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Overview

One operator produces up to 420 products per day when the XL-3000 is operated in conjunction with the ABM
SL-7847 Frame Changing Table and the ABM ACS-318 Air Clamp System. While the machine is quilting the
operator unloads and reloads the next frame. When the machine stops, the operator changes frames in

6 seconds and the quilting restarts.

One operator produces up to 840 products per day using two XL-3000s in conjunction with the ABM

DL-7847, Dual Frame Changing Table and the ABM ACS-318 Air Clamp System, when both XL-3000s are set for
the same product size.

The XL-3000 has many State of the Art features and designs. The movement of the frames is carriageless,
which allows higher speeds and less vibration. This means higher quality and more accurate quilting due to the
reduction of inertia distortions. The many feaiures enable easy, trouble free operation, and produce the highest
quality products faster than ever hefore.

Features and Benefits

« internal Lubrication means no more having to oil the sewing machine. No more dripping of excess oil onto
your producis. No more breakdowns due to dry bushings and bearings. Lubrication is automatically deliv-
ered in the correct amounts to alf parts of the sewing head. The lubrication is delivered inside the bushings,
filling micro grooves so the lubrication is not pushed away as moving parts move back and forth through
bushings and bearings.

» Posi-Tron Thread Cutting assures that both top and bottom threads are trimmed accurately whenever the
sewing head stops and the product moves, and at the end of quilting. The thermal feature assures certain’
trimming for all types of thread.

» Tacking occurs at all start and stop points for higher quality sewing, and to prevent thread pull back.
» Bobbin Counter alerts when its time to change bobbins so thread doesn’t run out in the middle of quilting.

+ Thread Sensors immediaiely cause the machine to stop if thread breaks. Touch one button to bring the
machine to re-threading position, and touch one button to send the machine back to restart quilting where
it left off. '

« High Speed Needle Positioner assures.that the needle is always in the “up” position, when not sewing, to 3
prevent any damage to the material. o

+ Needle Cooling System allows higher speed quilting with a greater choice of threads.




SL-7847
Single Frame Changing Tal

DL-7847
Dual Frame Changing Table

Overview

The SL-7847 or DL-7847 requires only one operator and facilitates changing frames with any make or model
guilting machines on the market. These tables allow the operator to remove the finished quilted product and to
insert the next product into the quilting machineg, all within 6 seconds.

The SL-7847 serves 1 quilting machine. While the machine s quilting the operator works on the table to unload
and reload the product into the clamping frame. When the machine finishes quilting the completed frame is
removed from the machine while the newly loaded frame is inserted.

The DL-7847 serve 2 quilting machines when hoth machines are set to quilt the same size products. The
operation is the same as above except the table allows frame movement from either end. Average quilting is
1-1/2 minutes. Average clamping and unclamping is 35 seconds pius 6 seconds for frame changing and ideal
synchronization is accomplished. One quilting machine completes a quilting cycle, change frames, and 45
seconds laier the other quilting machine completes its cycle, change frames, and continue.

Faster clamping and unclamping can be accomplished with the ABM ACS-318 Air Clamp System.



"Serving Industry Since 1947

The two disks labeled A - K and L -7 contain all of the designs currently in our
data base. Your manual contains most of the drawings for thesc patterns but there
may be many new additions not covered. To view these as well as all the others
available follow the instructions below:

On a IBM compatible computer:
At the ¢:> MKDIR patterns
c:> cd patterns

Now put the disk labeled A - K into your drive A
¢ :>\patierns\ copy A: *, *

when done put the 2nd disk into drive A :
and hit the I3 key to repeat the above command and then the return key.

You have now transferred all of the patterns to a patterns directory.

When you arc in that dircctory you can type PATVIEW to look at all of the
available designs.

