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Principle of Operation
When used with the diamond cutter, the Edge Finisher is used to put a flat, clear
finish on the edge of a saw-cut plastic workpiece. The workpiece is placed, cut edge
down, into a belt feed drive, which firmly grips it and moves it over a cutter mounted on a precision spindle. The spindle rotates at 18,000 revolutions per minute. The
cutter has two diamond cutter inserts which provide the cut and polished finish to
the workpiece edge. When the workpiece exits the belt feed drive, the edge is flat,
with a clarity equal to the surfaces of the piece.
When used with the optional carbide cutter, the Edge Finisher provides a frosted
finish on a saw-cut plastic workpiece. The carbide cutter must also be used when
edge finishing a plastic piece with a laminated aluminum backing. The diamond
cutter should not be used for this purpose.
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General Safety Instructions
Before installing, adjusting or operating this machine, be sure to
read all of the instructions carefully and completely! 					

• Follow all local electrical and safety codes.
• Always disconnect power before working on or near a motor or its connected load. If the
power disconnect point is out of sight, lock it in the open position and tag to prevent
unexpected application of power.
• Be careful when touching the exterior of an operating motor as it may be hot enough to be
painful or cause injury. With modern motors, this condition is normal if operated at rated
load and voltage. Modern motors are built to operate at higher temperatures.
• Make certain that the power source conforms to the requirements of
your equipment.
• When cleaning electrical or electronic equipment, always use an approved
non-flammable cleaning agent.
• Do not attempt to operate this machine without guards and appropriate personal 			
safety equipment.
• As with any high speed machine, safety is a foremost requirement. Never put hands between
belts when machine is running. A safety interlock will disconnect cutter motor when the Belt
Drive Guard is opened for cutter examination or replacement.

•
•
•
•

Keep guards in place.
Remove adjusting keys and wrenches.
Keep work area clear.
Never put loose pieces of material over cutter when running.
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EF-200 Specifications and Electrical Requirements
Cutter Drive Motor:

0.7 HP (0.52 KW), 220V/3-phase.
Input is 300 Hz from an inverter 					
drive, 18,000 RPM output. Speed is not adjustable.

Cutters:

1) Diamond Cutter – furnished with machine.
Two tooth inserts: PCD and Natural Diamond
2) Carbide Cutter – by separate order.
Four carbide teeth

Belt Drive Motor:

1/20 HP (40W) motor input is 0-90VDC from
electrical controller. Belt speed is adjustable from
0 to approximately 10 feet (3 meters) per minute.

Electrical Supply:

Dedicated, 220VAC, 1-Phase, 50/60Hz, 15
Amperes, Circuit Breaker or Fuse protection,

All bearings and belt drive motor gear head are permanently lubricated.
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Operating Safety Warnings and Precautions

Keep hands, hair, and clothing clear of the rotating
blade cutter tool. Do not insert hands in moving feed belt.

Do not wear loose clothing or jewelry.
Keep long hair covered or tied back.

When operating, this machine produces sound levels
which may cause permanent hearing damage within 10
feet (3 meters) of the machine. Always wear approved
ear protection when the machine is running.

Do not insert hands into feed belt mechanism when
machine is running, or when it is in start condition.
When replacing or adjusting the feed drive belt,
make sure that the main disconnect is off.
		
