AUTOFEED

CHECK STRIPPING MACHINE

SECTION V
TROUBLESHOOTING TIPS

T 7010

Problem

Cause

Cure

Short lead edge (the
beginning of the strip
isn’t flush with the
check.) ANSI standard
is +/- 1/32”. (See also
Trouble-shooting  Tip
#2.)

The tension on the combining
roller is not adequate and needs
adjustment

or
the center shoulder bolt on the
combining roller is loose

or
the tape advances too slowly.

Decrease the tension on the
spring at the back of the
combining roller by loosening
the two lock nuts on the
spring post (fig. 5.1.) Adjust
as necessary until the strip 1s
flush with the lead edge of the
check

or
tighten the shoulder bolt

or
tighten the tape feed roller
(fig. 43/item 38) and see
Troubleshooting Tip #3.

Lock nuts

Fig. 5.1. Combining roller assembly

Note: Maladjustment of the
combining roller assembly
can cause a long or short lead
edge.




TROUBLESHOOTING TIPS, continued

Problem

Cause

Cure

2 |Long lead edge. (See
also Trouble-shooting
Tip #1.)

There is extremely loose tension
on the combining roller assembly
or

the check path is dirty

or

the tension of the Teflon® idler
roller needs adjusted

or

the combining roller assembly is
not square with the driven roller.

Tighten or loosen the two
lock nuts ( fig. 5.1) until the
leading edge of the tape is
flush with the edge of the
check

or
vacuum or blow out dust or
debris from check path with
canned air

or
adjust the tension of the Tef-
lon® idler roller (see Trouble-
shooting Tip #11)

or
align the combining roller as-
sembly (see Troubleshooting
Tip #5.)

Short lead edge, or the
strip is not being ap-
plied.

The tape-presence sensor is out
of adjustment and there is not a
proper loop in the tape
or
the tape-presence sensor is dirty
or
the tape advance is retarded by
debris or scratches in the tape path
or
the cutter is stuck in the closed
position
or
O-rings need replaced on tape
feed roller.

The tape-presence sensor
should be adjusted between
the two-o'clock and three-
o’clock positions until the
tape nestles between the
combining roller and the drive
roller (fig. 5.2; see also
Troubleshooting Tip #6)

or
blow out the tape-presence
sensor with canned air or vac-
uum to remove paper dust and
staples

or
vacuum or blow out dust or
debris from check path with
canned air or remove burrs

or
clean, lubricate and adjust the
cutter (fig. 5.3; see also Trou-
bleshooting Tip #7)

or
replace O-rings on tape feed
roller (fig. 4.3/item 38.)

Com




Tape feed roller

Tape-presence
sensor

i Driven roller

Fig. 5.2. Tape-presence sensor adjustment

Troubleshooting Tips, continued

Problem Cause Cure

4 |Trail edge is short or|The trail-edge potentiometer is out | Inside the box housing (fig.

long. of adjustment 4.3/item 54) turn the potenti-
or ometer marked “trail edge”
the cutting action is slow clockwise to lengthen, or
or counter-clockwise to shorten
the rail sensor emitter and/or re- the trail edge
ceiver boards are loose, or
see Troubleshooting Tip #7
or

check for loose or broken
standoffs on the rail sensor
emitter and receiver boards
(fig. 4.3/items 47 and 48.)




Troubleshooting Tips, continued

Problem

Cause

Cure

Skewing of the strip on
checks.

The combining roller and motor-
driven roller are not square.

Adjust the opposite side of the
roller to compensate for the
skew. This is done by
tightening down on the Allen-
head set screws (fig. 5.1) that
are on either side of the
mounting post of the
combining roller. Only one
screw should be down at a
time.

Excess tape or
jamming in the Accu-
Track, or continuous
feeding of the tape.

The tape-presence sensor is out of
alignment
or
improper strips are being used
or
tape is raising out of the track.

The sensor optics should be
facing between two o’clock
and three o’clock (fig. 5.2; see
also Trouble-shooting Tip #3)
or
use OEM specified strips for
optimum performance
or
check to see if there is any
slack in the idler roller assem-
bly (fig. 4.3/item 44.)

Tape is folding at the
cutter assembly or not
cutting through the
entire tape.

The spring tension between the
movable blade and the stationary
blade in the cutter assembly needs
adjustment

or
there is wear on the cutter sole-
noid

or
the cutter solenoid is weak.

