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1 - 1 1/2" from front of product
that is NOT to be released.

Brake
Slide forward or back until
it comes down on the product
you do not want released in the next 
cycle, see dimension listed below.

Photoeye
Make sure they are
focused on the last 
product to be released,
watch to photoeye LED's, they
should go out when product is in
that lane, if not, call maintenance.

Gate
Make sure it comes down so that
it is not slapping the product back toward
the brake, if it is, call maintenance

Brake Stop
The stop determines how hard the brake 
presses on the product.
-too light and the product does not get held back
-too hard and the product gets crushed

SIDE 
VIEW

Brake Setup

Direction of 
product flow
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Height Of Cut Knob: Adjust to get the correct location of the cut up or down on the product.
Pressure Table Knob: adjust the pressure table knob until the belts inside the machine are
pressing firmly down on the product.
-if it is too light the product will shift around
-if it is too tight the product will get crushed and damaged

 

stationary

3) Adjust this lane guide so that the inside of the product gets cut
     to the correct depth.  This must be done because the center 
     blade is stationary, work off of it.

Split in the hotdog bun where the 
cluster/splitter will go.

5) Adjust the two inside knobs until the blade that holds
    the cluster/splitter is lined up with where in the product 
     it is to be split.

4) Adjust the outside lane guide until there is
    about 1/2" between it and the product.

6) Adjust the two outside knobs until the far outside 
     of the product is cut to the proper depth.

movable

movable

movable

movable 2) Lower the cluster/splitters. Make sure the urethane ring
on the top and the o-rings below are in good condition.

Hinge Slicer Setup

Half of the lanes are shown for this
illustration.

Direction of 
product flow

1) Insert the blades with the proper diameter
-blade "A" is placed in the stationary spindle,
 it cuts both product on the inside.
-blades "B" with the cluster/splitters MUST have
the plastic tubes on them with the o-ring on top,
they cut the centers of each product.
-blades "C" cut the far outside of the products.

A

B

C

B

C
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Band Slicer Setup

Adjust the height of the blade until it 
is in the center of the product.

Want a 1/2" Gap

Want a 1/2" Gap

1/2" gap, adjust infeed
rails on the control
panel.

Center of
stacker brown
conveyor belt.

Rear  Lane Guide
Rails, adjust so product
is in the center of the stacker
brown coveyor

Band 
Slicer

Front Lane Guide Rails,
adjust so product goes 
down the center of the 
infeed guide rails that are
on the other side of the 
slicer.

Infeed Guide 
Rails

Stacker

Direction of product flow

Gate/Brake Area

Gate/Brake Area
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Adjust the rail in and out
so that only about 1/2" between 
the product and the rails.

Add the long aluminum rails
to this area, add as many as is possible
with the wider ones in the center,
these are called grid bars.

Move the stacker pusher plate toward you
until the product almost hits the front rail.

1/2" gap

Try to avoid using these by making sure the 
product flows down the center of the brown 
conveyor and the center of the infeed guide rails.
If necessary, adjust these stacker entry guides
until they leave enough gap for
the product to get through, about 1/2".
Angle them so that all product is deflected
THIS PART OF THE SETUP IS VERY IMPORTANT
AND MUST BE CHECKED IN DETAIL.  

Front infeed
guide rail.

Stacker Area Setup

Install the correct
flights in terms of
height and number of 
"fingers".

Direction of product flow

Rear infeed 
guide rail.
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This knob moves the tuckers in/out
Adjust so that the product fits thru the
tuckers with about a 1" gap.

Tuckers

Adjust the outfeed table knob
so that there is a 1" - 1 1/2" gap
between the outfeed table
and the bags, too close they
will grab the bags, too wide and
the product gets jambed in the gap.

Make sure the bags are under the linear transducer
and parallel with the machine,
too often when the table is pushed into place
the bags slide around and are
miss located, move the bag table slowly.

outfeed
conveyor

Bagger Area Setup

Adjust outfeed table speed so it pulls the bag of
product away from the machine fast enough so
that the pusher can lift up and return back.

Put the coRrect pushers in
according to the product,
make sure the locking plunger
is snapped in.

If the bags will not inflate because the end of them
are draping over the table too much, you can move the
front part of the bag table outward to shorten it.  
Make sure both tables are adjusted the same.

Direction of
product flow
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