selected function number. Press key to enter Screen 4.2.€2.

In f1 Drv Spd -0
Index - 1

Screen 4.2.e2

This screen has the parameters to control stitch density for entry zone of a function. If stitch
density is intended to be controlled with index cylinders then parameter “In f1 Drv Spd” which
is the DC motor speed is set ‘0. Any value other than ‘O’ will hide the Index parameter and

“xxxxx" will be displayed. Press key to enter Screen 4.2.€3.

f1 Head Speed -4
f1 Drive Speed - 1

Screen 4.2.e3

This screen displays two parameters. Parameter “f1 Head Speed” defines sewing head motor
speed and parameter “f1 Drive Speed” defines DC motor speed during the corner. But these
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b)

1-54

parameters are not active if parameter “Type” in Screen 4.2.d1 is set ‘2’ which means Point
Collar. These parameters are active only in case of round corner. Press key to enter Screen
4.2.e4.

Needle Stop position
Up

Screen 4.2.e4

In point corner program this parameter is used to define the position of needle. It may be set to
‘Up’ or ‘Down’. Press key to enter Screen 4.2.€5.

Fly Back Function (Fly):

There are certain flaps where stitching needs to be avoided in between a continuous sewing
cycle. This function helps to leave that zone unstitched.

In Screen 4.2.€1, if parameter “Fun Type” isset ‘1’ that means a fly back function and pressing

key will enter into Screen 4.2.e.fbl for fly back parameters.

f1 Back tack — Fly
In —No OQut - No

Screen 4.2.efb 1

This screen displays Back tack selection for fly back function. In and Out selected Yes/No
define back tack required or not in entry and exit zones of a fly back function respectively. The
head motor will stop for fly back, needle will stay in up position and forward drive parameters
will remain the same as defined in Screen 4.2.e3 (f1 Drive Speed).

The back tack parameters at the time of entry will remain the same as for starting parameters of
back tack defined in Screen 4.2.d6,7 & 8 and back tack parameters at the time of exit will
remain the same as for parameters of end back tack defined in Screen 4.2.d17,18 & 19. Press

key to enter Screen 4.2.e.fb2.

In f1 Thread Trim
Time —0.0s

Screen 4.2.efb 2
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This screen defines the time delay parameter set in seconds and thread trim cylinder will acti-
vate after this time parameter once jig enters the fly back zone. Press key to enter Screen
4.2.e.fb3.

f1 Soft Start
Yes

Screen 4.2.e.fb 3

This parameter activates soft start feature for a selected function number f.. If this parameter is
set ‘NoO’ then parameter related to soft start have no significance. Press key to enter Screen
4.2.e.fb4.

f1 Soft Head Spd - 2

Screen 4.2.efb 4

Parameter ‘f1 Soft Head Spd’ defines sewing motor head speed for soft start operation in a
function. Press key to enter Screen 4.2.e.fb5.

f1 Soft Drv Spd — 0
Time —0.0s Index - 1

Screen 4.2.efb 5

Stitch density control is maintained by either parameter ‘f1 Soft Drv Spd’ the DC motor speed,
if this parameter set ‘O’ then Index becomes active as explained in previous cases. Pressing key

will enter into Screen 4.2.e.5.

f1 Out Head Spd — 2

Screen 4.2.e.fb 6
The parameter “f1 Out Head Spd” is defines sewing head motor speed when the jig is moving
out of function zone. Press key to enter Screen 4.2.€6.
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The parameter “f1 Out Drv Spd” is defines DC motor speed when the jig is moving out of
function zone. Press key to enter Screen 4.2.e7.

f1 Side2 Head Spd -2

Screen 4.2.efb 7

The parameter “f1 Side2 Head Spd” is defines sewing head motor speed when the jig next side
after moving out of afunction zone. Press key to enter Screen 4.2.€8.

f1 Side2 Drv Spd -0
Index - 1

Screen 4.2.efb 8

The parameter “f1 Side2 Drv Spd” defines DC motor speed when the jig enter into the next
side after moving out of a function zone. In Screen 4.2.e7 and Screen 4.2.e8 display will auto-
matically change the Side number depending on the function number f.. If f1 is selected Side 2
will be displayed and f2 means Side3 will be displayed.

Figure below explains a typical example of stitching using four functions. The four functions
are Fly Back, Corner 1, Corner 2 and Cycle End.

4 )
1 2 3 4
u Side 1 B ryBack M Sige2 W

Tape 1-Cycle Start = Side 1 => Tape 2-Function 1-In ﬁ \ Side 3

(Fly Back) ‘ms

\

g:' Tape 4-Function 2 In ¢= Side 2 <= Tape 3-Function 1-Out c:ﬂ /4
(Corner 1) (Fly Back) L
b Tape 5-Function 2 Out =) Side 3 =) Tape 6-Function 3-Int / Side 4

(Corner 1) (Corner 2) :ﬁ /
/
Tape 8-Function4 <= Side 4 <= Tape 7-Function 3-Out CJ W8
(Cycle End) (Corner 2)
\- J
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Press key to enter Screen 4.2.end and the parameters will be updated and will enter back to

Save f1 Param

Screen 4.2.end
Screen 4.2.d15 to edit parameters for some other function number.

5.2 BATCH PROGRAMMING
Looking at Screen 4, if we press key , thiswill enter into Screen 4.3.1 for Batch Sequence
Mode. This mode may be used to run different program types for different parts.

Batch Seq. - Yes/No
No. of Batch - 10

Screen 4.3.1

This screen has two parameters, Batch Seg. and No. of Batch. Parameter “Batch Seq” if selected
“yes’ then other parameter which defines the number of batches to used will be entered. There

could be maximum number of 10 batch numbers. Press key to enter into next Screen 4.3.2.

Set Pgm in Batch
Seq.134 ......

Screen 4.3.2

Depending on the value of “No. of Batch” in Screen 4.3.1 the same number of digits would be
displayed in Screen 4.3.2. If this parameter selected “5” that means we want to run five differ-
ent programs. The programs will run turn by turn depending on the sequence selected. A se-
guence 4 3 6 8 7 means Pgm 4, will be followed by 3, 6, 8 and 7 respectively.

Pressing key will enter back to Screen 4.