We also recommend that you make another directory called: XLBKUP.
All of the designs used on your current XL quilters should be saved into this back-
up dircctory.
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Cable hook-up to main CNC controller board

Sewing head servo controller

CNC quiiter frame lock connections
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SERVICE BULLETIN

- ~XL 3000 Instructions for using the ABM phone network computer system
-Adjusting the oil lubrication system
-Back-tacking
-Take-up assembly
-Setting Trim position

PATTERNS
- Box Continuous
- Box Non-Continuous
- Tack Non-Continuous
- Diagonal Non-Continuous
- Channel Continuous
- Channel Non-Continuous
- Scroli Non-Continuous
- Scroll Continuous
- Objects Non-Continuous



INTRODUCTION

The purpose of this manual is to help the operator become familiar with the proper
operation and care of the XL 3000 (Computer Quilting Machine) in order to maximize
efficiency with minimum effort.

- This manual contains operation and service instructions for Computer
-.Quilting Machine (XL.3000) and accessories manufactured by ABM International Inc.,
Niles, IL., US.A '
~ 'This manual will provide the necessary information required for a proper
understanding of the capabilities of the machine. '

Increased production is a result of the ABM Computer Quilting Machine (XL
3000) used in conjunction with the ABM Frame Changing Table (DL-7847).
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SYSTEM OVERVIEW

One person can operate the XL 3000 Computer Quilting Machine. While the
machine is quilting, the operator fills the next frame with the new goods to be quilted.
When the quilting cycle is completed, the machine stops automatically and the frame lock
is released. The completed frame may then be pulled past the needle onto the frame
support brackets located on Automatic frame changing table until the actuating button is
depressed to engage the frame changing mechanism of the automatic table. Operator

~removes the finished frame from the machine and then positions the next frame into
‘quilting position. The new frame is pulled past the needle, and with the touch of the
"Start" button, the machine commences its operational cycle anew.

Three-axis full servo control automatically adjusts speed of the product movement
with the speed of the sewing head to assure exact stitches per inch throughout. The
machine always operates at the highest speeds possible consistent with good quality. It
automatically runs faster on straightways, and slows down to appropriate levels at curves.
The multi-function digital encoder controls needle positioning and thread trimming.

In the event the sewing thread should break, thread sensor immediately causes the
machine to stop. A touch of a button brings the machine to the rethreading position, and
touching another button sends the machine back to restart quilting where it left off.
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Upon receipt, the crates should be inspected for evidence of damage enroute. In
the event that there is such evidence of damage, notify the carrier immediately and also
notify

ABM International, Inc
7847 Caldwell Ave.
Niles, 1L, 60714

Phone # (708)-581-0011
Fax# (708)- 581- 0029

Remove bonding straps and make sure to retain all hardware from the crates.
Remove all protective wrapping and wadding, ensuring no part of the equipment is
discarded. Uncrate the machine, removing all cartons, XL bridge, two X rails with stand,
two Y rails, front & rear drive Shafis, front & rear drive shaft covers, and frame stop
cylinder.

Optimum Quality and Performance are assured on XL 3000 Quilting Machine and
their accessories. Each machine is subjected to rigorous inspection and tested under
operating conditions, prior to shipment.

Caution: This machine 1s precision built, and is accurately adjusted prior to

shipment. Uncrate the machine with care. Check the contents of the crates with the
packing list. In case of shortage, notify ABM International immediately.
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LOCATION OF THE QUILTING MACHINE:

The location of the machine may be chosen to suit the individual
requirements of a given production operation. The light weight construction makes it
suited to either concrete or wooden flooring . First, the XL.3000 bridge is positioned in
the desired location on the floor, allowing 12 feet of space at the back of the machine and
12 feet of space in front. The factory electrical supply must be run to the RIGHT

. endstand of the bridge. -All measurements are to be taken from the center line of the
- bridge. Left/Right reference is made looking at the front of the bridge (side on which
X1.3000 appears).
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ASSEMBLY AND INSTALLATION:

A) Set the bridge in desired location.

B.) Asshown in figure 1, place X rails and stands in position.

C.) Slide shaft into the bridge as shown on figure 1.

D.) Move X-rail slide as far left as you can to time the rail.

E.) Follow the same procedure for Front and Center rails.

F.) Move rear rail at least 16" past the shaft following the same procedure as front and
center.

G.) Tighten the rear, front and center rail screws.

H.) As shown in figure 1, set Y rails on top of X rails.

