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Introduction
Congratulations on the purchase of your new Baker End-Dogging Scragg
Mill. It should provide you with many years of profitable operation.
Your Baker End-Dogging Scragg Mill has been designed for high production
and to achieve the straightest cut possible.
For safety reasons, and for your own best use of the mill, we do insist that you
read and follow this manual fully, and constantly review/refer back to it. Note
that this manual may contain details that if not properly followed can affect the
performance of your mill. You are responsible for proper maintenance of your
mill and we reserve the right to deny warranty work if deemed to be lack of
proper maintenance.
We hope this manual will familiarize you enough with the mill so that you
will be able to easily make any adjustments that may ever become necessary.
If you have any questions or comments, please feel free to contact us.
Ellington Industrial Supply, Inc.
P O Box 128
Ellington, Missouri 63638 USA
(573) 663-7711
Fax: (573) 663-2787
www.baker-online.com
PRODUCT DESIGN AND SPECIFICATIONS SUBJECT TO CHANGE WITHOUT NOTICE
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Notes

Warranty
Ellington Industrial Supply, Inc. machinery is warranted against defects in material
or workmanship for a period of not more than one year, starting from the date of shipment. The warranty period of one (1) year covers all items manufactured by and at our
manufacturing facilities including structural frame, cowlings, doors, shafting, dust
chutes, belt extenders, and conveyor wheels, A warranty of six (6) months will cover
miscellaneous vendor-purchased-supplied items including bearings, chain, sprockets,
hydraulic components, etc. A warranty period of ninety (90) days, beginning on the
shipment date is provided on all electrical parts. All electrical components and wiring
has been installed in accordance with the National Electrical Code (NEC) of the United
States of America.Ellington Industrial Supply, Inc. does not warranty this machine
to meet any other requirements or jurisdiction of any electrical code of any other
state, municipality, or other country. No warranty is provided on any electrical components or parts if equipment is powered or connected to a roto-phase electrical converter in order to create a three phase power supply for operational current from a single phase source.
Parts claimed defective must be returned freight prepaid, to our plant in Ellington,
Missouri. Any part determined defective due to faulty workmanship or materials will
be replaced or repaired (at our option) free of charge, F.O.B. our plant. This warranty
does not cover expendable items (i.e. drive belts, band wheels, conveyor belting,
blades, guides, etc.). Except as expressly provided herein, this warranty is in lieu of all
other warranties, expressed or implied, including a warranty of merchantability or fitness for a particular purpose. This warranty is “void” if the unit has been tampered
with, modified, altered, or operated with parts other than supplied or recommended
by Ellington Industrial Supply, Inc. In no event shall Ellington Industrial Supply, Inc.
be liable for special, indirect, incidental or consequential damages, however arising,
including but not limited to, the loss of earnings or the cost of downtime.
Ellington Industrial Supply, Inc. does not warranty this machine to meet requirements of any safety codes of any state, municipality or other jurisdiction, and the purchaser assumes all risk and liability whatsoever resulting from the use thereof whether
used singularly or in conjunction with other machinery or apparatus, including, but
not limited to, all matters resulting from sawdust generation.
Any change in materials, design, or performance intended to improve any product
of Ellington Industrial Supply, Inc. shall not obligate Ellington Industrial Supply, Inc.
to modify any previously manufactured equipment.
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This warranty is given solely to the “original purchaser” of the equipment and is in
no way to be expressed or implied that it is transferable to any other parties without
the written consent and approval from the CEO or Sales Manager of Baker Products.
3

Service Policy
In the event that you have any problems, call us at (573) 663-7711 any time
between 7:30 AM and 5:00 PM (CST), Monday through Friday. A member of our
trained staff will answer any questions you may have. We charge nothing for this
service.
A member of our service department will visit your plant at your request.
There is a charge for this service. We charge only to cover our costs and do everything possible to keep these costs down. Call for current prices.
The only charge is for replacement parts not covered by warranty or after our
inspection we deem that the problem is due to operator error or lack of proper
maintenance.

Options
Follower Guides (Band)
Allows the guides to be adjusted according to the diameter of the log
being cut.

Operators Saw Cab
Provides the operator an enclosed environment to operate the scragg mill.

Laser Lights
Used as a guide to show the operator the center of the log on the horizontal plane.

4
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Recommended Spare Parts List
Parts that should be kept on hand for your Baker End-Dogging Circular Scragg
Mill include the following:
Item Description
#60 Triple roller chain
#60 half links
#60 full links
Van Ruden overhung load adaptor (1)
Drive belts (2)
Sealmaster mandrel 2 15⁄16”bearings (2)
Peer low-speed 15⁄8” four-bolt flange bearings (2)
Peer low-speed 115⁄16” four-bolt flange bearings (2)
Prince 2” x 10” hydraulic cylinder (1)
Danfoss DS 125 hydraulic motor (1)
Danfoss DH 400 hydraulic motor (2)
Mystik JT-6 Lubricant

Part Number
121018
121012
121010
181459
111035
101041
101199
101015
181404
181268
181265
201245

Important: Read this before
operating your Baker End-Dogging
Scragg Mill
Turn off power, lock out, and tag out before making any adjustments to
the mill.
Some screws may become loosened during transport. Remove all guards
and check to see that all set screws on the mill are tight before operating
and again after the first week.
Check set screws monthly.
Always wear proper eye and ear protection when operating the mill.
Never wear loose clothing when operating the mill.
Before starting, make sure that the blade teeth are pointing down while
standing in front of cowling door toward sawdust discharge chute (Band
Scragg Models). On the Circular Scragg models, make sure that teeth are
pointing toward the infeed end of the mill.
Never operate without guards in place.