Mechanical and electrical trouble shooting and
maintenance are to be performed only by qualified
personnel. Before opening the electrical cabinet or
the main access door, the main disconnect switch
must be off and locked out.
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Vacuum Requirements
Quality of finish is one of the primary reasons behind the use of a vacuum system.
If chips are not removed from the cutting area, the workpiece is prone to defects, such
as drag marks across the surface of the material. Also, plastic debris may build-up on the
diamond’s cutting edge, which can lead to a reduction in “edge life” (the length of time
the blade maintains a sharp cutting edge). Keeping the top plate and surrounding area
free of chips maintains a clean surface to locate the workpiece. A functional vacuum
system is also desirable in terms of an orderly, clean, and safe working environment.
A system to remove cut plastic debris from the cutting area and surface of the machine
has been developed. The Edge Finisher is designed to allow for an easy set-up of a
vacuum system. There is a vacuum port located in the top plate of the machine, which
allows for chip removal from the cutting area. The top plate vacuum port is connected
to a vacuum exit port on the side of the machine. The exit port is provided for attachment of an exterior vacuum source, such as a shop vac. Most commercially available
shop vacs are suitable for use with the Edge Finisher.
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EF-200 Installation Instructions
1. Obtain suitable location allowing space for the operator and sufficient clearance to
handle larger pieces on both inlet and outlet. Unpack the machine carefully and remove 		
it from its box. Set the machine on a rigid table. The machine comes supplied with set of
tools including a T-handle wrench, 9/16″ combination wrench, 17mm open end wrench and
dial indicator assembly.
2. Level the machine by adjusting the mounting pads. Insure that all four pads are in
similar contact so that the machine cannot rock. (See Fig. 1.)
A. Extend leveling bolts just enough to level machine.
B. Tighten jam nut against housing. (Please see Fig. 1 below)
IMPORTANT: Maximum adjustment 1/2″ (12.7mm). DO NOT EXCEED THIS AMOUNT.

Fig. 1

3. Attach the in-feed and out-feed rails to the top of the aluminum table top. The hole 		
pattern of the in-feed rail is slightly different from the hole pattern on the out-feed 		
rail so that they cannot be confused.
Attach the vertical leg supports to the ends of the in-feed and out-feed rails. Using a 		
straight edge, adjust the rubber machine mounts on the bottoms of the vertical rail 		
supports make sure that each rail is absolutely flat. Note: The out-feed rail is .015″ 		
(0.38 mm) higher than the in-feed rail, to compensate for the material removed from 		
the workpiece by the cutter.
4. Attach a suitable shop vac or dust collection system to the dust collection fitting on the 		
right side of the machine. It is important that you use a dust collector with the EF-200 		
machine. If chips are not removed, they can wipe back on the plastic causing an
improper polishing action.
5. Install the cutter on the spindle. See Cutter Height Adjustment Instructions on page 10.
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EF-200 Operating Instructions
1. Plug the female plug of the power cord provided with the machine into the power 		
receptacle on the back of the enclosure. Connect the male plug to a 220V single phase, 		
15 amp 50/60 Hz AC receptacle.
2. Turn the MAIN POWER switch to ON.
3. Pull out the operating knob of the E-STOP switch. The E-STOP is left in that position 		
from that point on, until it is used for an emergency stop.

Caution: The E-STOP should not be used for normal stopping. REPEATED
USE OF THE E-STOP FOR STOPPING CAN CAUSE DETERIORATION
OF THE SPINDLE MOTOR INVERTER DRIVE.
Use the red STOP/RESET Button for normal stopping.
4. Press the green START button. The spindle motor should accelerate to top speed.
5. Press the FEED rocker switch to the ON position. When the spindle is up to speed, feed
belts should start moving. Turn the FEED SPEED knob to adjust the feed belt speed. To
protect the cutter from being damaged, the feed belts will not operate until the spindle is
at full speed.
A speed setting of 40 on the dial is usually suitable for most acrylic materials. For other 		
materials, and when a carbide tooth cutter is used in place of the diamond cutter, differ-		
ent settings may be required.
6. There is no material thickness adjustment on the EF-200 machine.The feed assembly is
designed to accept materials up to 3/4″ (20mm) maximum. Any material thickness 		
over 3/4″ (20mm) can damage the drive mechanism.
7. Standing at the door side of the machine, feed material from left to right.
NOTE: Apply downward pressure on the parts being fed until the feed belts take hold,
but never apply pressure on the parts being machined while they are over the cutter.
8. Check the part when it comes out of the feed belts before running production.
9. EMERGENCY STOP: If an emergency stop is required, pushing in the E-Stop opera-		
tor knob will bring the cutter and belt drives to a rapid stop, and remove all AC power 		
to the drives. After the cause for the E-Stop is cleared, pull out the E-Stop operating 		
knob, and reset the start circuit by fully pressing in the red STOP/RESET BUTTON once.
10. To stop the machine, press the red STOP/RESET BUTTON.
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For Best Results
1. Keep cutter sharp. Never touch the diamond inserts with any object including your 		
fingers and the cutter height gauge. Clean the diamond inserts occasionally with a Q-tip
		dipped in denatured alcohol. If you run with the paper masking or plastic protective coat on
the plastic, this cleaning will be required much more often.
2. Be sure cutter is set at correct height. See page 10 Cutter Height Adjustment Instructions.
A cutter set too high can cause the workpiece to upset or shift during the cutting operation.
A cutter set too low can cause the material to strike the outfeed rail and create a step near the
front of the work piece.
3. Adjust speed of belts for optimum cut. Generally the thicker the plastic, the slower the 		
feed speed. If the feed speed is too high, it can cause the edge of the work piece to
be chipped.
4. To prepare parts for edge finishing, be sure the initial cut (table or panel saw) is even 		
and straight. This will ensure that the finish cut through the Edge Finisher machine will 		
clean up the workpiece evenly in one pass.
					