Revised 09/2005
E-mail: service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606 1-57



AMNMF REECE

84-55

Better Oeas, Better Made__

CONTROLS & PROGRAM DESCRIPTION

DIAGRAM DISPLAY

§ZiT - bos
oyeq Ul wisg 128

k.

14 L

(5 %

A

f - Uieg Jo oN
sad-  bog ymey

gd Zd

14
P Tk * s
10F00X° 10X diy
-UDRS0 3|Pa3N
= .
JRZ £
r
b
R - plomsseg _
[L - ON B33135 (1

L]
=+

I EH :ﬁllv

ed-upd

o -wfg anmsay
£.1-159) BOTIISO

=152 0

el i o

£4-IKHE oM
2015y 0F AIng

F
14
1T

il

-] assay

sak -

T-ON Wil 10ajey £4- 159} Jnduy
o b
& o £ i
k r
: o -> ¥
LM Wl AT LXHAN
ud 5d Fd Ed d 14

SB[ 1 a0§00E Of OIETE 3 UIEE 0. $5a10
) peagse]) pom st Lepdsp anpea pasinbar gg Jayge g = 1 ;o0

HUEA MM 20 IN0H 0 — [ HEH 10 9

1A 1 o WA I0A0ns 30 G b 3 G0 AR

A dn smEen £ “MEs pagse w anpes sUp o adegs

O EL b SEW O Y0 -5 D60 18I AF WD BIEP OLIS0Em0 B0,
s pagEey ur anfea Aepdsap

a0 aduega o) p.f @5 sloeys eyep x4 (oA 1 opER L g
sy [ Aepdsip @ upe agEu - [MF 10 64

u

-tamnpacsesd Joueopo) ssn sanpe s, sy aduegs o |

14 £ E
L
£4-15  0ODDOO
junay e #
L, 235 ¢
. T
v
€475 00ODOO
junoy joodg *
A L
= T
h
€495 000000
UMD 7y TONANPOLg =
F wo s
I )
L
§4-'bag p1-upg
€440y Wanshy
F Y 298 ¢
[E] td
i ¥
sap-apnry [-31]
By wasuy oy :
F 3
£ 988 £
L1
04 9303y Y
'
I 95§

JPRTA Taniag]
SEIp] 1N3E

Revised 09/2005

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

E-mail:
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606

1-58



84-55

CONTROLS & PROGRAM DESCRIPTION

AMNMF REECE
 Bester Odeas, Better Made

DIAGRAM DISPLAY

TR

[O0-TEATEA'FEA
£d4-gpaads 0

e

_n._h
IR i

EE W e

o] uieBn 3 wide g seaud e

pejsry pois w Aepdsip anpea
pamnbar g ey - paou -

AnuA AU ME MDY o — [N A0 g

U= whp | o ndip juauns s

UME pd W &-0 anpes so dn saymyon

£.4 ‘ave paipEey Ut angea aefp sq
i af £4/p4 30 uag Y0 15
aEN Iy afuwys BIRp SumuEn e g

SYWE PAYEEL} UL INfRA
Aujdap sy afwoyn o) 4.p asm afuegn
mpep add) Lpougy 50 apjsa s, dog

. s lism
Arpdsap g 1Epa aqgEaa ~ | N3] 30 6

<RI il m_b.s_..__:.h
AN SIS 31 3wty o ndno [je o ¥
Ajae padepdsip aq [P mep smdon (o 5o o

T00-1EATEATEA

£4-1peadg 30
| ..m.-r.
TR , S
<P LO-TEA

R SOy

14 -
E.__.S_H R L

<3

HO-1£A

2jqeu 010 30

_ ..u.-r.
it SR =
F

" U0 <A

AL Jeiy O

2 T |

A|_.ﬂ|4q 1 | zd ot 14| T
} ¥
HO-ATA B0
Aujoy wia] gy ASS 3l Sy
141 _ 147
ELUTE ol YR i
r r
I+ FTA HO-S0A
Lo ] JapRL] wn Sy g
A b
14 14 =
TG o CqrE id
F F
100 -TTATTAETA U A
1 -poads sapanu] A/S g Fipidd
1
14| - 14
u YU E
4
JFO-EDA
AJS T8 YIS
147 -
LTKHE L .
.- r
HOFIA BO-TOA
dunr g4 wng ASE 13215 ang
b
14 i 14
uﬁ._.va — = Tl d
r
BOOTA S AHO-T0A
dumy (e, 2AH AS e Sip
4 14]
BT & E R T
L r
ugy =LnA W0 DDA
AJS 190l Bip A/ gy

-+|'J

€)

LEREE

rers N4 i

HO-H0X

ME L Jaggnog

Y
4 .
e 4

h

BOrsx W-ssedig
[ ooy oodg

14 1

SR (=

U0
1190 ooy ade]

g =
FEIR id

JHrT X N-ssudig
1BADT) ARITS

HO-Eix
dog Aouaiiowrg

14 E

DI L
5

&
14 _
£RlF i

B 11X W-ssedig
ME SMELAL] Iy

Boroox

Hd HEIS

14 )

e e |

14
Fo

HO-0TX

Ho- 10X
A g U] 3 |paan

[4 F )

e

3
14 =
LELE o

00 -L0X
Axoud Bg oy

Uiy (i
Axoad dry spaay

e —

)

Revised 09/2005

E-mail:

