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EQUIPEMENT D'EMBALLAGE MMC Machine timing
Automation Solutions for the Closure Industry LM-1/ LM-2/ LM-3/ LM-4

Solutions d'automatisation pour l'industrie des bouchons

TO SET TIMING OF POCKET WHEEL WITH REFERENCE TO DIE
PUNCHING

A) Set the clutch selector to “H” (fig. 1.0) and manually turn the handwheel in
CW (clockwise) direction (fig. 1.1) (when facing the handwheel or flywheel) and
bring the machine’s upper punch plate to the TDC (top dead center) (fig. 1.2);
Warning: watch for interferences while doing this step if timing has been lost.

Fig. 1.0 Fig. 1.1 Fig. 1.2

B) Back the machine 90 degrees CCW (counter clockwise) until upper punch

plate lowers 7/8" (half stroke) (fig. 2.1) and set the clutch selector to A
(Automatic) (fig. 2.2);

Fig. 2.1 Fig. 2.2
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C) From the opposite side of the lining, manually turn the indexer’s input shaft
pulley or sprocket CCW (fig. 3.0) until the indexer is just about to start its index
motion (in other words until the pocket wheel starts moving CCW);

Fig. 3.1
— Timing belt

D) Install the timing belt (fig. 3.1) or chain to link the drive shaft to the indexer’s
input shaft;

E) Manually verify timing for correctness (the pocket wheel should start its index
motion when the ram reaches the middle point of the upward stroke); (fig. 4.0)

/

Fig. 5.0: should be at zero « 0 »

Fig. 4.0: at top dead center
Pocket wheel starts moving when the
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position

F) If necessary, reset the programmable cam positionner, on the electrical
cabinet, to the “zero’s” of the lining machine (lining machine “O degrees” is
coincident with the TDC). (fig. 5.0)

Note: for LM-1 lining machine, reverse handwheel and input shaft direction.
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TO SET TIMING OF PUNCH PUSH ROD CAM WITH REFERENCE TO LINER
INSERTION

A) Bring machine’s upper punch plate to BDC (bottom dead center) (fig. 1.0).
Make sure that the ram and complete pusher system are at the BDC. (fig. 1.1)

e

Fig. 1.0 Fig. 1.1

B) Loosen the cam locking ring (fig 2.0) and rotate the cam (fig. 2.1) to position it
in the center of its lowest position portion;

Fig. 2.0
/ Loosen each screw

«— Fig. 2.1
Cam

C) Retighten the cam locking ring (fig. 2.0);

D) Verify timing for accuracy.
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