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USE OF THE MANUAL
This manual has been drawn up by the Manufacturer and is an integral part of the machine literature. 
The manual gives information that is obligatory for the operator to know and which makes it possible to use the 
machine safely.

User’s Manual
This user’s manual is provided because it is essential for proper use and maintenance of the machine.
The manual must be kept carefully throughout the life of the machine, including the decommissioning stage. Keep 
in a dry place close to the machine where it is always to hand for the operator.

IT IS OBLIGATORY to read the manual carefully before using the machine.

Readers’ characteristics
This manual must be read and its contents acquired by those who will use it.

Manufacturer’s ID
FUTURA has an ID plate located on the back of the machine, showing the serial number.

Fig. 1

(*) see chap. 8 DECOMMISSIONING.

How to apply for after-sales service
Silca provides purchasers of FUTURA with After-Sales Service. 
For the total safety of the operator and machine, any operation not described in the manual must be carried out 
by the manufacturer or in the special Service Centers recommended by Silca.
At the end of the manual there is a list of manufacturers’ and authorized Service Centre addresses.
The warranty card attached to the machine covers free repairs or replacement of faulty parts for 24 months from 
the date of purchase*. All operations must be agreed by the user with Silca or the Service Center.

* Damage caused by negligence or wrong use of the machine by the user will null the warranty.
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TERMINOLOGY
For those inexperienced in the subject of keys and key cutting, below is an illustration of the most frequently used 
terms:

1

7

7 9

8

2
3

3

2
3

4

4
4

5

5

5

5

6

1 1 1

10

3

1

Fig. 2

1) Head
2) Neck
3) Shoulder stop

4) Blade (stem)
5) Tip
6) Back

7) STANDARD cutting
8) DIMPLE cutting
9) TRACK cutting

10) Stem

ATTENTION: anodised aluminium dimple/laser keys, plastic keys or any other key without electrical 
conductivity CANNOT BE decoded! For these types of keys digit the cuts directly or enter the indirect 
code if the SSN in use allows it. 
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GRAPHICS IN THE MANUAL

Pay attention Obligation to read
the manual QR* code Symbol on

TOKEN versions

GRAPHICS ON THE FUTURA KEY-CUTTING MACHINE

Do not clean with
compressed air

Obligation to read
the manual QR* code Symbol on

TOKEN versions

Adhesive label
Mass - RPM Laser warning labels

 
(*) A QR code is a two dimensional bar code used to memorize information to be read by means of a mobile phone 
or smart phone. Read the QR code on the machine to connect to useful and constantly updated information relating 
to key-cutting machine maintenance, useful tips for your FUTURA key-cutting machine and see the continuously 
evolving range of optional accessories.

Operating manual FUTURA
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GENERAL WARNINGS
FUTURA is designed to the principles of European Standards (CE).
Right from the design stage solutions have been adopted to eliminate hazards for the operator in all the stages 
of use: handling, regulation, use and maintenance.
The materials used in manufacture and the components employed in using FUTURA are not dangerous and 
ensure that the machine complies to current standards.
Silca S.p.A. has also experimented and applied numerous technical solutions that allow the key-cutting machine 
to optimize the quality of the cut keys.
To guarantee maintaining these results over time, please follow the instructions below:
• Observe the procedures described in this manual;
• Always use Original Silca Tools as they are designed to make the best of FUTURA and provide 

quality key-cutting;
• Use Silca/Ilco key blanks, made with top quality materials;
• Have the key-cutting machine checked periodically by an authorized Silca After-Sales Service 

Center (list at the end of this manual);
• Always use Silca Original Spare Parts. Beware of imitations!
 

NORMAL USE
FUTURA is a key-cutting machine and must be installed and used according to the rules and specifi cations 
established by the manufacturer.
The FUTURA key-cutting machine is designed for use on business or industrial premises (e.g. hardware shops, 
key cutting centers, etc...).
Any other use different from that indicated in this manual will cause the forfeiture of all customers’ rights to make 
claims on Silca S.p.A. and may be an unknown source of hazard for the operator or third parties.

ATTENTION: Negligent use or failure by the operator to observe the instructions in this 
manual are not covered by the warranty and the manufacturer declines any responsibility in 
such cases.

ATTENTION: Anodised aluminium keys, plastic keys or any other key without electrical 
conductivity CANNOT BE decoded!

RESIDUAL RISKS 
No further risks will arise when properly using the FUTURA machine.

SAFETY REGULATIONS
• Always disconnect the machine when it is not in use or when performing maintenance 

operations.
• Check the electrical wiring periodically; replace any wires that show signs of wear.
• Always work with dry hands free of grease or oil.
• Never tug on the electricity supply lead and make sure it is not in contact with oil or other 

liquids, sharp objects or heat. Never remove the grounding pin from the plug. Check that the 
ground wire is connected properly.

• Do not use the machine in dangerous environments (wet or damp).
• All visitors, especially children, must stay at a safe distance from the machine and must 

never come into contact with the electric wiring.

Operating manual FUTURA
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1  MACHINE DESCRIPTION
FUTURA is an electronic machine operating on 3 axes with controlled movement.
Accurately studied, it adds a high degree of cutting precision to operating speed and ease of use.
FUTURA operates only when connected to a TABLET containing a Silca program.
It uses a laser reader to read and/or codify fl at keys with standard cuts.
It uses a tracer to decode keys with dimple and/or track cuts.
It can cut keys (in ferrous materials in general, brass, silver nickel, etc.) having:
• Standard cuts 
• Dimple cuts
• Track cuts 
• Special cuts (e.g. Ford Tibbe - with optional accessory)
• Cuts on tubular keys (with optional accessory)

FUTURA is used to cut the following types of keys:

Keys with STANDARD CUTS

STANDARD on
Futura JAPAN

Fig. 3

Keys with DIMPLE and/or TRACK CUTS

STANDARD on
Futura NA and Futura Auto

Fig. 4
ATTENTION: Anodised aluminium keys, plastic keys or any other key without electrical conductivity 
CANNOT BE decoded!

Operating manual FUTURA

Copyright Silca 2015 5



1.1 MAIN OPERATING PARTS
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Fig. 5 

A - Tablet stand
B - Tablet
C - Safety shield
D - Lamp
E - Cover
F - Prismatic cutter (Standard cuts)
G - Cutter (Dimple/Track cuts)
G1 - Cutter shaft (Dimple/Track cuts)
H - Optic reader
I - Gauge
I2 - Gauge sensor
J - Tracer 01T
J1 - Tracer movement lever
L - Tool compartment
K - Swarf collection tray
M - Clamp 01V (Standard cuts) - Clamp 01J (Futura JAPAN version)
M1 - Clamp knob (01V)
P - Clamp 01R (Dimple/Track cuts)
P1 - Clamp knob (01R )
Q1 - Left-hand jaw
Q2 - Right-hand jaw
R - ON/Emergency push button
S - X axis carriage
T - Y axis carriage
U - Z axis carriage
V - Ethernet port
W - Power pack
W1 - Power pack connector
Y - USB port
Z - Tool holder

 V  W1  Y

 W

Fig. 6
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1.2  SAFETY
FUTURA is entirely built in compliance to the Machine Directives. The operations for which it has been designed 
are easily carried out with no risk to the operator.
The adoption of general safety precautions and observation of the instructions provided by the manufacturer in 
this manual eliminate all human error, unless deliberate.
FUTURA is designed with features which make it completely safe.

• Safety shield 
The protective shield is designed to cover the working parts as completely 
as possible, ensuring operator safety.
The shield (C) must be raised in order to fi t keys for cutting or carry out 
other operations (Fig. 7).
Raising the shield by means of a microswitch will deactivate the operating 
and movement functions, including the cutter, and failed shield closing will 
be notifi ed with a special message on the tablet.
To re-activate the work cycle, lower the shield and follow the instructions 
on the tablet.

Fig. 7 
• Emergency stop
Use the red emergency button (R) (Fig. 5), located on the right-hand side of the machine to stop the machine 
immediately in the event of serious malfunctioning or a hazard for the operator. 
When the cause of the emergency has been eliminated, turn the button 45° clockwise to deactivate it.

NOTE: the operator is responsible for keeping the area around the button clear so that it can be 
reached as quickly as possible.

• Laser warning
Regulations require that warning label (supplied - chap.1.4) in the language to be used be attached to the optical 
reader, as shown in Fig. 8.

Fig. 8 

 C
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1.3 TECHNICAL DATA

Electricity supply: Machine:  24V d.c. - 2,2 Amp. - 55W
Power pack: 90/264V a.c. - 50/60Hz - 120W - MEANWELL 
GS120A24-P1M

Cutter motor (Standard cuts): 24V d.c.

Cutter motor (Dimple/Track cuts): 24V d.c. 

Prismatic cutter (Standard cuts): in HSS super rapid steel, coated

Cutter (Dimple cuts): in HSS Super Rapid steel

Cutter (Track cuts): in HSS Super Rapid steel, coated

Tool speed: prismatic cutter (Standard cuts): 1100 rpm
cutter (Dimple/Track cuts): 7000 rpm

Movement: on 3 axes (with special bushes) driven by step motors (on rectifi ed 
roller guides)

Clamp 01V :
(for standard cuts) 

removable, with 4 universal sides for holding fl at keys, vehicle keys 
and cruciform keys

Clamp 01VJ (Futura JAPAN) removable, with 4 universal sides for holding fl at keys, MIWA fl at 
keys, vehicle keys and cruciform keys

Clamp 01R 
(for Dimple/Track cuts)

removable and provided with interchangeable jaws

Runs: X axis: 30 mm     Y axis: 50 mm     Z axis: 27 mm

Dimensions: width: 318 mm
depth: 413 mm
height with tablet and stand: 522 mm (340 mm without tablet and 
stand)

Mass: Kg. 20

Noise level: sound pressure Lp(A) = 
- brass fl at keys:  72.0 dB(A)
- steel fl at keys:  74.5 dB(A)
- brass dimple keys:  70.0 dB(A) 
- brass track keys:  74.0 dB(A)
- steel track keys:  75.0 dB(A)

CLASS 1 LASER READER:
• Maximum radiation with safety lock excluded: 230 μW
• Wave length: 790,6 μm (invisible)
• Classed to: EN 60825-1 2007

Operating manual FUTURA
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1.4  ACCESSORIES PROVIDED
FUTURA comes with a set of accessories for its operation and maintenance (tools, hex wrenches...) supplied in 
a special tool kit comprising:

stop bar cutter 01D 2 mm allen key

ø 1,7 mm steel pin tracer point 02T 2,5 mm allen key

ø 1,2 mm steel pin fresa 01L
     

3 mm allen key

slanted brush cutter release rod “T” allen key 2,5 mm

laser warning label 19 mm spanner template Z3 (regulating key)

fuses 4 Amp.- delayed stylus touch pen universal adapter

Futura AUTO
03R clamp (D743276ZB)

03R

1

1

2

2

3

3

4

4

19J jaw (D744023ZB) 04J jaw (D743256ZB) adapter B6 (D708040ZB)

Futura AUTO Futura NA
cutter 02L (D743671ZB) ganascia 19J (D744023ZB)

  Cutters and tracers on machine   Separately
cutter 01F tracer point 01T fi xing bracket: 

 

01D

02T
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2 HANDLING
The FUTURA key-cutting machine is easy to handle and there are no special hazards involved in moving it.
The packed machine can by carried manually by one person.

2.1 PACKING
The packing for the FUTURA key-cutting machine ensures safe handling of the 
machine and all its components.
Packing comprises expanded plastic material wrapped around the machine.
The robust cardboard box in which it is placed and the nylon wrapping protect 
the machine even when stored for a long period.

Fig. 9

Keep dry Handle with care Up

The symbols on the outside of the cardboard box give indications for transport.

ATTENTION: keep the complete packing for future machine transfers.

2.2 UNPACKING
To remove the machine from its packing:
1) Cut the strapping with scissors and remove.
2) Open the box carefully without damaging it.
3) Free the machine from the protective shells.
4) Check the contents of the packing, comprised of:

- FUTURA key-cutting machine
- documentation comprising: user’s manual, spare parts sheet, specialist guide and warranty
- tablet
- tablet stand
- power lead
- power pack
- tool kit
- fi xing bracket

2.3 HANDLING THE MACHINE
Once removed from its packing place FUTURA directly on the work bench; one person can easily perform this 
operation.

ATTENTION: lift the machine by holding onto the base. Never lift the machine by gripping the 
clamps, levers or other parts.

Operating manual FUTURA
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3 MACHINE INSTALLATION AND PREPARATION
Installation is the customer’s task and does not require any special skills.
The key-cutting machine is supplied ready for use and does not need calibration except for the tools to be used 
and any additional jaws that are included with the machine; however, the operator is required to make certain 
checks and prepare the machine for use.

NOTE: the machine is shipped with a steel rod installed in the cutter shaft to prevent the allen screw 
from backing out during transit. REMOVE THE ROD AND INSTALL THE PROPER CUTTER PRIOR TO 
ATTEMPTING TO CUT A KEY!

3.1 CHECKING FOR DAMAGE
FUTURA is a solid compact machine and will not break if handling, unpacking and installation are carried out to 
the instructions in this manual. However, it is good practice to check that the machine has not been damaged.

3.2 ENVIRONMENTAL CONDITIONS
To make the most of the key-cutting machine, bear in mind the following environmental parameters: it is advisable 
for the area to be dry with good air circulation.
The optimum environmental conditions for machine operation are:

- temperature 10° C to 40°C; 
- relative humidity: approx 60%.

3.3 POSITIONING
1) Place the key-cutting machine on a solid horizontal work bench suitable for the weight of the machine (20 

Kg). The work bench should be approximately 100-120 cm high to facilitate access to the working parts. We 
recommend leaving at least 30 cm clearance behind and around the machine to ensure good ventilation and 
facilitate handling (Fig. 10).

2) Make sure machine voltage is suitable for the mains supply and that the latter is earthed with a differential switch.
3) Connect the power lead (power pack) to the machine (chap.3.4.2).

100/120 cm

30 cm

30 cm

30 cm

Fig. 10 
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3.4 SEPARATE PARTS
The machine packing also contains the following components, separately packed:

3.4.1 Tablet stand and tablet

Fig. 11 Fig. 12

These items are separate from the machine and must be unpacked and installed by the operator in the way 
described below:
1) Remove the 2 items from their packing.
2) Loosen the knob on top of the machine cover (Fig. 13).
3) Install the tablet stand so that the special profi le fi ts into the slot on the machine cover (Fig. 14).
4) Screw down and tighten the knob to secure the tablet stand to the cover (Fig. 15).
5) Fit the tablet into its stand (Fig. 16).

Fig. 13 Fig. 14 

Fig. 15 Fig. 16 

6) Connect the tablet USB/Micro USB cable to the special receptacle on the tablet and then to the power supply.

Operating manual FUTURA
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3.4.2  Power pack and lead

Fig. 17 Fig. 18

Connect FUTURA to the power pack (W) and connect the latter to the power supply with the power lead (W2).

 W

 W2

 W1

Fig. 19 

3.4.3 Fixing bracket
If the key-cutting machine is transported and used on a vehicle, e.g. a van, it must be prepared as follows:
1) Turn off the machine and detach the power lead.
2) Remove the tablet holder and tablet.
3) Turn the key-cutting machine onto its back.
4) Connect the fi xing bracket to the machine and secure with the 2 screws.
5) Return the machine to its upright position on the work top.

Fig. 20 Fig. 21
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3.5 WORK STATION DESCRIPTION 
One operator is enough to operate the machine, which has the following operating parts: 

• General ON/OFF/emergency button (R) located on the right-hand side of the machine
• Key holding clamps (M) (P) 
• Tablet (B)
• Tablet ON button (B1)
• Safety shield (C)
• Cutters (F) (G)

 P

 R

 B

M

 C

 G
F

 B1

Fig. 22 
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4 TABLET REGULATION AND USE
1) Connect the tablet to a power source by means of its power pack in order to charge it (3 hours for the fi rst 

charge). Plugging the tablet into the USB port on the back of the Futura machine will not provide enough power to 
fully charge the tablet. The USB port will provide a trickle charge and may extend the battery life while the tablet 
is used. The tablet should be plugged into a main power supply to fully re-charge the battery daily.

2) Turn on the tablet by holding down the push button (B1) (Fig. 22) holding it down for a few seconds.

REGULATING TABLET INCLINATION 
1) Loosen the knob (B2).
2) Incline the stand as required.
3) Tighten the knob (B2).

Fig. 23

4.1 CHOICE OF LANGUAGE

1) Select “Settings”.

Operating manual FUTURA
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2) Scroll up with your fi nger.
3) Select Language & Input and then Language (on the right).

4) Scroll and select the desired language (i.e. English United States).
5) Select Silca Keyboard (if desired)
6) Select Display > Sleep >  Never.  This will prevent the application from timing out and closing the session.
7) To quit:  

• For all Silca key-cutting machine software functionalities follow the instructions in the SOFTWARE Guide 
section in this manual.

• Further instructions are given in the quick guide for the tablet.

Operating manual FUTURA
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5 CLAMPS 

5.1 CLAMPS FOR FLAT KEYS WITH STANDARD CUTS

01V CLAMP:  FUTURA - FUTURA NA  

Fig. 24  - 01V clamp

01VJ CLAMP:  FUTURA  JAPAN

Fig. 25  - 01VJ clamp

Operating manual FUTURA
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The use of one of the clamp sides is required, according to the type of key to be decoded and/or cut by copying 
or by code (Fig. 24 and Fig. 25). Positioning the correct side to be used is quick and easy. With the clamp jaws 
slightly open, turn the clamp by hand to position it as required, facilitated by a new special alignment system (Fig. 
26).

The 4-sided clamp is used to secure keys fi rmly up against the back and on the profi le.
• To copy keys (these can be locked on any of the clamp sides A, B, C or D), the user will decide which side is 

the most suitable.
• To decode a key you MUST use the clamp designated by the software.
• For code key-cutting the choice of clamp to use is established by the software.

Fig. 26  - CLAMP ROTATION
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5.1.1 Use of the shoulder gauge
The gauge is used to position fl at cylinder or vehicle keys that call for Stop 0 (Fig. 33).

Fig. 27 Fig. 28 Fig. 29
  

 I2

 I3

Fig. 30 Fig. 31 Fig. 32 

Pull the gauge gently towards the operator, turn clockwise by about 180° and release against the clamp.
Fit the sample key into the clamp with the stop up against the gauge.
To align the tip of keys without shoulders use the tip stop bar provided (Fig. 34).
The choice of position 1-2-3-4 depends on the length of the cut. 

NOTE: take the gauge back by hand to its original position before starting to read or cut the key (Fig. 
32).

For all reading/decoding and cutting operations the gauge (I) must be taken back manually to its original position 
(Fig. 32 - in this position it covers the sensor (I2) which detects it).
To take the gauge to its original position (with the gauge up against the key stop) proceed as follows:
1)  Turn counter-clockwise;
2)  Pull towards the operator and continue to rotate counter-clockwise until it comes up against the stop pin (I3);
3)  Release the gauge.

Operating manual FUTURA
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5.1.2 Stop positions (key stop)

0 1 2 3 4

Fig. 33  - HEAD STOP (Stop 0) Fig. 34  - TIP STOP 

• To fi t keys with tip stops into the clamps, fi t the bar provided into the grooves (Fig. 34) or up against the right-
hand side of the clamp.

NOTE: the stop bar must be removed before decoding or cutting.

ATTENTION: it is not necessary to apply force to close the clamp properly.

5.1.3 Use of pins - CLAMP 01V / 01VJ
For keys with narrow stems the pins must be placed 
between the bottom of the clamp and the back of the key 
so that the key protrudes suffi ciently out of the clamp and 
therefore can be properly read and cut.
If the key has a narrow stem and is also very thin, 2 pins 
must be used (Fig. 35).

Fig. 35 
 

If the original key is broken, place a suitable sized pin in the groove of the keys stem so that it is properly held in 
place and therefore can be copied (Fig. 36).

NOTE: use a pin with the same diameter for both decoding and cutting.

Fig. 36 Fig. 37
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5.1.4 Cutting cruciform keys (with 3 fi ns)
The standard 4-sided clamp can be used to cut almost all cruciform keys (except for Y and T shaped ones). 
1) Leave the gauge in its original position.
2) Fit the key into the clamp:

- Insert the grooved bar into the notch on the clamp according to the key stop (as shown in Fig. 38 - Key stop 
towards the inner part of the clamp, Fig. 39 - Key stop DOWN and Fig. 40 - Key stop UP).

- Butt the key stop up against the bar.
3) Tighten the knob (M1) to secure the key.
4) Remove the bar.

ATTENTION: the cuts on each fi n are different.

POSITION OF KEY AND BAR

Fig. 38 -  Key stop towards the INNER PART of the clamp

Fig. 39  - Key stop DOWN

Fig. 40  - Key stop UP

Operating manual FUTURA
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5.1.5 Removing/fi tting the clamp 01V / 01VJ
1)  Raise the safety shield.
2)  Unscrew the knob (M1) and remove together with the washer set (Fig. 41).
3)  Pull the clamp upwards (Fig. 42).
4) Carefully clean the seat of the clamp support.
5)  Clean the clamp before fi tting into the support.
6) Tighten the knob (M1) with the washer set.

 M

Fig. 41 Fig. 42 
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5.2 CLAMP FOR DIMPLE AND TRACK KEYS - 01R
According to the type of key to be decoded and/or cut, follow the instructions in the Silca tablet program regarding: 
• clamp
• use of jaws (Q1) and (Q2)
• clamp stop (Fig. 44 and Fig. 45)

FITTING THE KEY 
The clamp is designed to house high security keys with shoulder stop 
or tip reference.
For shoulder stop keys, place the shoulder of the key against the jaws 
(stop “0”) (Fig. 44) and the others (tip stop) must be placed against 
one of the grooves (1-2-3-4), as indicated in the Silca tablet program. 
For this operation use the bar provided (Fig. 45).

NOTE: the stop bar must be removed before decoding or 
cutting.

1) Fit the key to be cut into its seat and ensure it is resting fi rmly on 
the clamp plate.

2) Tighten the knob (M) to secure the key.

Fig. 43

5.2.1 DIMPLE keys

0

Fig. 44  - SHOULDER STOP

1
2
3
4

Fig. 45  - TIP STOP

Q2Q1
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5.2.2 TRACK type keys

0

Fig. 46  - SHOULDER STOP

1
2
3
4

Fig. 47  - TIP STOP

5.2.3 TRACK type keys (Futura NA - Futura Auto)

0

19J

19J

Fig. 48  - HU66 on Futura NA and Futura Auto

19J

19J

Fig. 49  - Ford Escape key on Futura NA and Futura Auto
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5.3 REMOVING / FITTING CLAMP 01R 
1)  Raise the safety shield.
2)  Loosen the grub screw (P2) and remove the clamp by pulling it towards the operator.
3)  Carefully clean the clamp support seat.
4)  Clean the clamp before fi tting into the support. 
5)  Fit the clamp (with knob on the right) into the special dovetail and take up against the stop pin.
6)  Tighten the grub screw (P2) to secure the clamp.

P2

Fig. 50

5.4 REMOVING/FITTING THE JAWS ON CLAMP 01R 
1)  Raise the safety shield.
2)  Loosen the knob (P1) by a couple of turns (Fig. 51).
3)  Use your fi ngers to pull the jaw to be removed out towards the operator (Fig. 52).
4)  Carefully clean the seat of the jaw on the clamp.
5)  Clean the jaw before fi tting into the clamp.
6) Fit the jaw up against the stop pin.

NOTE: there is only one way to fi t the jaw into the clamp. 

P1

Fig. 51 Fig. 52 
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5.5 USING TRACER 01T
The tracer 01T is used to read/decode both dimple and track keys.
This tracer may or may not be required according to the type of key to be decoded and the 
dimensions involved.
ATTENTION: Anodised aluminium keys, plastic keys or any other key without electrical 
conductivity CANNOT BE decoded!

Fig. 53
• ACTIVATING THE TRACER 01T  (Fig. 54)
- To use the tracer: move the lever (J1) to the left and lower the tracer. 
- When the tracer is lowered, turn the lever knob clockwise.

• EXCLUDING THE TRACER 01T  (Fig. 55)
- Turn the lever knob anticlockwise.
- Take the tracer to the idle position: raise the lever (J1) and move to the right.

 J1

Fig. 54 Fig. 55 

5.6 TRACER 02T
Some applications may require the use of the 02T tracer. The 02T tracer (when required) should be placed into 
the cutter shaft (replacing the cutter) (Fig. 57).
Note: fi t the new tracer pushing all the way upwards.

02T

Fig. 56 Fig. 57 

NOTE: for cutting and/or decoding operations with the tracer point 02T, the tracer 01T must be in 
the idle position (Fig. 55). REPLACE THE 02T TRACER WITH THE REQUIRED CUTTER PRIOR TO 
ATTEMPTING TO CUT A KEY.
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6 CLEANING

• Keep the operational parts of the machine as clean as possible by brushing away the 
chippings in areas where they accumulate during cutting operations.

• Under no circumstances should compressed air be used to clear the work zone of chippings 
as this will blow them onto the moving parts.

• Never use oily products or thinners for cleaning painted surfaces, clamps, electrical or 
electronic connections.

• Make sure the key to be decoded is clean.
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7 MAINTENANCE

ATTENTION: for repairs or replacement of parts for maintenance, the ‘CE’ mark is guaranteed 
only if original spare parts provided by the manufacturer are used.

The FUTURA key-cutting machine does not need special maintenance, but it is good practice to check and if 
necessary replace parts subject to wear: cutter, tracer point, belt.
Replacement operations are simple and can be performed by the operator.

ATTENTION: DO NOT USE COMPRESSED AIR!

ATTENTION: to maintain machine effi ciency we recommend using protective oil such as 
WD40 or similar to apply to the burnished mechanical parts. Make sure the oil does not come 
into contact with the electronic parts.

Before performing any type of maintenance (checks or replacements) read the warnings below:
• Do not perform any maintenance operations with the machine on.
• Always disconnect the power lead.
• Follow the instructions in the manual carefully.
• Use original spare parts (see provided spare parts sheet).

7.1 OPERATIONS
• Access to rear compartment
• Prismatic cutter replacement
• Cylindrical cutter and/or tracer point replacement
• Tracer 01T replacement
• Checking and replacing fuse
• Battery replacement

7.2  ACCESS TO REAR COMPARTMENT
1) Turn off the key-cutting machine and disconnect the power lead.
2) Remove the tablet.
3) Loosen the 2 screws (E1) and the 2 screws (E2).
4) Rotate the cover towards the front of the machine.

 E2

 E1

 E2

Fig. 58 Fig. 59
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7.3 PRISMATIC CUTTER REPLACEMENT 
1) Raise the safety shield.
2) Rotate the cutter by hand to align the cutter slot with the rear slot (on the reader stand).
3) Insert the pin (F1) (provided with the machine) into the 2 slots.
4) Loosen the nut (F2) clockwise.

ATTENTION: the thread is to the left.

5) Remove the nut, pin and cutter.
6) Carefully clean the cutter shaft seat and the new cutter.
7) Fit the new cutter and align the cutter slot with the rear slot (on the reader stand).
8) Insert the pin (F1) (provided with the machine) into the 2 slots.
9) Tighten the nut (F2) counter-clockwise. Attention: the thread is to the left.

ATTENTION: when fi tting a new cutter to replace a worn one, or when fi tting a re-sharpened 
one, see ch.5.2 of the Software guide.

 F2

 F1

Fig. 60  Fig. 61  

Fig. 62  
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7.4 CYLINDRICAL CUTTER AND/OR TRACER POINT REPLACEMENT
1) Raise the safety shield.
2) Rotate the cutter shaft (G1) by hand and take the grub screw (G2) to the front of the machine.
3) Use a hex key to loosen the grub screw (G2) and remove the tool.
4) Fit the new tool, pushing all the way upwards.
5) Tighten the grub screw (G2) to secure the tool.

 G2

 G1

Fig. 63 Fig. 64

NOTE: the machine is shipped with a steel rod installed in the cutter shaft to prevent the allen screw 
from backing out during transit. REMOVE THE ROD AND INSTALL THE PROPER CUTTER PRIOR TO 
ATTEMPTING TO CUT A KEY!

7.5 TRACER 01T REPLACEMENT
1) Raise the safety shield.
2) Move the lever (J1) to the left to lower the tracer.
3) Use a hex key to loosen the grub screw (J2) and remove the tracer.
4) Fit the new tracer, pushing all the way upwards.
5) Tighten the grub screw (J2) to secure the tracer.

 J2

 J1

Fig. 65  Fig. 66  
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7.6    CHECKING AND REPLACING FUSE
Fuses should be checked with a tester (ohmmeter, multimeter, etc.) as they may appear to be in good condition 
even when they are electrically faulty. Fuses must always be replaced with the same amperage and type (rapid 
or delayed), as indicated in this manual.
FUTURA has 1 fuse:
4 Amps delayed
Protects the cutters motors and their electronic controls (230V a.c.)
To check and/or replace the fuse proceed as follows.
1) Turn the machine off and unplug it from its power supply cable.
2) Access the rear compartment (chap.7.2).
To remove the fuse:
press the fuse cap with your fi ngers and turn it counter clockwise.
To fi t the new fuse:
carefully position the fuse back into place, then gently press the fuse cap downwards turning it clock wise.

To remove

To fi t

Fig. 67  
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7.7 BATTERY REPLACEMENT
1) Turn the machine off and unplug it from its power supply cable.
2) Access the rear compartment (chap.7.2).
3) Use insulated screwdriver to remove the fl  at battery.
4) Insert the new battery into its seat, paying attention to the poles.

ATTENTION: use the same type of lithium battery CR2032 3 Volt. 

Fig. 68

Fig. 69
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8  DECOMMISSIONING
To decommission the machine it must be made unusable by:
• deactivating the power supply;
• separating the plastic parts from the metal parts.
• Remove the lithium battery from the electronic board.

ATTENTION: the lithium battery must be disposed of in the special containers.

After doing the above, dispose of the waste in compliance with the current directives in the country where the 
machine is located.

Waste disposal
CEE regulations lay down special methods for disposing of waste (**).

Machine
FUTURA is not only a durable machine, but is also re-usable. 

Recycling is a good environmentally friendly practice.

Packing
The FUTURA device is consigned in a cardboard packing box which can be re-used if undamaged. When it is 
to be thrown away it is classifi ed as solid urban waste and should be placed in the special paper collecting bins.
The protective shell containing the machine is in expanded polyethylene, classifi ed as SUW, and can therefore 
be placed in an ordinary waste.

Waste from key-cutting
Residue deriving from key cutting is classifi ed as special waste, but can be included in solid urban waste (SUW) 
as metaI scourers. This waste must be disposed of in the special collection centers according to its classifi cation 
by current laws in Italy and the European Union. If it is contaminated or contains harmful-noxious substances 
which transform the metal residue included in SUW into harmful-noxious substances, it is included in the lists of 
the appendices to current regulations in Italy and the European Union for waste disposal.

    

INFORMATION TO USERS
Under the terms of Directive 2012/19/UE

regarding waste from electric and electronic equipment (WEEE),

• The symbol shown above is also attached to equipment and indicates that it has been placed on the market 
and must be separated and disposed of when no longer wanted (including all components, sub-assemblies 
and consumables that are an integral part of the product).

• Please contact SILCA S.p.A. or any other subject on the national registers of other countries in the European 
Union for information about waste disposal systems for the equipment. Household waste (or of similar origins) 
can be disposed of by the separate urban waste collection system.

• When purchasing new equipment of an equivalent kind the unwanted equipment can be given back to the 
dealer. The dealer will then contact the authority responsible for collecting it.

• Separate waste collection of unwanted equipment and its forwarding to treatment, recovery and environmentally 
friendly disposal makes it possible to avoid potential negative effects on the environment and human health, 
and assists recycling and recovery of materials.

• Unauthorized disposal of the product by the user is punished by the application of fi nes established by the 
countries which have received Directive 2009/98/CE.

(**) wastes are substances or objects deriving from human activity or natural cycles which are discarded, or intended to be discarded.
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9 ASSISTANCE
Silca provides full assistance to purchasers of the key-cutting machine. To ensure complete safety for the operator,
any job not specifi  ed in this manual should be carried out by the manufacturer or in the special Service Centres
recommended by Silca.
On the back cover of this manual is a list of the manufacturer’s addresses; listed below are the addresses of 
specialized Service Centers.