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

1-59

Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



AMF REECE

84-55

_Better Ideas, Belter Made

CONTROLS & PROGRAM DESCRIPTION

DIAGRAM DISPLAY

LTy

ONtd FPAEd
7 -Wwierfiog] aseg

PR Y A
Id &
" [-xapu] i -
eiR |4 aneg L4 0 P ANT 295 4 RE el
+ Pt . = ” r-adi, 15 ung
: i : - .
v AT ¥ n-2di 18 way
ey
AR [~¥APE SO0, z il
0 -pds A yos 14 -pelg peapy zapis 14 CIPTE T4
F b 3
oA it - e o 00-Ay udyy Jip
k - L
i O] <UD udiy i1
varTy [ Sy O HE
-pds pesy{ 10S |4 0 -pis A1 00 14 il ~
) ¥ FTPTE ke
14 RS § id ¥
o ¥ SEOR Y 00-ON uey, joods
(AT = 7 N sy oodg
LELS Yoy 14 "% P 0 |4 i
b 'y F [ T4
pakedsip 5q 14 ol [ Td ELPTF I :
1080 [[ 144 SEIDDE r r
__,.,._EE Yus S QR O] FETY dry Q- AUEN])
g umgl op Alg-yom qai 14 uonisa,] doag appaap A1y |[20]ou,]
ELMES Yos a1 3 Y 7
14 od 11 o
i Y o r
KRR GpFIAG opeu e 1 -paads aa1a(] [
Apd-am youg 1. R t-pasds proy 14
L 248y un g 37 Y
14 i
r 14 w O [d |
TCPTE v
RS [~ NagH]
i+ pdg s g
y g2 - a5 dej 81
14 d b
Al ;
: p-pele prayg | uj ”E }ﬁﬂﬁ.ﬁv.
=._.nu.__,._“..,..._._...._. un, i -Tren L)

Revised 09/2005

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606

E-mail:

1-60



84-55

CONTROLS & PROGRAM DESCRIPTION

AMNMF REECE
_Bevter, Ddeas, Better Made

DIAGRAM DISPLAY

[peupuos|

F 3 P
§ (') —S),

g ped pud
:

ITETE

F
14

ITETE <

k4

ON-Paa AR P
ap] -0 pasd pug

Y
1d

ELEEE <

k
+ -pds A1qT 16 U

g -pds pH LH pug
Y
T
[-xapu| s{{-oum]
(-pds Al m pug

(smzarne wewsd | pag
¥ P pug ) saamemd
amuap Furdegs s aced
DHE] [[18 [MEE s0ap

) padmdap aq pu psa
slapamennd oe qaug

W O] -7 g g

F
[ zd

-pds PH P pus

_”._;_F
IITTH H ﬁ_
sad -yat yorg puyg
O] =[] =1 puyg

F 3
[d -
SIPTH H ol

Y

td s [d HPd

T -P2sn uSsun,.

&

h

[d &
FlRT cd
[-xapu|
0 -pus iy 1 apig
_.n_..;r
TLETH o
¥
0y
-paads peay | apig
: w-
il e N..w o
r
[=Xapu sgQ-swi ],
(-paady as(] asua(]
; _;_,
wece o
¥
£
“paads pray assag]
E#
ArETE e
L
[-Xapu] s(-=swi],
(-pasds Al yog
_..._..=_
EETE cd
¥
£
-paads peay yog
{smaare memed [
BN YOS ) pokupdap Ll o
g J0a1 o SRR Lol +

[0S au=Sg Bag)
Sk -0 OB 10sfas §)

[-xapu) s{p-sw,

rpeadg Ag] pag

F3

LFTE

[Susass el pa 5
L8 ) padupdsip aq 100 e
sarrnd gam §oRg w3
(] =47E1 3284 133035 1]

padupdsip

2] J00 [l USSEE
amm Aepap agney uzap adn
A = addy Ampagy ey 11

[d & 7

E-paadg eIt patd
1-paads aaug 16

._..u._.-r
AT L
F
-paads pray g
B -Eua 1
I |._.-r
CRTH E
L
ga L
qow | qorg epeg
14
¥ETE o
 J
S gy -aun
Avjag apnry
I u__r
EPTE w

k.

] -dA g Avjag uy

.T.._A )= _.m.m_n.n._ u_.m._-._v._
14
_..,I_..‘.m..u. u
L A
o umgomy
JOEE] MEE 1Eeg
&
M T
'k
L 3
TE[[0]) 10
g-adi] T -wdy

@

Revised 09/2005

E-mail:

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

1-61

Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



84-55

CONTROLS & PROGRAM DESCRIPTION

PARAMETERS VALUE CHART & DEFAULT PROGRAMS

ug ug | ug ug ug 91660 40/u0 - Kepgauy | €PEv USRS | UZ
HO HO 40 HO 4O 2bba) 4ouQ | T - Melg Djny ZPpZyusaiog | gz
HO HO e} Mo [TTs) ETET 4OouQ | - wbd mas jse TPTyusRing | §g
g Al 2 . - L BIqeLEA 5-0 | v -edh) | PZyusesns | vz |
Aeydsi(] | 6-0] U - wibg | PEyusedos | £T
ed | —— | _6lagyusaidg | 2z
P — - 1 - —— | ®iq¥rusdng | 1d
uoioe(eg £4 —— | Eilqeyusens [ 02
B|qELEA, 9-0| ~-peedSleperl] | zLQ Ly usesds | 6l
ZEA 01 DEADZATLLA 7 raLr
O} OLA'LOA ©1 00A oLa Ly oL
aboe). | oM. 18 L Inding LG Ly usslos | Bl
ZIXO10LX | LI EL T useiog
1LOX O} 00X oL
Aedsig 4OMQ 1581 Jnduj J B pusaing | 4|
1Zs| | oNseA|  ——| Zollyusans| gl
__IE5]  SgBuEn | 6-0 T -uwbd aioisen | 1971 v USROS | 5
Zes | L - plomsseg PZ¥ uesog | ki
zzs S|qBLEA, Bpi| - oN Bid 1osje5 Zyusslog | gl
126 | 8660 ug/dn [ - uopisod ajpeap Zlyuseing | "zl
- 02§ | uoposjes pdEd| 2= 0000 = Livussing | )L
85| uomdaes rd'ed L ¥ UBBiI5 | 01
- g5 £4-12s8y - juno) ygieg Lusaiog B
— o _ 2G| EdlEsad || - juneg podg guzang | g
TE:] S0 || ©4995ad | - junoS uonanpold | Suzaiog 7
R Sd'pd'ed == pweng| §
G Op/Sa L 11T )] CUgalog q
v'G BIqELES, 6-0 T - £U88108 ¥
75 abessap ~ Bir pesu) oy fusalog g
| o g Kedsig ~ | 00-00A 23234 WY gusalg [ ¢
a A — gusdiag |
£g Aedsig ~ laneyg seap| i8)jag Luaaiag “I;
g-Bag trBid | gBud | z-Bug v-Big | o-Big adf] abuey
welBoid |eiauan -sanjea Jnejag Aojoey afied weled anjep, lajeweled ‘oM UBalag | CoON'S