5. When running a stack of material through the Edge Finisher, be sure the individual
pieces in the stack are firmly in contact with the rail. This will help to ensure all 			
pieces will clean up completely. Also, check to be sure that frayed edge of paper
masking doesn’t prevent any of the workpieces from having clean contact with the 		
rail. Keeping the rail clear of cut plastic debris can similarly prevent uneven
contact between workpiece and rail.
Note: When the material you are running has paper masking, the cutter wipes the
adhesive over the edge being polished. Before inspecting the edge, be sure to wipe off
the edge carefully to remove the streaks of adhesive.
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Diamond Cutter Height Adjustment
This machine is equipped with a high precision adjustable spindle. Proper care and
use will assure many years of service.

Caution: Be sure the Main Power Disconnect Switch is in the “OFF”
position before proceeding.
Open the upper feed assembly arms. The Front Arm will open by loosening the hold
down bolt. Remove the flat head bolt to open the rear arm. Before installing the diamond
cutter, check that the face of the cutter is marked .200″. Fasten the new cutter to the 		
motor spindle with one 10-32 x 3/4″ screw and flat washer, supplied.
Place the dial indicator on the outfeed rail of the machine so that the indicator stem 		
rests on the outfeed rail. The reading on the indicator will be zero. (If necessary, turn
the outer ring of the indicator to set the dial to zero.) (Please see Fig. 2)

Figure 2 Indicator on
Outfeed Rail
Move the dial indicator to the side of the diamond cutter nearest the outfeed rail, 		
making sure that the stem of the indicator is on the body of the cutter.
Never touch the diamond tips of the cutter. The reading on the indicator
should read minus .202″–.203″ (two to three graduations past “0”)
(Metric = 5.13 – 5.16mm, 13 to 16 graduations past “0”) See Fig. 3.

Figure 3 Indicator on
Diamond
Cutter
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Diamond Cutter Height Adjustment
Be sure that when you move the stem of the indicator down to the cutter body, the dial
goes around counterclockwise two full turns from zero, and then continues until it reads
minus .002″–.003″ past “0”. ( Metric = 5 full turns from “0” and then continues
until it reads minus 0.13 – 0.16mm past “0”.) This setting insures that enough material is
removed so that the workpiece does not bump the outfeed rail, which causes a poor finish.
The aim is to remove sufficient material to avoid bumping, and to leave a gap no greater
than 0.002″ (0.050mm) between the workpiece and the outfeed rail.
To change the height of the cutter in relation to the rails, the motor spindle is adjustable
vertically. To do this, loosen the two 3/8″ hex head screws located on the back of the
motor mount just enough to permit the motor to slide on the mount. Then turn the
adjustment knob, located at the bottom of the motor mount either clockwise or counterclockwise until the indicator reads minus .002″–.003″ (two to three graduations past zero)
(Metric = 5.13 – 5.16mm, 13 to 16 graduations past “0”). Tighten the two 3/8″ hex
head screws, and re-check the reading.