1.) Distance from the inside of unistrut (P5000), located on rear stand, to the back of the
XL bridge should be 107 5/8". This distance must be the same at rear left and rear right.
1)) Tighten down Y rails using 1/2" x 13" x 1-1/2" supplied screws.

K.) Move frame pusher (holding Nyltrac) as far back as possible.

L.) The rear of the frame pusher to center of the square shaft which slides inside the "Y"
rail should be the same distance on the rear right as it is on rear left.

M.) Tighten screws in Y rail to_time the pusher located under cutout on aluminum angle
iron cover.

N.) Place right Y rail as far right as the chain within the Aluminum Unistrut on X rail will
allow.

0.) Distance from the center of the shaft to the Y rail must be the same for front and back
side for correct alignment.

P.) Factory power line must be connected to the box on the Right Rear of the XI.3000
Bridge Assembly.(See photo) The machine is normally wired for 220 volt, single phase,
60 cycle AC unless otherwise specified. (All swithes must be in the OFF position.)

Q.) The air hose from the compressor (required air pressure: 90 PSI) must be attached to
the air filter located on the Rear of the Right Endstand.

R.) Electronic circuit board must be checked for loose connections.
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AUTOMATIC FRAME CHANGING TABLE

Automatic frame changing table is pre-assembled.
A)  Asshownin figures 1,2 &3, connect Red, Orange and White tubes to appropriate
connectors of the left end stand of XL 3000. Connect Ground cable from Automatic
frame changing table to any metal surface of X1.3000. Wire and these three hoses are
banded in spiral wrap in a group of four.

B.)  Now take group of two hoses banded in spiral wrap and connect Orange hose to
the top of the frame stop cylinder and connect Red hose to the bottom of this cylinder.
See Fig. 1 and 3. '

Red tube

Left End Stand Frame stop

(Front of XL 3000)
Orange Tube

Main Air Table activator
White tube

Connection of the Automatic Frame Table Tubes
Fig. 2
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BOBBIN USAGE COUNTER: As pre-set, bright LED Flashes when the machine
needs to have its bobbin changed. The number of product designs per bobbin, can be
programmed into a disk with the XL 3000 computer keyboard. This number is stored
with the patterns on its disk and automatically reloaded each time the pattern is chosen to
be re-run. See Fig. 1

ELECTRONIC CONTROL CONSOLE :

It is user friendly with a large display screen explaining what's happening and
giving necessary instruction. All regular operator functions use "hot" keys which
immediately activates the desired function without the need for reading menus and
entering data. See Fig. 1
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This section contains the general operating instructions for {X1.3000) Computer
Quilting Machine equipped with an SL 7847 Automatic Table. These instructions should
be followed explicitly to obtain optimum results from this equipment. Before operating
the machine, recheck to ensure that all of the preliminary starting procedures have been
satisfactorily completed. The proper use of the XI. 3000 Quilter, in conjunction with the
Automatic Table, results in increased productivity, better product quality and economy of
operation.

The following is the sequence of procedures for pre-production operation.
A)  Place a full spool of ABM ULTRALUX thread on the thread stand on the top of
the X1.-3000 bridge. (See Fig. 4) Make sure that thread sensor is mounted on larger shaft
on thread stand.

B.)  Place an ABM ULTRALUX full bobbin in the bobbin case.

C.)  Turn the needle down while holding the top thread and pick up the bottom thread.
D.)  Thread sensors immediately cause the machine to stop if thread breaks. Touching
Home key brings the machine to rethreading position, and touching Re-Start sends the

machine back to quilting position where 1t left off.

E)  Place frame on the Automatic Frame Changing table and clamp the material in
place.

F.)  Pull the frame onto the carrier of the Quilting Machine.

G.)  Leading edge of frame has to be a minimum of 6" away from the needle before
starting quilting machine.
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OPERATING INSTRUCTIONS

A)  Insert3 1/2" supplied disk into the floppy drive, located on the right Endstand.
(See Fig. 4) Disk contains ABM.BOT and ABM.SYS file. (Explanation of these files is
explained later in this manual).