Revised 09/2005

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

E-mail:
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606

1-62



84-55

AMNMF REECE

__Bettes deas, Better Made__

CONTROLS & PROGRAM DESCRIPTION

PARAMETERS VALUE CHART & DEFAULT PROGRAMS

0l 0L 0% ol 0L 0 Ze'G | oes —awi] 66-0 -sulljnopasjpul | |LZPErUseS| 09 |
ON ON|  ©ON ON ON_ ON IEG 8|Bbo ON/SBA | "T-peajAedpul | OZPZF USROS | 'BS
ON oN ON ON ON oy |  IES EEEEN ON/SBA “-opasjpul | OZPEZP USRS | BS
L ! L L lE'S 3|geue) z'L | -pdsaglgpul | GLPZRUSRRS | US|
£ £ £ 3 lES ECEIED 9-0| ~~-pdspH1@PuUI| GLPZFPUIADS | G5
! ! b ! 0E'S s|qeLE/ Z hA CTT-xepl] | @glpzyUeelds | G5 |
50 50 g0 50 ~ 0EG | ves—awi €E-0 -awll | gL pEZyusans | pg
0 0 0] 0 0£5 3|gqeLE) 210 -pdsAQpmMJpu3 | BLPZR USRS | S
£ E £ £ 0£'G a|geue/ 9-0| “-pdspHpmJpui | /I PZrUseIDS | 7§
__ON oN ON|  ON ON ON| 6Z% aiffoL ON/SBA | -0BIWEEPUT | DI PZYUSEIOS | 1§
ON N ON ON ON ON| 62G aibboy ON/SBA T-Ig3uMpuUI | Sl pZyusens | 0§
L | z Z 0 0| 626 a|geuen 9-0| ~ -pesnuoNouny | GLPZpUsesds | 6y
T z z z Z Z| 6zs sigelEA | Z'1L 0 - Kepu| | plpZRuees]ds | Bk
0 0 0 0 0 0 626 SR Z'L'0| -pesdsmgLemS | piPTYUSEDS | iy
5 5 5 5 5 g BZ'S |  =SIgRUEN -0 | -peedspesyepiS | gipEyuUseIDS | gy
0 0| 8zT§ s|qeren 210 TUTT-¥epu] | ZIPZpUsaDg | Gy
i : v PO| 8ZG| Das-swil £e=0 T-alWil [ ZI'PZusaiog | pi
0 0| 82§ s|qeLep | 2'V'0| -peadgmgesuag| ZIPEZpUsADS | EP
3 o 1Z5 S|qEUEA, | 9-0| -peedspeayasuag | || PZpussing | Iy
. K L iZG |  ®igeueA Z'L0 TTTT-Xepul | DLPZRUsRINS | Ly
(ALY ¢0| 26| 98-8l €e-0 AR | GRS USNIS | Or
g 0 LTS |  =IqBuEp kD “-peedsMQUOS | 0L PTPUSENS | BE
f _ b ! LZ'S s|geles, -0 | -pesdspeayyog | GPEyUIRIG | gE
| ks b 1% 92§ |gelen 20 - ¥epy| gPZyuUsang |t
50 50 50 50 9z | Des —auwi| €E-0| T-swil | gPEEUBeidg | 'of
0 0 0 0 9z's s|qeLe, Z'l'o| “-peadgsmgpmd |  gPEZyUSBIS | GE
£ £ 3 £ 52 3|qeley, 9-0| "-pesdgpesHpmd | [Py usesS | pE
! ! b ! GZ'G |  =igeuen 2| “-peedgeauglg | [PZvuseg| ‘eE
E £ £ £ GZG a|geuey, 9-0| ~-peadspeay 13 9pZpusens | ZE
50 50 50 50 GZ'G | oes —awll gE=1 “ - yibua g gpgyusens | ‘It
S8 S8 S8 SaA ON ON vz 'S eBboL | OnN/SBA WOB| ¥OBEE 109195 | G PgFusaIls | Ot
g-bud | p-Bugd | g-Big | z-Big | | -Bid | o-Bud adk)] @b
LWEJDOdd _d._m_..__mmu._ =San|eA jnegag h..n_.uum_u_ m_mmn_ ) =leled ueyanjes h.m___mEEmn_ ) |DE=§EE
50 50 S0 50 S0 50 ¥Z'G | 998 —auwi| 66-0| " -aunj fejag spuy PPZrUsans | 6T
aLu | Bl | awill | s ET ETTT ves aobo) | ade|sun) - di] feag uy EPE ¥ usaiag ‘AT

Revised 09/2005

E-mail:

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

1-63

Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606



84-55

CONTROLS & PROGRAM DESCRIPTION

PARAMETERS VALUE CHART & DEFAULT PROGRAMS

==

L=l A=A =1 ¥ T

IE'G EGEIET z'l'o xspu| [ syezyusesng | Zv
JEG | D2s—aun] £E=-10 CU-aul] | syezyusensg | iy
IES S|qEUEA L0 T -pdgmngyosSZY | syezpuseng | Oy
9g's EIEEE 9-0| T -pdgpeeHyog )| pUeZpuessdg | 6E
985 ajbbo ON/S3A T-PEIS oS 73 | W@z yusang | 8t
e il
9g's | D9 —aun| £E—=01 Wyl peasy) iyl | ZayeZpusenng | /g
=0
SE'5 |  =i6Bol ON/SBA Ald—>0BL %0BE T} | LWSZ Y USROS | OF
e
SE'S ajfifo) ON/SSA A4 —>oe| ¥oeg 773 | L@ezyuselng | gE
BE'S 3|geueA, T o - XBpu| 89ZyUsBIDS | pE
BE'S 2|geuen, Z21'0| -pdemaeepigzi gazZyusang | ‘€t
€ 2|geuep, -0| “-pdgpesHgepis ) laZyusanng | Z¢
IES 8|geUEA Z'L'0 - Xapu| gazpusang [ It
IEG B|qeLEN, Z'L'0 T -pdgadIng i gazyueang [ 0f
LE'S 3|qeuep, 8-0 - pdg peaq INQ 24 GaZyusang | 6T
SE'S m_mm.ﬂ._. :n___rn_ﬂ_ - Lsod _..._E,m B paah el usalls ‘g2
SE'S 2|geuey Z'l - peedg aALQZ) gozyusang | JZ
GE'S B|geuEp g-0 T - paadg peeHZ ) g@zyuseds | ‘9z
PE'S EILEIEIY Z'1L0 T - Xapu| gegpusang | Gz
PE'S EILEE Z'L'0 T -pAs AQEZ 4 I Zazpusens | I
FE'S 3|geuen -0 - pds peaHz 4 vl L@zyusans | E2
FE'S BIGELEN, Z2'L'0 ©-adf) ung |28 uaalng g
186 B|qeLEA z'1 0 Xepu| | gqyazyuseng [ Lz
LEG | 28s —auwi| £E-0 TT-aWl] | gQyeZyusens | 0Z
LE'S S|geuEp, z'L'0 -pdg MO YOS LY | SyRZpusesng | 6L
9E'S a|geuep, 9-0| ~-pdgpeEBH YOS |3 | vRZERUSBOG | gL
g9g's ajbbo | ON/SBA -HBJSHOS L} | EWeZFusamnsg | 4|
T e @l
ge's | 208 =il £E-01L Wy pessyl LUl | ZgeZyusalng | gL