9.1 HOW TO REQUEST SERVICE
The guarantee attached to the key-cutting machines ensures free repairs or replacements of faulty parts within 
24 months of purchase. All other service calls must be arranged by the customer with Silca or with a Silca service
center.
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10  ELECTRICAL DIAGRAMS
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J13  X axis motor
J12  X axis sensor

J15  Y axis sensor

J17  Z axis sensor

J19 not used
J16 not used

J14  Y axis motor

J18  Z axis motor

     + micro carter
J7  cutter motors
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MOTHER
BOARD J9

OPTIC READER
   (1st version)

Laser receiver

Laser transmitter

MOTHER
BOARD J9

OPTIC READER
   (2nd version)

Laser receiver

Laser transmitter
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MOTHER BOARD J13

MOTHER BOARD J14

MOTHER BOARD J18

STEP MOTOR Z AXIS

STEP MOTOR Y AXIS

STEP MOTOR X AXIS 

red
light blue
green
yellow

red
white/red
green
white/green

red
white/red
green
white/green

MOTHER BOARD J12

X AXIS SENSOR

Y AXIS SENSOR

Z AXIS SENSOR

MOTHER BOARD J15

MOTHER BOARD J17

yellow
black
light blue

brown
black
light blue

brown
black
light blue

brown
light blue
black
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MOTHER BOARD J22

TRACER POINT SENSOR

MICRO CARTER

black

brown

light blue

MOTHER BOARD J8

MOTHER BOARD J2
black

green

brown

red

light blue

light blue

black

red

LED LAMP

LED LAMP RGB

red

green

blue
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MOTHER BOARD J10

MOTHER BOARD J21

GAUGE SENSOR

ELECTRIC CONTACT

MOTHER BOARD J5

USB PORT

S1 USB
red1

6 

white
green
black

+5V
USB-DM
USB-DP
GND-USB
SHIELD
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red

+24V
+/-

red

blackblack

MOTHER BOARD J7

MOTHER BOARD J4

EMERGENCY PUSH BUTTON

Cutter
motor
laser

Cutter
motor
flat

Micro
carter

CUTTER MOTOR

Filter

POWER SUPPLY
24V

+ MICRO CARTER

1

2

ETHERNET
CABLE

ETHERNET PORT

ETHERNET CABLE EXTENSION

MOTHER
BOARD J3
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EN IT DE FR ES PT NL

J2 Led lamp lampada led Led Lampe Lampe Led Lampara Led Lâmpada Led Led lamp

J3 Ethernet port Porta ethernet Ethernet-
Anschluss Port Ethernet Puerto ethernet Porta ethernet Ethernetpoort

J4 Power feeder
+24V

Alimentatore
+24V

Speisegerat
+24V

Alimentateur 
+24V

Alimentador 
+24V

Alimentador
+24V 

Voedingseenheid 
+24V

J5 USB port Porta USB USB-Anschluss Port USB Puerto USB Porta USB USB-poort

J6 Antenna Antenna Antenne Antenne Antena Antena Antenne

J7 Cutter motor
+ micro carter

Motore fresa
+ micro carter

Motor-Fräser
+ Mikro-Carter

Moteur fraise
+ micro carter

Motor fresa
+ micro carter

Motor fresa
+ micro carter

Freesmotor
+ cover micro

J8 Led lamp RGB Lampada Led 
RGB Led Lampe RGB Lampe Led 

RGB
Lámpara Led 

RGB
Lâmpada Led 

RGB
Led lamp

RGB

J9 Optic reader Lettore ottico Opticher Leser Lecteur
optique Lector optico Leitor optico Optische lezer

J10 Gauge sensor Sensore calibro  Lehre-Fühler Senseur
calibre Detector calibre Sensor calibre Gauge sensor

J12 X axis sensor  Sensore asse X Fuhler X-Achse Senseur axe X Detector eje X Sensor eixo X X-as sensor

J13 X axis motor Motore asse X Motor X-Achse Moteur axe X Motor eje X Motor eixo X X-as motor

J14 Y axis motor Motore asse Y Motor Y-Achse Moteur axe Y Motor eje Y Motor eixo Y Y-as motor

J15 Y axis sensor Sensore asse Y Fuhler Y-Achse Senseur axe Y Detector eje Y Sensor eixo Y Y-as sensor

J16 not used non usato nicht verwendet non utilisé no utilizado não utilizado niet gebruikt

J17 Z axis sensor Sensore asse Z Fuhler Z-Achse Senseur axe Z Detector eje Z Sensor eixo Z Z-as sensor

J18 Z axis motor Motore asse Z Motor Z-Achse Moteur axe Z Motor eje Z Motor eixo Z Z-as motor

J19 not used non usato nicht verwendet non utilisé no utilizado não utilizado niet gebruikt

J20 not used non usato nicht verwendet non utilisé no utilizado não utilizado niet gebruikt

J21 Electric
contact

Contatto
elettrico

Elektrische
Kontakt

Contact
électrique

Contacto
eléctrico

Contato
elétrico

Elektrisch
contact

J22 Micro cover +
tracer point sensor

Micro carter +
sensore tastatore

Mikro Carter +
Taster Fühler

Micro carter +
senseur palpador

Micro carter +
sensor palpador

Micro carter +
sensor palpador

Cover micro +
sensor tracer punt

J23 not used non usato nicht verwendet non utilisé no utilizado não utilizado niet gebruikt
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1 FUTURA MODELS - GENERAL INFORMATION 

• Futura 
A machine for cutting/decoding keys with standard, laser and dimple cuts and cutting by “Copy from original” 
of cylinder and automobile keys with standard cuts.

• Futura NA 
A machine (for the American market) for cutting/decoding keys with standard, laser and dimple cuts and 
cutting by “Copy from original” of cylinder and automobile keys with standard cuts.

• Futura JAPAN
A cutting machine (for the Japanese market) for cutting/decoding keys with standard, laser and dimple cuts 
and cutting by “Copy from original” of cylinder and automobile keys with standard cuts.

• Futura AUTO
Cutting machine for cutting/decoding vehicle keys (cars, motor bikes, trucks, bicycles and relative 
accessories, etc.) with standard and laser cuts. Cutting by “Copy from original” of vehicle keys with standard 
cuts.

•  TOKEN Futura (chap.11)
Pay per use” key-cutting machine run on tokens.

Nota: please check with Silca whether the token option is available on the version you require.

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015 3 - SW



  PROGRAM START

To start the program tap the icon  on the Tablet screen.
If the program does not start check the network settings/use (see Ch.6.3.4).

1- Search
Menu used to select a category of Series Searches.

5 - Options
Menu used to set up the machine.

2 - Copy by Original
Menu used to make a copy of a key by means of a 
laser reader (standard edge cut keys only).

6 - Upgrades
Menu used to update machine software.

3 - Favourites
Menu used to access a series of searches 
previously set up as favourites.

7 - Backup | Recovery
Menu used to save machine data and restore 
them when necessary.

4 - Queue of jobs
Menu used to run the job queue previously created 
from the search menu.

8 - Info
Menu showing machine details.

Machine ID: shows the name of the Futura machine.

Initial menu: tap the symbol to go back to the initial menu.

Favourites: tap the symbol to view the data cards/series saved in the favorites menu.

Copy by Original: tap the symbol for direct access to the “Copy from Original” menu.

Search menu: tap the symbol for direct access to the “Search” menu.

Information: tap the symbol to view information about the Futura machine

Turn off machine: tap the symbol to turn off the Futura machine without affecting the software; wait until 
the green light goes out and then turn off the machine with the ON/Emergency push button.

1 2 3

4 5 6 7 8

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015
4 - SW



  CHOICE OF KEYBOARD
When the FUTURA program is started you are required to choose the type of keyboard you will use for 
entering data.
SILCA Keyboard: smaller keyboard specially designed for the FUTURA program.
Android (AOSP) keyboard: standard Android Tablet keyboard.

If you have chosen the Silca keyboard you can go back to Android by hitting the key on the Silca keyboard.

  CHANGE PROGRAM LANGUAGE
The default program language is English. To change language go to the Options menu (Ch.6), select Settings 
-> Options -> General -> Language and choose the language you require.

  MEASURING UNITS
All the values given in the program for the technical measurements of keys and clamps are expressed in 
hundredths of a millimetre (default) or thousandths of an inch, according to the measuring unit chosen from 
the “Options” menu.
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  DROP-DOWN MENU 

To view this menu on the Tablet scroll from left to right to open the list:

Connect to: used to fi nd the FUTURA machine, if there is a LAN connection or Wi-Fi Access Point. 

Reload page:  used to reload the page if it is not properly viewed/activated.

Restart Machine: used to restart the machine.

Machine IP address: used to enter the FUTURA IP address manually (default is192.168.0.1). 

Reset Axes:  used to clear the axes on the FUTURA machine.

Machine Status: used to see connection status between the machine and Tablet.

Change Keyboard:  used to select and set the type of keyboard to be used (Silca or ASUS keyboard)

Machine Registration: used to register the FUTURA machine when the Tablet is connected to a Wi-Fi 
network with internet access.

Update FUTURA: used to download new updates for the machine when the Tablet is connected to a Wi-
Fi network with internet access.

Recovery tools: this function is protected by a password and is for the exclusive use of Silca personnel.

In addition, the Silca App version installed on the Tablet is shown below.
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2 SEARCHES

When the Searches menu is opened, the following window appears:

2.1 STANDARD keys
Menu used to make a search restricted to the category fl at keys only (e.g.: CS207 - YA31 - UL050 ... ).          
(No on Futura Auto).

2.2 VEHICLE keys
This menu is used to restrict a search to the category of standard edge cut and track vehicle keys only (e.g.: 
HU66P - GT15R - YM28T2 ... )

2.3 DIMPLE / TRACK keys
This menu is used to restrict a search to the dimple/track category of keys (e.g. CS48 - IE15 - AB48 ... ).       
(No on Futura Auto).

2.4 FULL KEY SEARCHING
This menu is used to make extended searches not restricted to categories. (No on Futura Auto).

The SEARCH menu for VEHICLE keys differs from the others in that it has 4 extra search parameters:

Vehicle make: enter the name of the vehicle manufacturer.

Model:   enter the name of the vehicle model.

Year from:   enter the year the model fi rst came out.

Year to:   enter the year production of the model ceased, or leave the fi eld empty.

2.5 TRASPONDER GUIDE
The Transponder Guide contains all the transponder key copying solutions provided by Silca (chap.10).
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See example of STANDARD keys search fl ow.

When you enter the STANDARD keys category the following window appears for you to enter the search 
parameters.

2.6 SEARCH Parameters

Code: enter the indirect key-cutting code.

Card / Sn: enter the card number or serial number assigned by Silca. 

Key blanks: enter the Silca/Ilco key blank code or comparative.

Key manufacturer: enter name of key manufacturer.

Cuts: enter number of cuts for the key to be included in the search.

Lock Manufacturer: enter the brand of lock to be included in the search.

Lock system:   enter the name of the lock system.

Press “Clear” to delete the entered fi elds.
After entering one or more parameters, tap the “Search” button to start the search. This operation will show 
the data relating to the lock systems found and information about the Silca/Ilco key blank, if applicable. 
Tap  on the left-hand side of the page to re-open the Search Parameters window.
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2.7 DATA CARD/SERIE info

To access the cutting card select the relevant line and tap the “OPEN CUTTING CARD” button.
In the section of the window showingthe search results 

• Order searches by tapping the arrow next to the relative fi elds.

• Select a series from those shown, or search for it on the next pages: 

•  Tap this icon to access the “Transponder Guide” (for vehicle keys).

• Select the “Silca” or “User” series:

-  “Silca” is the default icon for viewing Silca series.

-  tap “User” to view the existing user series (Ch.9) associated to the selected card.

• Tap the special fi eld to enter the Hook position: it is automatically saved when the keyboard is turned 
off.

There are “3 folders” on the right of the screen:

INFORMATION: shows information about the lock make, applications and Silca/Ilco key blank. Info about 
a key can be viewed by tapping the fi eld relating to the key blank. 

APPLICATIONS: shows the applications for which this key blank is used: 
locks, cylinders, vehicle model,etc.

CARD: shows information relating to accessories needed for cutting keys with 
the FUTURA key-cutting machine.
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KEY BLANK 

To gain access to additional information regarding the Silca key blank simply tap on the following icon 

• List of other Silca key blanks that can be used 
• List of comparative key blanks
• List of Brand names linked to the Silca key blank.
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2.8 Using a CUTTING DATA CARD
Example: Data card for STANDARD keys

 
The screen shows all the technical details relating to the selected cutting card (e.g. Card, SN, Profi le, Series, 
Spaces, Depth, Cutting angle).

Tap the  key to go back to the previous screen.

Tap  to edit the way to view depths on the card: 

• Depths referring to the “key axis” (Fig. 1). 
• Depths referring to “key back” (i.e. the plate/bottom of the clamp) (Fig. 2). 
Note: this function is only available for two sided symmetrical keys (standard and vehicles).

 
Fig. 1 Fig. 2 
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The list on the right contains the functions listed below:
• CODE: enter the indirect code for cutting the key.
• CUTS: this function is used to enter direct cuts.

 

•  QUEUE OF JOB: If the cut is fi lled and correct you can save your job in “Queue of Job” by tapping 
the following icon  (the job can then be done afterwards).

Tap on “Queue of Job” to display the list of jobs available.

• DECODING: used to decode the cuts on the original key. 

ATTENTION: make sure the key to be decoded is clean.

ATTENTION: anodised aluminium dimple/laser keys, plastic keys or any other key without electrical 
conductivity CANNOT BE decoded! For these types of keys digit the cuts directly or enter the 
indirect code if the SSN in use allows it. 

Tap “Decoding”: information appears regarding the position of the key in the clamp.
To continue tap START and perform the operations described on the screen. At the end of the operation tap 
OK.
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To view the decoded measurements and the measurements read on the key, tap “Decoded Values” on the 
bottom of the screen.

Then tap “CUT” to cut the key using the combination provided by the previous operation.
Copy key with measurements read: after decoding a key the cuts can be verifi ed and compared to 
the keys original cuts. If the cuts “Offset” values are signifi cant, it’s possible to cut the key by using the 
measurements just read (not the keys original cuts nominal values that are in the card) by inserting a 
check “fl ag” in the appropriate box.

NOTE: when decoding standard keys, you must use the clamp side designated by the software as well 
as the stop position designated in order to decode the key properly. Use of other clamp positions or stop 
positions will result in a misread key. Once decoded, should you receive the message “key blank not 
allowed” or “bad permutation”, the key may not have been positioned properly. As a result the software 
will not recognize the key blank or the depths read will not correspond with any of the codes in the code 
series database. If you are sure that the proper card and key blank were used, reposition your key and try 
again.
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• MANUAL CORRECTIONS: to enter manual adjustments in the relative fi elds for X axis and Y axis, 
activate the “Use corrections” fl ag, tap “Save” and then “Close”. 

Adjustments: from -30 to +30 hundredths of mm (+/- 118 thousandths of an inch)

Close the window after it has shown an OK message. 
An icon  indicates when the manual adjustment is active.

 

Confi rm with “Save”.
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• PARTIAL CUTS: used to make a search for correspondence with the code table (if applicable): enter 
the known cuts and tap “Search”.

Cutting tree: function accessible only from “Partial cuts” and enabled only for Data cards/Series with 
code tables available. Tap the “Cutting Tree” key to continue.

- The list of keys shown in the cutting tree coincides with the list of keys shown in the “Partial cuts” window; 
however, here the keys are listed according to Groups, Code and Cuts in order to reduce to a minimum the 
number of key blanks to be used.

- The box at the top of the screen shows the maximum number of key blanks to be used for all the possible cut 
combinations listed.

- Each Group needs a new key blank to cover all the cut combinations it lists (work down from top). Select the 
group and/or single code and tap the QUEUE key to place them in the job queue.

- Tap Close, OK, and then Queue of Job.
- The jobs must be carried out in progressive order, starting from the key with the shallowest cuts to those with 

deeper cuts.
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• CARD OPTIONS

Cut type: alternative cutting methods can be chosen from Flat, Track, Normal, Normal Easy;

 NORMAL (M_NORMALE_FLAT_LFD)
For conventional car and door keys.

 FLAT (M_PIANO_FLAT_LFD)
Mainly used for car keys where the cut edges are rounded 
to facilitate the movement of the blades when the key is 
put into the lock.

 LASER (M_LASER_FLAT_LFD)
Conjunction of the cutting angles is determined automati-
cally by the machine, allowing cuts to be made with varia-
ble angles; this facilitates the smooth entry of the key into 
the lock, prolonging the working life of the key.

 NORMAL EASY (M_EASY_FLAT_LFD)
Concerns traditional automotive and door lock keys, the 
edges of the cuts are removed (when possible) by a defi -
ned value of around 30 hundredths of a millimeter. Likewi-
se even for the keys tip.

Depth removal step: this value indicates the amount of material trimmed by the cutter at each passage 
(example expressed in hundredths of a millimetre).

Key blank dimension: used with the “Detect Key blank measurement” function.
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With keys that have SYMMETRIC CUTS the following window would appear: 

Detect Key blank measurement: this function is used to read the measurement of 
the key blank (stem width) in order to adapt cutting to the key blank in use. If this 
function is enabled it is automatically applied only to keys with two sides.

NOTE: activating the “Detect Key blank measurement” allows the user to clamp the 
key in any jaw position (i.e. clamping the keys profi le on side C or D (only for standard 
and NA versions)) when cutting a key by code. Regardless of the jaw position used, the 
stop position designated by the software must be used. This function is only available 
when cutting two sided (symmetrical) standard keys. 
NOTE: when this function is enabled cuts cannot be repeated on a key already cut.

• INFO CARD: views information about the clamp, side and stop to be used, cutter and key blank.
Tap the relevant icons  to see images and part code.

• NOTE: when highlighted views data card notes, i.e. further specifi c information relating to the position 
of the key or an accessory, etc.

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015 17 - SW



2.9 CUTTING STANDARD fl at keys and CUTTING SPEED

To make a cut on the key, tap CUT  : information is shown about the position of the key in the clamp.

The following can be set:

1 - Pieces: indicates how many keys you wish to cut.

2 - Cutting speed change by means of the following icons:

Material Key - For “hard” materials (such as steel, etc.) select the left-hand icon (the carriage will 
advance more slowly than the default setting)

- For “soft” materials (such as brass, etc.) select the right-hand icon (the carriage will 
advance more quickly than the default setting)

Thickness Key - For very thick keys and/or those with a “full” profi le select the left-hand icon (the number 
of passages will be higher than the default setting) 

- For slimmer keys select the right-hand icon (the number of passages will be lower than 
the default setting) 

 
DEFAULT - When this icon is enabled (highlighted) the values set by Silca are applied. 
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2.10  Cutting DIMPLE/TRACK/TUBULAR keys and CUTTING SPEED

To make a cut on the key, tap CUT  : information is shown about the position of the key in the clamp.

The following can be set:

1 - Pieces: indicates how many keys you wish to cut.

2 - Cutting speed change (relates to carriage advancement).
NOTE: the default value set by Silca is 100.
To change the Silca settings, tap the required value: 
- With a value of 110 (the carriages will advance at a speed 10% higher than the default setting).
-  With a value of 90 or 80 (the carriages will advance 10% or 20% more slowly than the default setting).

Press START to begin the procedure.
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3 COPY BY ORIGINAL

Tap “Copy by Original” to start the procedure for copying an original key using the laser reader as an optic 
reader device.  

This operation can be used only for the types of keys cut on clamp 01V.
The “Copy” procedure is divided into two steps: fi rst load the original key to be read into the clamp 01V, once 
the key has been read, remove the original and load the key blank to be cut.

In the Left-hand Part of the screen:
• Select the clamp side (A-B-C-D) to be used for reading and cutting the key.

• Select the type of Stop involved (0-1-2-3-4)
- in the case of Stop 0 the gauge is used to align the key stop
- with Stops (1-2-3-4) a bar is used to align the stop with the key tip.

• The Distance fi eld is used when the stop selected is 1-2-3-4 and there is an indication of the point 
at which the optic reader will start reading the original key. Normally this point equals Stop 0 which 
refers to the position of the gauge/key stop.
Range [ 0 / -400 hundredths of mm] => insert only NEGATIVE value.

NOTE: clean the optic reader carefully with the brush provided before starting the “Copy by Original” 
procedure.
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When the key has been read, the following can be set:

1 -  Manual adjustments
Manual adjustments can be made to Y and X only if strictly necessary.
Positive value of Y: move cut closer to stop. 
Negative value of Y: move cut away from stop.
Positive value of X: lower the cut.
Negative value of X: raise the cut.
Adjustments admitted: -30 to +30 hundredths of a millimetre. Press “Save” to confi rm.

2 -  Depth removal step

3 -  Pieces: indicates how many keys will be cut.

4 -  Cutting speed change by means of the following icons:
Material key -  For “hard” materials (such as steel, etc.) select the left-hand icon (the carriage will 

advance more slowly than the default setting)
-  For “soft” materials (such as brass, etc.) select the right-hand icon (the carriage will 

advance more quickly than the default setting)

Thickness key - For very thick keys and/or those with a “full” profi le select the left-hand icon (the number 
of passages will be higher than the default setting) 

- For slimmer keys select the right-hand icon (the number of passages will be lower than 
the default setting) 

 
DEFAULT - When this icon is enabled (highlighted) the values set by Silca are applied. 

Remove the key just read from the clamp and load the key blank to be cut, positioning with the same Stop and 
Clamp Side used during the reading process.
Tap “Copy” to start key cutting. 
NOTE: the Copy by Original function will cut the key exactly as read if no manual adjustments are made. 
If you are copying a worn key and do not make manual adjustments, the cut key will be an exact duplicate 
of the original worn key. To copy a worn key back to OEM specifi cations you should use the “Search” 
function to identify the card or code series used for the original key. Once the proper card is opened, 
select “Decoding” on the right side of the card menu. This will measure the cuts based on the depth data 
used by the OEM and the software will make adjustments to the depths measured and cut the duplicate 
key back to OEM specifi cations.

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015 21 - SW



4 FAVORITE’S

The FAVORITES menu contains the data cards that have been selected in the Search menu (Standard 
keys, Vehicle keys, Dimple/Track keys). Saving data cards to the favorites menu will eliminate the time spent 
searching for frequently used cards.

To select data cards to be included in the Favorite’s menu tap the star symbol in the fi rst left-hand column of 
the Search menu; the symbol will be highlighted in black.

To remove a data card in the Favorite’s menu, tap the relevant star symbol, which will go back to white.
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5 QUEUE OF JOBS
The “Queue of Jobs” collects all the jobs (the keys) the user prefers to do later. See on page 12 how to move 
a job in this “Queue of Jobs”.

• To cut the key, select only one job at a time (by inserting a check “fl ag” in the appropriate box) then 
tap on the “arrow” symbol  to gain access to the key cutting screen.

• To select/deselect all the jobs saved in the Queue tap ; the number of pieces can be edited for 
all jobs or all jobs can be deleted.

• To delete a job just tap on the “garbage bin”  or select one or more jobs, and then tap on “Delete 
Job”.

• To modify the amount of keys to cut, just select a job and then tap on “Modify Pieces” then type in 
the amount you intend to cut and tap on “Confi rm”.
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6  OPTIONS

Options contains the following menus:
• Info
• Calibration
• Settings
• Machine maintenance 
• Upgrades
• Backup/Restore
• User series

6.1 INFO
This window shows the main data for the FUTURA machine (e.g. SW update version, serial number, number 
of keys cut, etc.).
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6.2 CALIBRATION

Calibration includes: 
• Clamp Standard keys
• Clamps Dimple/Track keys
• Mobile Tracer
• Standard key Adapter
• Dimple/Track key Adapter

6.2.1 STANDARD key clamp calibration

Tap START to begin calibration.
Fit template Z3 into the 01V clamp, as illustrated.
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When the message “Clean carefully the Optic Reader and key without removing it” appears, lift the safety 
shield and carry out the required operations.
Close the safety shield and press START to continue.

At the end of the operation you are required to save the data entered.
Tap “Yes” to confi rm.

The 01V clamp is calibrated only for Side A.
Only Manual corrections of Y (spaces) e X (depth) can be entered on sides B, C and D.
Positive value of Y: takes cut closer to stop.
Negative value of Y: takes cut away from stop.
Positive value of X: lowers the cut from the axis.
Negative value of X: raises the cut from the axis.
Adjustments: from -30 to +30 hundredths of mm (+/- 118 thousandths of an inch).

Tap “Save” to confi rm.
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6.2.2 DIMPLE/TRACK keys clamp calibration
This menu contains a list of standard clamps and options for cutting these types of keys. Select the required 
clamp and tap START to begin calibration.
Use the 02T tracer for calibrating the clamps.
ATTENTION: to calibrate clamps with J… jaws make sure the jaws are closed completely before 
proceeding.
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At the end of the operation you are required to save the data entered. Tap “Yes” to confi rm.

MANUAL CORRECTIONS
Y, X and Z axis manual corrections can be applied if necessary.
Positive value of Y: takes cut closer to stop.
Negative value of Y: takes cut away from stop.
Positive value of X: moves cut to the right of the axis.
Negative value of X: moves cut to the left of the axis.
Positive value of Z: lowers the cut from the axis.
Negative value of Z: raises the cut from the axis.

Adjustments: from -30 to +30 hundredths of mm (+/- 118 thousandths of an inch)
Tap “Save” to confi rm.

6.2.3 MOBILE TRACER 01T calibration
ATTENTION: when calibrating the 01T mobile tracer make sure the J1-J2 jaws are completely 
closed before proceeding.

Lower the 01T mobile tracer and lock in place by turning the knurled knob clockwise.
Tap START to begin calibration and follow the instructions on the screen.
At the end of the operation you are required to save the data entered.
Tap YES to confi rm.
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6.2.4 STANDARD key Adapter calibration

Adjustments to X (spaces) and Y (depths) can be made manually.
Positive value of Y: takes cut closer to stop.
Negative value of Y: takes cut away from stop.
Positive value of X: lowers the cut from the axis.
Negative value of X: raises the cut from the axis.
Adjustments: from -30 to +30 hundredths of mm (+/- 118 thousandths of an inch). Tap “Save” to confi rm.

6.2.5 DIMPLE/TRACK keys Adapters calibration

Positive value of Y: takes cut closer to stop.
Negative value of Y: takes cut away from stop.
Positive value of X: moves cut to the right of the axis.
Negative value of X: moves cut to the left of the axis.
Positive value of Z: lowers the cut from the axis.
Negative value of Z: raises the cut from the axis.
Adjustments: from -30 to +30 hundredths of mm) (+/- 118 thousandths of an inch). Tap “Save” to confi rm.
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6.3 SETTINGS

The Settings menu contains:
• Zero-point Calibration (STANDARD key)
• Zero-point Calibration (DIMPLE/TRACK key)
• Options
• Network setting

6.3.1 Zero-point Calibration (STANDARD key)
Tap START and follow the instructions on the screen.
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At the end of the operation you are required to save the data entered.
Tap “Yes” to confi rm.
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6.3.2 Zero-point Calibration (DIMPLE/TRACK key)

This operation requires the use of the 02T tracer.
ATTENTION:  make sure the jaws are completely closed before starting.
Tap START and follow the instructions on the screen.
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At the end of the operation you are required to save the data entered.
Tap “Yes” to confi rm.
NOTE: Remember to replace the 02T tracer with the proper cutter prior to attempting to cut a key to 
prevent damaging the 02T tracer.
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6.3.3 Options
The Options menu contains:
- General
- Preferences STANDARD key
- Preferences DIMPLE/TRACK key

6.3.3.a General
The following parameters can be modifi ed:

• Measurement Unit (millimeters or inches)

• Language
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• Comparatives (comparative brands to visualize for key research)
It’s possible to pick and/or unpick brands that can be seen after a research of comparatives articles.
In the comparative list Silca is activated by default.

• Reference Key Manufacturer
After a key search… the key to be duplicated will always (with exception*) be the Silca reference by default. 
ILCO can also be set as a reference by default.
* keys that are not produced by Silca (copyright - obsolete - new keys)
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6.3.3.b Preferences Standard key

Cutting check: in simple terms …MACS protection (Maximum Adjacent Cut Specifi cation). When 
enabled this function prevents the FUTURA from accepting user input of direct cuts that would result in a 
combination of cuts not included in the data cards.

Check installed key: when enabled this function checks whether the second side of the key is properly 
aligned in the clamp. Any alignment errors (taper) will be offset. This function is used only for keys with 
cuts on both sides.

Rectify key STOP: when enabled adjusts the key stop as per instructions on the screen.

Minimum distance from stop: the range [50-90] (hundredths of a millimeter); 
197-354 thousandths of an Inch)

Interval for parameters involved (in hundredths of a millimeter):
X 0 - 99
Y 0 - 400
H 0 - 400
L 0 - 500

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015
36 - SW



6.3.3.c Preferences DIMPLE/TRACK key

Set preferences: used to enable or disable the use of the 01T mobile tracer. If the fi eld is not selected 
the 02T tracer is required, to be fi tted into the shaft for the decoding operations.

Carriage speed at rapid: used to set the carriage speed for rapid movements; the pre-set value of 3000 
is recommended by Silca.
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6.3.4  USE

The FUTURA machine can be set up in one of the 4 modes below:
• ACCESS POINT through Wi-Fi
• LOCAL NETWORK (LAN)
• TETHERING over USB
• ETHERNET with connection to LAN 

6.3.4.a ACCESS POINT mode (Wi-Fi connection between machine and Tablet)
 

In this mode the Tablet connects directly to the machine. 
The machine is set on this mode in our workshops.

ACCESS POINT 

When the machine and Tablet are switched on the connection automatically activates in around two minutes; 
if not, check the Wi-Fi connection from your Tablet to see if the machine is included in the Wi-Fi networks that 
are found; the FUTURA machine will appear as Silca-Futura_....
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If it is not connected pick “Silca-Futura_...” and input the password which correspond to the FUTURA machine 
serial number (made up of 13 numbers).
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The option to change the Wi-Fi channel is used in cases when the (point to point) communication cannot 
be properly connected since there are too many devices tuned to the same channel. 
It also permits the user to adapt to the rules and restrictions of Wi-Fi channel use in their country.
To change the channel one must fi rst be connected, select the new channel and then reboot the machine.

6.3.4.b  LOCAL NETWORK mode
This mode is used to connect the machine to a Wi-Fi router. Connect the Tablet to the same router to 
communicate with the machine.

LOCAL NETWORK (LAN)

To access this method of use, go to the “Settings” menu on the tablet, select “Network setting” and hit the 
“Local Network mode” icon.
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Perform the following operations to activate this method:

1) FUTURA CONNECTION TO A Wi-Fi ROUTER
Pick the network to which you want to connect by tapping the SSID fi eld and then inserting the network’s 
password.
Tap “Save” to reboot the machine in Local Network. The machine should initially reboot with a fl ashing white 
and blue light, to then end with two fl ashing blue lights that indicate the connection to the local network was 
successful.
If the inserted password was incorrect the machine would reboot in Access Point mode with an intermitted 
fl ashing blue light.
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2) CONNECTING TABLET TO A Wi-Fi ROUTER

From the Tablet’s “Settings” menu tap on the desired network to connect.

3) REBOOTING THE FUTURA’S APPS

Open the drop-down menu and select “Connect to”.

Tap on “Start Search” in the following window.
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Tap on “Silca-Futura…” in the following window to obtain a connection between the Futura’s APPS Silca.apk 
and the machine.

The last mode setting will be automatically saved by the machine at each successive reboot; if the 
last set mode was “Local Network” and this mode is not recognized within a certain time frame the 
FUTURA will automatically go to “Access Point” mode.
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6.3.4.c TETHERING USB mode

This method is used to connect the machine to a tablet by means of a USB cable.
Use the power cable provided with the tablet.
NOTE: this function is active from software version 2.12.0.

Attention!  This control is active and can be selected only if: 
- the tablet Wi-Fi network is disabled (OFF).
- the USB cable is connected to the tablet and machine.
- an Ethernet cable is not connected to the machine port.

TETHERING USB

Connect the USB cable to the machine and tablet. 
Access “Settings” on the tablet by selecting the corresponding icon in the list of applications.
Set “OFF” to disable the Wi-Fi. 
In the tablet “Settings” hit the “More...” icon and select the item “Tethering & Portable hotspot”.

Tick “USB Tethering” or select “ON” to enable.
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When this item is enabled a green light on the machine will fl ash for a few seconds. It may take 10-20 seconds 
for this to happen.
Start the Silca Futura application and open the drop-down menu.
Select “Connect to” to fi nd the machine.

When the machine has been found, hit to select and establish connection.

NOTE: if the tablet and machine have been turned off, when turning on the USB connection must be made 
again, in the way described above, if you wish to work with the Tethering USB mode.

When the machine-tablet connection has been made the tablet Wi-Fi connection can be re-established, 
if necessary.

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015 45 - SW



6.3.4.d ETHERNET with connection to LAN and router
This method is used to connect the FUTURA key-cutting machine to the LAN by cable in the machine ethernet 
port and the tablet connected by Access Point.

ETHERNET with connection to LAN and router

After connecting the machine to the router with the ethernet cable, connect the tablet to the router only if you 
need an internet connection for your tablet:
Select the router from the tablet “Settings” menu and make the connection.

Open the drop-down menu and select “Connect to”.

Hit “Start search” in the window that appears”.
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Hit the description “Silca-Futura…” on the screen to connect to the Silca.apk APP connection.
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6.4 MACHINE MAINTENANCE

• Digital Inputs
This function is used to test operation of the digital inputs on the electronic board to which they are connected: 
screen micro, gauge position sensor, electrical contact, etc.
To perform the test carry out the movement described for each item and check that the relative signal changes 
color from red to green. 

• Digital Outputs
This function is used to test operation of the digital outputs on the electronic board and relative devices 
connected to it. To perform the test tap ON on the screen.
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• Motors
This function is used to test operation of the 3 step motors for the X, Y and Z axes (at the moment the B axis 
is not used). To perform the test tap “+” for the axis involved. 
Note: The carriage must not reach and hit the end of its run.
The Reset key homes the axes.
NOTE: tap “-” only when the value shown in the “Working position” fi eld is positive.
Axis clearance sensor: the ring becomes green when activated.

• Cutter motors
To perform the test tap the button for the motor to be tested: check that the cutter turns for 5 seconds.

• Optical Reader
Perform the Optical reader threshold test to verify if the optical reader is active.
- Tapping on the “Read laser threshold” switches the optical reader from “-” to “0”.
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- Perform the Optical reader threshold test only if encountering anomalies when reading and/or decoding keys.
- Thoroughly clean the optical reader’s glass, close the protective shield.
- Tap on “Optical reader calibration”:

- the green ball indicates that the optical reader is calibrated. 
- the red ball indicates that you must thoroughly clean the optical readers lens and re-calibrate the reader.

ATTENTION: after the Optical reader calibration proceed with the machine zero points calibration 
(standard fl at keys) then with the standard fl at keys clamp calibration.

• Connections
This function shows all the machine connections that are available.

• Log Files
The Log fi le is requested by Silca when on board machine software anomalies are encountered.
This function permits to create and save a log fi le:
- on a USB key connected to the machine’s USB port.
- or directly to Silca’s Server (with the FUTURA machine connected to a local network) Wi-fi  or LAN cable 

connection).
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• Advanced Setting

Function for Silca internal use.
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7 MACHINE UPDATE AND REGISTRATION

7.1  MACHINE REGISTRATION 
To download the machine software updates you must be registered on the SILCA WEB FUTURA server. This 
operation is required only on fi rst access.

From the 2.6.0 version of the program on, after cutting at least 50 keys you are required to register the 
machine on the Silca Web FUTURA server.

• If the machine is not registered now, the same message will appear every time FUTURA is started.
• If the machine is not registered it will not be possible to download software updates. 