B.))  Turn On Main Power switch. (See fig. 4)

C)  Wait until system boots up. Check all parameters for system configuration.(See
section listing system parameters shown later in this manual)

D.)  After positioning the frame into the frame lock bracket, lock the frame to the Y. rail
by depressing the Frame Lock key on the keyboard display. ( See fig. 1 & 5)

E)  Now, select the pattern mode:
1.) Press Operator Function key on the keyboard. (See Fig. 5 & 6)

2.) To bring up patterns, now press No. 2 button at top of keyboard. (See Fig.
5&6)

F) To activate X Servo motor { Side to Side motion) and Y Servo motor (Front to
“back motion) turn on Servo Power switch. This one switch activates both servos
simultaneously.

G.)  To Power-Up Sewing machine, press Sewing Power key. (See Fig. 4)

H)  Operator sets Home position (0,0) point based on the original design.

1) For testing, hit the Start button. Run the machine WITHOUT the needle in the
sewing head, but with material in frames, for at least ten (10) minutes prior to actually
starting production operations. At this point, any minor adjustments of alignment and/or
machine function can be made.

J) While the machine is quilting, the operator should clamp the next product into the
second frame on the table. The operator will finish clamping in approximately the same
time as the machine quilting cycle.

K.)  When the machine completes the quilting cycle it will stop automatically. The
needle will be raised to its highest position by a High Speed Needle Positioner system
which assures that the needle is always in the "UP" position, when not sewing. This
prevents any damage to the material or the needle bar. Posi-Tron thread cutting assures
that both top and bottom threads are trimmed accurately whenever the sewing head stops
and the product moves and at the end of quilting. The thermal feature assures certain
trimming for all types of thread.
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L) Intheevent that thread breakage should occur during the quilting cycle, an sclid
state thread sensing device stops the machine automatically.

M.)  To Start continuous production, press the START button again on the keyboard,
to operate the Automatic Frame Changing Table and the X1.3000 (Quilting machine).
Tacking occurs at all Start and Stop points for higher quality sewing, and to prevent
thread pull back. - Operator lifts the completed frame from the carrier and back onto the
‘Table and then pushes the next frame onto the carrier.. When the new frame has stopped
moving, the operator will then pull it under the needle of the sewhead. . Automatic

_ Pressure Foot lifter raises the pressure foot to its highest position to allow easy access

_ from the frames while protecting the needle, needle bar and pressure cup from inadvertant
damage.

N.)  To interrupt operation for any reason, press emergency stop button on the
keyoard.

Note: Regardless of operating speed determined by types of materials being used, the built

in forced-air cooling system assures that the needle will be kept cool at all times. This .
allows higher speed quilting with a greater choice of threads.
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1000
600
480
200

SYSTEM PARAMETERS.

[PM( INCHES PER MINUTE)
IPM
IPM
PM

1000 (100%)

15
15
15
15
15
30
150

TO CHANGE SYSTEM PARAMETERS:

IPSS( INCHES/SECOND/SEC)
IPSS

IPSS

IPSS

RPSS

DEGREES

RADIAN/SECOND

DEGREES
REV./MIN
REV./MIN
MILLISECOND
MILLISECOND
MILLISECOND
(.001 INCHES)
(.001 INCHES)
REV./PULSE
PATTERNS
ENABLED
ENABLED

-SELECT TECHNICIAN
-SELECT 3 FOR PARAM
-SELECT 1 FOR SYSTEM

ESC - ACCEPTS PARAMETERS

RAPID TRAVEL
DEFAULT SPEED
CONSTANT SPEED
THREAD BREAK SPEED
SCALE

CORNER ACCEL
CORNER DECEL
CONTOUR ACCEL
CONTOUR DECEL

SEW RAMP

CURVE ANGLE APPROACH
QUALITY

STITCHES PER INCH
NEEDLE UP POSITION
IDLE SPEED

NEEDLE POSITION SPEED
SEW ON DELAY

SEW OFF DELAY
THREAD TRIM DELAY
BACKTACK

FRAME LOCK DIST
INJECTOR RATE
BOBBIN

BACK TACK

THREAD TRIM
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