Revised 09/2005

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com

E-mail:
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606

1-64



84-55

CONTROLS & PROGRAM DESCRIPTION

PARAMETERS VALUE CHART & DEFAULT PROGRAMS

it S 5¢°G 8|BBo | oN/saA | IO AJ-doel woeg |} | Lgyezyusalns | Gl
i T
5E'G 8|B6o | ON/SEA Ad—¥oel yoeg |} | Lyyezyusag | bl
4 Z 4 4 ge's a|qelen ) - Xapu| gezyusang | ¢l
i o g 0 0 ge’s ajgelen Z'l'0| “-pdgmgzeps L} gezyusang | ZL
5 S S g IEG EICEIE 9-0| -pdspesH zepis L} pagyusensg | Ll
z Z £ | z ___IET FOEUEN A5 o [0 = Xapu| Q'8¢ ' ussmng 0l
0 0 0 0 LES 3|qelien AU -pdg Mg Ing L) gezyueans | 6
3 3 B £l LES 3|qelen 9-0 - pdg peaq InQ |} Gegyueswg | g
ug ug ug ug | ses s|b660 ) ug/dn | - uomsod doig s|paeN pazyusaing |
4 4 Z 4 5E'S a|geLEn &L “ - peadg @i |} geZpusans | §
0 z 0 zl B st 2igELEN -0 " - paedg pesH | gegyusang | 5§
z z z Z | vES EEEIEN zZ'L'0 - xapu zegyusamg | v
0 0 0 0 T ajgelien 30 T -pds g |yl zezyusams | ¢
£ £ £ gl 2 : | wves ECEIE 9-0 “ - pds peay | j u| Legyusans | 7
o i) 0 0 B pES BLELEA, Z'L'0 - edh) ung L8¢ ¥ usang L
gBid | #Bid| gBid| z-Bid| |-Bid| 0Bid adhy ebuey
suoijoun4 -sanjea ynejeq fiojoe abeg "WEJEH anjep Jajaweled "ON U815 | ON'S
subip beg
- BE'S ajgelen | e o) -0 yoleg u wid 18s Zepueeng | L/
- BE'S 2|gelen ob-1 | uzjeg 40 ON LEvusens | 0L
6ES aibBo) ON/SIA Jmu:m:wuw yoeg | Leyusas | 69
) ) 1 ) 2 2] egs 2|Bbo 012 -adfl 1gund | gzpzwusas | g9
o) 2 ] 9 o) o) €ES sffoL |  0/Z “-edfl 1gwbd | gzpzyusssns | g
00 00 0’0 00 00 00| ££6 | 98s—awil 66-0| ~-RoubivBir | czpzyueens | 69
ON ON ON ON ON ON EEG ElE ON/S3A “T-ugubBiyBir | gepgruesngs | 6o
0 0 0 0 0 0 ELS EREIED 66-0| ~~-oNwemoods | pEPZrR USR0S | b9
[ ON oN oN oN oN oN EES @|660. ON/B8A “-yoeupoods | pZPTrRUSeng | g9
_ saswoL | 1 v - fuen
g g g g S g 2e¢ | - auwn 66 - 0 Ajay ||so0joyd | gZpErusans | g9
s2) R EER saA saA S84 ZE9 | 2|0 ON/Sa L “-esndedBir | ZZpzeusans | L9

Revised 09/2005

service@amfreece.cz; parts@amfreece.cz ; website: www.amfreece.com
Phones: +420 582 309 146 (Service), +420 582 309 286 (Spare Parts) ; Fax: +420 582 360 606

E-mail:

1-65



84-55 AMF REECE
_Bettes, Tdeas, Better Made.
PNEUMATICS

6.0 PNEUMATICS

The pneumatics are switched by a bank of solenoids mounted on the rear out side of the electrical
control box. This bank of solenoids control the following:
- Jig Flap

- Stitch Size Adjuster 1

- Stitch Size Adjuster 2

- Jig Drive/Presser Foot

- Knife

- Jig Eject

- Jig Alignment

- Jig Drive Clamp

Air isnormally on the B lines and is switched to A line when the solenoid is energized. Refer to the
pneumatics diagram on page 1-68

6.1 S1JIG FLAP
When the solenoid is energized this allows air through line A1 causing jig flap to lift.

6.2 S3STITCH SIZE ADJUSTERS1 & 2

When both stitch size adjuster 1 and 2 are energized the full stitch is achieved. When stitch size
adjuster 1 is energized and stitch size adjuster 2 is de-energized then a medium dense is achieved.
When both stitch size adjuster 1 and 2 are de-energized then a small dense is achieved. See section
4.2 Stitch Size Adjustment.

6.3 $S4JIG DRIVE/PRESSER FOOT

When this solenoid is energized air flows through line A4 causing the jig drive cylinder to operate
and grip the jig. When the solenoid is de-energized air flows through both lines of B4 causing drive
to return and presser foot to lift. Thereisno air to presser foot through line A4, as thisis a spring
return cylinder.