There are 4 ways to register:

Method 1: FUTURA machine and Tablet connected in local Wi-Fi network mode, or FUTURA machine in 
Access Point mode connected to the router by Ethernet cable.

Method 2: FUTURA machine and Tablet connected in Access Point mode (take the Tablet where it can be 
Wi-Fi connected).

Method 3: Use the “Silca Remote Service” program (SRS).

Method 4: Registration through browser from a PC/Tablet connected to the internet
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Method 1
FUTURA machine and Tablet connected in local Wi-Fi network mode, or FUTURA machine in 
Access Point mode connected to the router by Ethernet cable
Tap  to view the registration method for Futura machines.
- Start the FUTURA program; tap the icon OPTIONS -> Settings -> Registration
- Enter the data into the fi elds shown (those with * are required) and then tap Register and wait for a message 

communicating that the machine has been registered. Tap Close.

A message confi rming registration will arrive at the address given.
Use your mail program to open the e-mail from Silca and click on “Validating email”.

At the end, tap “Close” and then “Check” to conclude the registration procedure on the Tablet.
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Method 2
FUTURA machine and Tablet connected in Access Point mode.
NOTE: the Tablet must be taken where there is a Wi-Fi connection with internet access.

Connect a tablet to your local Wi-Fi network and connect to the internet to start the Silca FUTURA app. Scroll 
from left to right to open the drop-down menu, as shown below.

Tap “Machine Registration”.

- If the serial number is not read, digit its thirteen numerical characters and press “Check”.
- Enter the data into the fi elds shown (those with * are required) then tap Register.
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- A message confi rming registration will arrive at the address given. Use your mail program to open the e-mail 
from Silca and click on “Validating email”.

- Go back to the FUTURA machine and re-connect in Access Point mode.
NOTE: when the machine is updated for the fi rst time registration data will be transmitted by the Futura 
WEB server to the machine.
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Method 3
Using the Silca Remote Service (SRS) program
FUTURA machine and tablet connected in Access Point mode
Install the “Silca Remote Service” program on your PC. The program can be downloaded from the Silca 
website www.silca.biz, by selecting the Products menu -> Silca Key Programs -> SKP Modules -> Silca 
Remote Service.

- Start the program and select the Futura machine model, select the “Next” button and then “Register”: a 
dedicated web page will appear.

- If the machine has not already been registered, enter the data in the relevant fi elds (fi elds marked * are 
required) and then hit “Register”.

-  A message will be sent to the given email address to confi rm registration. Use your mail program to open the 
email from Silca and click on “Validating email”.

The machine is now registered.
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Method 4
Registration through browser from a PC/tablet connected to the internet
Access any browser from your PC or tablet and enter the following address:

https://www.silcawebsw.biz/futura/reg/index.html
- Select the language in the top right-hand corner of the page.

 Enter the machine serial number (13 digits) and then hit “Check”.

- Enter the data in the fi elds indicated (fi elds marked (*) are required), hit “I agree”, then “Register” and wait for 
the message confi rming that the machine has been registered.

- Confi rmation of registration will be sent to the email address indicated. 
- Use your email program to open the e-mail received from Silca and click on “Validating email”.
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7.2 MACHINE SOFTWARE UPDATE

NOTE: Silca periodically releases Software and Data Updates for the machine. To check for new updates 
use one of the connection methods available. 

ATTENTION: Do not insert a USB modem sticks for the transfer of data in the machine USB port.
FUTURA can be updated in one of the following ways:

Update with LOCAL NETWORK mode Update with LOCAL NETWORK option

Connect the FUTURA machine to the local Wi-Fi 
network (Attention: fi rst set up FUTURA and then 
the Tablet in Local Network mode)

Connect the FUTURA machine to the LOCAL 
network inserting the network cable to the machine 
Ethernet port (the machine must remain in Access 
Point mode).

Fig. 3 Fig. 4 

Update with SRS Program
(Silca Remote Service) Update from TABLET

1) Use the Silca Remote Service (SRS) to download 
the software update from the web.

2) Use a USB PEN to transfer the update onto the 
machine.

1)  Use the Tablet connected to a Wi-Fi network with 
Internet access to download the software update. 

2)  Connect the Tablet to the machine in ACCESS 
POINT mode to transfer the update to the machine. 

Fig. 5 Fig. 6 

1 2
1 2
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7.2.1 Update in LOCAL NETWORK mode (Fig. 3 - Fig. 4)

ATTENTION: Make sure there is no USB PEN in the Futura machine USB port during updating. 
Tap  to view machine update methods.

To upgrade the FUTURA machines software in manual mode, follow the steps indicated below.

Fig. 7 

Tap on “Check for Updates” to get a list of what will be downloaded with the update.

Fig. 8 

Tap “News” to see information about the update to be installed on the machine.
Tap on “Yes” to start downloading.
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Fig. 9

When download is over, you will be asked to restart the FUTURA machine (procedure run by the software).
Follow the on-screen instructions.

7.2.2 Update with SILCA REMOTE SERVICE Program (Fig. 5)
Install the “Silca Remote Service” program on your PC. The program can be downloaded from the Silca 
website www.silca.biz, by selecting the Products menu -> Silca Key Programs -> SKP Modules -> Silca 
Remote Service

The machine can be updated in the following ways:

Method 1 (Quick update)
Quick update (saves time as it downloads only the fi les needed)
- Fit a blank format FAT32 USB PEN into the Futura machine and open the machine software; go to the 

Diagnostics menu -> Log File and press “Save log fi le” on the USB pen.
- Fit the USB PEN into the PC on which the SRS program is installed, go to the SRS program screen regarding 

quick update preparation and wait for the update fi le to be saved on the machine. If the machine is not 
registered you will be required to register using the special website page.

- Ensure that the FUTURA machine is off (red push button) and that the FUTURA app on the tablet is closed.
- Fit the USB PEN into the FUTURA machine USB port (at the back of the machine).
- Start the FUTURA machine and wait a few minutes until the white light fl ashes regularly. Remove the USB 

PEN (without turning off the FUTURA machine). Wait for FUTURA to re-boot (blue light fl ashing regularly). 
Start the Futura APP from your tablet.

ATTENTION: do not unplug or turn off FUTURA during updating.
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Method 2 (Total update)
Total update (all fi les will be downloaded)

Start the program  and select the FUTURA machine.
ATTENTION: you need a blank FAT32 format USB PEN.
- Enter the FUTURA machine serial number into the SRS program screen regarding update preparation and 

then fi t a USB PEN into the PC. Wait for the update fi le to be saved on the USB pen. If the machine is not 
registered you will be required to register using the special website page.

- Ensure that the FUTURA machine is off (red push button) and that the FUTURA app on your tablet is closed.
- Fit the USB PEN into the FUTURA machine USB port (on the back of the machine).
- Start the FUTURA machine and wait a few minutes until the white light fl ashes regularly. Remove the USB 

PEN (without turning off the FUTURA machine). Wait for FUTURA to re-boot (blue light fl ashing regularly). 
Start the Futura APP from your tablet.

ATTENTION: do not unplug or turn off FUTURA during updating.

7.2.3 Update from TABLET (Fig. 6)

ATTENTION: Make sure there is no USB PEN in the Futura machine USB port during updating. 
This update procedure is employed to update the FUTURA machine using the Tablet, after taking the Tablet 
to a place where there is a Wi-Fi network with internet access.
Before starting, check that the machine is registered (shown on the Machine Registration screen). On the 
tablet scroll from left to right to open the drop-down menu:

Tap “Machine registration” to view a screen: enter the machine serial number (13 digits) and then hit “Check”.
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- Take the Tablet where there is a Wi-Fi network, connect the Tablet to the Wi-Fi network and start the Silca 
FUTURA application.

- On the Tablet scroll from left to right to open the drop-down menu.

- Tap “Update Futura” to see a screen showing machine information. Tap “Check updates” and wait a few 
minutes.

- At the end tap Download.
- When the message appears to connect to the machine for update installation, go back to the FUTURA 

machine, start the Silca FUTURA application and connect in Access Point mode.
- On the Tablet scroll from left to right to open the menu, tap “Update Futura” and then “Apply update”. Wait 

a few minutes until a message appears to restart the FUTURA machine (procedure run by the software). 
Wait a few minutes for the machine to start, then connect to the Tablet when the intermittent blue light begins 
fl ashing.
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7.3 APP UPDATE (Silca.apk and SilcaKeyboard.apk)

After you updated the FUTURA machine’s software, when the program starts up, you may see the following 
screen indicating that a new version of the Silca.apk or SilcaKeyboard.apk is avaialble.

Fig. 10

Tap on “Install” and proceed with updating the APP.

Fig. 11 

Close the application that is opened by tapping on  and dragging the Futura APP downwards off the 
screen (see Fig. 12).
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Fig. 12 

Tap on “Downloads”  (Fig. 13). 

Fig. 13 
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Select Silca.apk and tap on “Install” (Fig. 14).

Fig. 14 

Wait for the update to fi nish. 
Do the same for upgrading the SilcaKeyboard.apk.
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8 BACKUP / RECOVERY

This function permits to create and save a backup (backup User database) fi le in a USB key that can be 
connected the machine’s USB port.
Also provided is the recovery (Restore User database) function always using the USB key with the last fi le 
that was saved on it.
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9  USER SERIES
Function accessible from “Options => User Series”. 
This function is available to the user to import a code table in XML-Keso or CSV format, associating it to a data 
card and thereby creating a new user series.
- Use a USB-PEN, FAT32 format, and copy onto it the fi le (or fi les) with the table to be imported. Note: the fi le 

must not be in a folder.
- Insert the USB-PEN into the Futura USB port.

To create the user series, tap “User Series Management”.

Tap “Add Series” to import the new fi le.
When the User Series exists and is selected/highlighted you can:
- Tap the “Edit” key to vary certain parameters associated to the series.
- Tap the “Eliminate” key to erase the selected series.
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-  Follow the instructions on the Tablet page. During guided import you will be required to enter or select certain 
parameters to associate to the new series (e.g. Data card number, Profi le, Series, Makes, Applications and 
Key blank. 

-  Tap “Next” to continue.
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- Tap “Import” to import the fi le directly without editing.

Note: only if necessary, before terminating table import you can edit certain parameters using the 
menu on the right (Operation on data in the table and/or Operations on columns):
- Tap  to view information about the fi eld.
- After editing the parameters “Operation on data in the table” tap the “Refresh” key”.
- After editing the parameters “Operations on columns” tap the “Import” key to start importing the fi le. 

At the end of the operations the following screen will appear:

- Tap “Save” to save the new User series.
- Tap “Modify” to make changes.
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10  TRANSPONDER GUIDE

The Transponder Guide contains all the transponder key copying solutions provided by Silca.
Open the Transponder Guide MENU - the search window will appear.
Enter into the fi elds the known information about the vehicle or transponder key to view data relating to 
identifi cation, copying, storage and the procedures provided by Silca:

IMPORTANT:
• tap the column icon to learn the meaning of each column 
•  press the orange arrow  to make a new search or go back

Fig. 15 
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Select the required car model at the top of the window.
The bottom part of the window will show detailed information about the different possibilities:
(blue section)
- use one of the Silca keys indicated in the fi rst 3 columns to create a clone of the original transponder key, i.e. 

a key ready for use.

(green section) 
- use one of the Silca keys indicated in the fi rst 3 columns to get a key that can be programmed on the vehicle 

by diagnostics or manual procedure. If there is no solution with Silca keys, when programming by diagnostics 
or manual procedure, if available, the copy must be made from an original key.

column indicating a Silca key blank complete with transponder or ORIGINAL 

column indicating a Silca key blank without transponder 

column indicating a Silca FLIP key blank without transponder

Example Fig. 15
In this case the user may:
(blue section) => to clone the original key with RW devices
- use HU101MH 
- use HU101TE or HU101FH with GTI transponder 

(green section) => to programme a key on the vehicle with original diagnostics (sd = see dealer)
- use HU101T17 
- use HU101TE or HU101FH with GTI transponder programmed as ID63 or with T17 transponder 

Get further details or access “manual programming” procedures by hitting (see Fig. 15).

Tap icon  to make a search in the key-cutting section to fi nd the data cards for the Silca key blank 
selected.
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11  “TOKEN” AND “UTP” (UNLIMITED TOKEN PLAN)
Token machines are a new pay per use concept applied to Futura machines which employ special tokens 
purchased by the customer as and when needed.
There are 2 types of tokens:

“Token”: “digital coins” whose value decreases every time a copy of a key is made. 
When the tokens are fi nished new ones must be purchased to continue using the key-
cutting machine.

“UTP (Unlimited Token Plan)”: a special “timed digital coin” that allows the machine 
to be used freely (i.e. an unlimited number of keys can be cut) for a given period (a few 
months up to a year). At the end of the period new tokens must be purchased to continue 
using the key-cutting machine.

NOTE: To apply for token recharge and/or a “UTP” package the machine must be registered (to register 
see chap.7.1 MACHINE REGISTRATION ).

Running “Tokens” and “UTPs”
The following procedures apply when a newly recharged token or “UTP” package is used, according to the 
type of system on the machine.

In use on the 
machine New System

UTP UTP Duration of the UTP package in use is extended by adding the 
duration of the new one.

Token Token The new tokens are added to those already in use.

UTP Token The tokens will be operative when the UTP package expires.

Token UTP The tokens will be operative when the UTP package expires.

About tokens and “UTPs”
One of the following two icons is situated in the top left-hand corner, close to the SILCA logo:

The “Tokens” still available Days of use in the case of “UTPs”
 

To view information about the tokens available/
used, tap 

To view the days still available in the case of 
“UTPs”, tap 
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• When the icon (Token) and/or calendar (UTP) are green it means that the tokens or days are 
in excess of the minimum warning point in the Token => Settings menu 

• When the icon (Token) and/or calendar are yellow it means that the tokens or days are below 
the minimum warning point in the Token => Settings menu 

• When the icon (Token) and/or calendar are red it means that the tokens or days have expired 
or are about to expire.

Extratoken
If the customer has used up all the tokens or the UTPs have expired, SILCA provides the opportunity to cut 
keys for another 21 days. 
The tokens consumed will be counted during this period.
A the end of the 21 days the machine will cease to cut keys and a new UTP package or tokens must be 
purchased from a SILCA distributor.

If the customer purchases a pack of tokens those consumed during the ExtraToken period will be 
deducted.

Example:

Days 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21
Tokens 50 50 50 40 40 40 10

Tokens consumed in the ExtraToken period: 280
Package purchased: 1500 tokens;
When the package is installed the machine will have 1220 tokens at its disposal.

If the customer purchases a UTP package the days used during the ExtraToken period will be deducted 
according to the following logic: the last day on which key-cutting took place is counted.
Examples:

(X = one or more keys cut)

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21
X

One day will be deducted from the duration of the UTP package in question.

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21
X X

10 days will be deducted from the duration of the UTP package in question.

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21
X

20 days will be deducted from the duration of the UTP package in question.

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21

No days will be deducted.

Note: Futura Token is sold without tokens.  When the fi rst key is cut a “UTP” is automatically activated 
free for one month. At the end of the month you will be informed on your tablet that you have 3 
weeks  (21 days) your disposal to purchase the token solution that meets your needs, according to 
calculations regarding use of the machine. At the end of the 3 week period the machine will no longer 
cut keys. To continue using the machine contact a Silca distributor to purchase tokens or UTPs and 
set up the machine for the chosen mode (“Tokens” or “UTPs”).
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11.1   TOKEN APPLICATION ON THE MACHINE
TOKENS on the machine can be updated in the ways described below:

• Futura machine with Local Network (LAN) connection:
Select the “Update” menu in the Futura program and press “Check Updates”. If the Silca server has 
tokens ordered/available a message will appear with a request to download. The tokens will be downloaded 
automatically to the machine without the need to re-boot.
When the tokens have been updated a message will appear to indicate whether a machine software update 
is available on the Silca Server.

• Futura machine with ACCESS POINT connection:
Use the “SILCA REMOTE SERVICE” program or take your tablet to a Wi-Fi connection point with access 
to the internet. If an update is available on the Silca server the tokens ordered/available and the machine 
software update will be downloaded together in a single operation.

11.2 COPY BY ORIGINAL AND DATA CARD CUTTING FLOW (on Token version)
Before each cutting operation by data card, by code or from an original, the tablet shows the cost or “token 
value” of the chosen cutting operation. This information is not visible if a UTP package is used.

• COPY BY ORIGINAL

• COPYING BY CARD
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At the end of the “Copy by data card” or “Copy from original” fl ow a window appears on your tablet showing 
the cost of the operation (tokens consumed). This information is not visible if a UTP package is used. 
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Summary of TOKEN or UTP situation
In the Options menu of the Silca Futura program tap “Token” and then “Info” to view a summary of the data 
and statistics relating to the token system.

“Real statistics” are calculated according to the actual consumption of the tokens purchased (when normal 
tokens are used).
“Virtual statistics” calculate average consumption of tokens when a UTP is in use. In this way customers can 
see how much they would have consumed in tokens if they had purchased individual tokens instead of the 
UTP option.

Tap “Settings” to edit the following values:
• Token alert threshold (number): indicates the point in numbers of tokens at which special warning 

messages are activated.
• UTP threshold alert (days): indicates the point in number of days at which special warning messages 

are activated.
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Tap “Log File” to view the “last” operations carried out by the FUTURA machine and saved in chronological 
order: token recharge; tokens consumed by a copy from the original; tokens consumed by a data card or code 
copy, etc.
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12 CHANGING TABLETS

If a new Tablet is to replace the previous one, download/install the Futura App. and the customized “Silca 
Keyboard”. 
Proceed as follows:
1) Make the Wi-Fi Tablet-Futura connection (see Ch.6.3.4 USE).

2) Open the browser CHROME  (the CHROME icon is in the Apps page ) and enter the following ad-
dresses:

192.168.0.1/Silca.apk to download the App
192.168.0.1/SilcaKeyboard.apk to download the keyboard

3) Tap the center bottom “Open all Apps screen” icon   
 

SOFTWARE Operating Guide FUTURA

Copyright Silca 2015 79 - SW



4) Open the Android “Download” application .

5) Tap on the 2 apps just downloaded for installation.
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After you install the new FUTURA application you should move the Silca FUTURA application icon  to the 
main screen:

1) Tap the center bottom “Open all Apps screen” icon  

2) Search for “Futura” icon 

3) Tap and hold (keep pressing) the Silca Futura application icon and drag it to the main screen.
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13 FUTURA PROCEDURE TO CLEAR CACHE

Clearing the FUTURA application Cache is recommended to improve the performance of the FUTURA APP.
1) Entering the Android Tablet Settings.

2) Tap on “Apps” and then “FUTURA”.

3) Tap on “Clear Cache”. 
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GNU GENERAL PUBLIC LICENSE 

This product includes partly software owned by Silca and partly open source software. Below is the original 
text of the offi cial license for open source software.

On request Silca will provide a DVD with the GPL code included in the FUTURA product.
To make the request contact SILCA at the following address:

SILCA S.p.A. 
Via Podgora 20
31020 Vittorio veneto 
Italy

Email: service@silca.it

The GPL code used on this product is distributed WITHOUT A WARRANTY and is subject to copyright for one 
or more writers.

This product also includes software developed by OpenSSL Project for use by the OpenSSL Toolkit.

GNU GENERAL PUBLIC LICENSE
Version 2, June 1991

Copyright (C) 1989, 1991 Free Software Foundation, Inc., 51 Franklin Street, Fifth Floor, Boston, MA 02110-1301 USA
Everyone is permitted to copy and distribute verbatim copies of this license document, but changing it is not allowed.

Preamble

The licenses for most software are designed to take away your freedom to share and change it. By contrast, the GNU General Public License is intended 
to guarantee your freedom to share and change free software--to make sure the software is free for all its users. This General Public License applies to 
most of the Free Software Foundation’s software and to any other program whose authors commit to using it. (Some other Free Software Foundation 
software is covered by the GNU Lesser General Public License instead.) You can apply it to your programs, too.

When we speak of free software, we are referring to freedom, not price. Our General Public Licenses are designed to make sure that you have the 
freedom to distribute copies of free software (and charge for this service if you wish), that you receive source code or can get it if you want it, that you can 
change the software or use pieces of it in new free programs; and that you know you can do these things.

To protect your rights, we need to make restrictions that forbid anyone to deny you these rights or to ask you to surrender the rights. These restrictions 
translate to certain responsibilities for you if you distribute copies of the software, or if you modify it.

For example, if you distribute copies of such a program, whether gratis or for a fee, you must give the recipients all the rights that you have. You must 
make sure that they, too, receive or can get the source code. And you must show them these terms so they know their rights.

We protect your rights with two steps: (1) copyright the software, and (2) offer you this license which gives you legal permission to copy, distribute and/
or modify the software.

Also, for each author’s protection and ours, we want to make certain that everyone understands that there is no warranty for this free software. If the 
software is modifi ed by someone else and passed on, we want its recipients to know that what they have is not the original, so that any problems 
introduced by others will not refl ect on the original authors’ reputations.

Finally, any free program is threatened constantly by software patents. We wish to avoid the danger that redistributors of a free program will individually 
obtain patent licenses, in effect making the program proprietary. To prevent this, we have made it clear that any patent must be licensed for everyone’s 
free use or not licensed at all.

The precise terms and conditions for copying, distribution and modifi cation follow.

GNU GENERAL PUBLIC LICENSE
 TERMS AND CONDITIONS FOR COPYING, DISTRIBUTION AND MODIFICATION

0. This License applies to any program or other work which contains a notice placed by the copyright holder saying it may be distributed under the terms 
of this General Public License. The “Program”, below, refers to any such program or work, and a “work based on the Program” means either the Program 
or any derivative work under copyright law: that is to say, a work containing the Program or a portion of it, either verbatim or with modifi cations and/or 
translated into another language. (Hereinafter, translation is included without limitation in the term “modifi cation”.) Each licensee is addressed as “you”.

Activities other than copying, distribution and modifi cation are not covered by this License; they are outside its scope. The act of running the Program is 
not restricted, and the output from the Program is covered only if its contents constitute a work based on the Program (independent of having been made 
by running the Program).
Whether that is true depends on what the Program does.

1. You may copy and distribute verbatim copies of the Program’s source code as you receive it, in any medium, provided that you conspicuously and 
appropriately publish on each copy an appropriate copyright notice and disclaimer of warranty; keep intact all the notices that refer to this License and to 
the absence of any warranty; and give any other recipients of the Program a copy of this License along with the Program.
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You may charge a fee for the physical act of transferring a copy, and you may at your option offer warranty protection in exchange for a fee.

2. You may modify your copy or copies of the Program or any portion of it, thus forming a work based on the Program, and copy and distribute such 
modifi cations or work under the terms of Section 1 above, provided that you also meet all of these conditions:

a) You must cause the modifi ed fi les to carry prominent notices stating that you changed the fi les and the date of any change.

b) You must cause any work that you distribute or publish, that in whole or in part contains or is derived from the Program or any part thereof, to be 
licensed as a whole at no charge to all third parties under the terms of this License.

c) If the modifi ed program normally reads commands interactively when run, you must cause it, when started running for such interactive use in the 
most ordinary way, to print or display an announcement including an appropriate copyright notice and a notice that there is no warranty (or else, 
saying that you provide a warranty) and that users may redistribute the program under these conditions, and telling the user how to view a copy of 
this License. (Exception: if the Program itself is interactive but does not normally print such an announcement, your work based on the Program is 
not required to print an announcement.)

These requirements apply to the modifi ed work as a whole. If identifi able sections of that work are not derived from the Program, and can be reasonably 
considered independent and separate works in themselves, then this License, and its terms, do not apply to those sections when you distribute them as 
separate works. But when you distribute the same sections as part of a whole which is a work based on the Program, the distribution of the whole must be 
on the terms of this License, whose permissions for other licensees extend to the entire whole, and thus to each and every part regardless of who wrote it.

Thus, it is not the intent of this section to claim rights or contest your rights to work written entirely by you; rather, the intent is to exercise the right to control 
the distribution of derivative or collective works based on the Program.

In addition, mere aggregation of another work not based on the Program with the Program (or with a work based on the Program) on a volume of a storage 
or distribution medium does not bring the other work under the scope of this License.

3. You may copy and distribute the Program (or a work based on it, under Section 2) in object code or executable form under the terms of Sections 1 and 
2 above provided that you also do one of the following:

a) Accompany it with the complete corresponding machine-readable source code, which must be distributed under the terms of Sections 1 and 2 
above on a medium customarily used for software interchange; or,

b) Accompany it with a written offer, valid for at least three years, to give any third party, for a charge no more than your cost of physically performing 
source distribution, a complete machine-readable copy of the corresponding source code, to be distributed under the terms of Sections 1 and 2 above 
on a medium customarily used for software interchange; or,

c) Accompany it with the information you received as to the offer to distribute corresponding source code. (This alternative is allowed only for 
noncommercial distribution and only if you received the program in object code or executable form with such an offer, in accord with Subsection b 
above.)

The source code for a work means the preferred form of the work for making modifi cations to it. For an executable work, complete source code means 
all the source code for all modules it contains, plus any associated interface defi nition fi les, plus the scripts used to control compilation and installation of 
the executable. However, as a special exception, the source code distributed need not include anything that is normally distributed (in either source or 
binary form) with the major components (compiler, kernel, and so on) of the operating system on which the executable runs, unless that component itself 
accompanies the executable.

If distribution of executable or object code is made by offering access to copy from a designated place, then offering equivalent access to copy the source 
code from the same place counts as distribution of the source code, even though third parties are not compelled to copy the source along with the object 
code.

4. You may not copy, modify, sublicense, or distribute the Program except as expressly provided under this License. Any attempt otherwise to copy, modify, 
sublicense or distribute the Program is void, and will automatically terminate your rights under this License.
However, parties who have received copies, or rights, from you under this License will not have their licenses terminated so long as such parties remain 
in full compliance.

5. You are not required to accept this License, since you have not signed it. However, nothing else grants you permission to modify or distribute the 
Program or its derivative works. These actions are prohibited by law if you do not accept this License. Therefore, by modifying or distributing the Program 
(or any work based on the Program), you indicate your acceptance of this License to do so, and all its terms and conditions for copying, distributing or 
modifying the Program or works based on it.

6. Each time you redistribute the Program (or any work based on the Program), the recipient automatically receives a license from the original licensor to 
copy, distribute or modify the Program subject to these terms and conditions. You may not impose any further restrictions on the recipients’ exercise of the 
rights granted herein. You are not responsible for enforcing compliance by third parties to this License.

7. If, as a consequence of a court judgment or allegation of patent infringement or for any other reason (not limited to patent issues), conditions are 
imposed on you (whether by court order, agreement or otherwise) that contradict the conditions of this License, they do not excuse you from the conditions 
of this License. If you cannot distribute so as to satisfy simultaneously your obligations under this License and any other pertinent obligations, then as a 
consequence you may not distribute the Program at all. For example, if a patent license would not permit royalty-free redistribution of the Program by all 
those who receive copies directly or indirectly through you, then the only way you could satisfy both it and this License would be to refrain entirely from 
distribution of the Program.

If any portion of this section is held invalid or unenforceable under any particular circumstance, the balance of the section is intended to apply and the 
section as a whole is intended to apply in other circumstances.

It is not the purpose of this section to induce you to infringe any patents or other property right claims or to contest validity of any such claims; this section 
has the sole purpose of protecting the integrity of the free software distribution system, which is implemented by public license practices. Many people 
have made generous contributions to the wide range of software distributed through that system in reliance on consistent application of that system; it is 
up to the author/donor to decide if he or she is willing to distribute software through any other system and a licensee cannot impose that choice.

This section is intended to make thoroughly clear what is believed to be a consequence of the rest of this License.

8. If the distribution and/or use of the Program is restricted in certain countries either by patents or by copyrighted interfaces, the original copyright 
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holder who places the Program under this License may add an explicit geographical distribution limitation excluding those countries, so that distribution 
is permitted only in or among countries not thus excluded. In such case, this License incorporates the limitation as if written in the body of this License.

9. The Free Software Foundation may publish revised and/or new versions of the General Public License from time to time. Such new versions will be 
similar in spirit to the present version, but may differ in detail to address new problems or concerns.

Each version is given a distinguishing version number. If the Program specifi es a version number of this License which applies to it and “any later version”, 
you have the option of following the terms and conditions either of that version or of any later version published by the Free Software Foundation. If the 
Program does not specify a version number of this License, you may choose any version ever published by the Free Software Foundation.

10. If you wish to incorporate parts of the Program into other free programs whose distribution conditions are different, write to the author to ask for 
permission. For software which is copyrighted by the Free Software Foundation, write to the Free Software Foundation; we sometimes make exceptions 
for this. Our decision will be guided by the two goals of preserving the free status of all derivatives of our free software and of promoting the sharing and 
reuse of software generally.

NO WARRANTY

11. BECAUSE THE PROGRAM IS LICENSED FREE OF CHARGE, THERE IS NO WARRANTY FOR THE PROGRAM, TO THE EXTENT PERMITTED 
BY APPLICABLE LAW. EXCEPT WHEN OTHERWISE STATED IN WRITING THE COPYRIGHT HOLDERS AND/OR OTHER PARTIES PROVIDE 
THE PROGRAM “AS IS” WITHOUT WARRANTY OF ANY KIND, EITHER EXPRESSED OR IMPLIED, INCLUDING, BUT NOT LIMITED TO, THE 
IMPLIED WARRANTIES OF MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE. THE ENTIRE RISK AS TO THE QUALITY AND 
PERFORMANCE OF THE PROGRAM IS WITH YOU. SHOULD THE PROGRAM PROVE DEFECTIVE, YOU ASSUME THE COST OF ALL NECESSARY 
SERVICING, REPAIR OR CORRECTION.

12. IN NO EVENT UNLESS REQUIRED BY APPLICABLE LAW OR AGREED TO IN WRITING WILL ANY COPYRIGHT HOLDER, OR ANY OTHER 
PARTY WHO MAY MODIFY AND/OR REDISTRIBUTE THE PROGRAM AS PERMITTED ABOVE, BE LIABLE TO YOU FOR DAMAGES, INCLUDING 
ANY GENERAL, SPECIAL, INCIDENTAL OR CONSEQUENTIAL DAMAGES ARISING OUT OF THE USE OR INABILITY TO USE THE PROGRAM 
(INCLUDING BUT NOT LIMITED TO LOSS OF DATA OR DATA BEING RENDERED INACCURATE OR LOSSES SUSTAINED BY YOU OR THIRD 
PARTIES OR A FAILURE OF THE PROGRAM TO OPERATE WITH ANY OTHER PROGRAMS), EVEN IF SUCH HOLDER OR OTHER PARTY HAS 
BEEN ADVISED OF THE POSSIBILITY OF SUCH DAMAGES.

END OF TERMS AND CONDITIONS

How to Apply These Terms to Your New Programs

If you develop a new program, and you want it to be of the greatest possible use to the public, the best way to achieve this is to make it free software which 
everyone can redistribute and change under these terms.

To do so, attach the following notices to the program. It is safest to attach them to the start of each source fi le to most effectively convey the exclusion of 
warranty; and each fi le should have at least the “copyright” line and a pointer to where the full notice is found.

<one line to give the program’s name and a brief idea of what it does.>
Copyright (C) <year> <name of author>

This program is free software; you can redistribute it and/or modify it under the terms of the GNU General Public License as published by the Free 
Software Foundation; either version 2 of the License, or (at your option) any later version.

This program is distributed in the hope that it will be useful, but WITHOUT ANY WARRANTY; without even the implied warranty of MERCHANTABILITY 
or FITNESS FOR A PARTICULAR PURPOSE. See the GNU General Public License for more details.

You should have received a copy of the GNU General Public License along with this program; if not, write to the Free Software Foundation, Inc., 51 
Franklin Street, Fifth Floor, Boston, MA 02110-1301 USA.

Also add information on how to contact you by electronic and paper mail.

If the program is interactive, make it output a short notice like this when it starts in an interactive mode:

Gnomovision version 69, Copyright (C) year name of author
Gnomovision comes with ABSOLUTELY NO WARRANTY; for details type `show w’. This is free software, and you are welcome to redistribute it under 
certain conditions; type `show c’ for details.

The hypothetical commands `show w’ and `show c’ should show the appropriate parts of the General Public License. Of course, the commands you use 
may be called something other than `show w’ and `show c’; they could even be mouse-clicks or menu items--whatever suits your program.

You should also get your employer (if you work as a programmer) or your school, if any, to sign a “copyright disclaimer” for the program, if necessary. 
Here is a sample; alter the names:

Yoyodyne, Inc., hereby disclaims all copyright interest in the program `Gnomovision’ (which makes passes at compilers) written by James Hacker.

<signature of Ty Coon>, 1 April 1989   Ty Coon, President of Vice

This General Public License does not permit incorporating your program into proprietary programs. If your program is a subroutine library, you may 
consider it more useful to permit linking proprietary applications with the library. If this is what you want to do, use the GNU Lesser General Public License 
instead of this License. 
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REFERENCE GUIDE

This manual has been produced to serve as a guide for users of the ULTRACODE electronic key-cutting
machine. Read it carefully;  it is essential if you wish to operate your machine safely and effectively. 
Contact Ilco Unican Technical Assistance for further information at 1-800-ILCO-USA / 1-800-452-6872.
Ext.: 200, 384, 356

CONTENTS
The contents of the manual are divided into sections relating to:
• Machine description ......................................................................................Chapter 1
• Transport and installation .............................................................................Chapters 2-3
• Calibration and use .......................................................................................Chapters 4-5-6
• Maintenance .................................................................................................Chapters 7-8-9

TECHNICAL TERMS
Common technical terms are used in this manual.
To assist those with little experience of keys and key-cutting, below is an illustration of the terms most
frequently used.

Fig. 1

1) Head
2) Blade
3) Shoulder
4) Tip
5) Back
6) Cuts
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GENERAL

USE
The ULTRACODE  is designed for cutting keys of  non-ferrous materials: brass, nickel silver, etc.
It must be installed and used according to the instructions indicated by the manufacturer.
If the key-cutting machine is used differently or for purposes different from those described in this manual,
the customer will forego any rights he may have over ILCO UNICAN CORP. Furthermore, unforeseen
danger to the operator or any third parties may arise from incorrect use of the machine. 