Due to the fact that most of our scragg mills are custom made, some items mentioned
above may or may not apply to your mill. Your mill may require additional items that
are not mentioned above. For more information, contact our service department at (573)
663-7711 between the hours of 7:30 a.m. to 5:00 p.m. Central Standard Time.

Never open cowling door (Band Scragg Models) while the mill is running.
Stay away from blades when operating the mill.
Make sure that the mill is properly blocked and leveled.
Check to see if belts are cracked or worn.
Always inspect guides on band scraggs to ensure they are properly set.
A visual inspection of the mill each day prior to starting is recommended.
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Initial Setup
Hooking up electrical systems should be done by a qualified electrician. All
voltages are available. The standard is 220 volts or 440 volts, 3-phase, at 60 hertz.
The machine is completely prewired with NEMA 12 enclosure including starters,
disconnects, and circuit overload protectors. This is required to make your mill
operate properly.
From a fused disconnect box, run one set of 3-phase wires to the machine. We
have supplied the fuse block, fuses, and internal wiring.

Band Scragg Models
For dust removal, the Baker End-Dogging Band Scragg Mill is equipped to
accept a 6” round pipe (one on each vertical headrig). A minimum of 1,500 CFM
is recommended.

Blades
Using high-quality blades is an important factor in achieving the highest performance out of your Baker equipment. Our machines are tested and set up using
circular blades sold by Ellington Industrial Supply Co., Inc. These are very good
blades for use on the Baker Circular Scragg and come highly recommended by
the majority of Baker owners. If you would like more information on these
blades, contact:
Ellington Industrial Supply Co., Inc.
Service Department
PO Box 128
Ellington, MO 63638
Tel: (573) 663-7711
Fax: (573) 663-2787

If your machine has an enclosed air system, the air should be regulated to 90 to
100 PSI to insure proper blade tension. For spring tensioning systems, blade tension should be regulated at 25,000-35,000 lbs. using a gauge called a tensionometer. If you do not use proper blade tension, blade life will suffer.
From the operator’s point of view, the blade should be running from top to bottom, with the blade teeth pointing down.

Circular Scragg Models
For dust removal, the Baker End-Dogging Circular Scragg Mill is equipped to
accept a 10” round pipe. A minimum of 4,100 CFM is recommended.
From the operator’s point of view, the blade teeth should pointing toward the
infeed side.
6
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NOTE: Always make sure that the blades are good quality, and the
guides are not touching the blade before attempting any other
adjustments.
Figure PP: Side of Board
Boards that look like Figure
PP usually occur when the circular blades are not vertically
leveled.

Basic Operation
1: From the log infeed deck, move the log forward into the Pak-Man
loader.
2: Activate Pak-Man loader to discharge the log into the trunnions.
3: Move the Pak-Man loader back to its original position.
4: Activate the automatic log centering device.
NOTE: If the log has a crown, rotate it until the crown is on top.
5: Once the log is centered, “dog” the log by moving carriage forward
until the rear dogging mechanism is in the log.

Figure QQ: Face of Board
Material Directional Flow

Boards that have this pattern
occurs when the lead on the outfeed end rather than on the
infeed end. See section “Setting
the Lead (Circular Blades).”
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7: Open the automatic log centering device releasing the log totally to the
control of overhead carriage.
8: Set the saw blades to the desired width.
9: Transfer the log past the blades making the desired cut.

Figure RR: Face of Board
Material Directional Flow

6: Close the overhead end-dogging cylinder until the front dogging mechanism is securely in the log.

Boards that have this pattern
occurs when there is zero lead.
See section “Setting the Lead
(Circular Blades).”

WARNING! Improperly adjusted blades can cause harm or bodily
injury to plant personnel.

10: After the first pass is complete, the log may be either rotated 90° or
blades can be reset to a new width setting. The second pass can be
used to determine the specific dimension of the square.
NOTE: Once the blade is in the cut, the log cannot be rotated nor the set of the
saw blades cannot be made until the pass is completed.
7

Checking the Automatic Log
Centering Device Alignment

Troubleshooting
Problem
Blade overheats

Scrape off
Set lead in blade

-Blade dull
-Feed speed too fast
-Blade guides out of
adjustment

Sharpen
Slow feed speed

-Carriage is not
in starting position
-Hydraulic lines
are kinked, cracked,
or blocked

Move carriage to starting position

Hydraulic Automatic
Centering Device
will not open
or close

-Hydraulic lines
are kinked, cracked,
or blocked

Unkink, replace, or clean out
hydraulic lines*

Hydraulic Overhead
End-Dogging
Cylinder will not
open or close

-Hydraulic lines
are kinked, cracked,
or blocked

Unkink, replace, or clean out
hydraulic lines*

Blade wanders

3: Turn off power, lock out, and tag out.
4: Measure the distance from the innermost tooth of the left trunnion to the center
spike of the dogging mechanism. Take note of the measurement.

Pak-Man will
not load log

5: Measure the distance from the innermost tooth of the right trunnion to the
center spike of the dogging mechanism. It should be the same. If not, proceed.
6: Loosen the jam nuts on the turnbuckles (See Figure B on page 9).
7: To center the trunnions, loosen the jam nuts and rotate the turnbuckles until
the trunnions are equidistant from the center spike of the dogging mechanism
(See Figure A). The left turnbuckle controls the movement of the top and left
trunnions. The right turnbuckle controls the bottom and right trunnions.
8: Once the measurements are the same, tighten the jam nuts until they are tight
against the turnbuckles.

