
 

 

 

 

 

 

 

 

 

 

INSTALLATION OF K-KONTROL 
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Removal of the Sliprings from the Packing Case 

 

Each packing case is marked with a number on the lid (e.g. 1, 2 ,3 or 4). This number refers 

to the arm it should be installed on. The sliprings are also stamped with a serial number, e.g. 

500, 501, 502, 503. These numbers should be used to identify the sliprings during 

installation and communication with 493K. 

 

 

The radio transmitters and receiver also relate to particular arms and the decal on top of 

each radio indicates which arm it is designated to. To avoid any confusion it is suggested 

that installation of Arm 1 should be completed before commencing with the other arms. The 

relevant parts for each arm are colour coded with markings on all related bags. E.g Arm 1 

may be colour coded with a RED sticker and all relevant bags for Arm 1 will be marked with 

a RED sticker.  

 

The top packing case will contain more items than the other cases; it will include all nuts, 

bolts and other items such as the radios: 

 

 

Remove the screws from around the outside of the lid (approx. 12 off)  

Remove any packing documentation for later reference. 

Retain all packaging materials for re-shipping. 



The sliprings are positioned in the case the correct way up. They are secured with two 

wooden cross pieces fixed through the sides of the case with screws. Remove these screws 

to allow the sliprings to be lifted out of the box. The sliprings are heavy, weighing up to 75kg 

each so care should be taken when removing them from the box to avoid any injury or 

damage. Use the lifting hooks supplied to remove the sliprings. Hook onto the sides of the 

slipring with the small protrusion (tang) catching behind the side water guard. 

 

 

 

 

Lifting Apparatus Attachment 

K-KONTROL 
Tang 

Water Guard  Lifting Hook Arrangement 



Setting Correct Orientation and Hole Alignment 

of the Sliprings to the Arm Plate 

 
 
In Figure 1 below the slipring is oriented so that the brush box is at the front of the arm. To 
faciliate mounting of the vertical universal brackets close to the head of the arm the ‘C’ 
brackets (shown in red in the drawing) can be used. 
 

 
Figure 1 

 
  



Figure 2 shows a close-up view of the C bracket (in red). Note that the C bracket should be 
tack welded to the head of the arm and the welded plate should be bolted to the vertical 
universal bracket. 
 

 
Figure 2 

Figure 3 below shows the difference components for the mounting of the universal brackets 
with the C-brackets 

 

 

Figure 3 

  



Figure 4 below shows the positioning of FOUR pairs of mounting bolts on the stationary 
plate (underside of K-KONTROL). The slipring should be oriented so that the mounting bolts 
can find an anchor on each of the faces of the machine head.  
 

 
Figure 4 

 



The universal brackets come in 2 configurations that allow for optimum positioning of the 

FOUR pairs of mounting bolts. 

There are 4 universal brackets with standard orientation peanut cut-outs and 4 universal 
brackets with 90° rotated peanut cut-outs. These cut-outs should allow the vertical universal 
bracket to rotate sufficiently to allow it to attach in parallel to the C bracket. 
 
There is also a universal bracket with an extended horizontal arm that can be used when the 
standard universal bracket is too short. 
 
 



Welding  of the Universal Bracket Assemblies to the Arm 

 

- Align the four universal brackets so that the welded blocks are parallel and 

touching the head.  

- Tack weld each welded block to the head of the machine.  

- Remove one of the universal brackets from its welded block. NOTE: remove only 

one universal bracket at a time to ensure stability and alignment of the slipring. 

- The welded block should now be welded on all 4 sides. If access to the welded 

block is restricted then 3 welded sides will suffice. 

- Once welding on one welded block is complete replace the universal bracket and 

secure. 

- Repeat these steps, removing one universal bracket, welding the block and 

replacing the bracket until all welded blocks are welded to the head. 

- Ensure all the universal bracket bolts and nuts are securely tightened with single 

nuts. Double-nuts can be fitted after the tasks in the section where ‘Spacing the 

Rotating and Stationary Plates during Installation’ are completed. 

 

 



Spacing the Rotating and Stationary Plates during Installation. 