INCORRECT USE
Improper use of this machine or failure of the operator to observe the instructions written in this manual will
void all guarantees and responsibilities of the manufacturer.
It is therefore essential to carefully read and understand this operating manual.

IMPROPER USE OF ELECTRIC CONTACT
CAUTION:
• it is not recommended to cut ULTRALITE™ anodized aluminium keys. It is also not recommended to

cut plastic keys or any keys with materials that do not have electrical conductivity. 

MACHINE IDENTIFICATION

• The machine is provided with an identification label which includes the machine’s serial number (fig. 2).

Fig. 2

N˚  MATRICOLA
SERIAL  No.

Telefax (0438) 913800
Telex 410579 SILCA I

SILCA SpA - Via Podgora 20 (Z.I.)
31029 VITTORIO VENETO (TV) ITALY

TIPO
TYPE

VOLT A.Hz. WATT

      (0438) 9136%

®

year of

manufacturer’s
address

serial No.

working

working
frequency

absorbed 
current absorbed power

type of

voltage

manufacture

machine
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1 MACHINE DESCRIPTION
The ULTRACODE  is an electronic machine operating on two axes with controlled movement. The machine
was designed to add a high degree of cutting precision to operating speed and ease of use.
The ULTRACODE can be used in 2 different ways:

• entering the key code directly by means of the machine keyboard

• linking to a PC 

Fig. 3

1.1 MAIN CHARACTERISTICS 
• Movements
Movement of the two axes (X-Y) operates on ball screws activated by step motors, on rectified roller guides.

• Jaw
Standard four-sided vise jaw, specially designed to grip most commercial, automotive and residential keys.

• Cutter
Consists of a cutter in HSS (high speed steel), that is easily replaced.
Operator can adjust the cutter for  the type of work  and speed rotation needed. 
An Optional carbide cutter is available.

• Display
Rear-illuminated and placed on the front of the machine.
Display with 4 rows of 20 characters each.
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1.2 SAFETY

• Emergency stop
The red emergency button (N) (fig. 4, page 5) located on the right-hand side of the machine is used to stop
the Ultracode immediately in the event of faulty operation or danger to the operator. 
When the cause of the emergency has been eliminated, turn the button 45˚ clockwise to deactivate it. The
button will “pop” out away from the machine when deactivated.

NOTE: the operator is responsible for keeping the area around the button clear so that it can be reached as
quickly as possible.

• Cutter motor protection
The cutter motor is protected against overheating by a cut-out switch (located inside the motor) .The motor
will automatically shut down if it reaches a certain temperature. 

If the switch activates:

1) turn the machine off and disconnect the power supply cable.  Machine will reset after motor has cooled
sufficiently.  

If machine does not reset:  contact Ilco Technical Assistance at 1-800-ILCO-USA             
1-800-334-1381/ 1-800-452-6872

• Protective shield (optional)
The transparent protective shield is designed to cover the working parts as completely as possible,
ensuring operator safety.
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1.3 MAIN WORKING PARTS

Fig. 4

A - master switch
B - keyboard
C - display 
D - vise jaw (V100)
E - clamp knob
F - key gauge 
H - cutter
I - cutter shield
N - emergency button
Q - serial port
R - Y axis connector
S - X axis carriage
T - Y axis carriage
V - chip tray
W- optical reader
X - reader vise jaw (R100)
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1.4 TECHNICAL DATA

Electricity supply:
110V-60Hz     (100V - 50/60Hz)

Maximum absorbed power:
110V: 3,6 Amp. 396 Watt

cutter motor:
one speed, single phase 

cutter:
HSS (high speed steel)   -  optional hard metal carbide cutter - Part No. D405933ZZ

Tool speed:

• 60Hz: 1100 rpm (+/- 10%)

with pulleys inverted:  

• 60Hz:  2700 rpm (+/- 10%)

Movement:
on 2 axes with ball screws activated by step motors, on rectified roller guides. 

Jaw:
universal 4 sided vise jaw to grip flat, commercial, residential and automotive keys

Runs:
X axis:  2.24 “       Y axis: 1.26 “

Dimensions:
width: 19.69 “      depth: 19.69 “      height: 16.54 “ (with raised shield 25.59 “)

Mass:
81.4  lbs • 37 kg

Noise level:
sound pressure Lp(A)  =  85 dB(A)  (cutting steel keys)
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1.5 ACCESSORIES PROVIDED

The ULTRACODE  comes with a set of accessories for its operation and maintenance (tools, hex
wrenches, fuses) supplied in a special tool kit comprising:

tool kit 0.157 “ allen key
D300224ZZ

Z1 template
(regulating disk)
D416657BA

Tip stop with notch
D402301BA

0.196 “ allen key
D300225ZZ

Z2 template
(regulating block)
D416660BA

Tip stop
D402302BA

0.236 “ allen key
D300226ZZ

Z3 template
(regulating key)
D416658LR

Cutter release rod
D400754BA

2 Amp fuse – delayed
D312423ZZ

Z4 serial test connector
D416661ZZ

0.511” spanner
D302788ZZ

4 Amp fuse – rapid
D301185ZZ

Belt tension plate
D416552BA
D202443ZZ

0.39 “ spanner
D300308ZZ

10 Amp fuse - delayed
D316568ZZ

Anti-tilting device
D508699ZZ

0.059 “ allen key
D302434ZZ

4 Amp fuse - delayed
D308726ZZ

Slanted
brush
D306935ZZ

0.0787 “ allen key
D300221ZZ

6.3 Amp fuse - delayed
D310652ZZ

ø 0.0669 “ steel pin
D401225ZZ

0.0984 “ allen key
D300222ZZ

0.748 “ socket wrench 
D306963ZZ

ø 0.0472 “ steel pin
D401224ZZ

0.118 “ allen key
D300223ZZ

 WIN-TRANSFER program disk
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2 TRANSPORT
The key-cutting machine is easily transported and is not dangerous to handle. 
The packed machine should be carried by at least two people.

2.1 PACKING

The packing for ULTRACODE is designed to ensure safe transportation and to protect the machine and all
its parts.

Fig. 5

To prevent any damage to the machine it is advisable to save the box for future transportation.

a

      3

Keep dry       This side upHandle with care Use no hooks      Do Not Stack

      3
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2.2 UNPACKING

After removing the machine from the packing box, check the contents in the box, which should comprise
the following :

1 ULTRACODE key-cutting machine
1 set of documents, including: an operating manual, a spare parts list and a *warranty card
1 power supply cable
1 tool kit

NOTE: we strongly recommend you keep the packing intact for future transportation.

2.3 MACHINE HANDLING

When the ULTRACODE has been unpacked, place it directly on its workbench; this operation should be
carried out by at least two people. 
Carefully lift the machine firmly holding the base, and no other part. Do not drag the machine, the feet will
be bent and damaged.

ATTENTION: never lift the machine by holding the keyboard stand (fig. 6).

Fig. 6

- *Warranty Card should be filled out and returned to Ilco Unican for tracking purposes.

INCORRECT! CORRECT!



ULTRACODE Operating manual - English

10 Copyright ILCO UNICAN CORPORATION 2000

3 MACHINE INSTALLATION AND PREPARATION
The key-cutting machine can be installed by the machine owner and does not require any special skills.
It is supplied ready for use and does not need any special set up. ( However, it is recommended that the
operator follows the calibration procedure before operating the machine.)

3.1 CHECKING FOR DAMAGE

The ULTRACODE  is solid and compact and will not normally damage if transport, unpacking and
installation have all been carried out according to the instructions in this manual.  However, it is always
advisable to check that the machine has not suffered any damage.

3.2 ENVIRONMENTAL CONDITIONS

To ensure that the best use is made of the key-cutting machine, it is important to place it in a well-aired
area which is not too damp.
The ideal conditions for the machine are:
                         temperature between 10˚C (50˚F) to 40˚C (104˚F)   relative humidity:  approx. 60%.

3.3 POSITIONING AND INSTALLATION

1) Place the machine on a horizontal surface, solid enough to support the weight of 75,9 lbs.
- to work with ease, we suggest that the workbench be approximately the height of the operator’s

hip.
- it is important to leave clearance of at least 12” behind the machine and on each side to ensure

proper ventilation. 
2) Ensure that the machines voltage is the same as that of the mains power supply, which must be

properly grounded and provided with a differential switch.
- connect the power supply cable to the power supply socket.

Fig. 7

12.00  inch

39.37 inch

1   12.00 inch

12.00  inch

Power Supply & Power Switch 
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3.4 DESCRIPTION OF WORK STATION

The machine needs only one operator, who has the following controls at his/her disposal (fig. 4, page 5):
• master switch located on the back of the machine
• vise jaw 
• keyboard
• display
• emergency button

3.5 GRAPHICS

• The machine carries an adhesive warning label (fig. 8). These labels must never be removed.

Fig. 8

Do not use compressed air The use of protective
for cleaning goggles is recommended 
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4 “SET UP” AND USE OF THE MACHINE

4.1 KEYBOARD AND FUNCTIONS

The machine’s keyboard has 19 alphanumeric and 6 function keys.
The alphanumeric keys are used for entering the data card number and the cutting data (numbers and/or
letters) according to the code on the card in use.
Each of the 19 alphanumeric keys contains two characters: the main character (black) which is directly
active, and an alternate character (red), which can be activated by simultaneously pressing the SHIFT key. 

E.g.:  pressed directly produces: 1

 Pressed simultaneously produce: H

Fig. 9

FUNCTION KEYS

Stop button, used particularly when the machine is in motion.
Stops the function in progress at any time in the operation.

Starts the machines operations

Returns curser to the last operation.

Activation of various functions in the menu.

CLEAR: deletes numerical characters.

Pressed in combination with all the keys of the same color to enter the number or letter available.

• regulating the display
It is possible to adjust the angle of vision on the machine’s display by following the instructions described
below:
• To incline the angle of the display towards the bottom you must press the  key and then  press the

 key, simultaneously keeping them both pressed  up until you reach the desired angle for
veiwing..

• to incline the visualization of the display towards the top you must press the  key and then  press
the  key, simultaneously keeping them both pressed  up until you reach the desired angle
for veiwing.

+SHIFT

CLEAR
COPYSTART

H I J K L

M N O P Q

R S T U V

W X Y ZSTOP ENTER SHIFT

6 7 8 9 0

1 2 3 4 5

A B C D

E F G
?

function keys alphanumeric keys

display

STOP

START

?

ENTER

CLEAR
COPY

SHIFT
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4.2 USE OF THE VISE JAW

Fig. 10
The four-sided vise jaw ensures an excellent grip on the keys placed on their back or profile sides (fig. 11).
• Single Sided Keys cut by code should be positioned mainly on the A and/or B side of the clamp.

- For keys to be cut by
code the side of the vise
jaw on which to place the
key is shown on the ma-
chines display.

- To fit keys with tip stops,
place the tip stop bar pro-
vided into the special
grooves (fig. 12).

Fig. 11

Fig. 12 - key stops

V100 Vise Jaw

white

1

2

3

4
D side

C side

B side

A side

A

C
B

D

1

2

3

4

1234

1 2 3 4

Asymetrical 
Automotive Keys

Symmetrical 

Narrow Style Double Sided Keys 

Standard 
Double Sided Keys
Index on groove

Cylindrical Keys

Ex.: Volkswagen®

Ex.: Schlage®, Kwikset®
& Weiser® Ex.: GM®, Toyota®, & Nissan®

Ex.: Ford® & Mazda®

A

C

1

2

3

4

1234

1

2

3

4

0

6

1

2

3

4

1 2 3 4

1

2

3

4
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ATTENTION: when closing the vise jaw, do not apply excessive pressure to
the knob. Turning the knob approximately 70˚ (equal to a
force of 3NxM) is sufficient to secure the key (fig. 13).

Fig. 13

NOTE: before starting the cutting process the V100 vise jaw key gauge will automatically fall to its rest position.

USING THE PINS
For keys with narrow blades the pins must be placed
between the bottom of the vise jaw and the back of the key
so that the key protrudes sufficiently out of the clamp and
therefore can be properly cut.
If the key has a narrow blade and is also very thin, 2 pins
must be used (see fig. 14).

Fig. 14

2 3 4

A

C

1

2

3

4

234

2

3

4

1
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4.3 CUTTING BY ELECTRIC CONTACT

The ULTRACODE key-cutting machine is equipped with a low voltage electrical contact device which
permits the cutter to measure the key blank width as it approaches the cutter during the cutting phase (fig.
15).

Fig. 15
This exclusive feature permits the operator to secure the key to the most appropriate side of the 4 faced
vise jaw (A, B, C or D) therefore improving the grip on the key and eliminating the need for pins and/or
adaptors.
With the electrical contact feature, depth calibration is automatically calculated when the cutter touches the
keys profile during the cutting process.
Electrical contact is guaranteed for keys in steel, brass, nickel silver, Zamak or iron (with or without nickel-
plating).

Improper use of electric contact

• it is not recommended to cut ultralite anodized aluminium keys. It is also not recommended to cut plastic
keys or any keys with material that does not have electrical conductivity by means of electric contact.
Attention: for these types of materials, use standard cutting.

• cuts cannot be repeated on the same side of the key when electric contact cutting is used. 

All data cards provided by ILCO are in the machine’s memory. The cards are enabled or disabled for code
cutting by electric contact at ILCO’s discretion.
The data cards are divided into 3 types which are distinguished by special symbols shown on the display
(asterisk “*” and “+” ).     

1)    Vise Jaw: 100/A      START
• data card with standard cutting (press START)

2)   Vise Jaw: 100/B      START+
• data card with standard cutting (press START)
• alternative: electric contact cutting press SHIFT+START

3)    Vise Jaw: 100/*      START+
• data card with electric contact cutting (press START)
• alternative: standard cutting press SHIFT+START

A - B: indicate the side of the vise jaw 
+ : indicates the alternative activated with the SHIFT+START keys
* : indicates that the key can be clamped to any side of the vise jaw when the data card is enabled for electric contact. 

Operating keys:

SHIFT+START: changes the cutting procedure (‘standard’ or ‘by electric contact’) and starts cutting.

START: begins the cutting process.

ATTENTION: the alternative selected with the SHIFT+START keys (‘standard’ or ‘by electric contact’) is maintained as long
as the chosen data card is in use. When the procedure has been selected, simply press START for
successive cutting operations.

Side - 1
Jaw : 100/*               Pos.: 0
Cutter:  U01                Adapt.: 0
Pieces = 3                [START] +

Side - 1
Jaw: 100/A               Pos.: 0
Cutter:  U01               Adapt.: 0
Pieces = 3                   [START]

Side - 1
Jaw: 100/B              Pos.: 0
Cutter: U01               Adapt.: 0
Pieces = 3                [START] +
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4.4 FITTING THE VISE JAW TO THE MACHINE

To remove the vise jaw unit:

- loosen the grub screw (D2) (fig. 16) and slide the vise jaw out of the dovetail guide.

To install the vise jaw unit on the machine:

- slide the vise jaw into the dovetail guide, pushing it all the way in, then secure it by tightening the grub
screw (D2).

These instructions refer exclusively to the standard vise jaw (V100). For the use of optional jaws please
refer to the instructions provided along with them.

Fig. 16

4.5 CUTTER

The majority of keys utilize the standard cutter (U01) for code cutting. In certain cases, special keys with
particular type cuts will require different cutters.
To change the cutter see chapter 4.6.

4.6 CHANGING THE CUTTER

1) remove the cutter protective shield (1) by loosening the screw (1a).
2) slide the cutter release rod (2) into the hole located on the left side of the machines cutter shaft chassis

(fig. 17).
3) loosen the cutter locking nut (4) by  turning it clockwise with the19 mm socket wrench (3) provided with

the machine.

ATTENTION: the thread is left-handed. (reversed)

4) replace the cutter, then tighten the nut (4) by  turning it counter-clockwise and remove the rod from its
hole.

5) place the cutters protective shield (1) back into position securing it with the screw (1a).

Fig. 17

WARNING: when replacing a worn cutter with a new one or with a re-sharpened cutter consult Ch.5.6.3 "Calibrating cutters",
page 35.

D2

1a

1

3

2

4
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4.7 INVERTING THE PULLEYS

This operation must be carried out when the operator intends to use a carbide cutter (optional), in order to
adapt the cutter speed to the newcutter’s material.

Fig. 18

1) turn the machine off and disconnect the power supply cable.
2) remove the back and bottom metal panel (ch.7.8 and ch.7.9, page 56).
3) loosen the 4 motor locking screws (W) (fig. 18) and remove the belt.
4) loosen the 2 grub screws securing the pulley and remove it from the motor shaft.
5) fit the cutter shaft locking rod and use the allen key provided to loosen the screw (A1) and grub screws

(A2) on the pulley (fig. 19).
6) invert the pulleys and secure them by tightening the grub screws, fit the screw and washer on the cutter

shaft.
7) remount the belt and adjust its tension (ch. 7.4, page 52).
8) remount the back and bottom metal panel.
9) enter the ‘cutter material’ function in Ch.5.8 "Options [6]", page 42, and alter the speed.

Fig. 19

W

cutter shaft

motor shaft

A1

A2

for HSS cutter for  carbide cutter
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5 OPERATING GUIDE
Introduction
The Operating Guide below explains how to use the ULTRACODE without a Personal Computer.
All operations to manually use the key-cutting machine are explained step by step.
The programs available for Personal Computers connected to the key-cutting machine are able to
transmit data for cutting.

Programs for Personal Computers eliminate manual procedures of certain functions. Once the data
has been transmitted to the machine it by passes some of the operating guide screens.
When the ULTRACODE is used with a Personal Computer, the operating guide does not change its
display logic, except for screens that are rendered unnecessary.

5.1 INITIAL OPERATIONS

When the key-cutting machine has been placed on its workbench and connected to a power source
(Ch.3.3, page 10), proceed as follows:

1) make sure that the emergency button is not turned on.
2) turn the machine on by means of the main switch that is located on the back of the machine.
3) to check or alter the parameters for use of the machine, consult the "Options [6]" menu (ch.5.8,

page 42).

When the machine is turned on, for a few
seconds the display shows the internal
software version and the machine model:

MAIN MENU

Operational keys:

use the  keys to move the cursor to the option required
and press ENTER or directly press the numbered key
corresponding to the option number.

The >> symbol indicates that the menu contains other items
which can be reached with the arrow key .

* APPEAR ONLY WHEN AN OPTIONAL   
OPTICAL READER IS INSTALLED & 

ACTIVATED

ULTRACODE 
version 1.0.0

0 - Copy from original   *
1 - Cut by card
2 - Cut by code
3 - Queue from PC      >>

4 - Calibrations  
5 - Maintenance
6 - Options                  >>



Operating manual - English ULTRACODE

Copyright ILCO UNICAN CORPORATION 2000 19

5.2 [0]  COPY FROM AN ORIGINAL 
ONLY- WITH THE OPTICAL READER -(OPTIONAL)

1) select the function.

Operational keys:

use the arrow keys  to move the cursor to the option re-
quired and press ENTER or directly press the numbered key
corresponding to the option number.

2) insert the original key into the R100 optical
reader side jaw.

Jaw = R100/?
According to the type of key to be copied, establish
which side of the jaw the key must be inserted.   En-
ter ‘?’ (A, B, C or D) in the jaw sides field (Ch.4.2,
page 13).

Pos. = 0  
Key gauge stop; by default the program always
shows the ‘0’ stop (Ch.4.2, page 13).
For keys without a shoulder stop, enter the tip stop
position (1, 2, 3, 4).

Dist.= 000
To be used only for keys without a shoulder stop
(from 0 to 0.393 inch).
To insert the “Dist.” (distance) you must first enter
the “Pos.” (stop position) from 1 to 4. 
The entered “Pos.” (stop position) cannot be stop
“0” (“Pos.” must be 1, 2 , 3 or 4).
Example: with tip stop ‘2’ the cuts must start to be
read at least 2 mm/.079” before the normal starting
position (stop “0”).

Fig. 20

Operational keys:

numerical keys to enter the distance in the “Dist.” field.

SHIFT+ arrow key : chooses the jaw from those available
for the reading unit (with ‘R’ prefix); the jaw sides and stop are
automatically set up. Important: the last reading jaw setting re-
mains until another one is selected.

3) Place the key to be cut in the ‘V100’ cutter
side jaw.

ATTENTION: use the same side and stop position as the key fitted to
the R100 optical reader side jaw.

- during the reading process the key is
partially cut; it will be completed only
at the end of the reading process.

Original on right
Jaw=R100/_?             (ABCD)
Pos. = 0                           (0-4)
Dist. = 000                 [START]

READING IN PROGRESS

0 - Copy from original
1 - Cut by card
2 - Cut by code
3 - Queue from PC

ENTER

START

A 1 2 3 4

4

0
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• Data alteration
The operator may alter the ‘depth’ and ‘space’
parameters.

Operational keys: 

to increase or decrease the parameters use a combination
of the SHIFT +  or SHIFT + .

Depth: (from -38.9  to + 38.9  thousandths of a inch.)
Enter the figure (positive or negative) to raise or low-
er all the cuts.

Fig. 21: depth adjustments

Spaces: (from -38.9  to + 38.9  thousandths of a inch)
Enter the figure (positive or negative) to move all the
cuts closer to or farther from the key stop.

Fig. 22: spaces adjustments

Pieces:
enter the number required.

4) Carry out the same procedure to cut the
remaining keys.

Copy :1  of: 3
Finished.

More copies?
No = STOP       Yes = ENTER

CUTTING IN PROGRESS
Copy:  1  of:  3

Key blank on left
Jaw= 100/A        (ABCD)
Pos.: = 0                 Dist.: -000
Pieces = 3                    [START]

START

Adjustments ?
Depth = +00            

Spaces = +00                                       
                              [START]

Adjustments ?
Depth = -0,03            

Spaces  =   - 0,02                                           
                              [START]

Example:

START

+

-

+-
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5.3 [1]   CUT BY CARD

One part of the machine’s memory is used for the data cards.
A data card is a database of cutting spaces, depths and angles for all the keys in the machines data base.
The number of data cards is increased periodically when the ULTRACODE is updated. The updates are
easily installed to a P.C. then transmitted over to the machine.

ILCO  data card ( 1 ):
This option allows you to enter an Ilco Card Number
(Example: 567 GM). This data card comprises the
‘spaces and depths’ database as described in
the introduction to Ch.5 "OPERATING GUIDE",
page 18).
The source of this information can be the ILCO Card
listing, catalogues and other available documents.

HPC  data card ( 2 ):
This option allows you to enter an HPC equivalent
card (Example: CF215 GM).

USER  data card ( 3 ):
This option is a user defined card.

See Supplement to accompany the Update Disk.

1) Press ENTER

Vise Jaw: V100/*
The special symbol (asterisk) means that the cuts
will be made by electric contact (Ch.4.3, page 15)
therefore it is unnecessary to select the vise jaw
side.

Pos.: 0
Place the key to be cut into the V100 vise jaw using
the stop that is shown.

Cutter: U01
Recommended cutter.

Pieces:
enter the quantity of keys to be cut.

2) proceed with cutting the first side by pressing
the START key.

3) turn the key over and cut the second side.

Operating keys:

SHIFT+START: changes the cutting procedure (‘standard’ or
‘by electric contact’) and starts cutting.

START: begins the cutting operation.

SHIFT+ arrow key  selects the side of the key to be cut.

- when the last side of the last key has
been cut, the screen shows:

Side 1 x 2                 ILCO 567
. . . . . . . . . .
Possible depths:
1234

Enter card number:
1 - ILCO  = 567
2 - HPC   =
3 - USER =

CUTTING IN PROGRESS
Copy: 1  of: 2

Side  1

Side: 1
Jaw.: 100/*             Pos. : 0
Cutter: U01 STD                   
Pieces = 2                [START]+

Side: 2
Jaw: 100/*            Pos. : 0
Cutter: U01                                   
                                   [START]+

CUTTING IN PROGRESS
Copy: 1   of:  2

Side  2

Copy:  2   of: 2
finished.

More copies?
No = STOP      Yes = ENTER

ENTER

ENTER

START

START

START

DESIGN A KEY FEATURE
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5.3.1 SPECIAL CASES

• Cutting a key with two asymmetrical sides

Operational keys:

use the  arrow keys to be able to visualize both sides of
the keys possible cuts on the machines display.

Proceed with the cutting process.

• Impossible cutting combination
When the machine is used manually with certain data cards, it may not be possible to carry out certain
entered combinations. This happens when the cutting depths are not compatible in the order the user
entered the possible cuts.

Example:

Side 1                        ILCO 115
. . . . .  
Possible depths:
4321

Enter card number
1 - ILCO  = 115
2 - HPC   =
3 - USER =

Side 2                     ILCO 115
. . . . .  
Possible depths:
4321

1112213331

Side: 1 
Jaw : 100/A            Pos. : 0
Cutter: U01 STD                  
Pieces = 1                  [START]

1121123313

ENTER

ENTER

ENTER

Side 1                      ILCO 174
. . . . .  
Possible depths:
012345678

Enter card number
1 - ILCO  = 174
2 - HPC   =
3 - USER =

non-feasible
combination!

08213

ENTER

ENTER
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The reason for the conflict between certain
cuts is explained simply in the case shown.
With regard to the cut that originated the
message <non-feasible function> it can be seen
that between the two deep cuts (8) and the
constant angle (100˚) the intermediate cut (0)
would be removed.
This happens when the cutting angle N (Normal)
is not made variable by means of the type of cut
L (Laser) (page 24).

Fig. 23

The new drawing is an example of how with the
same cuts (80846), the cutting angles are
automatically calculated by the conjunction of
the cutting base with a straight line.
This aspect, admissible with certain car keys, is
more commonly known as ‘the ideal cutting line’.

ATTENTION: in this example it can be seen that the ß angle
is less than 45˚. This could cause serious
problems with a lock, making it difficult or
impossible to place the key into the cylinder or
remove it.

Fig. 24

α α
α α

8 8 60 4
?

α

8 8 60 4

β αδγβ
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• Types of cut
All the data cards provided by Silca have the type of cut pre-set according to the original parameters.
The types of cut possible with ULTRACODE are: Radius, Normal, Flat, Laser and Vertical.

NORMAL

For conventional car and door keys.

FLAT

Mainly used for car keys where the cut edges are
rounded to facilitate the movement of the blades when
the key is put into the lock.

RADIUS

This type of cut eliminates flats and creates a radius at the
bottom of each cut.

LASER

Cuts with variable angles can be obtained, peaks are
eliminated, giving the advantage of key copies that slide
perfectly into the lock.

VERTICAL

Primarily used for flat steel or safety deposit keys.

EXAMPLE OF HOW TO CHANGE THE TYPE OF CUT:

All the technical data regarding the types of
cuts stored in the machine’s memory can be
changed according to the user’s requirements.

1) enter data card number (e.g.: nr.567)

2) before entering the cuts press the
combination of keys SHIFT+ENTER.

3) enter the “L” type cut by pressing the
SHIFT+L keys to set the laser type cut.

- the letter in brackets (L) indicates the
type of cut recommended by Ilco.

NOTE: for certain cutting methods the standard
cutter U01 must be replaced with a specific
cutter (Ch.4.6 "Changing the cutter", page
16).

4) enter the combination and proceed with the
operations described in ch.5.3, page 21.

P

V

V

L

N

R

Enter card number:
1 - ILCO  = 567
2 - HPC   =
3 - USER =

Side 1 x 2                ILCO 567
. . . . . . . . . . 
Possible depths:
1234

                           ILCO 567
Cutter: U01                 
Cut type (L) = L
Alternative :  N  P

Side 1 x 2                ILCO 567 
112233 
Possible depths:
1234

ENTER

ENTER

ENTER+SHIFT
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• Changing the cutter/adaptor/jaw
Some of the data cards stored in the machine’s memory require a different cutter / adaptor / jaw from the
standard or the previous installed.

EXAMPLE :

Enter card number:
1 - ILCO  =
2 - HPC   =
3 - USER =

Side 1                 ILCO 
.. . . . . 
Possible depths:

ATTENTION !!
Install cutter:

#

Is cutter:
#

installed?
No = STOP        Yes = Enter

ENTER

ENTER

ENTER

ATTENTION !!
Install Jaw:

#

Is Jaw:
#

installed?
No = STOP      Yes =Enter 

ENTER

ENTER

ATTENTION !!
Install adaptor:

#

Is adaptor:
#

installed?
No = STOP     Yes =Enter 

ENTER

ENTER

and / or

and / or

and / or
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5.4 [2]  CUT BY CODE                                                                                    

CODE: AA11
MFG :
  =>
 (AA00-7T51 GM94+ GM)

Side 1 x 2                ILCO 567
1123321323 
Possible depths:
1234

ENTER

a) SEARCH BY CODE

CUTTING IN PROGRESS
Copy: 1  of: 2

Side  1

Side: 1
Jaw.: 100/*             Pos. : 0
Cutter: U01                   
Pieces = 2                [START]+

Side: 2
Jaw: 100/*            Pos. : 0
Cutter: U01                                   
                                   [START]+

CUTTING IN PROGRESS
Copy: 1   of:  2

Side  2

ENTER

START

START

START

Copy:  2   of: 2
finished.

More copies?
No = STOP      Yes = ENTER
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b) SEARCH BY MANUFACTURER

=> GM
01 :AA00-7T51 GM94+ 
02 :H1-H3988BGM2000
03 : O1-O6999 GM 2000

ENTER

ENTER

CUTTING IN PROGRESS
Copy: 1  of: 2

Side  1

Side: 1
Jaw.: 100/*             Pos. : 0
Cutter: U01 STD                  
Pieces = 2                [START]+

Side: 2
Jaw: 100/*            Pos. : 0
Cutter: U01 STD                                 
                                   [START]+

CUTTING IN PROGRESS
Copy: 1   of:  2

Side  2

ENTER

START

START

START

Copy:  2   of: 2
finished.

More copies?
No = STOP      Yes = ENTER

Side 1 x 2                 ILCO 567

Possible depths:
1234

CODE :
MFG : G
=> GM
(4)  LIST                   [ENTER]   

Use the arrow  to move the
cursor to the following manu-
facturer.
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5.5 USE OF THE MACHINE WITH A PERSONAL COMPUTER
In the previous pages, the ULTRACODE  key-cutting machine operational instructions have been
presented from the point of view of manual use, i.e. operating from the keyboard incorporated in the
machine to cut keys by code.

The information transmitted by the Personal Computer cannot be altered manually. Each line transmitted
corresponds to a stage in the cutting process for one or more keys.
As described above, for each cutting process transmitted the number of pieces to be cut is set¸ a ‘+’ sign
shows when the cycle is finished.
The ‘+’ sign warns the operator that the last cutting operation has been carried out.
Should a work queue be interrupted, turn off the ULTRACODE . When the machine is turned on again and
the <PC queue> is called up, the list reappears, starting from the first line.

5.5.1 [3]  QUEUE FROM PC                                                
The data received from the PC are presented in one form only:

6 CODES RECEIVED
1+ AB100                               [234]  3
2 - AB101                              [234] 3
3 - AB102                              [234] 3

• quantity of keys in queue transmitted

• key code

• card number

• quantity of keys 

• the “+” mark indicates that all three keys (or
more) have been cut.

• the “-” mark indicates that the total quantity
of keys referring to its code have not been
cut.

Pressing the ENTER key takes us to the
‘Copying by code’ procedure. From this point
on the operational functions are the same as
those described in ch.5.3, page 21.
C.= data card from PC.

When the SHIFT + ENTER keys are pressed
additional data referring to the choosen code
can be visualized, such as: 

• Customer’s name 
• Key blank

Operational keys:

To quickly go to the next key to be cut, strike the
arrow key . Doing so the operator starts from
where she or he stopped the previous operation.

arrow keys : to scroll the lines.

SHIFT + arrow keys : to scroll 4 lines at a time.

SHIFT+ENTER keys to show customer data and
key item linked to the selected code.

When the START key is pressed the cursor will
automatically position itself on the first key code that
indicates the “-” mark.

4 - 2315                            [122]  5
5 - 1251                            [122]  5
6 - W109                           [567]  5
. . . .

BOB SMITH

ART. GT10P

Side 1                             C. 234
1234
Possible depths:
1234

ENTER

ENTER+SHIFT
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5.5.2 KEY DECODING   (ONLY IF OPTICAL READER INSTALLED)
The decoding function by means of the optical
reader can be activated only when using a PC.
After the decoding function is launched from the
program, the machine’s display shows the
following information:

Ilco 50:  the data card used.

1) insert the key into the R100 optical reader’s
side jaw.

2) press START to begin the operation.

NOTE: if the key has 2 or more asymmetrical sides
the machine’s display will show the message
“waiting for computer data”. Each side of the
key to be decoded will appear:

- the Software Program will then display
the cutting data decoded from the ma-
chine.

ATTENTION: if a key decoding/reading operation is started and
the diameter of the cutting tool exceeds 2.3779
inch (e.g. cutter 06 Ø 2.543 inch), the display will
show the following message:

Replace the cutter according to the instructions in
Ch.4.6 "Changing the cutter", page 16.

Decode                     ILCO 50
ORIGINAL on right.

Jaw: 100/?            Pos.:  0
Side: 1                      [START]

DECODING IN PROGRESS
Side 1

START

Waiting for
computer data!

Decode                     ILCO 50
ORIGINAL on right.

Jaw: 100/?              Pos.:  0
Side: 2                      [START]

Decoding OK.
See computer.

ATTENTION !!
Install cutter:

01

Is cutter:
01

installed?
No = STOP       Yes = ENTER

ENTER
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5.6 [4]  CALIBRATIONS 
The following components on the machine have a specific ‘self-setting’ procedure with the use of regulating
templates (Ch.1.5 "Accessories provided", page 7).
- VISE JAW 
- CUTTERS
ADAPTERS provided as options do not require calibrating. However, if necessary adjustments can be
made to the cutting data, according to the procedures described in Ch.5.6.4 "Manual adjustments", page
36.

In the circumstances listed below (see events) it may be necessary to re-set one or all of the jaws and/or
cutters that the user has in possession. This operation is semi-automatic and requires close attention to
the instructions listed below.