Hydraulic Log Indexer
will not rotate log 90°
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Solution

-Sap on blade
-Blade lead not
properly set
-Guides not
properly adjusted

1: Close up the automatic log centering device to its minimal position as shown in
Figure A on page 9.
2: Open the carriage to its maximum range and move it back until the dogging
mechanism on the drive carriage is just right inside the four trunnions.

Reason

See section “Setting Guides”

Readjust

Unkink, replace, or clean out
hydraulic lines*

-Carriage is not in
Move carriage to starting position
starting position
-Hydraulic lines
Unkink, replace, or clean out
are kinked, cracked, hydraulic lines*
or blocked
*If there are still problems even after checking hydraulic lines, check electrical con- 49
trols.

Maintenance
Daily
Check hydraulic fluid level before starting. If fluid level is low, fill using
Dexron II fluid.

Top Trunnion
Pak-Man
Loader

Left Trunnion
Right Trunnion

Check guides for adjustment.
Check hydraulic hoses for cracks and leaks.
Check proper conveyor belt tracking on material handling conveyor.

Bottom Trunnion
Dogging
Mechanism

Sharpen blade teeth every 4 hours or when they become dull.

Every 8 hours
Clean the blade guides and make sure they have not been knocked out of
adjustment.

Figure A: Centering the Automatic Log Centering Device to the
Dogging Mechanism

Every 40 hours (once per week)
Check set screws on all bearings.

Jam Nuts
Right Turnbuckle

Every month
Grease slow moving bearings.

Every 500 hours (every 3 months)
Pump one squirt of grease into all bearings on the machine. NOTE: Be careful
not overgrease the bearings. Too much grease can and will blow the seals in the
bearings and cause premature failure.

Left Turnbuckle
Figure B: Enlarged View of Turnbuckles
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Using the 90° Log Indexer

Outside Collar

Inside Collar
Holding Bolts

The Baker End-Dogging Scragg Mill is equipped with a feature that allows
the log to be rotated before each pass. It is located on the rear of the drive carriage. It will allow the operator to decide what will be the most valuable cut
from each pass.
In Figure E, the cylinder is extended its full length. At this point, the cylinder
has rotated the log 90 degrees from the fully retracted stage as shown in Figure
D.

Blade

Guides

In Figure D, the cylinder is retracted and bottomed out on the adjustable stop
collar. This adjustable stop collar is squeezed between the cylinder clevis and the
cylinder end bearing.
For setup, the first cut on a log would be in the Figure E position. After the
first cut is made, the second cut is made with the cylinder in the position as
shown in Figure D. The log squareness would then be adjusted, using the
adjustable stop collar shown in Figure D position. The result should look like
Figure C.
90°

90°

90°

90°

Figure C: Desirable Square

Figure NN: Blade between Inner and Outer Collars

Inner Guide
Outer Guide
Guide Arm Guard

Jam Nut B

Jam Nut C

Jam Nut A

Jam Nut D

Figure OO: Location of Guides
10

47

Changing Blades
NOTE: Accompanying diagrams are on page 47.
1: Turn power on, open circular blades to the maximum width setting.
2: Turn power off, lock out, and tag out, and allow machine to come to a com
plete stop before proceeding.
3: Loosen jam nut A and turn jam nut B to move the inner guide away from the
blade (See Figure OO on page 47).
Adjustable Stop Collar
4: Loosen jam nut C and turn jam nut D to move the outer guide away from the
blade (See Figure OO on page 47).
5: The blade is squeezed between an outside collar and an inside collar. These two
collars contain one hole for the shaft opening and four threaded holes that
are reserved for four holding bolts. Loosen these four bolts and remove.(See
Figure NN on page 47).
6: Remove inside collar first. This will free the old circular blade so it can be
removed.
7: Install new circular blade and push it until it hits the outside collar.
8: Place the inside collar back onto the shaft and push it until it hits flat against
the circular blade.
9: Place the holding bolts back into the threaded holes and tighten in an alternating sequence.

Figure D:
Cylinder fully extended

Figure E:
Cylinder retracted
and bottomed out

10: Place the guides back into the proper position using jam nuts A, B, C, and D.
46
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Outfeed End

Idler End-Dog Range Adjustment
Your Baker End-Dogging Scragg Mill comes equipped with a standard range
of space between the dogging mechanisms. This standard range can be changed
using the overhead end-dogging cylinder which is controlled from the operators
control station. The minimum and maximum setting is proportional to the size
of cylinder and its stroke length. Some mills, if specified at the time of placement
of order, will have an additional range of adjustment. The following procedure
will explain how to make the range adjustment beyond what the standard cylinder is capable.
1: Turn on power.

Marked teeth
when rotated to
the outfeed end

5”

NOTE: The numbers
used in Figure MM
are arbitrary and
for example only.

2: Close the overhead end-dogging cylinder to the minimal distance between both
the drive and idler carriages.
3: Turn off power, lock out, and tag out.
4: Loosen both 5⁄8” bolts that attach the idler carriage to the adjustable cylinder
mount (See Figure G).
5: Remove the 5⁄8” bolts and slide the idler carriage to the desired position.
Moving over one will extend your range of available sets minimum and max
imum by 10” (254mm).