Tools required: 5 x spacer tabs (supplied); 

  19mm spanner (supplied); 

  Rubber mallet; 

  Flat headed (8mm) screwdriver; 

Allen Key; 

4 x G-clamps. 

 

Other requirements:  best carried out with assistance e.g. one operative working at each side of 

   the K-KONTROL slipring. 

    

 

 

 

 

 

 

  



STEP 1. Removing Transport Screws 

 

Before commencing this operation it is essential that all universal brackets 
are fixed to the head. 
 
Remove the 4 TRANSPORT SCREWS (M6 stainless steel cap heads) located on 
the face of the stationary plate and spaced approximately 90 degrees apart. 
  



STEP 2. Testing Rotation of Plate 

 
Rotate plate and check for free movement, ensuring that there is no “metal 
on metal” scraping between the rotating and stationary plates. Any scraping 
would suggest that the two plates are not correctly positioned. Checks to be 
carried out: 

a) Are the rotating and stationary plates concentric? Concentricity is 
important to ensure that the side of the stationary plate does not rub 
against the outer guard of the rotating plate. 

b) Are the rotating and stationary plates parallel to each other? Minor 
angles between the plates may cause them to touch at only specific 
positions during rotation. 

c) Is there any deflection of the stationary plate caused by over 
tightening of the stationary plate to a fixed bracket improperly placed? 
If the brackets are mounted to the head of the arm and secured before 
being bolted to the stationary plate then distortion may occur. 

 

  



 

 

 

IF TESTING OF PLATE ROTATION AS IN STEP 2 FAILS THEN SPACING 

OF THE ROTATING AND STATIONARY PLATES SHOULD BE CARRIED 

OUT. 

 

USE THE FOLLOWING INSTRUCTIONS TO ASSIST 

 

  



STEP 3. Loose Placing of G-Clamps on K-KONTROL 

 
Loosely apply G-Clamps to the K-KONTROL as shown to prevent stationary 
plate from dropping when universal bracket bolts have been loosened. 
  



STEP 4. Loosen Bolts 

 
Loosen nuts and bolts on all brackets, which control the vertical movement 
only of the stationary plate. (Loose clamping of STEP 3 will prevent stationary 
plate from dropping.) 
  



STEP 5. Insert Spacer Tabs in Slots 

 

Insert the spacer tabs into the spacer slots located around the edge of the K-
KONTROL as shown in the photo. If the spacer tab does not fit into the slot 
then loosening of the G-Clamps may be necessary. If after loosening the 
clamps the slot is still not wide enough then insert a flat head 8mm 
screwdriver and prise open gentle. Ensure that the G-clamp is not restricting 
this movement. 
  



STEP 6. Clamping Rotating and Stationary Plates 

 
Hand tighten the G-Clamps so that the stationary plate and the rotating plate 
gently grip the spacers. 
  



STEP 7. Re-tighten Bolts 

 
Re-tighten the vertical movement nuts and bolts at the universal brackets 
just enough to prevent any movement of the stationary plate. 
  



STEP 8. Remove Spacer Tabs by Hand 

 
Remove the spacer tabs from each of the slots by hand. 
  



Avoid Overclamped Plates 

 
Spacer tabs should be removed with ease by hand. Pliers should not be 
necessary to remove the spacer tabs. If the spacer tabs cannot be removed 
by hand then it is likely that the plates are clamped together too tightly. In 
this situation STEP 3,4,5,6,7 should be repeated with special care taken to 
avoid over clamping. 
  



STEP 9. Tighten Nuts & Bolts Securely 

 
Ensure all nuts and bolts are securely tightened at the universal brackets. 
 

  



STEP 10. Testing Rotation of Plate 

 

Rotate plate and check for free movement, ensuring that there is no “metal 
on metal” scraping between the rotating and stationary plates. Any scraping 
would suggest that the two plates are not correctly positioned. Checks to be 
carried out: 

a) Are the rotating and stationary plates concentric? Concentricity is 
important to ensure that the side of the stationary plate does not rub 
against the outer guard of the rotating plate. 

b) Are the rotating and stationary plates parallel to each other? Minor 
angles between the plates may cause them to touch at only specific 
positions during rotation. 

c) Is there any deflection of the stationary plate caused by over 
tightening of the stationary plate to a fixed bracket improperly placed? 
If the brackets are mounted to the head of the arm and secured before 
being bolted to the stationary plate then distortion may occur. 