6.4 S5KNIFE
When this solenoid is energized air flows thro’ line A5 causing the knife to engage. When the sole-
noid is de-energized air through line B5 causes the knife to return to up position.

6.5 S6JIG EJECT
When this solenoid is energized air flows thro’ line A6 causing the jig cylinder to operate. When the
solenoid is de-energized air through line B6 causes the jig cylinder to return to * A’ position.

6.6 WASTE DISPOSAL
Ensure jets are directed in area of cut-out, otherwise trimmed material will not be directed down
chute.
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6.7 S7JIGALIGNMENT

When solenoid is energized, air flows thro’ line A7. This causes the jig align cylinder to activate and
pull on the snubber arm block and straightens out the jig. An air pressure regulator is fitted in line to
control the force applied to the snubber block. When the solenoid is de-energized air flows through
B7 releasing the pressure on the snubber block.

6.8 S9JIG DRIVE CLAMP

When the solenoid is energized air flows through line A8 causing the jig drive clamp cylinder to
operate. This clamps the drive bearing outer race. When this solenoid is de-energized air flows
through B8 causing the cylinder to release the clamp ring.

CAUTION: THE JIG DRIVE CLAMP CYLINDER MUST NOT BE ACTIVATED IF THE DC MO-
TORAND CLUTCH ARE ACTIVATED.

6.9 S10AIR BLOWERS

There are 3 blowers on the machine:

One to the throat plate, one to cloth disposal and one to the presser foot side blower. The three air
regulators located onside the cabinet door individually control these. These are labeled as TP, CD
and PF respectively. The blowers only work when a signal is sent from the knife solenoid valve to
the pilot valve.

7.0AIR FLOW CONTROLS

Some cylinders are fitted with flow control valves to adjust the speed of operation of a cylinder. For
example the drive wheel cylinder (Figure 4.0) must be adjusted so that the drive wheel is brought
smoothly into contact with the edge of the jig. Otherwise damage may be caused to the jig.

7.1 AIR PRESSURE REGULATORSAND WATER FILTERS

When the air is released to the machine from the main pneumatic line, full line pressure is fed into
the regulator. Regulator should be set to 80PSI. The gauge on the machine shows the pressure out of
the regulator, this supplies air to the
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HEAD SETTING PROCEDURES

7.1 ADJUSTING THE FEED TIMING

4 )
Carry out the following steps of procedure after the
powar switch has been tumed OFF.
o if_
1) Loosen scrows € and @ in feed accentric cam €, move the feed 0 =
sccentric cam in tha direction of the arrow or opposite direction of {

the arrow, and firnly tighten the screws.

CAUTION:
' Ba careful not to move the feed eccentric cam too tar,or
else needle breakage may resuit, Ve

LLAARN

23 Time the feed motion to be completed when the decending
needle is approximately 8 mm above the material

7.2 NEEDLE-TO-HOOK RELATIONSHIP

Carry out the following steps of procedure after the 4
power awitch has been turned OFF.

1. Adjust the timing between the needie and the hook as
follows :

1} Rotata the handwheel uniil the needle bar comes down 10 its lowest
position, and loosen scrow ) .

Be sure to set faed adjusting dial at 0 on the scale. |
{Adjusting the needle bar height)

2} Align marker lina £2¥ on needle bar € with the bottom end of neadle
bar lower bushing € , then tighten setscrew €.
{Adjusting position of the hook €))

3} Loosen the three hook setscrews. turn the handwheet, and align l
marker line (3} on ascending neadle bar € with the bottorn end of ! ©
needle bar lower bushing & .

4) After making the adjustments mentioned in the above steps, A
align hook bade point € with the center of needle €. 2]
Provide a ¢learance of 0.04 mm to 0.1 mm (reference value)
betwean the neadle and the hook, then secutaly tighten setscrews \_
in the hook.
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7.3 LUBRICATION

Carry out the following steps of procedure after the
power switch has been turned OFF.

1. Information on lubrication

1) Fill oil pan @ will JUKI New Darix Qil No. 1 up to HIGH mark €Y.

2) When the oil levet lowers below LOW mark (3, refill the oil pan with
the spacified oil.

3) When you operate the machine after lubrication, you will see splashing
oil through cll slight window €3 if the Iubrication is adequate.

2} Adjusting the amount of oil supplies to the face
plate parts

1) Tuming the oil amount adjustment screw mounied on the hook
driving shaft front bushing in the “+" direction (in direction ) }
will increase the amount of oil (0il splashes) in the hook, or.in the
“_" direction (in direction (2} ) will decrease iL.

2} Afterthe amountof oil in the hook has been property adjusted with
the oil amount adjustment screw, make the sewing machine run
idle for approximately 30 seconds k check the amount of oil (ol
splashes) in the hook.

maximum  minimum

7.4 ADJUSTING THE AMOUNT OF OIL (OIL SPLASHES) IN THE HOOK

: Be extremely careful about the operation of the machine
since the amount of vil has 1o be chacked by turning the

hook at a high speed.

{Caution)

1) # the machine has not been sufficiently warmed up for operation, make the machine run idie for approximately

three minutes. (Moderate intermittent operation)

2} Place the amount of oil {ail spiashes) confirmation paper under the hook whije the sewing machine is in

opearation.

3} Confirm that the height of the oil surface in the oil reservoir is within the range between "H_l“ and 'jLOW._"
4) Confirmation of the amount of cil should be completed in five seconds. (Check the period of time with 2

watch.)

N\ J
4 )
(@) Amount of oil (oil splashes) conlirmation paper

E —

£

w

o

"

o

&

(=8

< 1

Approx. 70 mm

S Use any paper avaitable regardiess of the marerial, )
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1) Theamountofoilshown inthe samples on the left should be finely f(@ Position o confirm the amount of oil {oil splashes)
adjusted in accordance with sewing processes. Be careful not 1o
excessively increase/decrease the amountof oitinthehook. (fthe
amount of oil is oo small, the hook will be saized {the hook will
be hot). If the amount of oil is toe much, the sewing product may
be stained with oil}

2)  Adjust the amount of vil in the hook so that the oil amount (o3l
splashes) should not change while checking the oil amount three

times (on the three sheets of paper). 1

Hook driving shalt front bushing

Haok

Apprax. J to 10 mm

Qil splashes confirmalion paper

il reserveir .
Ciasely fit the paper against the wall surtace of the off reservoir

Piace the amount of oil {oll splashes) coniirmation paper under
the hook.