Tighten the set screw in the
lower right-hand corner of the
cutter assembly (fig. 5.3.)
This is accessed from the
bottom cover. If the cutter
seems to be sticking, lubricate
it with WD-40 or replace the
assembly
or

if the cutter solenoid shaft tip
is mushroomed, replace the
cutter solenoid assembly
(fig.4.4/item 105.)

Fig. 5.3. Cutter blade assembly




TROUBLESHOOTING TIPS, continued

Problem Cause Cure

8 |Jamming in the heater | There is an excessive build-up of |Clean thoroughly to remove

press assembly. adhesive any adhesive build-up from
or the heater and heater press bar
the strip is not being cut assembly (fig. 5.4)
or or
the heater press bar is too tight. ensure that the heater press

bar is positioned properly and
is not too tight against the
heater block (see also
Troubleshooting Tip #9.)
Loosen the socket-head cap
screws and align the heater
press bar assembly to the
proper gap (fig. 5.4)
or
check for dust or debris under
the heater press bar assembly
or
see Troubleshooting Tip #7.

t Heater block j Teflon® idler
s exit roller

$

' HOT SURFACE Driven exit |

roller

. Gap of between
.015 and .030

Driven rollers: Make
sure the heater press
assembly does not
touch the rollers.

: Socket-head cap screws

Fig. 5.4 Heater Press Assembly




Troubleshooting Tips, continued

Problem

Cause

Cure

Strips are falling off or
not adhering properly.
Note: To test for
proper adhesion, take a
recently stripped item,
grasp a corner of the
strip and peel from the
item. If the strip peels
away easily, it is not
adhering properly. If
the item or the strip
tears when peeled, it is
adhering properly.

The heater press assembly needs
to be tightened
or
the exit rollers are not clean
or
the exit rollers are damaged
or
the Teflon® idler roller assembly
is not square with the driven roller
or
the O-rings on the exit driven
roller are missing or need re-
placed.

First, make certain the heater
press bar assembly (fig. 5.4)
1s locked down. Then, move
the heater press bar closer to
the heater, with a gap of
approximately .015 to .030 on
the left-hand side, and with
the bar touching on the right-
hand side. Keep the assembly
centered between the rollers
on the left and right

or
clean or replace the O-rings or
roller assemblies (fig. 5.4) as
necessary

or
see Troubleshooting Tip #11

or
see Troubleshooting Tip #12.

10

No heat in the heater
block.

Thermal fuse failure
or
thermal cartridge failure
or
thermistor failure.

Re-boot the machine with the
on/off switch and observe the
temperature on the digital dis-
play. If it does not rise above
ambient temperature, replace
the heater block assembly
(fig. 4.3/item 35.)




Troubleshooting Tips, continued

Problem

Cause

Cure

11

Excessive glue build-
up on the exit rollers.

There is extreme tension on the
two spring posts inside the PCB
box that press against the tall
swing-arm (Teflon®) roller
assembly

or
washers are missing beneath the
exit roller

or
OEM strips are not being used.

Adjust the tension nuts on
both of the spring posts inside
the box housing (fig. 5.5)

or
add washers beneath the exit
roller (fig. 5.4) to ensure that
the third O-ring from the bot-
tom “rides” in the middle of
the check glue band

or
use OEM strips.

Fig. 5.5 Adjusting tension on spring post:




Troubleshooting Tips, continued

Problem Cause Cure
12 | O-ring wear on driven exit|The O-rings are wearing|Replace the O-rings. Each
roller. NOTE: The driven|from use or excessive glue|driven roller (fig. 54) is
exit roller must have five O- | build-up. fastened to the motor shaft
rings. All the rest have four. by an Allen-head set screw
located approximately 1/4”
from the bottom of the roller
(fig. 5.6.) NOTE: The num-
ber of washers (three) under
the driven exit roller is criti-
cal to maintain proper lami-

nation.
Seti:‘rew
L
Fig. 5.6. O-ring replacement

Problem Cause Cure

13 | Broken emitter board or re-|The standoffs may break |Remove emitter or receiver

ceiver board standoffs. .

from rough use or material
fatigue.

board (fig. 4.3/item 47 or 48)
from the standoffs (fig. 4.10/
item 194.) Disconnect the
harness. Heat the long end of
a 1/16” Allen wrench. Insert
the hot tip into the middle of
the broken standoft, allowing
the plastic to melt around it.
Let the wrench and the
standoff cool. Tumn the
wrench  counter-clockwise
until broken standoff is free.
Repeat if necessary.
Standoffs being replaced on
emitter side of track must be
clipped to shorten or they
will extend into the track.