Carbide Cutter Height Adjustment
When setting up height for carbide cutters, the indicator tip can be placed directly on one of the tips of the carbide point.
The dial should have a reading of minus
.002″–.003″ (two to three graduations past
zero). (Metric = 5.13 – 5.16mm, 13 to 16
graduations past “0”). See Fig. 4.

Figure 4

Caution: When mounting or dismounting a Diamond Cutter on the spindle, be

careful to avoid touching the teeth of the cutter with ANYTHING — tools, fingers,
pieces of plastic, brushes, or cleaning cloth. The diamond inserts are very hard, but
are also brittle, and sharpened to microscopically fine edges, which can
easily chip.
When removing a cutter from the spindle, use the 17mm open end spindle wrench provided to hold the spindle steady as you loosen the hold down screw in the center of the
cutter body. Once the center screw is removed, insert the end of the 5/32″ T-wrench into
the pilot hole in the side of the cutter body. While holding the T-wrench in the pilot hole
and resting it against the infeed rail, turn the spindle clockwise with the wrench to remove
the cutter from the spindle taper.
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Troubleshooting Guide
Caution: All troubleshooting hints in Red are to be performed only by
qualified technicians.
Problem
Solution
Machine is
plugged in and
220 vac power
is on, but the
machine
won’t start.

1. Check that the Main Power Disconnect Switch is on.
2. Check that the pivoting feed belt assembly is in the closed position with
the locking 3/8″ hex head screw tightened.
3. Check that the red emergency stop button is pulled out.
4. Press and release the red stop/reset button.
5. Check that the front door is properly latched and tightened.
6. If steps above do not solve the problem, turn off the Main Power Switch
and disconnect the machine from AC power. Check all of the internal
electrical connections for tightness, and retighten as required. Check the
contacts in the contact blocks on the Start, Stop, and Emergency Stop buttons. Make sure they are clean and are making good contact. Replace worn
contact blocks. Check the Cutter Motor and the Belt Drive Motor for open
or shorted windings. Check fuses F1 to F4 in the electrical panel.
Replace as required.

The machine
stops while
parts are being
processed.

7. Make sure the power cord has not been pulled loose, at the machine
or at the wall outlet. Make sure the Emergency Stop button was not
accidentally pushed in.
8. Check that the belt feed locking 3/8″ hex head screw or the front door
lock have not loosened or opened and activated safety switches.
9. Check the fuses in the control panel, F1 to F4. If either F1 or F2 is open,
replace it with a good fuse, leave the FEED Switch in the OFF position,
and start the machine. If the cutter motor runs, there is a problem in the
belt feed drive controller. It was either overloaded by attempting to run a
too thick or too heavy workpiece, or there is a short in the controller board,
PCB1, and it will have to be replaced.
10. If fuses F1 & F2 are good, and the belt drive does not run, check fuses
F3 and F4. If either one is open, there is a short circuit in the Inverter Drive,
or in Relay RY1.
11. If F1 and F2 are good and the spindle motor does not run, push and
release the Stop/Reset button. Push the start button. If the spindle motor
does not run, the Inverter Drive is probably defective.
12. Follow the directions in Step 6, above.
13. There is an LED Monitor display on the front of the Inverter Drive
which shows trouble report codes. To read the display, open the access door
on the front of the enclosure. The drive is mounted on the sidewall to your
right. If there is no alarm code on the display, check the AC power voltage.
Display normally shows 300.
The voltage should not be higher than 240 volts or lower than 208 volts.
If there is an alarm code write it down, and contact the factory Service
Department.
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Troubleshooting Guide continued

Problem

Solution

When running a
part through the
machine,
only part of
the edge gets
finished, some
is untouched.

1. The saw cut may have been too rough, and a second pass is
required. Using a carpenter square, make sure that the saw cut is
straight and square to the surface of the material.