 
 



 

 

IF TESTING OF PLATE ROTATION AS IN STEP 10 FAILS THEN SPACING 

OF THE ROTATING AND STATIONARY PLATES SHOULD BE CARRIED 

OUT ONCE AGAIN. 

 

RETURN TO STEPS 3 TO 10. 

 



4a.OPERATION OF TRANSPORT BOLTS 

Older models of K-KONTROL used the spacing arrangement as described in Chapter 4, 

“Spacing the Rotating and Stationary Plates during Installation”. The newer method to 

mount the K-KONTROL uses “Transport Bolts” to secure the rotating plate to the stationary 

plate. These bolts ensure spacing is correct and remove the need for major manual 

adjustment. The transport bolts are needed when the unit is: 

A. Not attached to the rotomoulding machine; 

B. During initial stages of installation, before any rotation of plate or arm; 

C. When the slipring needs to be removed from the rotomoulding machine for 

maintenance. 

It is of CRITICAL importance that the arm or plate of the rotomoulding machine is not 

rotated when the transport bolts are engaged and the K Kontrol slipring is attached to the 

plate. 

Before Removing the Transport Bolts ensure the slipring is fully attached to both the 

rotomachine plate and the rotomachine head. Using the hex key and the spanner provided, 

begin by releasing both the top cap head screw and the hexagon location bolt. (See pictures 

1 and 2)  Grip may be tight caused by the security washers. 

Picture 1 

 Hex Key 

 

Security washer 

 

 

 

 Spanner 

  

Picture 2 

 

 

 

 



 

 

 

Once the screw and bolt become loose the spacing cylinder will be free. (See Pictures 3 and 4) 

Picture 3                                                                                                                                Picture 4 

 

 Spacing Cylinder 

  

 

 

 

 

 

 

 

It is Important to retain all the parts for future maintenance work 

(See Pictures 4, 5 and 6) 

Picture 4 Picture 5 Picture 6 

 

 

 

 

 

 

 

 

 



 

 

 

Repeat This Process on all 3 Transport Bolts. 

 

When dismantling the K-Kontrol  Slipring the plate should be slowly rotated to line up mounting 

holes. 

They are equally spaced so can be interchanged. 



Wiring the Through Arm Cable 

READ ALL INSTRUCTIONS BEFORE BEGINNING. 

 

  



1. Tools Required 

 
 

 The following materials are required: 
o Four pair (eight core) stainless steel braided Type K thermocouple cable (7m) 
o Four mini high temperature ceramic/high temperature plastic plugs 
o High temperature silicone 
o High temperature heat-shrink supplied (2 x 70mm long) 
o Glassfibre sheathing (4 x 120mm) or heat shrink (4 x 120mm ) 
o Tools: side cutters, scissors, sharp knife, terminal screwdriver, cloth rag. 
o A heat gun should be used to shrink the heat shrink. 

 
 

 



  

 

2. Pull the stainless steel braiding over the top of the cable and twist tightly. 

 
 

 

 

3. Slide a section of heat shrink to protect the end of the cable when being threaded through 
the protective pipe. 

 
 

  



 

4. Before installing the cable into the protective pipe ensure that the end of the cable is 
protected with heat shrink. 

 
 

 

5. Thread the through arm cable into the protective pipe work. 

 
 

 

 

  



 

6. Once the cable is threaded through the protective pipe remove the heat shrink and cut off 
the end of the stainless steel braiding with a pair of side cutters. 

 
 

 

7. Pull the stainless steel braiding back to expose 130mm of green and white cable and secure 
with a length of electrical insulating tape. 

 
 

 

  



 

8. Cut back green and white glassfibre sheath to reveal the white smooth PTFE lapped sheath. 
Be careful not to cut through to the core cabling. Do not use a slicing action to cut through the 
sheath; instead, the sheath can be scraped away with a sharp blade reducing the risk of 
damaged wires. 

 
 

 

9. Once the sheathing has been cut slide the green and white sheathing off the cable 

 
 

 

 



 

10. Unravel the PTFE wrap from the cable to reveal the FOUR pairs of coloured cables. Unwind 
the PTFE wrap to reveal eight wires (four pairs) and, only when unwound cut off neatly with a 
pair of scissors. 