1) Enter the ‘Calibrations’ menu #4.

Operational keys:

use the arrow keys  to move the cursor to the option re-
quired and press ENTER or directly press the numbered key
corresponding to the option number.

2) Select ‘Jaws’ #1.

5.6.1 CALIBRATING THE V100 VISE JAW 

Before starting the vise jaw calibration, make
sure that there are no keys and/or adapters fitted
in the V100 vise jaw.

Operational keys:

SHIFT+ENTER: to select and visualize each side of the vise
jaw (where applicable).

STOP:  to exit the menu.

EVENT MACHINE ZEROES CALIBRATION (chap. , pag.30)

JAWS CUTTERS

Electronic board replacement YES
(see ch.7.6, page 54)

YES
(see ch.7.6, page 54)

YES
(see ch.7.6, page 54)

Replacement of sensors YES NO NO

V100 vise jaw replacement
(with a new one of the same type)

NO YES NO

Replacement of the cutter shaft YES NO NO

Re-sharpening of existing cutter
and/or cutter replacement 
(with a new one of the same type)

YES NO YES

Installation of optional jaws NO YES
(if applicable)

NO

Replacement of the ball screws YES NO NO

1 - Jaws
2 - Cutters
3 - Adaptors

Jaws
V100 
V101   
V102

1 - Cut by card
2 - Cut by code
3 - Queue from PC
4 - Calibrations             >>

V100                      SIDE A
Adjustment: SIDE  A          

X = +00           Y = +00
To calibrate              [START]

ENTER

ENTER

ENTER

START
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3) replace the cutter with the (Z1) template (fig.
25). To remove the cutter follow the
instructions on page 16, ch. 4.6 "Changing
the cutter".

4) insert the (Z3) template to the side of the
V100 vise jaw that is shown on the machine’s
display.

5) press START.

- this will automatically start the setting of
the V100 vise jaw by means of electric
contact between the two templates.

- the display shows the differences from
the theoretical values.

6) to save the data press ENTER.

ATTENTION: if the STOP key is pressed, the new settings will
be lost. If so, only the previous setting values
will remain valid.

NOTE: the settings will be accepted only if the
tolerances remain within a range between
–11.8/+11.8 thousandths of a inch.

- if the tolerances exceed the accepted
range the machine’s display will show
an error message:

- carefully follow the instructions and
repeat the procedure.

Fig. 25

V100                      SIDE A
Install Z1 & Z3 temp.

See operating manual
                                  [START]

V100                      SIDE A
Detection

in progress!

V100                      SIDE A
X = +002           Y = +004

Save data?
No = STOP      Yes = ENTER

Exceeded setting
tolerance limit.

 See operating manual.

ENTER

ENTER

START

Z1

Z3

Z1

Z3
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- the operational sequence will continue
and the display will show the settings
for sides B, C and D.

• turn the V100 vise jaw to side B, insert the
(Z3) template into the vise jaw and proceed
with the settings, following the same
procedure described for side A.

• turn the V100 vise jaw to side C, insert the
(Z3) template into the vise jaw and proceed
with the settings, following the same
procedure described for side A.

ATTENTION: make sure that the (Z3) template is properly
inserted into side C of the V100 vise jaw (see
fig. 26).

• turn the V100 vise jaw to side D, insert the
(Z3) template into the vise jaw and proceed
with the settings, following the same
procedure described for side A.

ATTENTION: make sure that the (Z3) template is properly
inserted into side D of the V100 vise jaw (see
fig. 26).

Operational keys:

use the arrow keys  to directly select the side of the vise
jaw you intend to set.

START:  to begin the setting procedure.

STOP:  to interrupt the setting procedure.

ATTENTION: after calibrating all sides of the V100 vise jaw:

- remove the (Z3) template from the V100 vise
jaw.

- remove the (Z1) template from the cutter
shaft replacing it with a cutter. 

Fig. 26

V100                      SIDE B
Adjustment  SIDE  B   

      X = +00         Y = +00
To calibrate             [START]

V100                      SIDE C
Adjustment  SIDE  C  

   X = +00       Y = +00
To calibrate            [START]

V100                      SIDE D
Adjustment  SIDE  D     

X = +00        Y = +00
To calibrate              [START]

side C side D

Z3 Z3
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5.6.2 CALIBRATING THE R100 JAW ( ONLY IF INSTALLED )
- OPTICAL READER -

Before starting the jaw setting, make sure that
there is no key and/or adapter fitted in the V100
cutter side jaw.

1) enter the ‘Options’ menu and select option 1
– ‘Jaws’.

The >> symbol indicates that the selected jaw has
more than one side.

Operational keys:

SHIFT+ENTER: to select and visualize each side of the jaw
(where applicable).

STOP:  to exit the menu.

2) fit the (Z3) template to side A of jaw R100
(fig. 27).

ATTENTION: lower the key gauge.

3) press START to proceed with automatic
setting of side A.

- during this operation the settings are
read by the optical reader.

4) press ENTER to save data.

ATTENTION: if the STOP key is pressed, the new settings will
be lost. If so, only the previous setting values
will remain valid.

NOTE: the settings will be accepted only if the
tolerances remain within a range between
–11.8/+11.8 thousandths of a inch.

- if the tolerances exceed the accepted
range the machine’s display will show
an error message:

- carefully follow the instructions and
repeat the procedure.

1 - Jaws
2 - Cutters
3 - Adaptors

R100
Adjustment SIDE  A           >>

X = +00           Y = +00
To calibrate            [START]

R100 
Install the Z3 template.
See operating manual.

                                  [START]

5 - R100 

R100                        SIDE A
Detection

in progress!

R100                       SIDE A
X = +023             Y = +009

Save data?
No = STOP      Yes = ENTER

Exceeded setting
tolerance limit.

 See operating manual.

ENTER

ENTER

ENTER

ENTER

START

START
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- the operational sequence will continue
and the display will show the settings
for sides B, C, D.

• turn the R100 jaw to side B, insert the (Z3)
template into the jaw and proceed with the
settings, following the same procedure
described for side A

• turn the R100 clamp to side C, insert the (Z3)
template into the jaw and proceed with the
settings, following the same procedure
described for side A

ATTENTION: make sure that the (Z3) template is properly
inserted into side C of the R100 jaw (fig. 26).

• turn the R100 jaw to side D, insert the (Z3)
template into the jaw and proceed with the
settings, following the same procedure
described for side A

ATTENTION: make sure that the (Z3) template is properly
inserted into side D of the R100 jaw (fig. 26).

Fig. 27

R100                     SIDE B
Adjustment   SIDE  B       

X = +00           Y = +00
To calibrate             [START]

R100                      SIDE C
Adjustment   SIDE  C      

X = +00           Y = +00
To calibrate            [START]

R100                      SIDE D
Adjustment   SIDE  D        

X = +00           Y = +00
To calibrate             [START]

Z3

R100 Jaw
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5.6.3 CALIBRATING CUTTERS

For this procedure always use side A of the V100
vise jaw.

According to the cutter speed (determined by
fitting the pulleys in the way described in ch.4.7,
page 17) and material (chosen from the ‘Options
– cutter material’ menu on page 42) the list will
show all the HSS or carbide cutters
(distinguished by the suffix ‘W’).

1) enter the “cutters” menu #2.

Operational keys:

use the arrow keys  to move the cursor to select the
required cutter and press ENTER.

2) fit the selected cutter to the machine.

3) fit a brand new (Z3) template on side A of the
V100 vise jaw and press START.

- the display shows the differences from
the theoretical values.

NOTE: the setting will be accepted only if the
tolerance of the cutter’s diameter remains
within a range between +39.3 /–39.3
thousandths of a inch.

- if the tolerances exceed the accepted
range the machine’s display will show
an error message:

- carefully follow the instructions and re-
peat the procedure

ATTENTION: Once this operation is completed the (Z3)
template must be thrown away; contact with the
cutter, skims the surface of the template, these
marks would cause errors if used for future
settings.

1 - Jaws
2 - Cutters
3 - Adaptors

Cutters
00 - U01
01 - 01
02 - 02

00 - U01
Adjustment:
Y = +00
To calibrate                 [START]

00 - U01
Install the Z3 template.
See operating manual.

                              [START]

00 - U01
Detection 

in progress!

00 - U01
Adjustment:  +002

Save data?
No = Stop         Yes = ENTER

Exceeded setting
tolerance limit

See operating manual

ENTER

ENTER

ENTER

ENTER

START

START
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5.6.4 MANUAL ADJUSTMENTS

(JAWS – CUTTERS - ADAPTERS)

The operator may carry out manual adjustments by entering new X and Y parameter values.

ATTENTION: such adjustments should be made only when the automatic setting has already been carried out (where
applicable).

Adjustments can be made within a range
between +11.8 and –11.8 thousandths of a inch.
To adjust jaws and adapters, the positive values
of X will give the result shown in fig. 28.

Fig. 28

For adjustments to cutters, clamps and adapters,
the positive values of Y will give the result shown
in fig. 29.

Fig. 29

The >> symbol indicates that the selected clamp has more than
one side.

Operational keys:

place the cursor next to the parameter and enter the adjustment
figure using the SHIFT + arrow keys .

CLEAR:  to zero out adjustments

ENTER or down arrow key : to move the cursor from the X
to the Y axis settings

ENTER: press in the final entry field to quit the menu.

STOP:  to exit the menu

SHIFT+ENTER: to go from one side of the clamp to another
when making manual adjustments.

ATTENTION: if the STOP key is pressed, the new settings will
be lost. If so, only the previous setting values
will remain valid

1 - Jaws
2 - Cutters
3 - Adaptors

V100 
Adjustment SIDE  A            >>

X = +00          Y = +00
To calibrate                 [START]

00 - U01
Adjustments:
Y = +00
To calibrate                 [START]

B1
Adjustments:

X = +00         Y = +00

Save adjustments ?
No = STOP      Yes = ENTER

Adaptors

Cutters

JAWS

ENTER

ENTER

1 - Cut by card
2 - Cut by code
3 - Queue from PC
4 - Calibrations              >>

ENTER

ENTER

ENTER

Press START only if you
intend to proceed with
automatic calibration.

STOP

STOP

STOP

+-

-

+
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5.7 [5]   MAINTENANCE

1) enter the ‘Maintenance’ menu #5.

Operational keys:

use the  keys to move the cursor to the option required
and press ENTER or directly press the numbered key corre-
sponding to the option number.

5.7.1 TESTS

There is an on board TEST menu that should be
used to verify the cause of any breakdown that
may occur to the machine. 

• Test 0:  OPTICAL READER (Only if installed)
Carefully follow the instructions that are on the machine’s display. Check that the optical reader’s
status changes from OFF to ON.

NOTE: if the OFF/ON transition is not made, contact Ilco Technical Support.

• Test 1:  X AXIS MOTOR
Carefully follow the instructions on the machine’s display. Check that the X axis carriage moves.

ATTENTION: during this test function all end of run controls are disactivated; avoid moving the carriage up against its
mechanical stops.

NOTE: if the motor does not start, contact Ilco Technical Support.

• Test 2:  Y AXIS MOTOR
Carefully follow the instructions on the machine’s display. Check that the Y axis carriage moves.

ATTENTION: during this test function all end of run controls are disactivated; avoid moving the carriage up against its
mechanical stops.

NOTE: if the motor does not start, contact Ilco Technical Support.

• Test 3:  CUTTER MOTOR
Carefully follow the instructions on the machine’s display. Check that the cutter motor is working.

NOTE: if the cutter motor does not turn, contact  Ilco Technical Support.

• Test 4:  X AXIS SENSOR
- the machine’s display should show ON when the carriage is drawn away from the machine (to-

wards the operator).
- the machine’s display should show OFF when the carriage is pushed all the way in towards the

machine.

NOTE: if the ON/OFF transition is not made, contact Ilco Technical Support.

• Test 5:  Y AXIS SENSOR
- the machine’s display should show OFF when the carriage is moved all the way to the right.
- the machine’s display should show ON when the carriage is moved all the way to the left (towards

the cutter).

NOTE: if the ON/OFF transition is not made, contact Ilco Technical Support.

1 - Test
2 - Machine ‘0’ point

5 - Maintenance
6 - Options

ENTER
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• Test 6:  ELECTRIC CONTACT
Use any metal conductor to contact jaw to cutter, checking that the machine’s display indicates OFF
to ON.

NOTE: if the ON/OFF transition is not made, contact Ilco Technical Support.

• Test 7:  KEYBOARD
One at a time, press all the keys (except STOP) checking that an asterisk (*) appears for each key pressed.
Press the STOP key for last. 

NOTE: if the asterisk does not appear, contact Ilco Technical Support.

• Test 8:  DISPLAY
All points on the display should be obscured.

NOTE: if this is not so, contact Ilco Technical Support.

• Test 9:  SERIAL PORT
Check that the machine’s display indicates OFF. 
Fit the special (Z4) serial test connector (accessories provided) to the machine’s serial port, checking
that the machine’s display indicates OFF to ON.

NOTE: if the ON/OFF transition is not made, contact Ilco Technical Support.
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5.7.2 MACHINE ZERO POINTS

With the use of regulating templates (Ch.1.5 "Accessories provided", page 7) the machine provides a ‘self-
setting’ procedure. 

.

READING UNIT

Operational keys:

use the  keys to move the cursor to the option required and press
ENTER or directly press the numbered key corresponding to the option
number.

Procedure:

1) enter the “Maintenance” #5.
2) select “Machine zero points” #2.
3) select “Reading unit’ #2
4) remove R100 clamp (optical reader side) from its

support.
5) install the (Z2) template, the clamp’s bushing and

secure them with the clamp’s knob (fig. 39).

- the ‘machine’s zero’ setting are 
detected by the optical reader.

- when this operation is completed, the 
machine’s display will show the 
measured quotes

ATTENTION: if the STOP key is pressed, the new setting will be lost. If
so, only the previous setting values will remain valid.

EVENT MACHINE ZEROES CALIBRATION (chap. , pag.30) EVENT

JAWS CUTTERS

Electronic board replacement YES
(see ch.7.6, page 54)

YES
(see ch.7.6, page 54)

YES
(see ch.7.6, page 54)

Electronic board
replacement

Replacement of sensors YES NO NO Replacement of
sensors

V100 vise jaw replacement
(with a new one of the same type)

NO YES NO V100 vise jaw
replacement
(with a new one of the
same type)

Replacement of the cutter shaft YES NO NO Replacement of
the cutter shaft

Re-sharpening of existing cutter
and/or cutter replacement 
(with a new one of the same type)

YES NO YES Re-sharpening of
existing cutter
and/or cutter
replacement 
(with a new one of the
same type)

Installation of optional jaws NO YES
(if applicable)

NO Installation of
optional jaws

1 - Test
2 - Machine ‘0’ point

5 - Maintenance
6 - Options

Install Z1 & Z2
templates.

  See operating manual.
                             

Move X and Y axis
up until contact is made
  See operating manual.

                         

TEMPLATE  E R R O R 
No contact made.

See operating manual.

ENTER

START

ENTER
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Fig. 30

Regulating the Y axis sensor:

• use the provided allen key to loosen the (C1)
grub screw; manually rotate the (C2) rod (fig.
31) in both directions up until the changeover
point from OFF to ON is found.

• tighten the (C1) grub screw (fig. 31) to
secure the rod.

Regulating the X axis sensor:

• carefully tip the machine over.
• remove the bottom panel by unscrewing all 8

securing screws.
• loosen the (C3) screw (fig. 32, page 41) that

secures the sensor support plate. Manually
move the sensor support plate up until the
display’s description goes from OFF to ON.

• tighten the (C3) screw (fig. 32, page 41) to
secure the plate back into place.

• re-position the machine back on its
workbench.

• press START.

- the ‘machine’s zero’ settings are de-
tected by electric contact.

6) when the operation has been completed,
the display will show the measured quotes.

7) press ENTER to save the settings.

ATTENTION: if the STOP key is pressed, the new settings will
be lost. If so, only the previous setting values
will remain valid.

Z2

Z1

Z2
Y

X

Z2Z1

top view

jaw’s knob jaw’s bushing

Pos. sensors.
ICX = OFF           ICY = OFF

See operating manual.
                              [START]

Pos. sensors.
ICX = OFF           ICY = OFF

See operating manual.
                              [START]

Pos. sensors.
ICX = ON             ICY = ON

See operating manual.
                              [START]

Pos. sensors.
ICX = OFF           ICY = ON

See operating manual.
                               [START]

Zero detection
in progress!

Measured quotes:
X = 4444       Y = 3333
Save measurements?

No = STOP      Yes = ENTER

ENTER

START

START
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Fig. 31

Fig. 32

Fig. 33

C2C1

Y axis sensor 

C2

C3

bottom view

ATTENTION: if it is necessary
to work close to this area with
the machine turned on (e.g. to
regulate the X axis sensor)
take great care not to touch
any components on the
machine’s electronic boards
as it is connected to 230 /110
Volts.

X axis sensor

C3
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5.8 OPTIONS [6]
1) Enter ‘Options’ menu # 6.

Operational keys:

use the  keys to move the cursor to the option required
and press ENTER or directly press the numbered key corre-
sponding to the option number.

1 - SERIAL NUMBER:
displays the machine’s serial number that should
correspond to the Serial Number that is stamped
on the back of the machine.

Model :
type of Ultracode.

Keys cut :
numbers of keys cut.

SW Version :
Software version of the program installed on the
machine.

2  -  OPTICAL READER
Set by Ilco Technical Assistance

3 - CUTTER MATERIAL:
The option ‘cutter material’ shows all the HSS
(enter 0) or carbide (enter 1) cutters.
By inverting the two pulleys two cutter rotation
speeds can be obtained:
• low speed for HSS cutters
• high speed for hard metal carbide cutters 
Inversion of the pulleys gives the first or second
speed according to the method described in
Ch.4.7, page 17.

5 - Maintenance
6 - Options

ENTER

1 - Serial No.
2 - Optical Reader
3 - Cutter material
4 - Cutting speed               >>

5 - Carriage speed
6 - Preference
7 - Language
8 - Inversion keyboard       >>

9 - Min. distance
10-Modify keys stop

                                           

Ser. n: 153214523123
Model  :  UltraCode
Keys cut :  _ _ _
SW Version : _._._

Opt.Reader installed = 0
( 0 = NO       1 = YES )
Speed = 350
(100-350)

Cutter Material = 0
(0 = HSS           )
(1 = Hard metal )

 See operating manual
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4 - CUTTING SPEED:
Corresponds to the carriage advancement
speed during the key cutting operation:
On the basis of the cutter material selected,
speed can be altered as shown in the table.

5 - CARRIAGE APPROACH SPEED:
This is the speed at which the carriages move
towards the cutting area, before starting the
cutting cycle. 
We recommend to operate the machine with the
speed that is set (4000). If required, the operator
can adjust the carriage approach speed from a
minimum of 1000 to a maximum of 5000.

6 - PREFERENCES:
work parameters are chosen from this menu.

Inches or millimetres:
choose the measurements you intend to work
with (mm = millimetres, inch. = inches).

Start-up menu: 
choose the function in the Main menu that you
would like to appear first when the machine is
turned on:

* = Main menu
1 = Cut by card
2 = Cut by code
3 = Queue from PC
4 = Calibrations

Attention: press the “CLEAR/COPY” key to void
any selection made and to select the (*) main
menu function.

Prefered MFG:

 

e.g. when ‘0’ is set, the display shows the following
when the machine is turned on:

cutter metal Recommended
speed

Speed Range

HSS 300 100-400

Hard metal
carbide

400 200-700

Cutting speed
   HSS              Hd. Met.

300                   400
(100-400)         (200-700)

Carriage approach
speed = 4000
(1000 - 5000)

1-Measurement Unit
2-Start Menu   (*)
3-Prefered MFG  

Measurement Unit =
( INCH = 1 )
( Millimetres = 0 )

Menu selection
0-Copy from original
1-Cut by card
2-Cut by code
3-Queue from PC

MFG Selection :
0- All MFG
1-* ALFA ROMEO
2- BMW
3-* CADILLAC
4- DODGE
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7 - LANGUAGE:
enter the number that corresponds to the
language you intend to work with.

8 - KEYBOARD INVERSION
This function inverts the alphanumerical
keyboard (numbers to letters (fig. 9, page 12).

With “Inversion keyboard” disactivated (0) :
• to digit number 1: press 

• to digit the letter H: press SHIFT + 

With “Inversion keyboard” enabled (1) :
• to digit number 1: press SHIFT + 

• to digit the letter H: press 

NOTE: this function can be carried out from the main menu“ Cut by card” and/or “Cut by code” 

9 - MINIMUM DISTANCE:
The number shown on the machine’s display
represents the X axis distance between the key blank
shoulder and the beginning of the first cut (fig. 34).
This function is extremely important with keys that
require cuts on both, sides as it ensures precise
positioning on the keys 2nd side.

Fig. 34

The set figure is 19.7 thousandths of a inch, which can
be varied between min.0 - max. 38.9 thousandths of a
inch.

ATTENTION: settings that are too high may render precise cuts
impossible, with the following message on the
display:

Select language =  2
1 : English
2 : Français
3 : Español

Inversion keyboard
function = 0
(1 - enabled)

see Operating manual

H
1

H
1

H
1

H
1

Min. distance 
of cut from key stop  = .197

(0 - 3.89)

Min. Parameter of
DISTANCE FROM STOP

is incompatible with
selected card!
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10 - MODIFY KEYS STOP:
Normally the machine does not require key
shoulder stop adjustment.
If required, it is possible to modify the key’s
shoulder according to the modification made to
the key shoulder (fig. 35).
If the operation is to be confirmed, the X and Y
figures are both required:

X thickness:
measurement of the shoulder stop to be cut is
expressed in hundredths of a inch (min.0 -
max.3.89).

Y height:
height of the shoulder read on the key using a
calliper, expressed in hundredths of a mm. E.g.: 
• X = 0.197 inch = 19.7 thousandths 
• Y = 0.118 inch = 11.8 thousandths

Fig. 35

Modify key stop
Enabled = 0          (0-1)
Thickness  X  =        0
Height   Y       =    .118

x

y
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5.9 ERROR MESSAGES
• The selected data card is for a different jaw

from the one installed on the machine. Install
proper jaw.

• The entered data card number is not
available in the machine’s data base.

• The entered cuts cannot be carried out (see
Ch.5.3.1, page 22) 

• This message appears when the cutter
must be changed with one that is
compatible to the type of cuts required for
the entered data card number.

• This jaw is not available in the machine’s
data base.

• This cutter is not available in the machine’s
data base.

• This adapter is not available in the
machine’s data base.

• The entered data card number requires a
type of cut that is not available in the
machine’s data base.

• The minimum distance from the key stop
position overlaps the first cut on the key
(Ch.5.8, page 42).

• This message appears when the cutter is
unable to identify the keys measurements
when cutting by means of electric contact.

Data card not
 compatible with

 jaw installed!

Non-feasible
combination!

ATTENTION !!
 Install cutter:

U01

Data card
not available!

Jaw not 
available!

Adaptor not
available!

Cutter not
available!

Type of cut
not available!

MIN. Parameter of
 DISTANCE FROM STOP

is incompatible with
 selected card!

POSITION ERROR 
Key not

properly installed!
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• During the cutting cycle one or more depth
exceeded the maximum limit. These depths
are automatically aligned to the maximum
permitted depth.

• The automatic setting revealed a variation
that exceeded the permitted nominal figure
setting reference. Carefully repeat the
setting procedure.

• During the setting of the “machine’s zero
points” there is a contact failure between the
two templates (see ch.5.7.2, page 39).

• Indicates that the entered function is not yet
available.

• The electronic control board has exceeded
the maximum permitted temperature. Check
the cooling fan (ch. 7.1 "Trouble shooting",
page 49).

• Indicates that the fuse has blown due to a
short circuit in an inlet or outlet (ch. 7.1
"Trouble shooting", page 49).

• Indicates a short circuit in port P (IN/OUT)
(ch. 7.1 "Trouble shooting", page 49).

• Indicates that the fuse has probably blown
(ch. 7.1 "Trouble shooting", page 49).

• Indicates a fault on the electronic control
board.

Exceeded setting
tolerance limit

See operating manual

ATTENTION
Depth limit
exceeded!

Non-feasible
function ! 

TEMPLATE ERROR
no contact made.

 See operating manual

TEMPERATURE ALARM

Turn the machine off!

I/O POWER ALARM
Check fuse F4 !

DIGITAL OUTLET
PROTECTION ALARM
Turn the machine off !

CUTTER MOTOR
ALARM

Check fuse F1 !

CUTTER MOTOR
ALARM

Fault on motor circuit !
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6 CLEANING
• keep the operational parts of the machine as clean as possible by brushing away the chippings in areas

where they accumulate during cutting operations.

• under no circumstances must compressed air be used to clear the work zone of chippings as this will
blow them onto the moving parts.

• Never use oily products or thinners for cleaning painted surfaces, jaws, electrical or electronic
connections. 



Operating manual - English ULTRACODE

Copyright ILCO UNICAN CORPORATION 2000 49

7 MAINTENANCE
Although the ULTRACODE  key-cutting machine does not require special maintenance, it is advisable to
check and, if necessary, replace the parts subject to wear and electric/electronic parts (fuses, circuit
boards, etc.) in the event of faulty operation. 
Replacement is simple and can be carried out by the operator consulting the instructions.
Before starting any type of maintenance (controls or replacements), read the instructions below:

• never carry out maintenance with the machine switched on

• always remove the main power supply cable

• strictly follow all the instructions in the manual

• use original spare parts (see Spare Parts sheet provided).

7.1 TROUBLE SHOOTING

FAULT PROBABLE CAUSE

Machine is on, with no
message on its display.

check to see if the back fan is working

not working: a)  emergency button activated

b)  general fuses in the power socket are faulty

working: a)  fuse F3 on electronic control board is faulty

b)  connection wire between display and electronic circuit board loose

c)  defective display

cutter motor not
working.

a) the F1 fuse on the electronic control board is faulty

b)  motor wire not properly attached to the connector

c)  defective electronic control board

d)  motor cut-off
WARNING: this may derive from inappropriate or heavy use of the key-cutting machine or a
fault with the motor itself. DO NOT USE THE MACHINE and call Ilco Technical Dept. to
determing the cause of activation of the cut-off.

X, Y and B axes motors
are not working.

None of the
motors
working:

a)  fuse F2 on the electronic control board faulty

b)  the wiring between the transformer and electronic control board is
loose or the connector is not seated properly.

c)  defective electronic control board

Only one
motor is not
working:

a)  the connection wires between the motor and the electronic control
board are loose or the connector is not seated properly

b)  defective electronic control board

Keyboard not working
(partially or completely)

a)  the keyboard connector is not properly connected to the interface board (fig. 36)

b)  the wiring between the keyboard/display unit and electronic control board is not properly
attached to the relative connectors

c)  defective keyboard

d)  defective electronic control board

Electric contact not
working (during
calibrating or cutting).

a)  wiring between the J14 connector on the electronic control board and cutter shaft is loose
or disconnected

b)  wiring inside the Y axis carriage is not seated properly or disconnected

c)  brass shavings on cutter shaft behind cutter

d)  defective electronic control board
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Key-cutting machine fails
to communicate with
computer.

a)  wiring between 9-pin serial port and electronic circuit board not seated properly or discon-
nected

b)  serial cable between key-cutting machine and computer is faulty

c) computer serial port is not functional

d)  defective electronic control board

The display shows the
message
‘TEMPERATURE
ALARM - Turn the
machine off’.

check that the fan on the back of the key-cutting machine is working:

not working a)  fan faulty

b)  electronic control board faulty

working         electronic control board faulty

The display shows the
message: ‘I/O POWER
ALARM – check fuse F4’.

a)  fuse F4 on the electronic control board faulty.

b) short circuit on the inlets. To find which inlet is causing the error message, disconnect the
J7-8-14-20 connectors one at a time and check each time whether the alarm disappears.

The display shows the
message: ‘DIGITAL
OUTLET
PROTECTION ALARM -
turn the machine off’.

internal fault on the electronic control board.

The display shows the
message: ‘CUTTER
MOTOR ALARM - 
check fuse F1’.

a)  fuse F1 on the electronic control board faulty.

b)  cutter motor wiring disconnected.

c)  internal fault on the electronic control board.

FAULT PROBABLE CAUSE
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7.2 MAINTENANCE OPERATIONS

• Cutter replacement

• Belt replacement and tension adjustment

• Fuse check and replacement

• Electronic circuit board replacement

• Keyboard/display replacement

• Access to back compartment

• Access to bottom compartment

• Sensor replacement

• WIN-TRANSFER program for loading/updating the machine program

7.3 CUTTER REPLACEMENT

1) turn the machine off and unplug it.
2) remove the cutter protective shield (1) by loosening the screw (1a).
3) slide the cutter release rod (2) into the hole located on the left side of the machines cutter shaft chassis

(fig. 36).
4) loosen the cutter locking nut (4) by turning it clockwise with the19 mm socket wrench (3) provided with

the machine.

ATTENTION: the thread is left-handed (reversed).

5) replace the cutter, then tighten the nut (4) by turning it counter-clockwise and remove the rod from its
hole.

6) place the cutters protective shield (1) back into position securing it with the screw (1a).

Fig. 36

WARNING: when replacing a worn cutter with a new one or with a re-sharpened cutter consult Ch. "", page 29.

1a

1

3

2

4



ULTRACODE Operating manual - English

52 Copyright ILCO UNICAN CORPORATION 2000

7.4 BELT REPLACEMENT AND TENSION ADJUSTMENT

To replace the belt, proceed as follows:

1) turn the machine off and unplug it.
2) remove the back panel (Ch.7.8, page 56).
3) remove the bottom panel (Ch.7.9, page 56).
4) loosen the 4 screws (W) securing the motor (fig. 37).
5) remove the worn belt from the pulleys.
6) fit the new belt onto the pulleys, making sure that the direction of rotation is correct.
7) using the provided belt tension plate and the (W2) screw (fig. 37) adjust the belt’s tension by turning

the (W2) screw.
8) tighten the 4 (W) (fig. 37) screws back into place, securing the motor.
9) remount the back and bottom panel.

Fig. 37

Fig. 38

To adjust belt tension proceed as follows:

1) turn the machine off and unplug it.
2) remove the bottom panel (Ch.7.9, page 56).
3) loosen the 4 screws (W) securing the motor (fig. 37).
4) using the provided belt tension plate and the (W2) screw (fig. 37) adjust the belt’s tension by turning

the (W2) screw.
5) tighten the 4 (W) (fig. 37) screws back into place, securing the motor.
6) remount the bottom panel.

W

W2

W2
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7.5 CHECKING AND/OR REPLACING FUSES

Fuses should be checked with a tester (ohmmeter, multimeter, etc.) as they may appear to be in good
condition even when they are electrically faulty. Fuses must always be replaced with the same amperage
and type (rapid or delayed), as indicated in this manual.
There are 6 fuses in the ULTRACODE.

• 2 fuses:  6.3 Amps rapid
located next to the power socket on the back of
the machine, next to the main switch (fig. 39).
These fuses protect the machine from power
surges and/or spikes in the electricity supply.
To check and/or replace the fuses proceed as
follows:

1) turn the machine off and unplug it from its
power supply cable.

2) use a flat screwdriver to open the flap
covering the socket, remove and check the
fuses, replacing them if necessary.

Fig. 39

• 4 fuses: F1, F2, F3, F4
F1:  10 Amps delayed

- protects the cutter motor and its electronic controls
F2:  6,3 Amps delayed

- protects the step motors and their electronic controls (+32V d.c.)
F3:  4 Amps delayed

- protects the logic control circuits on the microprocessor board (+5V d.c.)
F4:  2 Amps delayed

- protects the digital output circuits for the low voltage controls and the sensor inlets (+24V d.c.)
Situated on the electronic circuit board inside the base of the machine (fig. 40) protecting the board from
short circuits.
To check and/or replace the fuses proceed as follows:

1) turn the machine off and unplug it from its power supply cable.
2) remove the bottom panel (Ch.7.9, page 56).
3) check and, if necessary, replace the fuses in the way described below:

to remove the fuse:

- press the fuse cap with your fingers and turn it counter clockwise.

To fit the new fuse:

- carefully position the fuse back into place, then gently press the fuse cap downwards turning it clock-
wise.

Fig. 40

F2

F3

F1

F4

to open fuse cap

to close fuse cap
electronic circuit board
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7.6 ELECTRONIC CIRCUIT BOARD REPLACEMENT

If the board still communicates with the P.C. it is possible to save the data of the machine’s original settings
using the WIN-TRANSFER program disk that is provided along with the machine (see Ch.7.11, page 51).
- use the function ‘Save settings’.
- replace the electronic circuit board:

1) turn the machine off and unplug it from its power supply cable.
2) remove the bottom panel (Ch.7.9, page 56).
3) disconnect all cable connectors from the electronic circuit board (fig. 41).

Fig. 41

4) take the electronic circuit board off by unscrewing the (Y1)
nuts off (fig. 42).

5) mount the new electronic circuit board and re-connect all
cables (all cable connections are polarosed therefore
cannot be connected incorrectly).

6) re-fit the bottom panel and re-position the machine on its
workbench.

7) turn the machine on and launch the WIN-TRANSFER
program. 

8) If the settings have been saved, launch the ‘Recover
settings’ function. If not, carry out the setting operations
(Ch.5.7.2 "Machine zero points", page 39 and Ch., page
29).

Fig. 42

electronic circuit board

Y1
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7.7 KEYBOARD/DISPLAY REPLACEMENT

1) turn the machine off and unplug it from its power supply cable.
2) remove the display’s support, by unscrewing the 3 (B1) fixing screws (fig. 43).
3) detach the flat cable and ground wire from the keyboard (fig. 44).
4) unscrew the keyboard’s fixing nuts and remove the keyboard from its support.
5) fit the new keyboard/display, repeating the operations described above, backwards.

Fig. 43

Fig. 44

B1
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7.8 ACCESS TO BACK COMPARTMENT

To gain access to the back compartment, proceed as follows:

1) turn the machine off and unplug it from its power supply cable.
2) unscrew the 6 (M1) screws that secure the back panel (fig. 45) thus removing it.