When running
a stack of
thin pieces
(maximum
thickness 3/4″
or 20mm)
through the
machine, some
edges come out
finished, but
some are
untouched.
When running
pieces through
the machine
they upset after
contacting the
cutter.

When running
pieces through
the machine,
they upset after
contacting the
outfeed rail.

2. Check to make sure that the cutter height is correctly set
(review the Diamond Cutter Height Adjustment section).

1. Check to make sure that the infeed rail is clean and free
of chips.
2. Before feeding the stack into the feed belts, make sure all the
pieces are firmly down on the infeed rail.
3. Sometimes the frayed edges of the masking paper get under the
plastic and keep it from getting firmly down on the rail.

1. Cutter is set too high. Reset cutter height correctly
(per pages 10 and 11).
2. Check that feed speed setting is not set too high for
material you are running.

1. Cutter height is set too low. Reset cutter height correctly
(per pages page 10 and 11).
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EF-200 Replacement of Feed Belts
1. Turn off Main Power Disconnect Switch.
2. Remove Belt Guard Covers by removing the four button-head socket cap screws.
3. Loosen the 3/8″ hex head screw which fastens the moveable belt arm.
4. Remove the 1/4″ flat head cap screw that fastens the other moveable belt arm.
5. Place a cover over the cutter hole to protect the cutter diamonds from damage by a 		
dropped tool. A bunched-up lint-free rag will do.
6. Loosen the 1/4 - 20 socket cap screw on the idler pulley. Slide the idler pulley to loosen 		
the belt. Remove the belt.
7. Clean the Drive and Idler pulley grooves.
8. Place the new belt on the pulleys, taking care that the belt teeth are meshed fully
with the pulley grooves.
9. Slide the Idler Pulley to the end of the groove. Hold the Idler Pulley in place to keep tension
on the belt while tightening the 1/4 - 20 socket screw to lock the pulley in position.
10. Replace Belt Guard Cover.
11. Remove the temporary protective cover from the cutter hole.
12. Replace the 1/4″ flat head socket cap screw and tighten 3/8″ hex head screw with 			
heads in proper position.
13. Repeat the replacement procedure for the belt on the fixed feed arm.

14

Spindle
On/Off

Main Power
Disconnect
Switch

Components
Infeed
Rail
Feed
Belt
Speed
Control
Rail
Support
Leg

Feed
Belt
On/Off
Switch

Jam Nut

EF-200 Electrical
Panel Interior
Start
Switch

Relay

F3, F4
Fuse

F1, F2
Fuse

Stop/
Reset
Switch

Feed
Belt
Speed Control
Potentiometer

Feed
Belt
On/Off
Switch

Panel
Ground

Feed Belt DC
Speed Controller
Door
Ground
Power Inlet
Receptacle

15

Main Power
Disconnect
Switch

EF-200 Feed Belt Assembly - Open
1/4 Button
Head Cap
Screw

Drvie
Pulley

Idler
Pulley

Outfeed Rail

Belt
Guard
Cover
(2)