Marked teeth
when rotated to
the infeed end

6: Replace the two 5⁄8” bolts and tighten.
413⁄16”

Infeed End
12

Figure MM: Circular Blades having 3⁄16” Lead (3⁄32” per Blade)
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Slab Ejector Plate
Saw Guides
Inner Guide

Outer Guide

Bearing #1
Drive Carriage

Guide
Arm
Guard

Idler Carriage

Dogging
Mechanisms
Figure F: Overhead End-Dogging System

Jam Nut C
Jam Nut B

Guide
Arm
Plate

Lead
Adjustment
Bolts

Jam Nut D

Bearing #2

Jam Nut A

Figure LL: Right Circular Blade with Ejector Plate open and Guide
Arm Guard Removed
⁄8” Bolts

5

NOTE: The slab ejector plate and the guide arm guard are shown here as transparent to illustrate components that are not visible when these items are
normally in place.

Adjustable Cylinder Mount

Figure G: Idler Carriage Range Adjustment
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Leveling the Drive and Idler Carriages
The Baker End-Dogging Scragg Mill uses a driven carriage and an idler carriage. Both of these carriages work together to “dog” each end of the log and
transport it through the blades. If the dimensional pieces of lumber appear to be
slanted even if the automatic log centering device and the blades have been
properly aligned, both the driven and the idler carriage may be vertically unlevel.

Leveling the Drive Carriage
1: Turn off power lock out, and tag out.

10: Loosen the mounting bolts on bearing #2.
11: Using the lead adjustment bolts on bearing #2, set the lead on the right circular
blade in 3⁄32.”.
12: Tighten the mounting bolts on bearings #1 and #2.
13: Recheck the lead. If it is not 3⁄32”, repeat steps 10 thru 12.

Setting the Lead in the Left Circular Blade

2: Place a small bubble level on the left side of the front carriage plate (See Figure
H). It should be level. If not, proceed.

Adjustments to the left circular blade are made using the same method
described in “Setting the Lead in the Right Circular Blade.”

3: On top of the back carriage plate, there are two pairs of holding bolts. Loosen
these bolts slightly. This will make it easier to level the driven carriage (See
Figure I).

When the lead is set correctly, on the infeed end, the ideal cutting pattern saw
marks left on the wood is illustrated in Figure KK.

4: On the front carriage plate, loosen the front holding nuts until the lock washers
are not touching the lower block mount.

Material Directional Flow

5: Loosen the jam nut on the front leveling bolt.
6: Level the carriage by loosening or tightening the front leveling bolt until the
bubble is perfectly centered.
7: Remove the bubble level and place it on the right side of the carriage plate. If it
shows the same reading, the carriage is level. If not, proceed.
8: Loosen the rear holding bolts until the lock washers are not touching the lower
block mount.
9: Loosen the jam nut on the rear leveling bolt.

Figure KK: Face of Board
Ideal cutting pattern
NOTE: Also refer to Figures QQ and RR on page 50 for examples of
incorrect cutting patterns.

10: Level the carriage by loosening or tightening the rear leveling bolt until the
bubble is perfectly level.
11: Tighten the rear jam nut.
14
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Setting the Lead
WARNING! Improperly adjusted blades can cause severe harm or
bodily injury to plant personnel.
NOTE: Make sure that the saw guides are not touching the blade.
The Baker End-Dogging Circular Scragg Mill uses two large diameter circular blades to saw the log into dimensional lumber. These circular blades must
have “lead,” meaning that the distance between the front sides of the blades
must be 3⁄16” less than the back side. Setting the lead to 3⁄16” (3⁄32” per circular
blade) will allow the slabs/boards to be cut easier from the log and will help
prevent kickback.

Setting the Lead in the Right Blade
NOTE: Make sure the saw blades are centered before proceeding.
1: Turn off power, lock out, and tag out.
2: To check the lead, use the teeth marked during the process “Centering the
Blades with the Carriage.” Rotate the saw so that these teeth are now at the
back on both blades. Measure the distance between the inside edges of the
marked teeth.
3: Spin both blades to the front (towards the infeed) and move dogging mecha
nism forward. Measure in the same manner. The distance should be 3⁄32” less
on each blade (i.e. if back measurement is 5,” the front side should be 413⁄16”).
See Figure MM on page 45 for illustration. If not, proceed on to step 4.
4: Loosen jam nut A and tighten jam nut B to move the inner guide away from
the blade (See Figure LL on page 44).
5: Loosen jam nut C and tighten jam nut D to move the outer guide away from
the blade (See Figure LL on page 44).
6: An air cylinder is attached to the underside of the slab ejector plate and the
frame.
Temporarily disconnect it from the slab ejector plate. This will allow the slab
ejector plate to be opened by hand.
7: Open the slab ejector plate. Loosen the mounting bolts on bearing #1.
42

12: Once the left and right sides of the carriage plate are perfectly leveled, tighten
the holding bolts on the back carriage plate.
13: Tighten the front and rear holding bolts on the front carriage plate.
14: Recheck. If level, procedure is finished. If not level, repeat steps 1-13.