 
 

11. Separate the pairs of coloured cables into their respective channels. See wiring instructions 
below (#18). 

 
 

  



 

 

12. Cut the glass fibre sheathing or heat shrink to a length of approximately 120mm.  Thread 
the sheathing (or heatshrink) over every pair of positive and negative wires as described in the 
wiring diagram below. Ensure that the glassfibre sheathing (or heatshrink) is long enough to 
reach the end of the wire.  

 
 

 

13. Ensure that the 70mm long heat shrink is threaded over the cable before the plugs are 
attached. 

 
 

  



 

14. Open each of the thermocouple plugs. 

 
 

15. Remove the grommet and loosen each of the terminal screws. Note when using the 4 x 
120mm glass fibre sheathing lengths the orange grommet is not necessary. 

 
 

  



16. Lay out each of the plugs on a flat surface. 

 
 

 

 

17. Unwind each of the pairs of wires to prepare for the stripping back of the coloured 
glassfibre on each wire. 

 
 

 

  



18. Wiring Instructions 

 
IMPORTANT the correct colour codes of each wire MUST be followed – wires cannot 

be interchanged between negative and positive polarity. 

 
End of Arm Thermocouple wires – colour code (REV 3.0) 
 

Channel 1 (to sliprings (inner rings)) 
-ve Yellow   Alternative: Purple White 
+ve  Yellow & Green  Alternative: Purple & Green 
Channel 2 (to sliprings (outer rings)) 
-ve White  

  +ve White & green,  
Channel 3 (Ambient Temperature pre-sliprings) 
-ve Red white,  
+ve Red & green,  
Channel 4 (Brush Box Slipring Temperature) 
-ve blue, white 
+ve blue & green,  

 
 

 
PLEASE NOTE THAT THE NEGATIVE WIRE CAN BE IDENTIFIED AS 

BEING MILDLY MAGNETIC 
 

 

 

 

 

  



 

19. Strip the insulation of each wire back by 5mm. Connect each wire to the correct +ve or –ve 
terminal of the connector. Ensure that there are no stray strands of wire shorting between the 
terminals and that the screw fixings have secured the wire in the correct tracks. NOTE if the 
wire is not set in the correct place the cover of the connector will not close correctly;  

 
 
 

20. Insert the glass fibre sheath into the plug and apply a 5mm (1/5”) bead of high 
temperature silicone to the terminals of the plug to prevent it from fraying. Do not use the 
orange grommet with the glass fibre sheath. 

 
  



20b. If using the 120mm heatshrink then the orange grommet can be used. 

 
 

21. Secure the lid to each plug and then number them according to the wiring colour code. 

 
21b. The alternative use of heat shrink is shown below. Use a heat source to shrink the tube. 

 
 

22. Once all plugs are wired then shrink the 70mm tubing at the junction of the stainless steel 
braid and the glass fibre sheath (or heat shrink) to make secure. 

 
 



 

 

 

AMBIENT PROBE PREPARATION 

(Side-Wall Probe Arrangement- older models have the probe exiting via the brush box lid)  

 

  

This probe measures oven and cooling 

bay air temperature. 

 

In this picture it is shown as being 

retracted for transport and installation 

purposes to avoid damage. 

  

 

Retracted Distance is Approximately 5mm  

 

 5mm (0.2inch) 

 (Mounting Brackets) 

Only after securing the mounting bracket 

should the probe be extended to its fill 

working length of 25mm (1inch) 

 

25mm (1 Inch) 

 

The probe should then be secured by 

tightening the compression nut. 
(Compression Nut) 

 



After Cutting of Through Arm Cable to Dismantle the Offset Arm: 

Fitting of Cable Junction Enclosure on the Cable of the Offset Arm. 