Diamond
Tool

Belt
(2)
1/4 Flat Head
Socket Cap
Screw

Vacuum
Port

3/8 Hex Head
Screw

5/32 T-Handle
Wrench

Infeed Rail

Door
Latch

17mm
Wrench
Flats
Feed
Motor

Gear
Box

3/8
Hex Head
Screws
Display
Adjustable
Motor
Mount

Inverter
Drive

Door
Safety
Switch
Cutter
Spindle
Height
Motor
Adjustment
Knob

16

Vacuum Port
Connection Tube

EF-200 Wiring Diagram
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Care and Handling of Diamond Cutter
The Diamond Cutter for the Edge Finisher machine is made with polycrystalline (man-made)
and monocrystalline (natural) diamonds. These are two of the hardest substances known. But
diamonds, when sharpened to the fine edges used in cutting tools, are also very brittle. When
used correctly and handled with care, they have a long and productive life. 		
Here are some suggestions to help you get the most out of your Diamond Cutter:
1. Packing and Storage
The Cutter is shipped packed in protective plastic packaging. Each Cutter is protected by a
piece of solidified dipping solution. These pieces should be retained and stored in the ship
ping box while the Cutter is in use. Whenever the Cutter is removed from the machine, replace
the hardened dipping solution over the Cutter and store the Cutter in its protective packaging.
2. Handling
When handling the Cutter, treat it as if it were made of glass. Do not touch the diamonds with
anything (except as described below under Cleaning). Never put the Cutter face down so that
the diamonds are in contact with any surface, as this could damage the diamonds.
3. Cleaning
When running acrylic with paper masking on the Edge Finisher machine, there may be some
build up of adhesive from the masking paper on the diamonds of the cutter. To clean this off,
dip a Q-tip (or other cotton swab) in denatured alcohol and gently rub it over the diamonds.
This will clean off the adhesive.
4. Sharpening (return to factory)
Keeping the Diamonds sharp will give the best quality finish and, at the same time, extend
the Cutter life, while yielding in the lowest overall Cutter cost. We recommend at least one
spare Diamond Cutter, so that production can be continued, while a Cutter is being sharpened.
Carefully check the workpiece as it comes out of the machine. When the surface is no longer
perfectly clear, it is time to change the Cutter and send the used Cutter to Edge Finisher Com
pany for sharpening. Please re-pack into the plastic Cutter box with the cutter tips facing
upwards. Cover the cutter tips with the hardened solidified protective material. Please note the
serial number on the cutter and replace in the box with the matching serial number. Also,
please note the Cutter serial number on all correspondence.
If you continue to run a Diamond Cutter that shows signs of getting dull, there will be
increasing damage to the diamonds and they may have to be replaced at considerably
higher cost.
If you have any questions about the care and handling of the Diamond Cutters contact
the factory:
Tel.: 203-792-8622 or 800-272-2885 Fax.: 203-730-4524 Email: info.efc@blackstoneind.com
Web: www.edgefinisher.net		
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EF-200 Replacement Parts List
EF12201

Belts, Timing (Feed) (2)

EF23638

Fuse, 5A (OTM5) (F1, F2) (2)

EF23646

Fuse, 1A (5x20MM, Quick Blow) (F3, F4) (2)

EF23652

Relay (RY1) (1)

EF22509

Bearing, Sleeve, Oilite 3/4″ id x 7/8″ od x 1/2″ long (5)

EF12567

Spring, Tension (4)

EF73101A Diamond Cutter Head

EF79171

Optional Carbide Cutter, 4 Tooth

EF73103A Optional Carbide Cutter Body with screws

Cordset Options
CP23689

Cordset, Detachable, North American

CP10834

Cordset, Detachable, United Kingdom, CP Option 21

CP10835

Cordset, Detachable, Continental Europe, CP Option 22

CP10836

Cordset, Detachable, Australian, CP Option 26
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Limited Warranty
Product Warranty Information (as amended, 1 July 2000)
Edge Finisher Company will repair or replace, at our discretion, any Edge Finisher
machine or part thereof that is defective in materials or workmanship for a period of
three years forward from purchase date. This warranty is inclusive of parts, labor and if
necessary, upon our determination, transportation costs to and from our factory.
Drive belts, and tooling are excluded and not covered under this warranty. Use of
the machinery other than described in the related operations manuals, alterations to, or
repair work performed by persons other than authorized Edge Finisher Company
technicians or subcontractors will render this warranty void.
Edge Finisher Company assumes no responsibility or liability for machinery damaged
due to circumstances beyond our control, inclusive of but not limited to fire, theft,
flood, electrical power surge, natural disasters, or other act of God.
This warranty covers only the original purchaser of the product. Some states do not
allow limitations on how long an implied warranty lasts or the exclusion or limitation
of incidental or consequential damages so the above limitations may not apply in all
instances. This warranty gives you specific legal rights, and you may have other
legal rights that vary from state to state.
For additional information contact:
Edge Finisher Company
16 Stony Hill Road
Bethel, CT USA 06801
Tel.: 203-792-8622
Fax: 203-730-4524
Email: info.efc@blackstoneind.com

NC REV. 1/21/16
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