Sample showing the appropriate amount of ¢il

Splashes of ofl from the hook
i

k4

Approx. 1 mm

E—

Appropriate amount of il (smafl)

Splashes of cil frorn the hook
yal

__J Approx. 2 mm

Appropriate amount of oil (large)
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7.5 CLOTH CUTTING KNIFE

1. When the knife is engaged the pivots 'B’
and 'C' should be in-iine with each cther on
the vetlical plane as shown in figure 1.0.
Access to these pivet points can be
obtained by removing the front cover
shown in figure 1.2, Also, the upper corner
of the cutting edge should be stightiy above
the carbide of the throat plate,
approximately 1mm when the knife is at its
lowest point {as shown in figure 1.1).

2. Before proceeding with any further
adjustments, turn off the air switch on
the front of the machine and ensure the
clevis ‘7" is adjusted fo the middie of the
thread on knife cylinder ‘3. Refer to
figure 1.4 and make sure the knife shaft
is set as shown.

To obtain these settings rotate the
handwheel uniil the needle bar is at #'s
towest point and engage knife by pushing
down on Kknife amm ‘2" (see figure 1.3).
Reiease screw ‘1’ on knifé arm '2' and
move Knife up or down untll pivots ‘B’ and
'C’ are in positions shown in figure 1.0,

Cloth cutting knife continued. .. ...

3. Push knife arm '2' {figure 1.3} down until the knife
cylinder '3 is at #'s furthest out position. Tighten
sctew ‘1" and push Knife arm back up to the top of
the cylinder stroke. £nsure here that the cylinder
boftoms cut before the adjuster screw ‘6" {figure
1.8) contacts the head casting or the knife guide
'5' bottoms out

i further adjustment is required # can be
achieved by undeing nut '4' on clevis ‘7" and
winding the ¢levis in or out on the cytinder piston
thread. Or, by releasing the screws on the kpnife
ctasmp and moving the Knife, see figure 1.5.

4. To replace the cioth cuting knife, release clamp
screws {figure 1.2) until the knife is free to drop
out. Replace with new knife and set to position
shown in figure 1.
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TRIMMING AND SYNCHRONIZER

8.1 REPLACING THE MOVING KNIFE
(DL M -5400N-7)

Carry out the followihg steps of procedure after the
power switch has bean turmad OFF.

1} Lift the knife attaching/removing lever so that the knife is
raised.

7} Remove setscrew @ , and remove throat plate @ .

3} Turn the handwheel until the needle bar is raised to a point
near the highest position of its stroke.

4} Press knife driving arm @ , and turn the moving knife untif
moving knife setscrew € comes to the top.
Hold the moving knife in that position.

5) Remove setscrew () using the hexagonal wrench supplied
with the unit. Then remove moving knife

6) To attach the moving knife, follow the above procedure in
reverse order.

8.2 ADJUSTING THE INITIAL POSITION
OF THE MOVING KNIFE (DL M-5400N-7)

Carry out the following steps of procedure after the
power switch has been turned OFF.

1) Loosen setscrew @ of knife driving arm @ .

2) Turn the moving knife base until the engraved marker line
on moving knife base @ is aligned with the engraved
marker dot an front bushing @ of the hook driving shaft.

3) When the moving knife has reached the position specified
above, tighten setscrew @ of the knife driving arm so that
the knife driving arm is securely fixed to knife driving shaft
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TRIMMING AND SYNCHRONIZER

8.3 REPLACING THE COUNTER KNIFE
(DL M -5400N-7) ( _ R

Carry out the tollowing steps of procedure after the
power switch has been turned OFF.

1) Loosen setscrew €@ of bobbin case opening lever © ,and
remove the bobbin case opening lever.

2} Loosen setscrew €3 , and remove counter knife € .

3) To install the counter knife, follow the above procedure in
reverse order.

4) When attaching the bobbin case opening lever, tighten the
setscrew while pressing the lever in direction

@ If the counter knife blade becomes blunt, grind counter
knife blzde €) as shown in G using an oilstone.

{Caution) When re-sharpening the knife biade, éextra
special care must be taken on the handling of
the knife.

Oil stone

8.4 ADJUSTING THE PRESSURE OF THE
COUNTER KNIFE

Carry out the following steps-of procedure alter the power
switch has been turned OFF.

Turning counter krute pressure screw € will adjust the
pressure of the counter knife.

Turning the screw clockwise will increase the pressure of
the moving knife and turning the screw counterclockwise
will decrease the pressure of the moving knife.
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8.5 SYNCHRONIZER SETTING

when sewing 15 Interrupted with & tim signal, the
machine should first stop with the needle bar
positioned about 4mm past bottorm dead centre, then
procesd to frim and stop in the nesdle up position
MOTE: Before camying out any adjustments
remove the needie,

g) Check the timming speed, this should be 180
RPM. For adjustment see section 12

b} Enter the Position Test in the AMF Reece
Controller (s described in section 5) and select
the Down posttion. Check the needle bar stops
in the position shown in figure B.1.  any
adjustment is reguired move neadle down
sensing ring  (figure 8.1) until the corect
position 15 achieved. Exii the posibon test

¢} To set the HIGH pesition rotate the hand whael
anti-clockwise until the needie bar is in the low
position. Engage- the trimmer- by pushing the
thread take-up picker (1) (figure 8. 3) towards the
hook. Once the timmer is engaged confinue
rofating the hand wheel anti-clockwise until the
frimmer completely disengages

d) Holding the hand wheel secursly, move needle
up sensing ring until edge 7 i=s

n the middie of the sensor

[figure 8.2)

g) Enter the Position Test in the AMF Reece
wontrodler (as descnbed In section 5} and select
the Up position. Check the needle bar stops in
the position (25 described in step g). If do
adjustment until the comect postion Is
achieved. Exit the position test

Revised 09/2005
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Align market line @ with
the bottem end of needle bar
lower bushing {standard).

eyt | | | mied

Figure 8.1

Cam collar

Setscrew for the thread (rimming cam

Figure 8.3

J
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84-55 ANMF REECE
_Bester Jdteas, Better Made.
TROUBLESHOOTING
FAULT CAUSE CORRECTION
9.1 Stitching:
9.1.1 General Thread is caught in the Check lubrication.

thread path.
Tension is wrong

Thread take up spring
misadjusted.