Leveling the Idler Carriage
Leveling the idler carriage uses the same method described in section “Leveling
the Drive Carriage.”
Lock
Upper
Washers
Block
Mount
Upper
Block
Lower
Spacer
Mount
Block
Lower
Mount
Block
Jam Nut
Mount
Rear
Holding
Level
Carriage
Bolts Leveling
Bolt
Plate
Front
Carriage
Plate

Figure I: Side View of Front Carriage
Carriage Plate
Bolts used to Level the
Driven Carriage

Figure H: 3-D View of Driven
Carriage

Figure J: Effect of Leveling Bolts
15

End-Dogging
Band Scragg Mill
Section

Left Head
Mounting Bracket

Right Head
Mounting Bracket
Jam Nuts

Left
Turnbuckle

Minimum
and
Maximum
Travel Nuts

Right
Turnbuckle

Jam Nuts
Figure II: Bottom Mounting Brackets on Left and Right Headrigs

Saw
Guides
This section will cover adjustments, maintenance, and troubleshooting to keep
your Baker End-Dogging Band Scragg Mill running properly.
Figure JJ: Circular Blades Centered with the Dogging Mechanism
16
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Centering the Blades with the Carriage

Leveling the Headrigs

Both circular blades are centered with the carriage at the factory. It should
never need adjustment. However, if the mill seems to be cutting the wrong dimension, the headrigs may have been knocked off center. If there is ever a need for
adjustment, it should be very minor.

The headrigs are leveled at the factory so that the blades run perfectly perpendicular to the material handling conveyor. If there is ever a need to adjust the
headrigs, it should be very minor. This procedures requires a bubble sight level.

NOTE: Make sure that the circular blades are leveled before beginning
this procedure.
1: Turn off power, lock out, and tag out.

NOTE: All directions are described as they appear to a person standing
behind the machine (facing the motors).
Move the guides so that they are not touching the blade.

2: While standing in front of the circular blades (the infeed side), mark a tooth on
the right and left circular blades. Measure the distance from the tip of the center
spike on the dogging mechanism to the inside of the marked tooth on the right circular blade. Take note of the measurement.

Outside Beam
of Main Frame

3: Measure the distance from the tip of the center spike of the dogging mechanism
to the inside of the marked tooth on the left circular blade. For example, if the
right circular blade reads 5” (127 mm) and the left circular blade reads 5” (127
mm), the circular blades are centered. If not, proceed.
4: Stand in front of the circular blade to be adjusted. Loosen the jam nuts on both
sides of the turnbuckle (See Figure II on page 41). Turn in whichever direction is
required until the reading is the same as the other circular blade. Once it is the
same, tighten both jam nuts until they are tight against the turnbuckles.

4” x 6” Tubing
Level

Motors

Level

5: Check the measurements from the tip of the center spike on the dogging mecha
nism to each circular blade again. Remember this measurement for the next
procedure “Setting the Lead.”
WARNING!
The minimum and maximum travel nuts in Figure II on page 41 should
never be adjusted! They serve as reference points for computer setworks (if
equipped). Moving them will cause inaccurate readings and may damage
other components.
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Figure K: Back View of Headrig

Figure L: Level placed on
4” x 6” tubing
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Adjusting Right Headrig
1: Turn off power, lock out, and tag out.
2: Place a bubble level on the very outside beam (part of the machines main frame
(see Figure K). Take note of the measurement.
3: Now place the bubble level on the 4” x 6” tubing as shown in Figure L on page
19. If it shows the same reading as the reading in step 2, skip to “Adjusting
Left Headrig.” If it is not, go to step 4.
4: The right headrig is supported by two mounting brackets, one on top and the
other on the bottom of the headrig (see Figures M & N). Loosen the holding
nut(s) on these mounting brackets.

End-Dogging
Circular Scragg Mill
Section

5: Loosen the jam nut on the vertical adjuster bolt. Turn the vertical adjuster bolt as
required until the reading is the same as the reading on the 4” x 6” tubing.
Once the reading is the same, tighten the jam nut until it is tight against the
metal holder.
6: Retighten the holding nut(s).

Metal
Holder
Pivoting Nut
Holding Nut

Jam Nut
Vertical Adjuster Bolt

Figure M: Top Mounting Bracket of Right Headrig
Holding Nuts

This section will explain how to keep your Baker End-Dogging Circular
Scragg Mill running properly.
Figure N: Bottom Mounting Bracket of Right Headrig
18
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Recommended Spare Parts List
Spindle

Bolts/Locknuts
connect bearing
to wheel.

Place thread lock
compound here.
DUF1005B
Timken Bearing

N-11 Nut

Parts that should be kept on hand for your Baker End-Dogging Band Scragg
Mill include the following:
Item Description

Part Number

Guide Plates (two set of four)
141016
Guide wheels (4)
141001
#60 double strand roller chain
121009
#60 half links
121012
#60 full links
121010
Drive belts 5VX710 (4)
111013
Van Ruden overhung load adaptor (1)
181459
#60 Double Roll Chain
121013
Peer low-speed 15⁄8” four-bolt flange bearings (2)
101199
Peer low-speed 115⁄16” four-bolt flange bearings (2)
101015
Prince 2” x 10” hydraulic cylinder (1)
181404
Aluminum mounting brackets for lower guides on vertical head (left) (1) 161265
Aluminum mounting brackets for lower guides on vertical head (right) (1) 161266
Danfoss DS 125 hydraulic motor (1)
181268
Danfoss DH 400 hydraulic motor (2)
181265
Mystik JT-6 Lubricant
201245
Due to the fact that most of our scragg mills are custom made, some items mentioned above may or may
not apply to your mill. Your mill may require additional items that are not mentioned above. For more
information, contact our service department at (573) 663-7711 between the hours of 6:30 a.m. to 5:00
p.m. Central Standard Time.
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Adjusting the Left Headrig
1: After the right headrig is positioned correctly, measure the distance between
the two blades in several spots.
2: If the distance between the blades is the same from top to bottom, the head
rigs are level to each other. If they are not the same, proceed to step 3.
3: The left headrig is also supported by two mounting brackets, one on top and
the other on the bottom. Loosen the holding nut(s) on these mounting brackets.
4: Loosen the jam nut on the vertical adjuster bolt. Turn the vertical adjuster bolt as
required until the reading is the same as the reading on the left blade. Once
the reading is the same, tighten the jam nut until it is tight against the metal
holder.
5: Retighten the holding nut(s).