Fig. 45

7.9 ACCESS TO BOTTOM COMPARTMENT

To gain access to the bottom compartment, proceed as follows:

1) turn the machine off and unplug it from its power supply cable.
2) turn the machine on its back side.
3) remove the machine’s bottom panel by unscrewing the 8 (L1) screws.

Fig. 46

M1

L1
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7.10 SENSOR REPLACEMENT

X AXIS SENSOR REPLACEMENT

1) turn the machine off and unplug it from its power supply cable.
2) remove the bottom panel (chap.7.9 "Access to bottom compartment").
3) disconnect the X axis sensor’s connector from the electronic circuit board (fig. 47).
4) loosen the (L3) nut. Unscrew the sensor from the plate and remove it (fig. 48).
5) remove the front cover on the (X axis) lower carriage (fig. 49) by unscrewing the 3 (B4) screws.
6) fit the new sensor in position, tightening it until it almost touches the (L2) screw (fig. 48) thus securing

it with the (L3) nut.
7) connect the sensor’s connector to the electronic circuit board.
8) remount the bottom panel and front cover.

Fig. 47

Fig. 48

Fig. 49

0.0039 - 0.0157 inch

L2X axis sensor

L3

B4
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Y AXIS SENSOR REPLACEMENT

9) turn the machine off and unplug it from its power supply cable.
10) raise the protective shield.
11) disconnect the (J1) Y axis cable from the

carriage (fig. 50).
12) remove the Y axis carriage cover by

unscrewing the 3 (B5) locking screws and
pull the cover in the direction shown in fig.
50.

13) disconnect the (M3) sensor’s connector
(fig. 51).

14) slightly loosen the (M2) grub screw with
the provided allen key.

15) remove the faulty sensor and replace it
with a new one. Screw it in until it almost
touches the underlying rod (fig. 52).
Tighten the (M2) grub screw to lock the
sensor into place.

16) connect the (M3) sensor’s connector.
17) replace the Y axis carriage cover.
18) connect the (J1) Y axis connecting wire to

the carriage.

Fig. 50

Fig. 51

Fig. 52

M3

M2

Y axis sensor

Y axis sensor

0.0039-0.0157 inch

J1

B5
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7.11 WIN-TRANSFER PROGRAM FOR LOADING/UPDATING THE INTERNAL MACHINE

PROGRAM.
The machine is supplied with an internal program already loaded and tested at Ilco Unican Corp. The user
therefore does not need to carry out any operations.
Only in the situations described below can the WIN-TRANSFER program be used to re-start the machine.
The following is a list of situations where the use of the WIN-TRANSFER program is required.
For further details on installation and use of the program, follow the instructions given on the instruction
sheet provided with the disk.

• Replacement of the electronic board (see ch. 7.6, page 54) or loss of the internal machine
program.

1) replace the board with a new one, if necessary.
2) install on your personal computer the latest version received of the WinTransfer program and follow the

instructions given on the instruction sheet provided with the program.
3) read the serial number on the data plate on the back of the machine (ch.5.9, page 42) and enter on the

machine.
4) gauge the machine according to the instructions in the manual, as follows:

- gauge as explained in chapter 5.7.2 "Machine zero points" in the user’s manual.
- gauge the V100 vise jaw (ch. 5.6.1, page 30).

• At this point the machine is set up and ready for operation

1) install on your personal computer the latest version received of the WinTransfer program and follow the
instructions given on the instruction sheet provided with the program.

• Loading of customized key data cards provided by ILCO on Customer’s request

1) install on your personal computer the latest version received of the WinTransfer program and follow the
instructions given on the instruction sheet provided with the program.
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8 DISPOSING OF MACHINE
To dispose the machine, it must be rendered unusable by carrying out the operations listed below:

• deactivation of the electricity supply;
• separation of the plastic and metal parts;
When these operations have been carried out, the machine can be disposed of according to the current
regulations in the country of use.

WASTE DISPOSAL

The ULTRACODE is made up of recyclable parts. 
Recycling is ecologically recommended.

Packing

The packing in which the machine is transported is made of cardboard and wood therefore can be re-used
if intact or if dismantled used as combustible materials.
Warning! Take great care when dismantling the packing as it contains nails, which could cause injuries.
We recommend to bend the nails downwards into the box with a hammer or to completely remove the nails
disposing them in authorized metal recycling centres.
The packing is considered solid urban waste and must not be thrown into the environment but placed in
special cardboard collection bins.

Waste deriving from key cutting

The waste deriving from key cutting is classified special waste, but is still classified as solid urban waste,
as metal wool. Such waste must be disposed of in special collection centres according to the classification
assigned to them by the current EEC law. The circumstances which transform metal residue from solid
urban waste into contaminated or toxic noxious waste are listed in the appendices to the current European
Union regulations regarding disposal of such waste.

 Waste is any substance or object deriving from human activity or natural cycles, disposed of or to be disposed of.

9 ASSISTANCE
Ilco provides full service to purchasers of the ULTRACODE key-cutting machine. To ensure complete
safety to the operator and machine, any job not specified in this manual should only be carried out by the
Ilco Technical Support.

It is our hope that this ULTRACODE Operating Manual will enable you to quickly and efficiently set up, and
begin using your new ULTRACODE key machine.  For more detailed information, trouble shooting
practices, common maintenance tips, and useful photos, please contact Ilco Technical Assistance.  We
strongly advise you to keep this document safe and readily available.  It will prove very useful in the future.
Should you require addition assistance or support, please feel free to contact the IlcoTechnical Assistance
Dept.  

Ilco Technical Assistance Dept.
400 Jeffreys Road
Rocky Mount, NC  27804
USA

Tel: 1-800-ILCO-USA
       1-800-(452-6872) Ext: 200, 384, 356

Fax:  252-446-4702

9.1 HOW TO REQUEST SERVICE

The guarantee attached to the ULTRACODE ensures free repairs or replacements of faulty parts within 12
months of the date of purchase. For other services, please contact  Ilco Technical Assistance Dept.



USA: 400 Jeffreys Road
Rocky Mount, NC 27802-2627
Telephone: 252-446-3321
Fax: 252-446-4702

Canada: 7301 Decarie Blvd
Montreal, Que. H4P 2G7
Telephone: 514-735-5411
Fax: 514-735-8707

www.ilcounican.com
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Please read all instructions carefully before operating your Triax A/T Key Machine.

1. Preparation
A. First remove the Triax A/T machine from its cardboard box and pallet.  The

machine is attached to the pallet with (4) four 13mm screws, which hold down
the metal brackets.  These brackets hold the Triax A/T in place during trans-
port, helping to avoid damage to the machine.  A 13mm spanner wrench can
be found in the black tool kit. This wrench should be used for removing the four
screws from the pallet.  It is advisable to save the box, pallet, metal brackets,
screws and packing material for future transportation. Use the 10mm spanner
wrench from the tool kit to loosen the  (4) four nuts on the machine feet. Once
the four nuts have been loosened, the metal brackets can be removed easily.
After removing the brackets, re-tighten the nuts on the feet.  After removing the
Triax A/T machine from the packing box, check the contents of the box, which
should include the following:

1 Triax A/T key cutting machine
1 set of documents including an operating manual, a spare parts list 

and a warranty card*
1 Triax A/T internal card list
1 Triax A/T Quick Start Guide
1 power supply cable
1 tool kit
*The warranty card should be filled out and returned to Kaba Ilco as soon as possible.

B. When the Triax A/T has
been unpacked, place it
directly on its workbench;
this operation should be
performed by at least two
people. Carefully lift the
machine, firmly holding
the base and no other
part.  Never lift the
machine by holding the
keyboard stand.

INCORRECT! CORRECT!
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C. Place the machine on a horizontal surface,
solid enough to support the weight of 
93 lbs (45kg). The dimensions of the 
Triax A/T are 17” (43.2 cm)L X 20” 
(50.8 cm)W X 20” (50.8 cm)H.  It is strong-
ly suggested to have 12-inch clearance
around the top and back of the machine
and a 24-inch clearance on the bottom right
side of the machine.  This will allow easy
access to the serial port; Y-axis connection
port and the emergency stop button.
Ensure that the main power supply is the
same as the machine, 110V/AC.  This sup-
ply should be properly grounded and the
machine connected to a surge protected
power strip.

D. VERY IMPORTANT: The serial cable on the right hand side of the machine
must be plugged into the uncovered serial (Y) port, also located on the right
hand side of the machine.  This allows the X, Y and Z-axis to function prop-
erly. NOTE: It is essential the Y axis cable be plugged into its designated serial
port BEFORE the machine’s power switches are activated. If this is not done,
the machine’s motherboard could be damaged resulting in expensive repairs
and down time.

E. Attach the power cord to the Triax A/T and plug it into
an 110V/AC circuit. The on/off main rocker switch is 
located on the back left hand side of the machine.
Make sure that the red emergency stop button, locat-
ed on the right hand side of the machine, is disen-
gaged. To make sure that the emergency stop button
is disengaged, push the button in towards the
machine to activate it and then rotate the 
button 45° clockwise, to deactivate it.  The button
should “pop” out away from the machine. 

F. Turn the Triax A/T machine ON.

G. Push the SHIFT and STOP buttons simultaneously to bring the carriage to
the starting position. Once the carriage has come to a complete stop, the
operator may remove the styrofoam behind the X and Y-axis, then proceed
with setting up the Triax A/T machine.  

2. Initial Operations
A. When the machine has been turned on, the display will show the machine

model and the internal software version for a few seconds.  This version
should be 036 or higher.  If not, please contact Ilco Technical Assistance. 

power supply
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B. After a few seconds, the
Triax A/T main menu will
appear on the screen. Use
the BC buttons to move the
cursor to the required option
and press the ENTER but-
ton or directly press the
numbered button corre-
sponding to the option number.

C. In order to successfully cut keys on the Triax A/T machine, it is recommended the
Triax A/T be calibrated before attempting to advance with any other functions.

3. Calibration of R1 Clamp*
NOTE:  R1 Jaw is pre-calibrated prior to shipment.

A. Use the BC buttons to move the cursor to the CALIBRATIONS options, 
then press the ENTER button, or directly push the #4 button.  This will open
the CALIBRATIONS menu.

B. Select the CLAMPS option and press the ENTER
button or directly push the #1 button. 

C. Select the R1 standard clamp from the menu
screen and press the ENTER button. Before
starting the vise CLAMP calibration, make sure
that there are no keys and /or adapters fitted in the R1 clamp.

D. The screen will show that the R1 clamp is ready to be calibrated. Press the
START button.

E. The screen will show the message: 
“Install tracer U103 See operating manual”

F. At this point remove the calibration pin from the spindle. 

* Optional clamps are avaialble for certain key cutting applications. The calibration procedure is
identical except for step “C”. Instead of “selecting R1”, select the clamp # you inend to install.
Refer to the instruction sheet supplied with the optional jaws or more details if needed.

1A

1
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G. To remove the calibration pin from the spindle:
• Lock the spindle rotation by lowering the lever (1).
• Hold the calibration pin in one hand.
• Turn the knob (1A) counter clockwise until the calibration pin is released.
• Then remove the calibration pin.

H. To install a decoder in the spindle:
• Lock the spindle rotation by lowering the lever (1).
• Insert the decoder all the way into the spindle (Push until the decoder bot-

toms out).
• With one hand hold the decoder in place and with the other hand turn the

knob (1A) clockwise. (Do not use excessive force when tightening the knob).
• Release spindle rotation by raising the lever (1).

I. Once the decoder U103 is installed, close the protective shield and press the 
START button.

J. By pressing the START button, the Triax A/T will automatically start the 
calibration of the R1 clamp.   

K. Once the operation is complete, the screen will show the differences from the X,
Y, and Z theoretical values.  These can be different from previous calibrations.
To save the data, press the ENTER button. If the STOP button is pressed, the
new settings will not be saved, and the previous settings will remain valid.

L. The settings will be accepted by the Triax A/T if the tolerances remain with-
in a range of  +/-.0012 thousandths of an inch.   

M. After calibrating the R1 Clamp, remove the decoder from the spindle and
replace it with the H101 cutter.  (To remove the spindle, see section 3G.)

N. To install a cutter in spindle:
• Lock spindle rotation by means of the lever (1).   
• Insert the cutter all the way into the spindle, turning until it clicks into

place in the groove on the cutter.
• With one hand hold the cutter in place and with the other hand turn the

knob (1A) clockwise.
• Release spindle rotation by raising the lever (1).

O. After the cutter has been installed, press the STOP button once. The screen
will once again display the CALIBRATIONS menu.

4. Calibrating the Tracer Tower
A. Use the BC buttons to move the cursor to the CALIBRATIONS options, 

then press the ENTER button, or directly push the #4 button.  This will open
the CALIBRATIONS menu.  
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B. Select the TRACER TOWER option and press the ENTER button or directly
push the #2 button. 

C. The data shown in this box are the adjustments that have been read during pre-
vious calibrations. Before starting the TRACER TOWER calibration, make sure
that there are no keys and/or adapters fitted in the R1 clamp.  At this point press
the START button.

D. The screen will display “INSTALL R1
CLAMP AND LOWER TRACER”.  Lower the
TRACER TOWER using the red ball handle
(1) located on the left side of the Z-axis. The
Z-axis is the vertical axis with the cutter or
decoder loaded into it. (Press START to
begin the automatic procedure for reading
the position of the U103TT (2) tracer point. 

E. By pressing the START button, the Triax A/T will automatically start the 
calibration of the TRACER TOWER. 

F. Once the operation is complete, the screen will show the differences from the 
theoretical values.  To save the data, press the ENTER button. If the STOP
button is pressed, the new settings will not be saved, and the previous settings
will remain valid.  

G. After the calibration is complete, raise the TRACER TOWER by the red ball
handle to the idle position (up).

H. Press the STOP button twice to return to the Triax A/T main menu.

5. Cutting Keys By Duplication
A. Use the BC buttons to move the cursor to the

DECODE AND COPY option, and press
ENTER, or directly push the #0 button.  This
will open the DECODE AND COPY function.
There are (2) two different options to
DECODE AND COPY:
• To search by SSN (Silca Serial Number)

use the Triax A/T internal card list to select
the appropriate card number.  Use the
number and letter buttons, to type this card
number onto the appropriate line, then
press ENTER.

• To search by MFG (Manufacturer), it is
not necessary to enter the entire name;
the first letters are sufficient.  Use the

SSN  =      (Decode)
MFG  =  Lex
=> Lexus    (Toyota) 
(2)  List = enter

EENNTTEERR

Lexus   (Toyota) (2)
1:  TOY40P (4T-8W)
2:  TOY48P (4T-5W)

2

1
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number and letter buttons, to type the
MFG name onto the appropriate line, the
manufacturer closest in alphabetical
order will appear.  Use the arrow keys to
scroll through the different manufactur-
ers until the correct one appears, then
press the ENTER button.  At this point
you should pick your desired key blank.

B. The screen will now display the decode
mode, which SSN or MFG to be used and
which side of the key is to be cut. The
screen will also display which clamp to use,
which tip stop position to use, and the trac-
er mode.

C. Insert the original key into the R1 clamp
using the information from step (B). Once all
this information has been viewed, lower the 
TRACER TOWER, and press the START
button.  

D. The screen will now display the message
“DECODING IN PROGRESS”. Once the 
detection has taken place, raise the TRAC-
ER TOWER to the up position.  The Triax
A/T will display the cutting depths as well as
the possible depths for that key.  The screen
will also display the SSN number.  Once all
this information has been viewed, press the
ENTER button.    

E. The screen will display which side of the key
is to be cut and which clamp is being used.
The screen will also display which tip stop
position to use, which cutter to use, and
how many pieces are to be cut.

F. Insert the key blank to be duplicated into the
R1 clamp by using the information from step
(E). Once all this information has been
viewed, press the START button.  The key
will then be cut.  

G. The screen will display the message “CUT-
TING IN PROGRESS”.  The screen will also

Decoding in Progress
Side: 0
Axis: 1

Decoding in Progress
Side: 0
Axis: 2

Axis 1 of 2   SSN:24
Side: 0° 180°
4333424
(54321) (8)

Side: 0° Axis: 1
Clamp: R1 Pos: 3
Cutter: W101
Pieces = 1 (start)

Decode SSN:24
Side:  0
Clamp:  R1    POS:3
Tracer (start)

EENNTTEERR

SSTTAARRTT

EENNTTEERR

SSTTAARRTT
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display how many pieces are to be cut,
which side of the key is being cut, and which
axis is being used.

H. Once the first side of the key has been cut,
turn the key over and place it in the clamp.
Push the START button.

I. When the cutting operation is complete
there will be an option to proceed with
another copy by pressing ENTER button or
to end the 
operation by pressing STOP button. 

J. To return to the Triax A/T’s main menu, push
the STOP button until the menu screen
appears.

6. Insert the Cuts
A. Use the BC buttons to move the cursor to the

INSERT THE CUTS option and press
ENTER, or directly push the #1 button.  This
will open the INSERT THE CUTS menu.

B. There are (2) two different options to INSERT
THE CUTS:

Cutting in Progress
Copy:  1 of 1
Side: 180°
Axis: 1

Cutting in Progress
Copy:  1 of 1
Side: 180°
Axis: 2

Copy 1 of 1
Finished
More Copies?
No= STOP Yes= Enter

SSN  =      
MFG  =  Lexus (Toyota)
=> Lexus  (Toyota) 
(02)  List = enter

Cutting in Progress
Copy:  1 of 1
Side: 0°
Axis: 1

Cutting in Progress
Copy:  1 of 1
Side: 0°
Axis: 2

Side: 180° Axis: 1
Clamp: R1 Pos: 3
Cutter: W101  (start)

SSTTAARRTT

EENNTTEERR
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• To search by SSN (Silca Serial Number)
use the Triax A/T) internal card list to
select the appropriate card number.  Use
the number and letter buttons, to type this
card number onto the appropriate line,
then press ENTER.

• To search by MFG (Manufacturer), it is not
necessary to enter the entire name; the
first letters are sufficient.  Use the number
and letter buttons, to type the MFG name
onto the appropriate line, the manufactur-
er closest in alphabetical order will
appear, then press ENTER.

C. The screen will also display how many code
series are found under the SSN or MFG.  Use
the BC to scroll down to the required code
series.  Once the required code series is
found press the ENTER button.

D. The screen will now display the possible
depths for that particular system.  Using the
number and letter buttons, enter the actual
cut depths that are required for the key.
Press the ENTER button.

E. The screen will display which side of the key
is to be cut, which clamp is being used as
well as which axis is being used.  The
screen will also display which tip stop posi-
tion to use, which cutter to use, and how
many pieces are to be cut.

F. Insert the key blank to be cut into the R1
clamp by using the information from step
(e).  Once all this information has been
viewed, press the START button.  The key
will then be cut.

G. The screen will display the message “CUT-
TING IN PROGRESS”.  The screen will also
display how many pieces are to be cut,
which side of the key is being cut, and
which axis is being used.

H. Once the first side of the key has been cut,
turn the key over and place it in the clamp.
Push the START button.

Axis: 1 of 2   SSN:24
Side: 0° 180°
43233423
(54321) (8)

Axis: 2 of 2   SSN:24
Side: 0° 180°
. . . . . . . .
(54321) (8)

Axis 2 of 2   SSN:24
Side: 0° 180°
4333424
(54321) (8)

Side: 0° Axis: 1
Clamp: R1 Pos: 3
Cutter: W101
Pieces = 1 (start)

Lexus   (Toyota) (2)
1:  TOY40P (4T-8W)
2:  TOY48P (4T-5W)

Axis: 1 of 2  SSN:24
Side: 0° 180°
. . . . . . . .
(54321) (8)

EENNTTEERR

EENNTTEERR

SSTTAARRTT
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I. When the cutting operation is complete
there will be an option to proceed with
another copy by pressing the ENTER button
or to end the operation by pressing the
STOP button.

J. To return to the Triax A/T main menu, push
the STOP button until the menu screen
appears.

7. List of Codes (Cut by Code)
A. Use the BC buttons to move the cursor to

the LIST OF CODES option and press
ENTER, or directly push the #2 button.  This
will open the LIST OF CODES menu.

B. There are (2) two different options to LIST
OF CODES:
• To search by Indirect Codes, use the

Cutting in Progress
Copy:  1 of 1
Side: 180°
Axis: 1

Cutting in Progress
Copy:  1 of 1
Side: 180°
Axis: 2

Copy 1 of 1
Finished
More Copies?
No= STOP Yes= Enter

Code = 3229
MFG =
=>
(4) List = Enter

Cutting in Progress
Copy:  1 of 1
Side: 0°
Axis: 1

Cutting in Progress
Copy:  1 of 1
Side: 0°
Axis: 2

Side: 180° Axis: 1
Clamp: R1 Pos: 3
Cutter: W101
(start)

EENNTTEERR

SSTTAARRTT



number and letter buttons, to type this
code number onto the appropriate line,
then press ENTER.

• To search by MFG (Manufacturer), it is
not necessary to enter the entire name;
the first letters are sufficient.  Use the
number and letter buttons to type the
MFG name onto the appropriate line.
The manufacturer closest in alphabetical
order will appear, then press ENTER.

C. The screen will display all the available
code series listed under the required code.
Use the BC to scroll down to the required
code series.  Once the required code series
is found press ENTER.

D. The screen will display which side of the key
is to be cut, which clamp is being used as
well as which axis is being used.  The
screen will also display which tip stop posi-
tion to use, which cutter to use, and how
many pieces are to be cut.

. 
E. Insert the key blank to be cut into the R1

clamp by using step (D).  Once all this infor-
mation has been viewed, press the START
button.  The key will then be cut. 

F. The screen will display the message “CUT-
TING IN PROGRESS”.  The screen will also
display how many pieces are to be cut,
which side of the key is being cut, and
which axis is being used.

G. Once the first side of the key has been cut,
turn the key over and place it in the clamp.
Once the key is back in the clamp, push the
START button.

H. When the cutting operation is complete
there will be an option to proceed with
another copy by pressing the ENTER but-
ton or to end the operation by pressing the
STOP button.

Side: 0° Axis: 1
Clamp: R1 Pos: 3
Cutter: W101
Pieces = 1 (start)

Cutting in Progress
Copy:  1 of 1
Side: 0°
Axis: 1

Cutting in Progress
Copy:  1 of 1
Side: 0°
Axis: 2

Side: 180° Axis: 1
Clamp: R1 Pos: 3
Cutter: W101
(start)

11Triax A/T Quick Start Guide

Code: 3229 (4)
1: 1-6700 HU64P ‘93(
2: 1-7735 Lancia K(
3: 0001-5000 TOY40P >

Code: 3229 (4)
2: 1-7735 Lancia K(
3: 0001-5000 TOY40P(
4: 0001-5000 TOY40P(

EENNTTEERR

SSTTAARRTT
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I. To return to the Triax A/T main menu, push
the STOP button until the menu screen
appears.

It is our hope that this Quick Start Guide will enable you to quickly and efficiently set
up, and begin using your new Triax A/T key machine.  For more detailed information,
trouble shooting practices, common maintenance tips, and useful photos, please refer
to your Triax A/T owner’s manual.  We strongly advise you to keep both of these doc-
uments safe and readily available.  They will prove very useful in the future.  Should
you require addition assistance or support, please feel free to contact the Ilco Technical
Assistance Dept.  

Ilco Technical Assistance Dept.
400 Jeffreys Road

Rocky Mount, NC  27804
USA

Tel:(800) ILCO-USA
(800) 452-6872

Ext: 200, 384, 356

Fax: (252) 446-4702

Cutting in Progress
Copy:  1 of 1
Side: 180°
Axis: 1

Cutting in Progress
Copy:  1 of 1
Side: 180°
Axis: 2

Copy 1 of 1
Finished
More Copies?
No= STOP Yes= Enter

©KABA ILCO -  January 2006
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QUATTROCODE Operating manual - English
CONSULTING THE MANUAL

This manual has been produced to serve as a guide for users of an electronic key-cutting machine
The contents of the manual are divided into sections relating to:

chapter
• Machine description ................................................................................................................ 1
• Transport and installation..................................................................................................... 2-3
• Regulation and use ...........................................................................................................4-5-6
• Tests and maintenance.....................................................................................................7-8-9

Technical terms
Common technical terms are used in this manual. To assist those with little experience of cutting
keys, below is an illustration of the terms most frequently used.

Fig. 1

1) Head
2) Neck
3) Shoulder
4) Stem
5) Tip

1

2

3

4

5
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GENERAL

QUATTROCODE has been designed according to the principles of the Machine Directives. From
the design stage risks for the operator have been eliminated in all areas: transport, regulation,
cutting and maintenance.
The material used in the manufacture of this machine and the components employed during use
are not dangerous and assure that Quattrocode complies with the Machine Directives.

Use
Quattrocode has been designed for the copying of keys. It must be installed and used in the way
laid down by the manufacturer. If the machine is used differently or for purposes different from
those described in this manual, the customer will forego any rights he may have over SILCA S.p.A.
Furthermore, unforeseen danger to the operator or any third parties may arise from incorrect use
of the machine.

Improper use
Negligence in the use of the machine or failure on the part of the operator to observe the
instructions given in this manual are not covered by the guarantee and the manufacturer declines
all responsibility in such cases.
It is therefore indispensable to read the operating manual carefully in order to make the best use
of the key-cutting machine and benefit from its potential.

Further risks
WARNING: during cutting operations

there is a risk of hands being
crushed. To avoid this, keep
hands well away from the area
circled in the drawing.
6 Copyright Silca 1999
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PROTECTION AND SAFETY PRECAUTIONS FOR THE OPERATOR

The Quattrocode fully complies with the Machine Directives. The operations for which it has been
designed are easily carried out at no risk to the operator.
The adoption of general safety precautions and observation of the instructions provided by the
manufacturer in this manual eliminate all human error, unless deliberate.
The Quattrocode is designed with features which make it completely safe in all its parts.

Characteristics
• Power supply
Quattrocode must be provided with electricity having the same voltage as that shown on the rating
plate, supplied through an earthed socket and differential switch.
• Start-up
The machine is started up by means of a master switch placed on the back.
• Maintenance
The operations to regulate, service, repair and clean the machine have been devised in the
simplest and safest way possible. There is no danger of removable parts being replaced wrongly
or unsafely.
• Machine identification
The machine is provided with an identification label which shows the serial number (fig. 2).

Fig. 2

N˚  MATRICOLA
SERIAL  No.

Telefax (0438) 913800
Telex 410579 SILCA I

SILCA SpA - Via Podgora 20 (Z.I.)
31029 VITTORIO VENETO (TV) ITALY

TIPO
TYPE

VOLT A.Hz. WATT

(0438) 9136☎

®

CE MARK

YEAR OF

MANUFACTURER’S
IDENTITY

SERIAL

WORKING

WORKING
FREQUENCY

ABSORBED
CURREST

ABSORBED POWER

TYPE OF

VOLTAGE

MANUFACTURE

MACHINE

NUMBER
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1 GENERAL DESCRIPTION
Quattrocode is an electronic machine operating on three controlled axes. Meticulously designed
down to the finest details, it combines operating speed with ease of use and high precision results.
The machine operates linked to a personal computer. The operating programs are set up with the
machine keypad.

Fig. 3

1.1 Main operating features
• Movements
Movement of the three axes (x-y-z) operates with pre-loaded ball screws, driven by step motors on
ground roller guides.
• J1 clamp
Standard clamp designed to house almost all dimple or laser keys.
• Cutting shaft
Comprises an electrically controlled tool-locking system.
• Cutting tool
An easily replaced cutting tool (HSS or hard metal) with resistance and cutting properties suitable
for the type of work and speed of rotation.
• Display
Alphanumeric display with scrolling text on 2 lines of 12 characters each, placed on top of the
machine.
Its design and position ensure practical, easy use.
8 Copyright Silca 1999
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1.2 Safety devices
The transparent protective shield is designed to cover and render as safe as possible the working
parts of the machine.
The shield (D) must be raised to fit keys for cutting or carry out any other operations on the
machine. Raising of the shield is controlled by a microswitch (D1) (fig. 5, page 10) and disactivates
the working and movement functions, including the cutting tool. The fact that the shield is not down
is indicated by a message on the machine display.
To re-activate the work cycle, place the shield in its initial position and press the START button on
the machine keypad.

Fig. 4
• Emergency stop
The machine can be cut off by means of the red emergency button (A) placed on the left. When this
button is pressed the machine stops immediately when there is a serious malfunction or risk of
danger for the operator. After elimination of the cause of the emergency, turn the button 45˚
clockwise.

N.B.: it is the operator’s responsibility to keep clear the area around the emergency button
so that it can be reached rapidly.

DA
Copyright Silca 1999 9
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Q

R

S

T

D

B

D1

G

L

K

Main working parts

Fig. 5
A emergency button
B clamp detector sensor
C spindle
D mobile protective shield
D1 safety microswitch
E decoder holder
F display
F1 keypad
G electronic rack
H Z axis carriage
I halogen lamp
J tool
K start switch
L 2nd IN-OUT serial port (various)
L3 1st serial port (computer)
M switch socket (for future use)
M2 special clamp connector
N X axis connector
O2 X axis carriage
P knob
P1 rotating jaw
Q Y axis carriage
R J1 basic clamp
S metal chip tray
T Z axis setting plate
U101 LASER key decoder
U102 Dimple key decoder

P1 O2P

I

F1F

H

C

J

E U101 U102

A

L3M2N M
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1.3 Technical data
POWER SUPPLY: Single phase 220V (110V - 60 Hz)

MAX. ABSORBED POWER: 1.5 Amp (350 W) (110V: 3 Amp (350W)(

CUTTER MOTOR: Two-speed single phase

CUTTING TOOLS: in HSS (high speed steel) or Widia (hard metal)

CUTTER SPEED: 6000 rpm (+/- 10%) (HSS) / 12000 rpm (+/- 10%) W
(hard metal)

MOVEMENTS: On three axes with preloaded recirculating ball screws
activated by step motors on ground roller guides.
Cutting tool spindle released and locked by a step motor.

CLAMP: Universal ‘J1’ (standard) for key lock grip, reversible
mobile jaw for locking special ‘Z’ profile Mercedes keys.

RUNS: X axis: 55 mm
Y axis: 55 mm
Z axis: 55 mm

DIMENSIONS: Width 390 mm / depth 530 mm / height 570 mm

MASS: 60 kg.

NOISE RATING: Noise pressure: Lp (A) = 79.16 dB (A)

Personal Computer
The personal computer (not included) to be used for transmission of the operating program to the
Quattrocode should have the following minimum specifications:
- Model: IBM1 or 100% IBM compatible - Microprocessor 80286 at 12 Mhz or over.
- Operating system: MS-DOS version 3.30 or later
- RAM: minimum 640 Kb
- Floppy disk unit: 1 x 1.2 Mega (5
- Minimum hard disk capacity: 5 MB
- Serial port: RS-232
- Parallel port (printer): Standard
- Video screen: VGA Monochrome

A Pentium 90Mhz microprocessor is preferable
- Version MS-DOS 6.0
- Video VGA-Colour (High Resolution Graphics)

N.B.: proper operation of the program and data transmission from the personal computer to
the Quattrocode key-cutting machine cannot be guaranteed unless the personal computer
‘BIOS’ is 100% IBM compatible.

Accessories provided
Quattrocode is provided with a set of accessories for use and maintenance of the machine (tools,
hex. wrenches, fuses, etc.), found in the tool box provided.

Tool box Locking bar Screwdriver handle

13 mm wrench Gauging template and pin 2 mm socket head

10 mm wrench A - 4 Amp. fuse - rapid 2.5 mm socket head

7-8 mm wrench B - 1 Amp. fuse - delayed 3 mm socket head

1.5 mm allen wrench C - D - E - 4 Amp. fuse- delayed 4 mm socket head

5 mm allen wrench F - 1.6 Amp. fuse - delayed Flat screwdriver

6 mm allen wrench G - 3.15 Amp. fuse - rapid Star screwdriver

Elbowed wrench 3 m serial cable 25/9 pin

Straight brush Jumper cable
Copyright Silca 1999 11
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2 TRANSPORT
The key-cutting machines are easy to transport and not dangerous to handle.
The packed machine can be handled manually by two people.

2.1 Packing
The packing for the Quattrocode guarantees sure and safe transport for the machine and all its
component parts. It comprises a pallet base (b), to which the machine is anchored, and a
cardboard cover (a).

Fig. 6
The machine is attached to the base by means of screw-down brackets which hold it in place during
transport, avoiding damage, especially to the protective shield.
The sealed cardboard cover is attached to the pallet by means of two straps which hold it securely
in place.
Symbols on the cardboard cover show the ideal conditions for transport.

To avoid knocks which could damage the Quattrocode, we recommend using the original
packing every time the machine is transported, securing it to the base with the special
brackets.

a

b

Keep dry This side up Use no hooksHandle
with care
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2.2 Unpacking
To remove the machine from the packing:

1) cut the straps with scissors and remove them.
2) raise the top of the cardboard cover.
3) unscrew the 3 screws (c) securing the front bracket to the pallet (fig. 7).
4) unscrew the 3 screws (c) securing the rear bracket to the pallet (fig. 7).
5) use the wrench provided to loosen the nuts on the rear feet by a couple of turns.
6) remove the metal brackets (fig. 7).
7) check that the packing box contains:

- 1 Quattrocode key-cutting machine
- 1 set o documents, including: Operating Manual, QUATTROCODE PROGRAM manual,

spare parts list  and guarantee
- 1 power supply cable
- 1 tool box

8) keep the packing to use every time the machine is transported.

Fig. 7

2.3 Handling the machine
When the Quattrocode has been unpacked, place it directly on its workbench.
This should be done by two people, holding the metal base firmly to lift the machine.

c c
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3 INSTALLATION AND SETTING UP
Installation can be carried out by the purchaser and does not require any special skills.
The key-cutting machine is supplied ready for use and assembly is not necessary. However, some
checks and preparation for use need to be carried out.

Environmental conditions
To ensure that the best use is made of the key-cutting machine, certain parameters must be borne
in mind: damp, badly ventilated sites should be avoided. The ideal conditions for the machine are:
temperature between 0 and 40˚C, relative humidity approx. 60%.