(to facilitate dismantling of arm) 

At an appropriate point along the wire cut wire and mount junction box (suggested position in red): 
 

 
 

Four high temperature plugs and sockets for ease of re-joining cut cable: 

 
 



 

Junction enclosure to mount plugs and sockets within.  
See below slot for cable access and arm mounting holes: 

 
 

Wire the plugs and sockets to the cable as shown below: 
(see also the separate instructions in the ‘Wiring the Through Arm Cable’ section for further details) 

 
  



 

Wiring Instructions: 

 
IMPORTANT the correct colour codes of each wire MUST be followed – wires cannot 

be interchanged between negative and positive polarity. 
End of Arm Thermocouple wires – colour code (REV 3.0) 

 
Channel 1 (to sliprings (inner rings)) 
-ve Yellow   Alternative: Purple White 
+ve  Yellow & Green  Alternative: Purple & Green 
Channel 2 (to sliprings (outer rings)) 
-ve White  

  +ve White & green,  
Channel 3 (Ambient Temperature pre-sliprings) 
-ve Red white,  
+ve Red & green,  
Channel 4 (Brush Box Slipring Temperature) 
-ve blue, white 
+ve blue & green,  

 

 
PLEASE NOTE THAT THE NEGATIVE WIRE CAN BE IDENTIFIED AS 

BEING MILDLY MAGNETIC 
 

Ensure that the ceramic wool is used to protect the plugs from heat and movement before securing 
lid. 

 
 



 

Replacement of Brushes on K-KONTROL x00 Series 
 

Firstly, note: 

 K-KONTROL is in a static location; 

 If commencing procedure after a moulding cycle be cautious of hot metal work; 

 If commencing procedure after a water spray cooling period, ensure that the surrounding 

area of the Brush Box is wiped clean and dry before opening the protective covers; 

 Appropriate tools are gathered before commencing procedure: 

o 4mm Allen key, 

o M2.5 spanner or socket screw driver, 

o Circlip pillars. 

To conduct the brush replacement follow the steps outlined: 
1. To remove the Brush Box lid unscrew the four M6 caphead stainless steel screws using 

4mm Allen key. 

 
 

2. Unplug the mating high temperature thermocouple sockets from the mounted high 

temperature plugs on the Brush Plate, 

 

3. With the Brush plate disconnected from the cable, remove the entire Brush Plate from 

within the Brush Box using the 4mm Allen Key.  

 

  

 



 

 

4. The high temperature thermocouple plugs are now removed from the brush plate as 

follows: 

 

a. Unscrew the M2.5 nuts that are securing the plugs to the mounting pillars on the 

brush plate; IMPORTANT: retain the nuts and washers for the new set of brushes 

about to be installed. 

  

5. Now remove the brush heads from within the brush holder as follows: 

a. Using the circlip pliers, remove the abutment circlips. 

 

b. With the circlips removed from the Brush Holder the brushes will become 

free and slide out of the holder. 

 

 



 

6. The Brush Plate is now ready for the new set of brushes to be installed; remove all 

packaging. The replacement brushes will have M2.5 screws with nuts and washers that 

have to be removed before fitting to the Brush Plate (The brush plate has M2.5 screws, 

nuts and washer in situ). 

 
 

7. Fit the high temperature plug over the existing pillars and secure with washer and nut; 

IMPORTANT do not over tighten nut as a high application of torque may cause the plug to 

crack. 

 
8. With the high temperature plug secured to the Brush Plate, the brush head can now be 

inserted into the correct hole within the brush holder.  



 

9. Working from the centre of the slipring the first brush to be fitted is the brush with the 

black sleeving.  It is fitted into the inner most hole (as in photo below) 

 
10. Insert the brush with the red (formerly white) sleeving into the 2nd hole as shown below: 

 
11. Now, mount the second high temperature plug in the same way as with the first plug; fit 

the plug to the M2.5 pillars on the Brush Plate and secure with washers and nuts; 

IMPORTANT do not over tighten nut as a high application of torque may cause the plug to 

crack. 

 
12. With the high temperature plug secured to the Brush Plate, the brush head can now be 

inserted into the correct hole within the brush holder.  

 

13.  Working from the internal diameter the third brush to be applied is the brush with the 

black sleeving, indicating the negative connection, 

2 

1 



 
 

14. Insert the brush with the red (formerly white) sleeving into the 4th hole as shown below: 

 
15. The brushes are now secured using the abutment circlips. Enusre that each circlip clicks 

into place in the groove machined within the brush holder. 