Metal
Holder
Jam Nut

Holding Nut
Vertical Adjuster Bolt

Figure O: Top Mounting Bracket of Left Headrig
Holding Nuts

Figure P: Bottom Mounting Bracket of Left Headrig
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Centering the Headrigs with the Carriage
Both headrigs are centered with the overhead end-dogging cylinder at the
factory. It should never need adjustment. However, if the mill seems to be cutting the wrong dimension, the headrigs may have been knocked off center. If
there is ever a need for adjustment, it should be very minor. Accompanying diagrams are on page 21 (Figure Q & R).
NOTE: Make sure that the headrigs are leveled before beginning this
procedure.

Blades
Your Baker End-Dogging Band Scragg Mill uses the following blade:
11⁄4” x 0.035 x 14’2” Hardback
Blade usage is approximately two to three blades per day during full production. This is a safe figure to use when ordering your blades.

1: Turn off power, lock out, and tag out.
2: Standing behind the headrigs, measure the distance from the tip of the center
spike on the dogging mechanism to the back side of blade away from the teeth
of the right band blade. Take note of the measured distance.
3: Measure the distance from the tip of the center spike on the dogging mechanism
to the back edge of the left band blade. For example, if the right band blade
reads 5” (127 mm) and the left band blade reads 5” (127 mm), the headrigs are
centered. If not, proceed on to step 4.
4: Stand behind the headrig to be adjusted. Loosen the jam nuts on both sides of
the turnbuckle. Turn in whichever direction is required until the reading is the
same as the other headrig. Once it is the same, tighten both jam nuts until they
are tight against the turnbuckles.
5: Check the measurements from the tip of the center spike on the dogging mechanism to the back edge of each band blade again.
WARNING!

Using high-quality blades is an important factor in achieving the highest performance out of your Baker Band Sawmill. Our machines are tested and set-up
using Lenox Woodmaster band blades distributed by Ellington Industrial
Supply Co. If you would like more information on these band blades and other
blades, contact:
Steve Watson
Ellington Industrial Supply Co.
PO Box 128
Ellington, MO 63638
Tel: (573) 663-7711
Fax: (573) 663-2787
Blade sharpening is recommended. We offer simple sharpener and setter packages for this operation. For more information, call your Baker Sales Consultant at
(573) 663-7711.

The minimum and maximum travel nuts in Figure Q should never be
adjusted! They serve as reference points for computer setworks (if
equipped). Moving them will cause inaccurate readings and may damage
to other components.
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NOTE: Always check blade tension, blade quality, and guides before
attempting any other adjustments.
Always keep a blade on hand that you know cuts well. When you
start to experience cutting problems, put this blade on the machine to
make sure the problem isn’t the blade.

Left
Left Head
Mounting Bracket Turnbuckle

Right Head
Mounting Bracket

Minimum and Maximum
Travel Nuts

Jam Nuts

Jam Nuts
Figure EE: Side of Board

Boards that look like
Figure EE usually occur
when the headrigs are not
vertically leveled. See section
on “Leveling the Headrigs.”

Figure FF: Side of Board
Boards that look like
Figure FF are almost always
problems with the blade. A
blade with more set on the outside or with dull inside teeth
will cut bowed boards. Check
with a good blade. If it is not
the blade, check blade tension.
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Right
Turnbuckle
Figure Q: Bottom Mounting Brackets on Left and Right Headrigs

Left
Band Blade

Right
Band Blade
Dogging
Mechanism

Figure R: Band Blades Centered with the Dogging Mechanism
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Adjusting the Band Blade Lead
NOTE: Make sure that the guides are not touching the blade and the heads
are level and centered.

Troubleshooting
Problem
Blade overheats

1: Turn off power, lock out, and tag out.
2: To check the lead, take a 12” long thin straight edge and attach it to the inside
of blade on a tooth that points outward away from side that the straight edge
is attached.

Blade wanders

3: Now measure the distance between the straight edge and the front side of each
band blade as shown in Figure S. The distance should be the same as the back
side, meaning zero lead. If not, proceed to step 4.
4: Loosen the holding nuts that attach the top and bottom mounting brackets to
each of headrigs as shown in Figures T, U, V, and W on page 23.
Straight Edge

Figure S: Band blades must be equidistant
from the center spike of the
dogging mechanism
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Reason
-Sap on blade
-Improper blade
tension
-Guides not
properly adjusted
-Guides have up
or down pressure
-Blade dull
-Feed speed too
fast, or not enough
tension on blade
-Blade guides out
of adjustment

Solution
Scrape off
Retension blade
See section “Setting Guides”
See section “Setting Guides”
Sharpen
Slow down or have blade
retensioned
Readjust

Loader will
not load log

-Carriage is not
in starting position
-Hydraulic lines
are kinked, cracked,
or blocked

Move carriage to starting position

Automatic Centering
Device will not open
or close

-Hydraulic lines
are kinked, cracked,
or blocked

Unkink, replace, or clean out
hydraulic lines*

Overhead End-Dogging Cylinder will
not open or close

-Hydraulic lines
are kinked, cracked,
or blocked

Unkink, replace, or clean out
hydraulic lines*

Log Indexer will
not rotate log 90°

-Carriage is not in
starting position

Move carriage to starting position

Unkink, replace, or clean out
hydraulic lines*

-Hydraulic lines
Unkink, replace, or clean out
are kinked, cracked, hydraulic lines*
or blocked
*If there are still problems even after checking hydraulic lines, check electrical controls.
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Maintenance

Holding Nut

Holding Nut

Daily

Check hydraulic fluid before starting. Tank reservoir should be kept full. If
fluid level is low, fill using Dexron II fluid.
Keep the band wheels clean from sawdust buildup.
Check band blade tracking.