3.1 Checking for damage
The Quattrocode is solid and will not normally damage if transport, unpacking and installation have
all been carried out according to the instructions in this manual.
However, it is always advisable to check that the machine has not suffered any damage.

3.2 Positioning
• Place the machine on a horizontal surface, solid enough to take the weight (60 kg). The

workbench should ideally be at a height of approx. 100 cm, which ensures easy access to the
working parts. Leave at least 30 cm clearance behind the machine to provide ventilation and
30 cm on both sides.

• Connect the power supply cable and the serial cable to their sockets.
WARNING: ensure that the machine voltage is the same as that of the mains, which must be properly

earthed and provided with a differential switch.

Fig. 8

Switch

Rear view

30 cm.

30 cm.

30 cm.

 100 cm.

30 cm.
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The machine needs only one operator, who has the following controls at his/her disposal (fig. 5,
page 10):
- motor start switch (K), placed on the back of the key-cutting machine;
- key positioning clamp (R);
- control keypad (F1);
- emergency button (A).

3.3 Graphics
Two adhesive warning and instructions labels are attached to the plexiglass shield (fig. 9). These
must not be removed.

Fig. 9

3.4 Installation of the Silca Quattrocode Program software
- Connect the personal computer and QUATTROCODE with the serial cable provided. Make

the connection between the personal computer serial port and the connector (L3) on the
Quattrocode (fig. 10).

- Turn on the Quattrocode and the computer.
- Install the QUATTROCODE PROGRAM software on the PC. To do so consult the manual

provided with the software package for the installation and use of the "SILCA
QUATTROCODE PROGRAM".

- Ensure that the U101 - U102 decoders are housed in the special decoder pocket on the left-
hand side of the machine.

Fig. 10

3.5 Starting the Silca Quattrocode Program
When the SILCA QUATTROCODE PROGRAM has been installed on your PC, to work with the
program enter the following command:

<QCODE> + ENTER

The SILCA logo will appear, followed by the main menu.

Danger to eyes! Do not use compressed air
for cleaning

L3
Copyright Silca 1999 15



Operating manual - English QUATTROCODE
4 MACHINE REGULATION

4.1 Machine keypad and functions of keys

Fig. 11
The keypad incorporated in the Quattrocode, illustrated in fig. 11, enables the operator to use the
machine rapidly and easily once the work program has been transmitted by the PC.
Only the keys necessary for the cycle in progress (except the STOP button, which is always active)
are constantly enabled, e.g. when the cutting tool is being changed only the keys for releasing and
locking the spindle and the START button are active; all the other keys are excluded, even if
pressed.

striking this key starts the machine TEST function (indicated by the illumination of the red
led in the corner of the key).

keys reserved for future functions.

spindle release (active only when the tool change message is screened).

spindle lock (active only when the tool change message is screened).

enables forward scrolling on the display of the key queue transmitted by the PC.

enables backward scrolling on the display of the key queue transmitted by the PC.

- during the TEST moves the step motors in one direction
- during work operations starts scrolling of the writing on the display (if it comprises more
than the 12 characters shown)

- during the TEST moves the step motors in the other direction
- during work operations stops scrolling of the writing on the display.

a) starts the cutting operation (by code) on the key selected from those on the
display.

b) re-starts the cutting operation after interruption to change the cutting tool or turn
the key.

c) starts the cutting tool TEST function.
Acts as function key to enable an operation transmitted by the PC or the machine
The START button has a green led which illuminates to indicate work in progress.

stops the operation in progress at any given moment, returning the axes to the idle
position.

switches the lamp on or off.

TEST

F6 F8F7F5

START

STOP
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4.2 Decoder pocket
A special device (E) is installed on the left-hand side of the machine to house the decoders when
they are not in use (fig. 12).

Fig. 12

The decoders provided are:

Fig. 13
The device is designed to house a third decoder (U103 - not provided), whose place is
occupied by an imitation decoder (U) which should never be removed.
The decoders must be replaced in the device after use.
Before starting to cut a key, the machine checks that all the housings are occupied. If not, the
machine stops and shows the following message on the display:

<DECODER WRONGLY
POSITIONED>

WARNING: this safety system ensures that the cutting tool is not used instead of the decoder, or vice
versa.

E

U102

U101

U

U101
decoder for setting the
clamp and decoding
LASER type keys

U102
decoder for decoding
dimple keys
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4.3 Cutting tool replacement
The cutting tool can be fitted or replaced only at one point in the work process, when the display
shows, i.g.:

<INSTALL CUTTING TOOL H101>

WARNING: to describe cutting tool replacement, tool 101 is used as an example. For the other cutting
tools, carry out the same sequence with the tool required.
To remove a decoder or cutting tool from the spindle, proceed as follows:
- Raise the protective shield (D);
- with one hand hold the cutting tool or decoder to be removed;

Press the spindle release key with the other hand;

- remove the cutting tool. The decoder must be replaced in its housing on the decoder pocket
(E) on the machine (fig. 12, page 17), whereas the cutting tool must be placed in its housing
on the tool board provided.

To install a cutting tool, proceed as follows:
- Raise the protective shield (D);

release the spindle, if necessary, by pressing the spindle release key;

- fit the cutting tool into the spindle, pushing all the way in;

hold the cutting tool in place with one hand and with the other press the spindle locking
key.

Fig. 14

WARNING: when an operation is begun by pressing START (cutting), the situations described below
may occur:

1) Spindle locked with tool missing:
the machine seeks the setting for the Z axis by moving the spindle over the special plate
on the clamp. As this causes the spindle to come into close proximity (over the safety
measurement) to the plate, the cycle in progress is stopped, the spindle is moved back to
its initial position and the display shows the message:

<INSTALL H101>

2) Spindle released (tool missing)
the machine fails to start the cutting cycle. The display shows the same message:

<INSTALL H101>

WARNING: the type of cutting tool to install may be identified by the letter H (HSS) or W (hard metal).
This means that the QUATTROCODE will automatically use cutting speed 1 (HSS) or 2 (W - hard
metal) (see Ch. ‘Accessories’ in the SILCA QUATTROCODE PROGRAM manual).
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4.4 Use of the clamp
The machine is supplied with the ‘J1’ standard clamp illustrated in fig. 15.

Fig. 15
As shown in fig. 15, the ‘J1’ clamp has a fixed plate (R1) on top and a mobile jaw (P1), both of
which can be replaced when worn.
The clamp also has a setting plate (T) for the Z axis (sprung), over which the cutting tool zeroes
before starting cutting operations on a new key. The plate is sprung to avoid microfractures when
the cutting tool makes contact with it.

WARNING: to ensure that the Z axis works accurately, keep the setting plate (T) perfectly clean by
brushing any metal chips off regularly, using the brush provided.

WARNING: do not exert excessive pressure to lock the key in the jaws. Turning the knob
approximately 70˚ (clockwise) when the jaws start to grip the key is sufficient (fig. 16). It is
also important to ensure that the key lies absolutely flat in the jaw during locking so that
it cannot bend, twist or rest unevenly on the plate (fig. 16).

Fig. 16

R1

P1

T
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4.5 Fitting the clamp to the machine
Fit the clamp into the carriage dovetail, push all the way in and lock by means of the knob (P2) (fig.
17).
Although Quattrocode is designed to take up to 16 different clamps (identified progressively from
"J1" to "J16") the instructions refer only to the clamp provided (J1). The other clamps are all
provided with their own instructions.

4.6 Turning the mobile jaw (P1) on clamp ‘J1’
Clamp "J1" is supplied with mobile jaws (P1) which can be reversed (sides A and B) to facilitate
locking (on side B) of special profile Mercedes keys (corresponding to Silca articles HU41P,
HU41AP, HU44AP, HU55P, HU61AP) without the need for additional adapters (fig. 17).
When side B is in use the display shows a message.

Fig. 17
To take the jaw (P1) into position B, proceed as described below:

1) move the jaw upwards then to the left (fig. 18-A);
2) from this position, turn the jaw 90˚ to the left (fig. 18-B);
3) raise the jaw as shown in fig. 18-C and turn 90˚ to the left (fig. 18-D);
4) move the jaw to the right fig. 18-E).

To take the jaw to its initial position (fig. 17), carry out the same process in reverse order.

Fig. 18

A

B

P

P1

P2

A B

C D E
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4.7 Key stop
Clamp ‘J1’ is designed to house high security keys with different characteristics, i.e. keys with
shoulders, or keys without which use the tip as a stop.
The former type (with shoulders) are placed in the jaw with the stop against the clamp (stop "0")
(fig. 19). The latter (without shoulders) are placed in position on one of the grooves (1 - 2 - 3), as
shown on the display, according to the key involved.
A bar (V) (fig. 19) is also provided with the clamp to serve as a stop for the key tip.
When the key is locked in the jaw, remove the bar (V) before starting the machine.

Fig. 19

V

3

2

1

3

2

1
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4.8 Anti-tilting device
The machine is provided with a device (X) (fig. 20) to use with keys which are difficult for the jaws
to grip because of the dimensions of the blade and profile (see art. Silca HU56RP for Volvo, fig. 21).
The device is installed in the threaded hole on the front of the "J1" clamp. Use the locking knob
(X1) to take it up to the clamp, without securing; the knob (X1) will be tightened only after the key
has been locked into the jaw in the way described below:
- hold the device up against the front of the clamp and by means of the knob (X2) grip the neck

of the key in the seat provided. The locking operation is self-centring so that there is no danger
of the key being moved once it is locked into the jaw. Secure the device to the clamp by means
of the locking knob (X1).

WARNING: ensure that the locking knob (X1) does not protrude above the upper edge of the clamp
when it has been locked.

Fig. 20

Fig. 21

X

X2X1

A B

C
X1

X2

V
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X3
4.9 Clamp detection
Each clamp is provided with a coded bar (X3) which enables the machine to detect it automatically
(fig. 22). The coded bar is read by a special proximity sensor (X4) (fig. 22) at the beginning of every
cutting cycle. If the clamp installed is not the one required (on the display: clamp = J...), the
machine will return to its position at the beginning of the cycle while the display shows the
message:

< INSTALL CLAMP "J1" >

To re-start the clamp detection process, strike START on the keypad.

Fig. 22

4.10 Clamp calibration
Set-up must be carried out whenever:
- one of the proximity sensors is replaced;
- extraordinary maintenance is carried out on the machine, clamps, or decoders.

N.B.: ensure that the clamp is properly positioned against the mechanical stop and the
clamp and its seat are both perfectly clean.

Every time the cutting tool is replaced the tool pre-setting operation is carried out automatically by
the machine.

WARNING: the J1 (standard) clamp is used as a model for the description of clamp set-up operations.
If using other clamps, enter the code for the clamp installed and use the same sequence.

OPERATIONS ON THE PC

1) Select the ‘Clamp’ item from the Accessories menu in the Silca Quattrocode Program
software;

2) select the item "clamp set-up" and press <ENTER>;
3) enter the clamp code (J1) in the space indicated by the cursor:

<CLAMP NO.: J1>

4) press key F10
To transmit the set-up program to the cutting machine (make sure that the machine is switched on
and connected to the PC).

OPERATIONS ON THE MACHINE

Press

<J1>

Press

<J1 - A
ST = 0>

X4

START

START
Copyright Silca 1999 23



Operating manual - English QUATTROCODE
Press

<INSTALL DECODER U101>

Take the decoder from its housing (fig. 12, page 17).
If the decoder is taken from its housing and is not recognized by the machine when fitted into the
spindle, the following message appears:

<DECODER MISSING>

The machine will go through the setting up operations only if there is a decoder in the spindle.
Proceed as described in the chapter ‘Replacing the cutting tool’.

Press

The machine will set itself up. If the spindle is open and the decoder has not been fitted, the
following message appears:

<DECODER MISSING>

If the spindle is locked without the cutting tool in it, the machine starts, only to stop when it reaches
the safety measurement stops.
When set-up has been carried out the PC screen shows the OFFSET data (i.e. the variation from
"theoretical zero", expressed in hundredths of millimetres) for the X, Y and Z axes.

START

START
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5 DECODING KEYS
WARNING: to install the key in the clamp, see Ch. ‘Appendix 1 - Clamps’.

5.1 Decoding
WARNING: the J1 (standard) clamp is used as a model for the description of clamp decoding

operations. If using other clamps, enter the code for the clamp installed and use the same
sequence.
To carry out decoding operations, work from the PC and then the machine, according to the
following instructions.

OPERATIONS ON THE PC

1) Open the search menu.
2) Select the <SEARCH> function.
3) Enter the name of the system/lock.
4) Press <F10> to display further information on the system/lock selected.
5) Select the item ‘Key decoding’ from the main menu.
When ENTER is pressed the computer transfers the data to the key-cutting machine (make sure
that the machine is on and connected to the PC).

OPERATIONS ON THE MACHINE

Press

<DECODE...>

Press

<J1 - A
ST = 0>

Raise the protective shield and place the key all the way into the clamp (fig. 19, page 21).

Press

<INSTALL
DECOD U...>

Raise the protective shield and place the decoder in position (as per chap. 19, page 21). Lower
the protective shield.

Press  and begin the decoding operation; the display will show:

<DECODE (....)>

The results of the decoding operations will appear on the PC video screen.

START

START

START

START
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6 KEY CUTTING

6.1 Data storage in the machine memory
Quattrocode has a BACK-UP battery which makes it possible to memorize data transmitted by the
PC, even after the machine is turned off.

N.B.: turning on the Quattrocode activates the cutting program last memorized before
switching off the machine.

WARNING: the J1 (standard) clamp is used as a model for the description of clamp set-up operations.
If using other clamps, enter the code for the clamp installed and use the same sequence.

6.2 Code selection

OPERATIONS ON THE PC

Enter the command

<QCODE> + ENTER

The general screen display appears.fig. 1.
Open the search menu.
Select the <SEARCH> function.
Enter the name of the system/lock.
Press <F10> to display further information on the system/lock selected.
Select the item ‘Enter cutting data’ from the menu.
Press <ENTER>
Enter the cutting data and press key <F10> to confirm transmission of the data to the key-cutting
machine.

OPERATIONS ON THE MACHINE

When the QUATTROCODE is turned on (make sure it is connected to the PC) the machine display
shows the words:

<QUATTROCODE
OK>

Press

The display shows:

<ORIGINAL SYSTEM/LOCK>

Place the key into the clamp:

1) Raise the protective shield (D).
2) Place the key blank into the clamp (chap. 4.4, page 19).
3) Lower the protective shield.

Press , the message will appear:

<INSTALL CUTTING TOOL ....>

Press

When the cutting cycle is finished, follow the instructions shown on the display.

START

START

START
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7 TEST FUNCTIONS
WARNING: the test functions can be carried out only when the PC is connected to the

QUATTROCODE.
In the event of faults or malfunctioning a search can be made for the part involved by means of a
series of TEST functions run by the PC.
The diagnoses shown here enable the Silca After-Sales Service to recommend remedial action.
Should any faults occur which are not included in the tests, contact the Silca After-Sales Service.

The test function is called up by means of the  key

The key is active when the red led is illuminated and the display shows the message:

<TEST ???>

Select one of the functions run by the PC, illustrated in the SILCA QUATTROCODE PROGRAM,
and transmit to the machine.

During the test the display shows the number of the test selected on the PC (except for "Test 401:
Display", page 33). E.g.:

<TEST 101>

To leave the TEST mode, press the TEST key again.
The red led on the TEST key will go out and the display will be cleared of any messages.

7.1 Sensor test
The Quattrocode is provided with a number of proximity sensors for :
- X - Y - Z axes - A (spindle)
- clamp detection
- decoder pocket
- B axis (for future use)
- Z axis adjustment plate

Test 101: X axis sensor (lateral carriage)

- Moving the X axis carriage manually towards the right-hand end of run will activate the sensor
and the display will show:

<TEST 101 OFF>

- Moving to the left the display will show:

<TEST 101 ON>

If no messages appear on the display contact Silca After-Sales Service.

Test 102: Y axis sensor (front carriage)

- When the Y axis carriage is moved by hand slowly towards the external end of run in the
direction of the operator the display will show:

<TEST 102 ON>

- When the carriage is moved towards the machine the display will show:

<TEST 102 OFF>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

TEST
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Test 103: Z axis sensor (vertical carriage)

Remove the protective cover (L1) (fig. 25, page 36) to gain access to the vertical carriage.
- When the Z axis carriage is moved upwards the display will show:

<TEST 103 ON>

- When moved downwards the display will show:

<TEST 103 OFF>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

Test 104: A axis sensor (spindle)

- When the coupling between the motor and spindle release screw is turned manually both
clockwise and anticlockwise so as to cover and uncover the sensor the display will show the
following messages:

<TEST 104 ON>

<TEST 104 OFF>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

Test 105: clamp detection sensor

- The sensor is normally disactivated:

<TEST 105 OFF>

- When a metal object is placed under the sensor, at a distance of approx. 0.5 mm, the display
will show:

<TEST 105 ON>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

Test 106: Z axis gauging sensor (adjusting plate - H1)

- The sensor is normally disactivated:

<TEST 106 OFF>

With the jumper cable (see "Accessories provided", page 11) make electrical contact between the
spindle chuck (C) and the adjusting plate (T) (fig. 23). The display will show:

<TEST 106 ON>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

Fig. 23

T

C
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Test 107: B axis sensor (supplementary - optional)
The B axis is provided for the future use of additional devices for the Quattrocode, such as special
clamps which will be controlled through the B connection on the right-hand side of the machine (in
the standard version of the Quattrocode this function is not activated).

Test 108: decoder sensor (decoder pocket - E)
If all the decoders are housed in the special pocket a contact closes and the display shows:

<TEST 108 ON>

- When the two decoders are removed alternately, the display will show:

<TEST 108 OFF>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.
Copyright Silca 1999 29



Operating manual - English QUATTROCODE
7.2 Photocell test
In addition to the sensors already described there are two photocells for micrometric detection of
the X and Y carriage end of runs.

Test 201: X axis photocell (lateral carriage)

- When the carriage is moved very slowly by hand to the right then to the left, the display will
show:

<TEST 201 ON>

<TEST 201 OFF>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

Test 202: Y axis photocell (front carriage)

- When the carriage is moved very slowly by hand towards the machine then back towards the
operator, the display will show:

<TEST 202 ON>

<TEST 202 OFF>

If the transition from ON to OFF does not occur, contact Silca After-Sales Service.

Test 203: B axis photocell (supplementary - optional)

The B axis is provided for the future use of additional devices for the Quattrocode, such as special
clamps which will be controlled through the B connection on the right-hand side of the machine (in
the standard version of the Quattrocode this function is not activated).
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7.3 Motor tests
WARNING: tests for the step motors (X - Y- Z- A ...) consist of checking their electrical operation. The

tests do not check the end of runs (sensors and photocells), so that the motors can run up
to the mechanical stops.
The motors should therefore be tested in both directions without reaching the mechanical stops, as
this would risk straining the machine.

Test 301: X axis motor (lateral carriage)

- - With the motor off the display will show:

<TEST 301>

Hold down the key (right-hand arrow) or (left-hand arrow) to move the motor in the
two directions.
When the key is released the motor stops immediately
If the motor will not start, contact Silca After-Sales Service.

WARNING: if the motor reaches end of run, stop it immediately to avoid unnecessary strain on the
structure.

Test 302: Y axis motor (front carriage)

- With the motor off the display will show:

<TEST 302>

Hold down the key (right-hand arrow - towards the operator) or (left-hand arrow -
towards the machine) to move the motor in the two directions.
When the key is released the motor stops immediately
If the motor will not start, contact Silca After-Sales Service.

WARNING: if the motor reaches end of run, stop it immediately to avoid unnecessary strain on the
structure.

Test 303: Z axis motor (vertical carriage)

- With the motor off the display will show:

<TEST 303>

Hold down the key (right-hand arrow - upwards) or (left-hand arrow - downwards) to
move the motor in the two directions.
When the key is released the motor stops immediately
If the motor will not start, contact Silca After-Sales Service.

WARNING: if the motor reaches end of run, stop it immediately to avoid unnecessary strain on the
structure.

WARNING: if one of the cutting tools is fitted into the spindle, moving the carriage down may cause
the tool to bump into the clamp!

Test 304: A axis motor (spindle)

(make sure that a cutting tool is installed).
- With the motor off the display will show:

<TEST 304>

Hold down the key (right-hand arrow) or (left-hand arrow) to start the motor turning
clockwise or anticlockwise.
When the key is released the motor stops immediately
If the motor will not start, contact Silca After-Sales Service.

WARNING: if the motor reaches end of run, stop it immediately to avoid unnecessary strain on the
structure.
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Test 305: B axis photocell (supplementary - optional)

The B axis is provided for the future use of additional devices for the Quattrocode, such as special
clamps which will be controlled through the B connection on the right-hand side of the machine (in
the standard version of the Quattrocode this function is not activated).

Test 306: cutting tool motor (slow speed)
(make sure there is a cutting tool in the spindle so that the chuck is locked).
- With the motor off the display will show:

<TEST 306>

Hold down the  key to start the motor.

When the key is released the motor stops immediately.
If the motor will not start, contact Silca After-Sales Service.

Test 307: cutting tool motor (high speed)
(make sure there is a cutting tool in the spindle so that the chuck is locked).

WARNING: for this TEST the protective shield must be lowered.
- With the motor off the display will show:

<TEST 307>

Hold down the  key to start the motor.

When the key is released the motor stops immediately.
If the motor will not start, contact Silca After-Sales Service.

START

START
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7.4 Display and keypad test

Test 401: Display

On receiving instructions from the PC all the illuminated segments will light up in turn (fig. 24).
The test ends when all segments are illuminated and is then automatically repeated.

Fig. 24
If any of the segments fail to light up, contact Silca After-Sales Service.
The display test can be interrupted by running another test from the PC or by pressing the TEST
key on the keypad.

Test 402: Keypad

- Number of test on the display:

<TEST 402>

Pressing any key (except the TEST key which disactivates the test function) should cause the
symbol on the key to appear on the display.
EXAMPLE:

When the  key is pressed the display will show:

<START>

If any of the keys fail to respond or if the symbol displayed does not correspond to that on the key,
contact Silca After-Sales Service.

START
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8 CLEANING
• Under no circumstances must compressed air be used to clear the work area of chippings, as

these may find their way into the working parts of the machine.
• Use a brush to periodically clean the chippings from the protective bellows on the carriage

guides.
• Do not use oily substances or solvents to clean the painted surfaces, clamps, electrical or

electronic connectors.
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9 MAINTENANCE
WARNING: for repairs or replacement of parts for maintenance, the ‘CE’ mark is guaranteed only if

original spare parts provided by the manufacturer are used.
Although the QUATTROCODE key-cutting machine does not require special maintenance, it is
advisable to check and, if necessary, replace the parts subject to wear and replace electrical/
electronic parts when faulty (fuses, circuit boards, etc.). Replacement is simple and can be carried
out by the operator, following the instructions given.
Before starting any type of maintenance (checks or replacements), read the instructions below:
- never carry out maintenance operations when the machine is operating
- always disconnect the mains power supply
- follow the instructions in the manual to the letter
- use only original spare parts.

9.1 Trouble shooting
FAULTS  CHECKS AND REPLACEMENT

Although the machine is on the
display remains black with no
messages

 The fan on the back of the machine is not working:
- check that the emergency button is released
- check fuse A on the supply socket (chap. 9.4, page 37)
- check that the switch on the electronic rack supply module is in the ON position (chap.

9.5, page 40)
The fan on the back of the machine is working
- check the connection between the display and keypad (chap. 9.11, page 46).
- check that the +5V green led on the electronic rack supply module is on. If it is off,

replace the module (chap. 9.5, page 40).
- re-transmit the machine program from the PC to the Quattrocode (chap. 3.4, page 15).

The cutting tool motor will not start - check fuse G (chap. 9.4, page 37).
- with the machine off, check that the cutting tool shaft turns freely when rotated by

hand.
- replace the cutting tool motor control board (chap. 9.7, page 42).
- replace the I/O board (chap. 9.10, page 45).
- replace the cutting tool motor (chap. 9.13, page 49).

The cutting tool motor runs only on
1st or 2nd speed

- replace the 1st and 2nd speed control board
- replace the I/O board (chap. 9.10, page 45).

One of the axes is not moving - with the machine off, check that there is no mechanical impediment to the axis when
moved manually

- check( chap. 9.4, page 37):
a) fuse C for axes X and Y
b) fuse D for axes Z and A (spindle release/lock)
c) fuse E for axis B (rotating clamp)

- replace the 1st ST2DRV module for the X and Y axes (chap. 9.6, page 41)
- replace the 2nd ST2DRV module for the Z and A axes (chap. 9.7, page 42).
- replace the 3rd ST2DRV module for the B axis motors (chap. 9.8, page 43).

The keypad is not working - check the connection between the display and the keypad (chap. 9.11, page 46).
- replace the keypad (chap. 9.11, page 46).

The X, Y or Z axes will not zero - check fuse F (chap. 9.4, page 37).
- check whether the sensors and photocells for the relevant axes are working properly; if

not, replace them

The machine loses the operating
program continually (when
switched on, the display remains
black and the program needs to be
re-transmitted from the PC)

- replace the supply board (chap. 9.5, page 40).
- replace the CPU board (chap. 9.9, page 44).

Communication between the
machine and PC fails

- check the computer set-up (serial port, communication speed, etc.)
- replace the CPU board (chap. 9.9, page 44).
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9.2 Maintenance operations
• Spindle belt replacement
• Belt tension
• Checking and replacing the fuses
• Replacing the circuit boards in the electronic rack
• Replacing the keypad/display
• Replacing the electronic rack
• Access to the motor compartment

9.3 Belt replacement and tension
1) loosen the 2 side screws (L2) and remove the belt cover (L1) by pushing upwards (fig. 25);
2) loosen the seven fixing screws (Z1), remove the top cover (Z) and push upwards, making sure

the keypad wiring (Z2) is detached (fig. 25);
3) partly loosen the two nuts (Y) securing the motor, using the special elbow wrench (Y4) and

rod (Y3) (both provided), as shown in fig. 26;
4) use the special rod provided (Y3) to move the tension eccentric (Y1) and loosen the belt;
5) take the belt off the pulleys;
6) detach the spindle release motor connector (Y2) (fig. 26);
7) remove the worn belt;
8) fit the new belt and re-connect the spindle motor connector (Y2), taking care that the motor

wiring does not come into contact with the belt;
9) place the belt onto the pulleys.

WARNING: when the belt has been replaced, check the direction of rotation.
10) adjust tension with the tension eccentric cam (Y1) then secure the cutting tool motor by

tightening the two nuts (Y) (fig. 26).

Fig. 25

Fig. 26
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9.4 Checking and replacing the fuses
There are seven fuses in the machine A-B-C-D-E-F (fig. 29, page 38), placed in different positions
so as to guarantee protection for the electronic parts in the event of the mains supply voltage
fluctuating and to avoid any faults in the circuit boards spreading and damaging other parts of the
electric or electronic circuits.

N.B.: fuses must always be checked with an instrument for measuring continuity (tester,
ohmmeter, multimeter, etc.) as they may appear visibly intact even when they have cut out.

Each must be replaced by one with exactly the same number of Amps and of the same type (rapid
or delayed), as shown in the manual.

A - Master fuse
4 Amp. - rapid (110V: 8 Amp. - rapid)
This is fitted to the machine supply plug (fig. 27) (which also contains a spare fuse).
When this fuse cuts out, Quattrocode is completely cut off, the display shows nothing, there is no
response to any of the control keys and there is no communication with the PC.

To replace fuses B-C-D-E-F in the electronic rack, remove the cover (O) as follows:

1) disconnect the supply wiring
2) remove the three screws (O1) (fig. 27 - rear view)
3) remove the cover (O) by pushing in the direction of the arrows (fig. 28).

WARNING: do not bend the cover during this operation as the attachment hooks could easily be
broken.

Fig. 27

Fig. 28
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B - Inlet fuse for electronic rack
"1 amp - delayed'
When this fuse cuts out the two green leds (+5 Volt dc and + 12 Volt dc) on the UNIPOW 50 supply
module on the electronic rack go off, the display shows nothing, there is no response to any control
key and there is no communication with the computer.

C - X and Y axes step motor protection fuse
"4 amp - delayed"
When this fuse cuts out the relevant green led for the ST2DRV electronic module goes off and the
X and Y axes carriages will not move.
To replace this fuse, remove the 1st ST2DRV module from the rack (chap. 9.6, page 41). Remove
the four screws (V1) in order to separate the top part (V) of the dissipator and gain access to fuse
C on the circuit board (fig. 30).

N.B.: after replacing the fuse, fit the dissipator (V) securing the locking screws (V1) tightly to
ensure good heat conductivity between the parts in contact (fig. 30).

Fig. 29

D - Z and A axes step motor protection fuse
"4 amp - delayed"
When this fuse cuts out the relevant green led for the ST2DRV electronic module goes off, the Z
axis carriage will not move and the cutting tool spindle will neither open nor close.
To replace this fuse, remove the 2nd ST2DRV module from the rack (chap. 9.7, page 42). Remove
the four screws (V1) in order to separate the top part of the dissipator and gain access to the fuse
on the circuit board (fig. 30).

N.B.: after replacing the fuse, fit the dissipator (V), securing the locking screws (V1) tightly to
ensure good heat conductivity between the parts in contact (fig. 30).
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Fig. 30

E - Step motor protection fuse for supplementary motorized clamp
(optional).
"4 amp - delayed"
When this fuse cuts out the green led for the ST2DRV electronic module goes off and the clamp
will not activate.
To replace this fuse, remove the 3rd ST2DRV module from the rack (chap. 9.8, page 43). Remove
the four screws (V1) in order to separate the top part (V) of the dissipator and gain access to the
fuse on the circuit board (fig. 30).

N.B.: after replacing the fuse, fit the dissipator (V), securing the locking screws (V1) tightly to
ensure good heat conductivity between the parts in contact (fig. 30).

F - Protection fuse for sensors/outlets
"1.6 amp - delayed"
When this fuse cuts out the green led for the inlet/outlet module goes off and despite the display
being on and the keyboard activated, none of the sensors are read (the axes cannot find the zero
position) and none of the actuators receive power (the cutting tool motor will not work, etc.).
To replace this fuse remove the inlet/outlet module from the rack (chap. 9.10, page 45).

G - Cutting tool motor protection fuse
"3.15 amp - rapid" (110V: '3.15 amp - rapid')
When this fuse cuts out the cutting tool motor will not work.
The fuse is to be found on the circuit board which regulates the motor speed, positioned in the base
of the machine (chap. 9.14, page 50).

C

V

V1
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9.5 Replacing the UNIPOW 50 Supply circuit board
When the UNIPOW 50 supply board is working
properly the two 5V dc and 12V dc green leds
are illuminated and the leds on the display
rotate; the P.F. red led must be off (fig. 31).
Any other signals indicate a fault; in such cases
contact the Silca After-Sales Service.
If it is necessary to replace the board, proceed
as follows:

Fig. 31

1) switch off the machine and disconnect the
supply wire.

2) remove the three screws (O1) (fig. 32 - rear
view)

3) detach the cover (O), pushing in the
direction of the arrows (fig. 33)

WARNING: do not bend the cover during this operation
as the attachment hooks could easily be
broken.

Fig. 32

4) disconnect the plug 1 (fig. 34) and
loosen the four screws (W)
securing the module (it is not
necessary to remove them).

5) slide the module from the rack and
replace with a new one.

6) secure with the four screws (W)
and replace the plug 1.

Fig. 33

WARNING: replacing this module, which contains
the buffer battery for data in the RAM
memory, causes loss of the operating
program.

Fig. 34
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9.6 Replacing the 1st ST2DRV module - X and Y axes step motors
1) switch off the machine and disconnect the supply wire.
2) remove the cover (O) (chap. 9.5, page 40).

WARNING: do not bend the cover during this operation as the attachment hooks could easily be
broken.
3) disconnect the plug 1 from the supply module.
4) disconnect the wires:

- 2 (Y axis motor)
- 3 (X axis motor)
- 4 (module supply board)

5) loosen the four screws (W) securing the module (it is not necessary to remove them) (fig. 36).
6) slide the module from the rack and replace with a new one after positioning the commutators

(W1) and (W2) (fig. 36).
COMMUTATOR W1 = 0 X axis motor selection
COMMUTATOR W2 = 1 Y axis motor selection

N.B.: use a suitable screwdriver to turn the commutators; if they are damaged the whole
module will be affected.

7) secure the new module with the four screws (W) and re-connect wires 2/3/4 and plug 1.

N.B.: the 1st ST2DRV module (X and Y axes motors) and the 2nd ST2DRV module (Z and A
axes motors - spindle) are interchangeable. Remember to position the selection commutators
(W1) and (W2) (fig. 36) according to the motors connected to the module.

Fig. 35

Fig. 36
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9.7 Replacing the 2nd ST2DRV module - Z and A axes step motors
1) switch off the machine and disconnect the supply wire.
2) detach the cover (O) (chap. 9.5, page 40).

WARNING: do not bend the cover during this operation as the attachment hooks could easily be
broken.
3) disconnect the plug 1 from the supply module.
4) disconnect the wires:

- 2 (Y axis motor)
- 3 (X axis motor)
- 4 (module supply board)
- 5 (A axis motor)
- 6 (Z axis motor)
- 7 (module supply board)

5) loosen the four screws (W) securing the module (it is not necessary to remove them) (fig. 37).
6) slide the module from the rack and replace with a new one after positioning the commutators

(W1) and (W2) (fig. 37).
COMMUTATOR W1 = 2 Z axis motor selection
COMMUTATOR W2 = 3 A axis motor selection

N.B.: use a suitable screwdriver to turn the commutators; if they are damaged the whole
module will be affected.

7) secure the new module with the four screws (W) and re-connect wires 2/3/4/5/6/7 and plug 1.

N.B.: the 1st ST2DRV module (X and Y axes motors) and the 2nd ST2DRV module (Z and A
axes motors - spindle) are interchangeable. Remember to position the selection commutators
according to the motors connected to the module.

Fig. 37
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9.8 Replacing the 3rd ST2DRV module - B axis step motor
1) switch off the machine and disconnect the supply wire.
2) detach the cover (O) (chap. 9.5, page 40).