 

  
 

 
16. When fitting the Brush Plate back into the Brush Box ensure that the ceramic cable 

protectors are protruding through the washers within the Brush Holder. If the ceramic 

cable protectors are not protruding the installer may have to guide the posts through the 

washer. IMPORTANT: follow this step with great care to avoid damage to brushes when 

being installed. 

4 

3 



 
17. The brush plate is now ready to be re-fitted to the slipring: 

 
18. Ensure all M6 securing screws are used and that the brush is free to move away from the 

contact plane. This can be checked by carefully holding the ceramic cable protectors and 

pulling by up to 5mm – the brush should return to make contact with the slipring. 

 

 

19. When mounting the brush plate in the slipring ensure that the brushes are fully inserted 

into the holder before firming 

 

  

 

 
 

 

X 



 

 

Mounting of Transmitter at Rear of Arm. 
•The transmitters are usually positioned between the shaft bearings, this protects them 
from heat damage. 

•The area where the electronics are to be installed must be clean and free from grease and 
dirt. 

•The electronics box measures 100mm x 130mm x 170mm. Ensure that it will fit without 
colliding with the arm mountings, oven or cooling bay walls. We recommend that a block of 
wood is made of the same dimensions and is attached to the arm with for example cable 
ties and rotated fully to confirm that there is room. 

 
There are a number of pathways that will allow the through arm cable to reach the radio. 
The options are: 
A. The wire can pass into the head of the arm and then down the centre of the airline if the 
inner shaft is connected to the head. 
B. the wire can pass down the outside of the arm until the bearing housing, go under the 
bearing and exit on the other side: the transmitters may be mounted on the outside of the 
shaft. 
C. the wire can pass along the arm but exit at point C between the bearings. 
 

Mounting of Radios at rear of arm: 

 
Radios do not need to be centrally mounted at rear provided they do not collide with other 
stationary objects: 

 
 

C 



 
 

Mounting of Receiver at Machine Cabinet. 
 
The receiver should not be mounted inside a metal enclosure such as the machine control 
cabinet as this will limit the radio’s communication range. 
 
The receiver should be mounted on top of or at the side of the machine control cabinet 
where it will not be accidentally disturbed. 
 
The receiver should ideally be fixed so as to avoid ‘cable unplugged’ incidences. Use the 
mounting holes in the underside of the receiver to mount it. Do not drill into the receiver 
enclosure. 
 
Ensure before mounting that there is sufficient length of communication cable between the 
receiver and the PC. 
 
Receiver can be mounted outside:  Receiver cannot be mounted inside or at 

low level: 
 
 

 

Machine 

Control 

Cabinet 

Machine 

Control 

Cabinet 

CORRECT POSITION WRONG POSITION 



Thermocouple Blanking Plugs 

 

It is recommended that when the K-KONTROL thermocouple sockets do not have a 

production probe fitted then a thermocouple blanking plug is used in its place. 

This is to avoid spurious temperature values arising through an open circuit and also to 

protect the socket openings from becoming coated with polyethylene powder. 

Thermocouple Blanking Plug 

 
Correct Removal of Blanking Plug – straight out 

 

 
 
  



Wrong Removal of Blanking Plug – DO NOT PULL OUT AT ANGLE 

 
 



Locking Mechanism for Production probes in the K-KONTROL 

and the Extension Bracket. 

 

Short Wing Bolt Long Wing Bolt 

  
  

For use in the 
EXTENSION BRACKET 

SOCKET HOLDER 

For use in the  
K-KONTROL SLIPRING 

SOCKET HOLDER 

 

 
 

 

Drill a 6mm hole on the side of the socket cover 
and weld on an M5 nut. 

 
Use a short wing bolt to secure the production 

probe guard 
 

A small indent can be drilled into both sides of 
the production probe guard to facilitate catching 

of the wing bolt. 

To retrofit the Locking mechanism for the 
production probes remove the M5 screws at 

points 1 and 2 above that hold the cover plate 
on (there are sufficient numbers of remaining 

screws to secure the lid). 
 

Use the holes at points 1 and 2 above to thread 
the long wing bolts into place. 

 
A small indent can be drilled into both sides of 

the production probe guard to facilitate catching 
of the wing bolt. 
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