Lead Adjustment Nuts
Figure T: Top Mounting Bracket
on Left Headrig

Check headrig v-belts.
Check guides for adjustment.

Holding Nuts

Check hydraulic hoses for cracks and leaks.

Lead Adjustment Nuts

Figure U: Top Mounting Bracket on
Right Headrig
Holding Nuts

Check proper conveyor belt tracking on material handling conveyor.

Every 8 hours or after a blade breakage

Clean the blade guides and make sure they have not been knocked out of
adjustment. Refer to the section on “Setting Guides.”

Every 40 hours (once per week)

Check set screws on all bearings.
Check all bolted connection for loose bolts, nut, or screws.

Lead Adjustment Nuts
Figure V: Bottom Mounting Bracket
on Left Headrig

Lead Adjustment Nuts
Figure W: Bottom Mounting
Bracket on Right Headrig

Every month

Check the crown on the band wheels.
Grease slow moving bearings.

Every 500 hours (every 3 months)

Pump one squirt of grease into the vertical tracking bolt assembly.
Pump one squirt of grease into all other bearings on the machine.

Every 4,000 hours (every 2 years)
Replace bearings and have wheels crowned.
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5: Adjust the lead by turning the lead adjustment bolts until the desired point is
reached.
6: Once the lead is set, retighten all holding nuts that were loosened in step 4.
NOTE: After all holding nuts have retightened, recheck the distance between the
front and back sides of the band blades. As outlined earlier in step 3, if
zero lead has been reached, lead has been corrected. If not, repeat
adjustment procedure again.
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Changing Blades

Guide Holding Bolts

If your machine uses an enclosed air system, be sure your air tank contains 90
to 100 PSI of constant air pressure before you begin. The air is used for blade
tensioning. On spring tensioning systems, blade tension should be regulated
from 25,000-30,000 lbs. of strain on an approved tensionometer gauge. Ask your
blade supplier. If you do not maintain proper blade tension, blade life will suffer.

Removing blade
1: Turn power off, lock out, tag out, and allow the mill to come to a com
plete stop before proceeding.
2: Open the headrig door after unlocking the slide lock. Never open headrig
door while the blade is in motion.
3: Loosen T-handle on airbag (or spring) at the top of the headrig (See
figure X). This will allow the idler wheel to move toward center, loosening the blade.

Guide Wheel Bolt

Guide
Wheel
Inner
Guide
Plate

Tilt Adjusters
Outer
Guide
Plate

Outer Guide
Plate Bolt

4: Pull blade out of guides and remove. If blade is not loose enough to
remove, go back to step 3.

Guide
Block
Bolts

1: Put proper length blade over the bottom wheel (driven wheel), through
the guides and over the top wheel (idler wheel) with the teeth facing for
ward. Be sure the points of the teeth are aimed down as they pass
through the guides. (It may be necessary to turn the blade inside out to
achieve proper installation).

3: Turn T-handle on the airbag (or spring) tensioner clockwise until any
one of the metal spacers is held tight enough between the plates that
you can no longer freely turn it. (See Figure X). Only one needs to be
tight.
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4: Manually turn the wheels about 4 or more revolutions to be sure blade
is tracking properly prior to attempting to start the drive motor.

Guide Block Bolts

Outer Guide
Plate Bolt

Installing new blade

2: Make sure the blade gullet is flush with the face of the wheel to avoid
knocking out the set.

Tilt
Lock
Down
Bolt

Guide
Wheel

Guide
Wheel Bolt
Front-to-Back
Positioning Bolts

Front View of Right Guides

Back View of Right Guides
Figure DD: Guides
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8: Loosen the outer guide positioning bolt on the guides and move the outer guide
plates in until it is beside the blade and retighten outer guide positioning bolt.
9: Be sure the blade passes freely through the guides but does not move from
side to side.

5: If the blade gullet is not flush with the face of the wheel, you need to
adjust blade tracking. See “Blade Tracking.”
6: Close door and ensure that it has been locked securely.

Metal Spacers

T-Handle
T-Handle
Air bag
(or Spring)

Metal Spacers

Figure X: Top of End-Dogging Band Scragg Mill Band Headrigs
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Blade Tracking

Setting Guides

NOTE: Always turn off machine, lock out, and tag out before making adjustments.

NOTE: Always make sure blade tracking properly and the headrigs are level
before adjusting guides. Accompanying diagrams are on page 33.

The blade tracking is properly set in the factory. If it ever gets knocked out of
adjustment, this will explain how to check and reset it.

1: Turn off power, lock out, and tag out.

The blade must be installed and properly tensioned (see “Changing Blades”)
before beginning this procedure. The blade guides should be positioned where
they are not touching the blade.