Problem with needle.
Spool spin.

Material wrongly
positioned in jig.

Jig damage.

Material flagging.

Correct threading (Sec.3)
Adjust tension (Sec. 3).

Adjust the take up (Sec.
3).

Check or Replace
(Sec.3)
Fit friction washer.

Ensure all stitching is in
material (Sec. 2).

Repair jig or replace jig.

Check jig is clamping
material

9.1.2 Slip Stitching

Problem with needle.

Problem with the sewing
hook.

Needle thread tension is
too high.

Sewing head speed too
high/low.

Drive speed too high/low.

Check for needle
damage and for correct
needle orientation. Check
the needle size is correct
for thread being used.
(Sec. 3)

Check to see if the hook
point is blunt or worn.
Check the hook timing.
(Sec 7)

Decrease thread
tension.(Sec. 3)

Decrease or increase the
head speed (Sec 5).

Decrease or increase the
drive speed. ( Sec. 5)
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9.1.3 Short end on top or
needle unthreads

Tension release
mechanism.

Check the tension plate
is functioning properly.

9.1.4 Thread not
trimmed.

Thread catcher moved.

Loose plug on solenoid
lead.

Loose plug on
synchronizer.

Synchronizer loose on
hand wheel.

Sewing hook slipping last
stitch.

Blunt trimming knife.

Reset synchronizer and
timing. (Sec.8)

Reset synchronizer.
(Sec.8)

Check to see if hook is
blunt or worn. Check
hook timing. (Sec. 7)

Check knife. (Sec.8)

9.1.5 Thread not picked
up.

Short end on spool due
to spool spin.

Increase bobbin thread
tension.

Check friction disc.
(Sec. 3.5)

9.1.6 Spool thread picked
up late after first few
stitches.

Short end on needle
thread.

Correct as 9.1.3.

9.1.7 First few stitches
looped underneath.

Foot lift cylinder sluggish
on return.

Clean and lubricate
assembly.

9.2 Machine Control

9.2.1 Machine Fails To
Power on

Power on plug not
connected properly

Power on switch not on

Connect properly

Turn the Switch
on(SSW1) & still not
power on then open the
cabinet & check if voltage
relay VR Green LED is
off then check the wiring
by wiring diagram if
wiring ok Voltage relay is
faulty so contact AMF
Reece for new & replace
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9.2.2 Air Blower fails to
start

Blower power on switch
is off

No power to Blower
motor

Turn the switch on
(SSW2)

Check Fuse F1 if blown
then change, still not
power on Check Blower
Motor supply terminals
for power 220 V AC &
rectify by the help of
wiring diagram if wiring
ok then Blower motor is
faulty contact AMF
Reece for new & replace

9.2.3 All Sensors & MMI
fails Power on

24 'V Power supply unit
not powered

Check Fuse F2 if Blown
then Change if still no
Green LED at Power
Supply Unit then Power
Supply faulty contact
AMF Reece for new &
replace

9.2.4 Table Lamp fails to
on

Power on switch off

Lamp Bulb Blown

Lamp unit is faulty

Turn on power switch at
two locations one at lamp
head & another at Lamp
Base

Change the bulb

Rectify by the help of
wiring diagram if wiring
ok then Lamp Unit faulty
contact AMF Reece for
new & replace

9.2.5 Control Cabinet
Cooling Fan Not
Functional

Fan not powered

Fan is faulty

Check Fuse F3 if blown
then change

Check power supply 24 V
DC at Fan Input
terminals, rectify by the
help of wiring diagram If
still not working then fan
is faulty contact AMF
Reece for new & replace
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on

9.2.6 MM fails to power

PLC not powered

PLC ok but MMI to PLC
connections

MMI cable connection ok
but still not powered on

Check fuse F4 if blown
then change & check
power on indication on
PLC if not rectify by the
help of help of wiring
diagram, if wiring ok then
PLC faulty contact AMF
Reece for new & replace
Check MMI cable
connection

Chance of MMI faulty or
PLC to MMI connection
Port is faulty contact AMF
Reece for new & replace

9.2.7 DC motor for jig
movement fails to
functional

DC motor card in cabinet
is not powered

Necessary command
signals for function is
missing

DC card faulty

Check Fuse F5 if Blown
then Change if still not
functional then check 24
V DC power at input
terminals, rectify by the
help of wiring diagram

Go to MMI System Check
Menu — Output test- DC
drive speed 1 screen &
give command for test.
While test command is
on check 24 V DC
between P24 sleeve wire
terminal & Y31,Y33
sleeve wire terminals. If
no voltage rectify by
wiring diagram, if signal
is ok then check DC
voltage at M+ & M-
sleeve terminals turn the
speed potentiometer on
card to anticlockwise DC
voltage at M+ & M-
should increase. if it
increases check the DC
motor power cable &
rectify by wiring diagram.
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DC motor is faulty

Voltage between M+ &
M- sleeve wire terminal
doesn’t increase DC
drive card is faulty
contact AMF Reece for
new & replace

DC motor power cable is
ok but motor doesn’t run
then DC motor is faulty
contact AMF Reece for
new & replace

9.2.8 Thread trim
engagement mechanism
fails to work

Trim Solenoid not
powered

Thread trim Relay faulty

Trim solenoid faulty

Check fuse F6 if blown
then replace,

Go to MMI System Check
Menu — Output test-
Thread trim relay test
screen turn the S/V on,
Check 24 VDC at N24 &
Y26 sleeve wire terminals
at relay. If no voltage
then rectify wiring by
wiring diagram. If voltage
is there then check
relay(RLY) if relay faulty
or in same cases but very
rarely relay base can also
be faulty if so contact
AMF Reece for new &
replace

Check cable for 24 VDC
for trim solenoid mounted
at sewing head if cable
is ok then solenoid is
faulty so contact AMF
Reece for new & replace

9.2.8 Error message on
MMI like “E: Emergency
Stop”

Required safety signals
missing

Follow the error message
& rectify the cause
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