Checking the tracking
Open headrig door after unlocking the slide lock. Rotate the top wheel several
rotations in the direction it cuts. Examine the position of the back of the blade
on the wheel on left side and compare it to its position on the right side of the
wheel. The blade position should be the same in both locations, that is the bottom of the blade gullet should be flush with the face of the wheel. If the blade is
not in the position described above, the tracking should be adjusted. The bottom of the blade gullet should be flush or riding out not more than 3⁄32” on the
front side of both wheels.
If tracking appears to be correct after the above procedure, your saw will cut
without major problems due to blade tracking. Now, rotate the top wheel several rotations in the other direction. Check the blade in the same way as outlined
above. If the blade does not track properly “backward,” then you may experience hard-to-identify problems that may limit your saw’s capabilities. In this
case, it is advisable to adjust the tracking using the following procedures.
The important starting point of the tracking is that the faces of the wheels
should be lined up. This can be checked with a straight edge. Use this method
to set the tracking using the adjusters shown in the illustrations and descriptions on pages 28, 29, and 30.
All adjustments for blade tracking involve bolts located on the back of the
26 headrig. (See Figure Z).

2: The distance between the top guides and the material handling carriage should be
as little as the maximum log diameter will allow. For example, if you are cutting
logs that are 12” in diameter, set your top guides at 121⁄2” above the carriage to
allow for clearance. Move the two top guides after loosening the guide holding bolts
on the back side of the headrig. When the top guides are the proper distance
above the carriage, retighten the bolts.
3: Loosen the outer guide plate bolt on all four guides and move the outer guide plates
as far away from the blade as possible. Retighten the outer guide plate bolts.
4: Loosen the guide block bolts on the back of the guides to position the inner plates
so that they lightly touch the blade but do not deflect it. Also, tilt the guide blocks
so that they run parallel to the blade. Retighten guide block bolts.
5: Loosen the large tilt lock-down bolts and use the tilt adjusters on the top guides,
and loosen the front-to-back positioning bolts on the bottom guides to position the
blade so that its side runs parallel to the conveyor. Check this by placing a
straight edge horizontally on the inside of the blade between the guides. The
straight edge should run parallel to the carriage.
6: Loosen the front-to-back positioning bolts on the guide brackets to bring the front of
the guide plates slightly behind the back of the blade gullet. Retighten the front-toback positioning bolts while pushing the guide toward the guide on opposite side
so that it is as far in as the slot will allow.
7: Loosen the guide wheel bolt and turn the shaft of the guide wheel using the
square head on the end of this shaft until the wheel is about 1⁄32” from the back of
the blade. Retighten the guide wheel bolt. This prohibits the blade from going so
far back that the guide plates knock the set out of the blade teeth.
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Side-to-Side Adjustments
Straight Edge
1: With the back-to-front alignment set correctly, compare the blade’s position
on the left side of the wheel to its position on the right side of the wheel. If it
is not the same, proceed to step 2.
2: If the right side of the wheel needs to move back, loosen the inside side-to-side
adjuster bolt and then tighten the outside one. If the left side of the wheel
should go back, loosen the outside side-to-side adjuster bolt and tighten the
inside one. Coordinate turns of the two adjustment bolts or you will lock
up the idler arm.
Side-to-Side
Adjuster Bolt

3: Manually turn the wheel several rotations in the direction of the cut and
check the tracking as in step 1. If the blade position on the right side differs
from that on the left side, repeat the above procedure. Do the same after
rotating the wheel in the other direction.

Back-to-Front
Adjuster Bolt

Outside Adjuster Bolt
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Guides

Set Screw

Inside Adjuster Bolt

Figure CC: Top View with Covering Removed
Effect of Side-to-Side Adjusters

Blades

Figure Y: Front View with
Covering Removed

Figure Z: Back View
Blade Tracking Adjusters
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Drive Wheel Adjustments

Idler Wheel Adjustments

The drive wheel is the bottom wheel. Its position is set in the factory. In most
cases, the drive wheel will never have to be moved. If you find that you must
move this wheel, the distance between the back piece of sheet metal and the
back of the wheel should be 23⁄8”. (See Figure AA). A set screw located below the
motor on the square tube can be loosened to move the drive wheel in or out, or
to completely remove the wheel.

The idler wheel is the top wheel. This wheel is used to make all tracking
adjustments. Your tracking adjusters are located on the square tubing frame on
the back side of the headrig. Notice two bolts, one behind the other, on this
tube. These side-to-side adjuster bolts (See Figure CC on page 30), cause the wheel
to tilt left or right. Back-to-Front adjustments require a different bolt. The backto-front adjuster bolt is a small brass bolt located across from the motor on the
side of the tube facing you. This bolt tilts the wheel forward or backward. Use
these bolts to adjust the idler wheel so that it is lined up with the face of the
drive wheel. When the faces appear to be lined up, fine tune it using the following procedure.

Back-to-Front Adjustments
1: Rotate the top wheel several rotations in the direction
of the cut. Examine the positions of the back of the
blade on one side of the wheel and compare it to the
position on the opposite side of the wheel. The bottom
of the blade gullet should be flush with the face of the
wheel on all sides. If not, proceed to step 2.
Figure AA: Side View with Covering Removed
Distance between Drive Wheel
Set Screw
and Sheet Metal

Drive Wheel

23⁄8”
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2: If the blade needs to come forward at the right side of
the wheel, turn the back-to-front adjuster brass bolt clockwise. If the blade needs to go back at the right side of
the wheel, turn the back-to-front adjuster bolt counter
clockwise.
3: Manually turn the wheel several rotations and check
the tracking as in step 1. If the blade position on the
right side of the idler wheel is different from that at
the left side of the idler wheel, repeat the above proceFigure BB: Side View
dure.
Effect of Back-to4: Rotate the wheel several rotations in the other direcFront Adjusters
tion and repeat the above procedure.
NOTE: When the blade is tracking properly, the blade
gullet should be flush with the front side of the
wheel.
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