WARNING: do not bend the cover during this operation as the attachment hooks could easily be
broken.
3) disconnect the plug 1 from the supply module.
4) disconnect the wires:

- 2 (Y axis motor)
- 3 (X axis motor)
- 4 (module supply board)
- 5 (A axis motor)
- 6 (Z axis motor)
- 7 (module supply board)
- 8 (B axis motor)
- 9 (module supply board)

5) loosen the four screws (W) securing the module (it is not necessary to remove them) (fig. 38).
6) slide the module from the rack and replace with a new one after positioning the commutator

(W3) (fig. 38).
COMMUTATOR W1 = 4 (not in use)
COMMUTATOR W2 = 5 B axis motor selection

N.B.: use a suitable screwdriver to turn the commutator (W1); if it is damaged the whole
module will be affected.

7) secure the new module with the four screws (W) and re-connect wires 2/3/4/5/6/7/8/9 and
plug 1.

Fig. 38
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9.9 Replacing the CPU module
1) switch off the machine and disconnect the supply wire.
2) detach the cover (O) (chap. 9.5, page 40).

WARNING: do not bend the cover during this operation as the attachment hooks could easily be
broken.
3) disconnect the plug 1 from the supply module.
4) disconnect the wires:

- 2 (Y axis motor)
- 3 (X axis motor)
- 4 (module supply board)
- 5 (A axis motor)
- 6 (Z axis motor)
- 7 (module supply board)
- 8 (B axis motor)
- 9 (module supply board)
- 10 (serial A)
- 11 (serial B)

5) loosen the two screws (W) securing the module (it is not necessary to remove them) (fig. 39).
6) slide the module from the rack and replace with a new one.
7) secure the new module with the two screws (W) and re-connect wires 2/3/4/5/6/7/8/9/10/11

and plug 1.
WARNING: replacing this module, which contains the RAM memory, causes loss of the operating

program.

Fig. 39
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9.10 Replacing the inlet/outlet modules and terminal panel
1) switch off the machine and disconnect the supply wire.
2) detach the cover (O) (chap. 9.5, page 40).

WARNING: do not bend the cover during this operation as the attachment hooks could easily be
broken.
3) disconnect the plug 1 from the supply module.
4) disconnect the wires:

- 2 (Y axis motor)
- 3 (X axis motor)
- 4 (module supply board)
- 5 (A axis motor)
- 6 (Z axis motor)
- 7 (module supply board)
- 8 (B axis motor)
- 9 (module supply board)
- 10 (serial A)
- 11 (serial B)
- 12 (inlet/outlet module supply

board)
5) loosen the four screws (W) securing the

module (it is not necessary to remove
them) (fig. 40).

6) slide the module partially from the rack
and separate the terminal panel from
the inlet/outlet board (X) (fig. 41).

7) remove the inlet/outlet board
completely, replace with the new one
and insert partially into the rack.

8) attach the terminal panel to the board
and insert the complete module in the
rack.

Fig. 40

N.B.: with this procedure it is not necessary to disconnect all the sensors and actuators on
the terminal panel every time the inlet/outlet board must be removed. Take care that the board
and the terminal panel are properly connected before replacing the module in the rack.

9) secure the new module with the four screws (W) (fig. 40) and re-connect wires 2/3/4/5/6/7/8/
9/10/11/12 and plug 1.

Fig. 41
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9.11 Replacing the keypad/display
1) Switch off the machine and disconnect the supply wire.
2) Remove the belt cover (L1) by unscrewing the two side screws (L2) and raising it (fig. 42).
3) Remove the seven screws (Z1) and detach the upper panel (Z), complete with the keypad.
4) Disconnect the connector (Z2).
5) Remove the four nuts (Q1) and detach the keypad/display unit (fig. 43).
6) After replacing the unit re-assemble the elements repeating the above operations in reverse

order.

Fig. 42

Fig. 43
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9.12 Replacing the electronic rack
1) switch off the machine and

disconnect the supply wire.
2) detach the cover (O) (chap. 9.5,

page 40).
WARNING: do not bend the cover during this

operation as the attachment hooks
could easily be broken.
3) disconnect the plug 1 from the

supply module.
4) disconnect the wires:

- 2 (Y axis motor)
- 3 (X axis motor)
- 4 (module supply board)
- 5 (A axis motor)
- 6 (Z axis motor)
- 7 (module supply board)
- 8 (B axis motor)
- 9 (module supply board)
- 10 (serial A)
- 11 (serial B)
- 12 (inlet/outlet module sup-

ply board)

Fig. 44

5) loosen the four screws (W) securing the module (it is not necessary to remove them) (fig. 44).
6) slide the module partially from the rack and separate the terminal panel from the inlet/outlet

board (X) (fig. 45).
7) remove the inlet/outlet board (X)
8) detach the small protective panel by removing the two screws (W) (fig. 45).
9) remove the two screws (L2) and detach the protective cover (L1) (fig. 46), raising it in the

direction of the arrow.
10) release the flat cable (Z2) by pushing the two tabs (Z3) outwards (fig. 46).
11) remove the seven screws (Z1) and detach the upper panel (Z), complete with the keypad (fig.

42, page 46).
12) disconnect the two fan feed wires from the terminal panel (Z4) (fig. 46).
13) remove the four screws (K2) which secure the rack (K) to the machine and pull upwards (fig.

46, page 48).
14) to fit the new rack follow the instructions given in reverse order, taking care to connect the fan

feed wires (Z4) correctly (the red wire to the terminal marked '+' and the black wire to the
terminal marked '-') (fig. 46).
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Fig. 45

Fig. 46
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9.13 Access to the motor compartment
It will be necessary to gain access to this compartment when you need to:
- replace the Z axis photocell wiring.
- replace the Z axis zero sensor.
- replace the spindle release/lock sensor.
- replace the electric contact wire for the Z axis.
- replace the internal connecting wires for the cutting tool motor and the microswitches for

detecting the decoders.
- replace the wiring for the Z axis step motor.
- replace the wiring for the spindle step motor.
- check the internal parts of the Z axis movement.

WARNING: it is very important that before the compartment is closed after replacing or checking parts
the mobile wiring (M1) is properly secured and that it moves freely. Check by moving the
Z axis carriage manually along its vertical run (the wiring should move along without
catching on any of the internal parts).
To gain access to the compartment:

1) Remove the electronic rack (see chapter 9.12 "Replacing the electronic rack", page 47).
2) Remove the five screws (X1) and remove the protective cover (X2) (fig. 47).
3) Remove the six screws (T1) and remove the plate (T2).
4) If necessary, remove the two screws (X3) and remove the rear part (X4) (this procedure gives

full access to the motor compartment) (fig. 47).

Fig. 47
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9.14 Access to the electrical parts in the base
Access must be made when it is necessary to:
- replace the supply transformer.
- replace the zero board for the Y axis or its wiring.
- replace the commutation board for 1st/2nd speed for the cutting tool motor or its wiring.
- replace the cutting tool motor speed regulation board, change the setting or replace the wiring.
- replace the zero sensor for the Y axis.
- replace wiring.

To gain access to the base:

1) switch off the machine and disconnect the supply wire.
2) turn the machine onto its back.
3) loosen the six screws and remove the bottom plate (V3) (fig. 48).

WARNING: If it is necessary to operate in this area with the machine on (e.g. to regulate a sensor or
the 1st cutting tool rotation speed), take great care not to touch the parts of the ‘cutting
tool motor speed regulation board’ as these are connected electrically to the supply phase
(220 or 110 Volts).

Fig. 48

V3

A1V2
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10 DECOMMISSIONING
The machine is durable and when properly maintained and occasionally overhauled can be used
throughout time.
Before dismantling carry out the following operations on the machine:
- Disconnect the electric circuit
- Separate the plastic and metal parts
- Remove the lithium battery from the electronic rack (fig. 49).

WARNING: the lithium battery must be disposed of in the special containers.
This done, dismantle the machine and dispose of the various parts according to the regulations in
force in the country of use.
• Waste disposal
EU regulations lay down specific rules for the disposal of waste (**).

Fig. 49

Packing
The QUATTROCODE is delivered in a cardboard cover which can be recycled as packing, if intact,
or disposed of with solid urban waste. Do not throw it out into the environment, but place it in the
special containers for cardboard.

Key-cutting machine
The machine is not only durable, but is also made of recyclable materials. Recycling is
recommended as good ecological practice.

Waste from key cutting operations
Although the waste deriving from key cutting is classified as special waste, it can be considered
metal wool and therefore be included in solid urban waste. As such, it must be disposed of in
special centres according to its classification under current Italian and EU law. In the case of
contaminating or toxic-noxious substances which transform the metal waste classifiable as solid
urban waste into toxic-noxious waste, the regulations concerning disposal of such waste in Italy
and the EU are attached in the appendix to this manual.
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11 AFTER-SALES SERVICE
Silca supplies full technical assistance to purchasers of the QUATTROCODE key-cutting machine.
For total operator and machine safety, any operation not described in this manual must be carried
out by the manufacturer or in the Service Centres recommended by Silca.
On the back of the manual cover are the manufacturer’s addresses and a list of specialized Service
Centres.

11.1 How to apply for assistance
The guarantee form supplied with the QUATTROCODE ensures free repairs or replacements of
faulty parts in the 12 months following purchase. All other work must be arranged by the user with
Silca or one of its Service Centres.
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Nova 2000 Supplemental Operation Manual2

This manual applies specifically to the Nova 2000 Key Machine. It properly iden-
tifies your model and assures you will receive correct parts if and when you
require replacement parts.  Retain this manual in a safe place. If ownership of this
machine is transferred, this booklet should accompany the machine. When seek-
ing service information about this machine, refer to the Model No. (which is Nova
2000) and the part number desired (see pages 5 - 7).
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ONE YEAR LIMITED WARRANTY

Kaba Ilco Corp. warrants to the original buyer of any new model Nova 2000 machine that it will repair or
replace, at its option, any part of any machine which proves, to the reasonable satisfaction of Kaba Ilco
Corp. to have defects arising from the faulty manufacture of the machine or from defective material or
components, during a period of one (1) year from the date of the shipment of the machine by Kaba Ilco
Corp., provided that the machine is returned by prepaid transport to Kaba Ilco Corp. or to its authorized
representative before the expiry of the warranty period together with a detailed description of the alleged
defect (s). Kaba Ilco Corp. may, at its discretion, elect to refund the purchase price allocable to the part
affected, or to issue a credit if the price therefore remains unpaid.

Kaba Ilco Corp. sells precision-made machines. The buyer assumes all risks, and Kaba Ilco Corp. shall
not be liable for any reason if the machine has been subjected to improper installation, improper use,
improper or inadequate maintenance, negligence, if any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater certainty, any machine not operated in accordance with
Kaba Ilco Corp. printed instructions or operated beyond its rated capacity shall not be covered by this or
any other warranty.

Any and all warranties made by Kaba Ilco Corp. on any machine, product, or component thereof shall be
effective only if and for so long as the buyer complies with all payment obligations pursuant to the buyer’s
accepted and acknowledged order. Failure to meet such payment obligations shall void all warranties and
not extend the period of time for which such machine, product or component thereof is warranted irre-
spective of whether or not payment is eventually made.

These warranties are in lieu of and not in  addition to any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness for a particular purpose or latent defect. The buyer
releases Kaba Ilco Corp. from any liability for any reason other than a breach of its warranties hereunder.

The liability of Kaba Ilco Corp. shall in no case, including negligence, exceed the purchase price of the
defective machine, nor shall Kaba Ilco Corp. be liable for any personal injuries, property  damage or con-
sequential damages.

Use only genuine Kaba Ilco Corp. replacement parts on this machine!



3Nova 2000 Supplemental Operation Manual

WARNING - SAFETY NOTICE
IMPORTANT: PLEASE READ CAREFULLY 

BEFORE OPERATING MACHINE

Safety begins with education, and continues with proper application … ALL per-
sonnel who operate this machine should READ THE SUPPLIED OPERATOR’S
MANUAL for information on how to properly operate the Nova 2000.  The like-
lihood of accidents and miscuts will be greatly reduced.

General Safety:
• Safety glasses MUST BE WORN to reduce the possibility of eye injury

while operating or in the immediate vicinity of key cutting equipment.
• Always turn machine off before making adjustment or inserting or removing keys.
• Machine should be located in an area accessible only by authorized oper-

ators. Location must be such that customers and other personnel are not
subject to potential injury from “flying chips”.

• Do not defeat safety features built into the machine. Removal or modifica-
tion of safety shields, cutter guards and other safety devices should be
strictly forbidden.

• At no time should the mechanically driven parts of the machine be
touched while it is in operation. Extra care should also be taken by the
operator to ensure that loose fitting clothing, long hair, etc. are kept from
the area of machine operation.

• Your machine has been specifically designed and built for key cutting purposes
only and should be operated according to its operator’s manual. All other uses
are strongly discouraged as they could be potentially hazardous, and should not
be attempted? Such use will immediately void the machine warranty.

• Some states have specific age restrictions concerning the operation of cer-
tain types of equipment. Check local and state ordinances for compliance.

Electrical Safety:
• (120 volt models)  Your machine is designed to operate using 120 Volt AC,

60 Hz electrical current. It is supplied with a three-prong power plug which
should be used with a properly grounded three-prong outlet only. Do not
defeat the safety purpose of the plug by modifying or using with non-
grounded outlets.

• To reduce risk of fire or electrical shock, do not expose or operate machine
in damp or wet locations.

• Electrical problems should be referred to qualified repair technicians. If the
machine is under warrant, contact Kaba Ilco Corp. (Kaba Ilco Corp. also
offers repair service for out-of-warranty machines.  Contact for details.)

• Always unplug the machine before opening the hood or changing the cutter.
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The Nova 2000 is a precision engineered key machine specifically designed for
duplicating high security type keys. As shipped, the Nova 2000 will efficiently
duplicate high security “centerwinder” and “sidewinder” automotive keys (as used
by Mercedes Benz®, Saab®, Volvo® and others) as well as keys that fit various “dim-
ple key” lock systems. A wide variety of optional adapters and cutters are also
available that enable the Nova 2000 to duplicate keys for an even broader range
of high security lock products.

This unique key machine has the ability to duplicate keys to exacting specifica-
tions, resulting from the precise accuracy of its many parts. The Nova 2000 was
designed with the operator in mind, from the versatility of the vise jaws to the easy
one-handed operation of the machine.

Because of the precision nature of the vise jaws, avoid any abuse that will damage
or reduce their accuracy. Treat them with care and the jaws will help produce accu-
rate keys for years.

UNPACKING INSTRUCTIONS

When unpacking the Nova 2000, you will note the cushioning material and the
abundance of lubricating oils to prevent rust and corrosion. Before using this
machine, wipe off excess grease and oil. Lubricate only the moving parts. It is a
good idea to save the original packing carton for later shipment if necessary.

Place the key machine on a sturdy, level work bench with good lighting.  The 115
VAC receptacle should be properly grounded. Do not use a two-prong plug adapter.
Unpack all cutters, key guides, and adapters. Wipe each part free of grease and
oil. Be sure to keep all operating parts as free as possible from cutting debris to
maintain trouble free operation.  Store accessories in an organized manner, pro-
tecting them from damage or loss.

It is strongly recommended that  this manual be thoroughly read by anyone who
plans to operate the Nova 2000. Fig. 1 should be studied in order to learn the gen-
eral operating parts of the machine and their nomenclature.

INTRODUCTION

CAUTION! DO NOT DESTROY OR DISCARD THE SHIPPING CAR-
TON. STORE IT CAREFULLY IN A SAFE PLACE. IN THE
EVENT OF A PROBLEM WITH YOUR MACHINE, IT
SHOULD BE RETURNED TO OUR SERVICE FACILITY IN
ITS ORIGINAL PROTECTIVE CARTON.
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OPERATING PARTS IDENTIFICATION

Ref. Description
A Cutter Switch
B On/Off Switch
C Spring Mechanism Control Knob
D Depth Adjusting Knob
E Depth Adjustment Locking Knob
F Carriage Movement Lever
G Vertical Movement Locking Knob

Ref. Description
H Cutter Guide Locking Screw
L Cutter Locking Screw
M Right Lever
N Left Vise Jaw Clamping Knob
O Vise Assembly Locking Knob
P Carriage Locking Knob

Fig. 1
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EXPLODED VIEW - MECHANICAL

Fig. 2
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EXPLODED VIEW - ELECTRICAL

Fig. 3



The Nova 2000 is designed to
duplicate various types of high
security keys. As shipped, this
versatile machine duplicates
“sidewinder” style automotive
keys, as well as several “dimple”
types.  Optional cutters and acces-
sories are available that will
broaden the range of keys that the
Nova 2000 can duplicate (see
page 12).

Three basic steps should occur
before the duplication process actually begins:

1. Key Blank Selection: The key blank selected must be correct for the intended appli-
cation.

2. Cutter/Cutter Guide Selection:  The cutter and corresponding cutter guide installed
on the Nova 2000 must be correct for the type key being cut (see chart on page 12).

3. Positioning of the Key Blank and Pattern Key:  Also referred to as “gauging”, this
process involves inserting the blank and pattern keys into the machine vise jaws in
a manner that assures proper placement of cuts on the blank during the duplication
process.

Installing Cutter and Cutter Guide.
Note:  Always be sure that the machine power is “off” before installing or changing
cutters!

The cutter and cutter guide must “match” in order to cutter accurate keys. Refer to table
1 at the back of this booklet for matching cutter, guide numbers, and applications.

After selecting the cutter and guide required for the intended application, install them as
shown in figure 4 below, by positioning them as far as they will go into their correspon-
ding chucks, and tightening set screws “L” and “H”.  Note:  The machine’s depth-of-cut
adjustment must be reset each time a cutter or cutter guide is installed on the machine. 

Nova 2000 Supplemental Operation Manual8

BASIC OPERATION

Dimple Keys Sidewinder Keys

L

H

Fig. 4
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Periodically check the machine’s depth adjustment and recalibrate if necessary to
compensate for possible cutter wear.  In addition, as previously stated, the depth
adjustment must be reset anytime a cutter or cutter guide is installed on the
machine.

Depth Adjustment (Perform steps 1-4 with power off)
1. Verify the vise jaw clamping surfaces are free of dust and chip debris gener-

ated from cutting keys.
2. Insert two key blanks (must be same type) into the machine’s vise jaws.

Confirm they are posi-
tioned “flat” and level
within the jaw. Tighten
the clamping knob on
each jaw as this is done.

3. Pull the Vertical
Movement Lever “M”
(see page 5 for part iden-
tification) towards you to
allow the cutter and
guide to contact the two
blanks. (Fig. 5)  Loosen
locking knob “G” if
required.

4. Loosen the Depth Adjustment Locking Knob “E” and rotate the Depth
Adjusting Knob “D” left or right, as required, until the cutter end guide con-
tact both key blanks at the same time. Once this step is accomplished, tight-
en the Spring Mechanism Control Knob “C” to assure that it wasn’t loosened
during the previous procedure.

5. Check the final adjustment by turning the power and cutter motor switch on,
lower the cutter to the flat surface of the blank using the Vertical Movement
Lever “M”. The cutter should “barely graze” the surface of the blank, pro-
ducing only a light “swirl” on the surface.

6. If the cutter contact appears excessive, or there isn’t any contact at all, turn
off the power switch and repeat step 4. This adjustment must be properly set
to produce consistently accurate duplicate keys.

ADJUSTMENT OF CUTTER AND CUTTER GUIDE

Fig. 5



Gauging
Once the appropriate key blank has been selected and the depth calibration verified, the
only step remaining before actually duplicating the key is to “clamp and gauge” the pat-
tern key and key blank. Gauging is simply the process of positioning both keys to insure
that the cut pattern on the original key is copied onto the key blank at the proper location.

There are two general types of keys which
can be duplicated on the Nova 2000; shoul-
der gauged keys and tip gauged keys. These
terms refer to the method by which a key is
correctly oriented within a lock cylinder, rel-
ative to its pins or “tumblers”. They are
clamped into the Nova 2000 vise jaws using
different techniques.

Shoulder Gauged Keys (See Fig. 6) - Keys that
have a distinct square shoulder, such as the
S48HF-P.  These keys are positioned in the
vise so that their shoulder surface is in contact
with the front edge of the vise jaws when the
clamp knob is tightened. (See Fig. 8)

Tip Gauged Keys (See Fig. 7) - Keys that have no shoulder or the shoulder is not square
to the key blank (S32-YS-P, S50HF-P, etc.) are gauged using the tip of the key as the ref-
erence point. Locate the tip stop bars (Fig. 10) into the slots on the vise jaws as shown,
butt the tip of both keys against the tip stop bars and tighten the clamp knobs. Remove
the tip stop bars prior to cutting the key. (See Fig. 9)

Nova 2000 Supplemental Operation Manual10

KEY DUPLICATION PROCEDURES

Example of Shoulder
Gauged Key

Example of Tip 
Gauged Key

Fig. 8 Fig. 9

Fig. 10

Tip Stop Bars
D402302BA

Fig. 6 Fig. 7

Shoulder
of Key

Tip of
Key

Shoulder contacts
front edge of vise jaw
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Duplication Procedure

NOTE:  Always wear safety glasses or goggles when operating the Nova
2000 or any other key cutting device.

Only the duplication procedure for “sidewinder” high security auto keys will be covered in
this example. Information regarding the duplication of dimple keys can be found in the pri-
mary manual accompanying the machine.  Reminder:  Do not use this machine for any pur-
pose other than duplicating high security keys because of risk of injury and machine dam-
age.  Such use will immediately void the machine warranty.

One Hand Operation
Sidewinder type keys may easily be cut with the use of the car-
riage movement handle only, by pre-setting the depth. First load
and gauge the original key in the left vise jaw in preparation for
cutting. Do not load the blank key yet. Lower the Cutter Guide
using the Vertical Movement Lever until it touches the cut surface
of the original key (Fig. 11). While holding this depth, tighten the
Depth Locking Knob firmly. The blank key may now be loaded,
gauged, and cut without further adjustments to the Vertical
Movement Lever.

With both keys loaded and properly gauged, lower the chip
shield into position and switch on the cutter motor. Using the
Carriage Movement Lever, position the vise containing the pat-
tern key so that the cutter guide enters into the cuts on the key.
Paying attention to the pattern key, trace the cutter guide against
the cuts on the key. The “feel” of the cutting action is similar to using a router; operators
quickly learn the most efficient direction of cut to use for various key types. A steady, even
cutting pressure should be used; do not apply excessive force.

After the cuts on one side of the pattern key have been traced, remove the “half completed”
key blank and flip it over to the other side and repeat the cutting process.

Key Cutting Tips
The following are a few pointers that will make your key duplicating efforts more productive.

1. Operate the Nova 2000 in a well lit, reasonably clean work area.
2. Replace the cutter on the machine when it starts to get dull. Symptoms include vis-

ible burrs on the duplicate keys produced, greater noise, and noticeably more pres-
sure required to cut them.

3. Keep a spare cutter on hand for the machine; the slight expense is small compared
to the potential lost sales you could experience awaiting a replacement.

4. Keep a small brush near the Nova 2000 at all times. Don’t allow key shavings to
accumulate on the machine; brushing the vise jaws off after every couple of keys is
very important and can help prevent miscuts.

5. Maintain the machine properly. LUBRICATION POINTS are explained in the
accompanying bound manual.

KEY DUPLICATION PROCEDURES

Fig. 11
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Cutter Cutter Guide Application

TABLE 1

© Kaba Ilco Corp - August 2001

To Fit Part No. Description

3 mm tip diameter 3 mm tip diameter

CU56-048
(260048)

KD56-047
(260047)

45° Angle - .65mm flat 45° Angle - .65mm flat

CU56-043
(260043)

KD56-044
(260044)

2.5 mm tip diameter 2.5 mm tip diameter

F22 - optional item except
with Lexus

T22 - optional item except
with Lexus

BMW®, Mercedes Benz®, Infiniti®,
Saab®, Honda®, VW®, Audi®

Keso®, Sargent/Keso, Dom®, 
BMW dimple type

Lexus® (Required)
BMW®, Mercedes Benz®, Volvo®,
Infiniti®, Saab®, Honda®, VW®, Audi®

(Optional)

OPTIONAL ACCESSORIES

Volkswagen® D711803ZB Pair of Adapters - will allow
Audi® the user to cut keys with 
Porsche® internal cuts

Jaguar® D707657ZB Code attachment - Required
Tibbe to create a key by code. 

(8 cuts and 3 angles)

Jaguar® D708005ZB Decoder - Will reconstruct
Tibbe and identify the depth of

cuts on a key 
(For 8 cut/3 angle version)

Ford®/Jaguar® D705485ZB Code Attachment - Required 
Tibbe to create a key by code.

(6 cuts and 4 angles)

Ford®/Jaguar® D705322ZB Decoder - Will reconstruct 
Tibbe andidentify the depth of

cuts on a key
(6 cut/3 angle version)



For cutting Titan¨ and Kwikset¨ keys by code

¨Titan and Kwikset are registered trademarks.

USA: 400 Jeffreys Rd., P.O. Box 2627, Rocky Mount, NC 27802-2627 • Tel.: (919) 446-3321 • FAX: (919) 446-4702
Export: 7301 Decarie Blvd., Montreal, Que. H4P 2G7 • FAX: (514) 735-8707

Code No. 125321

IMPORTANT! Read these instructions before 
you use your new Exacta Machine

INSTRUCTION MANUAL

EXACTA MKIII

®
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When seeking service information about
this machine, refer to the model no. (Exacta
MKIII), the machine serial number (located
on the bottom of the unit) and the part
number desired (See pages 7-8  ).  Note that
Exacta MKI and MKII parts and acces-
sories are not interchangeable with the

Exacta MKIII.
CONTENTS

Warranty ..................................................................................................2
Introduction to the Exacta ......................................................................3
Operating Parts (Illustrated)....................................................................4
The Cutting Operation - Theory of Operation - Components ................5
The Cutting Operation - Operating the Exacta ......................................6
Exploded View........................................................................................7

by this or any other warranty.
Any and all warranties made by ILCO UNICAN on any

machine, product, or component thereof shall be effective
only if and for so long as the buyer complies with all pay-
ment obligations pursuant to the buyer's accepted and
acknowledged order.  Failure to meet such payment obli-
gations shall void all warranties and not extend the period
of time for which such machine, product or component
thereof is warranted irrespective of whether or not pay-
ment is eventually made.

These warranties are in lieu of and not in addition to any
other warranty of condition, expressed or implied, includ-
ing without limitation merchantability, fitness for a partic-
ular purpose or latent defects.  The buyer releases ILCO
UNICAN from any liability for any reason other than a
breach of its warranties hereunder.

The liability of ILCO UNICAN shall in no case, includ-
ing negligence, exceed the purchase price of the defective
machine, nor shall ILCO UNICAN be liable for any per-
sonal injuries, property damage or consequential damages.

Use only genuine ILCO UNICAN replacement parts on
this machine!

ILCO UNICAN warrants to the original buyer of any
new model Exacta machine that it will repair or replace, at
its option, any part of any machine which proves, to the
reasonable satisfaction of ILCO UNICAN, to have defects
arising from the faulty manufacture of the machine or from
defective material or components, during a period of (1)
year from the date of shipment of the machine by ILCO
UNICAN, provided that the machine is returned by prepaid
transport to ILCO UNICAN or to its authorized represen-
tative before the expiry of the warranty period together
with a detailed description of the alleged defect(s).  ILCO
UNICAN may, at its discretion, elect to refund the pur-
chase price allocable to the part affected, or to issue a cred-
it if the price therefore remains unpaid.

ILCO UNICAN sells precision-made machines.  The
buyer assumes all risks, and ILCO UNICAN shall not be
liable for any reason, if the machine has been subjected to
improper installation, improper use, improper or inade-
quate maintenance, negligence, if any unauthorized modi-
fication or alteration is made to the machine, or in case of
accident.  For greater certainty, any machine not operated
in accordance with ILCO UNICAN's printed instructions
or operated beyond its rated capacity shall not be covered

Registration and Serial number is:_____________________________________

ONE YEAR LIMITED WARRANTY

This manual applies specifically to the
MKIII model Exacta. It identifies the
MKIII model and assures you will receive
correct replacement parts, if or when they
are required. Retain this manual in a safe
place for future reference. If ownership of
this machine is transferred, this service
manual should accompany the machine. 
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Please familiarize yourself with the operat-
ing parts of the unit as shown on page 4
before proceeding to the Operating
Instructions.

Your new Exacta MKIII code cutting
machine has been shipped to you in a stur-
dy carton designed to protect it from dam-
age. The unit has been fully tested prior to
shipment, and as packed, is ready for use.

UNPACKING INSTRUCTIONS

non-Titan Kwikset keys. This is accom-
plished thanks to a unique dual-position
punch which allows for instant changeover
from one cut type to the other.

The Exacta MKIII is easy-to-use and main-
tain. If proper care is taken, your machine
will give years of trouble-free service and
will be a long-lasting investment.

The only maintenance necessary is to keep
the Exacta MKIII and its parts free of dust
and brass chips by regularly cleaning with a
soft brush. Lubrication is normally not nec-
essary.

Congratulations!
You've purchased a superior key cutting machine.

The Exacta MKIII is a portable, hand oper-
ated key machine, specifically designed and

engineered to cut TITAN¨ and Kwikset¨

keys by code, without electrical power. It
will cut these type keys by number, accord-
ing to the manufacturer's depth and spacing
specifications. A pattern key is not needed
since this machine is not a key duplicator.

The Exacta MKIII is the only machine of
its kind available that can produce the
unique 90¡ cut found in the first spacing
position of a TITAN key as well as the Òstan-
dardÓ type cuts used in positions 2-6 and on

INTRODUCTION
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Carriage
Insert

Depth
Knob

Spacing
Plate

Punch
Rotation
Lever

Punch Lever

Spacing Lever

Carriage Clamping Knob

OPERATING PARTS
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Depth Knob

COMPONENTS

Punch 
and Die 
Assembly

Carriage Insert

Spacing Plate

Carriage insert: Provides a stable resting
surface for the key blank being held in the
carriage. The part no. is P12-21.

Punch and Die assembly: Produces the
actual notch (cut) in the key blank. The
MKIII punch and die operates in one of two
positions; Òcut 1Ó position is for producing
the cut closest to the head of a TITAN key,
Òcuts 2-6Ó position is for producing the
remaining cuts on a TITAN key as well as all
cuts found on a standard Kwikset key.  The
part no. is P13-T.

Shoulder Guide: Located on the left side 
of  the carriage. After the key blank has been
positioned on the insert, the shoulder guide is
rotated down to form a stop. The key blank is
then pushed to the right until its shoulder
contacts the shoulder guide, at which point
the carriage knob is tightened to secure the 
key blank in position. The should guide
MUST be returned to the ÒUPÓ position
before proceeding further with the key 
cutting procedure to prevent damaging it.

There are basically two critical dimensions
involved in cutting a key by code Ñ spacing
of the cuts and depth of the cuts.. Spacing
refers to where the cuts are placed along the
blade of the key and depth refers to how
deeply the notch (cut) is made into the blade
of the key.

Five basic components on the Exacta
MKIII control these important dimensions:

Spacing Plate: The spacing plate controls
the location of the cuts on the blade of the
key. The part no. for the MKIII plate is P11-
260. The top surface of the plate has holes
drilled through it and two sets of numerals
stamped on it. The set  stamped above the
holes is identified Ò6 pinÓ, the set below Ò5
pinÓ. Utilize the Ò6 pinÓ numbers when
cuttingTitan¨ keys and the Ò5 pinÓ numbers
when cutting standard Kwikset¨ keys.

Depth Knob: The depth knob controls the
actual depth of each cut. It is stamped with
numbers 1-8. The higher the number select-
ed, the deeper the cut that will be produced
on the key. The part no. is P10-GG.

THEORY OF OPERATION - COMPONENTS

THE CUTTING OPERATION
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5. Begin the actual cutting procedure by
lifting the spacing lever and position-
ing it to enter the hole of the spacing
plate marked 1. (Remember, Ò6-pinÓ
for TITAN keys, Ò5-pinÓ for Kwikset
keys.) This is the first spacing position.

6. Refer to the bitting number specified
for the key to be cut, in this example 
3-4-4-5-4-2.

7. Rotate the depth knob so that 3 appears
next to the index mark on the machine
base. The 3 represents the first number
of the above bitting example. Depress
the punch lever and a no. 3 cut will be
produced in the first spacing position.
Rotate the depth knob to the Ò1Ó posi-
tion and move the punch rotation lever
to the Òcuts 2 - 6Ó position before pro-
ducing the remaining cuts on the key.

8. Lift the spacing lever and move it so it's
pin drops into the hole in the spacing
plate marked 2. The key has now shift-
ed to the second spacing position.

9. Rotate the depth knob so that 4 appears
next to the index mark on the machine
base. Depress the punch lever and a no.
4 cut will be produced in he second
spacing position;

10. Continue making the remaining four
cuts, 4-5-4-2, in the same manner.

11. Loosen the carriage clamping knob to
remove the completed key.

The following describes how to operate the
Exacta MKIII to produce a key cut to a spe-
cific key bitting number you have chosen.
For the purpose of this example we will
assume that the key to be cut is a TITAN
key, to be bitted  3 - 4 - 4 - 5 - 4  - 2, with the
Ò3Ó being the cut closest to the head of the
key and the Ò2Ó being the cut nearest the tip.

1. Turn punch rotation lever to the Òcut 1Ó
position (required for first cut on
TITAN keys only; cuts 2-6 on TITAN
keys and all cuts on Kwikset keys are
made with the punch rotation lever
in the Òcuts 2-6Ó position).

2. Lift the spacing lever and position it
so that the attached pin enters the
hole designated ÒPÓ on the right side
of the spacing plate. (Remember to uti-
lize the set of numbers above the
indexing holes on the spacing pate,
designated Ò6 pinÓ, when cutting 
TITAN keys.)

3. Rotate the depth knob so that its lowest
number (#1) is next to the index mark
on the machine base.

4. Position the key blank on the carriage
insert, lower the shoulder guide, and
tighten the carriage clamping knob to
secure the key, after first insuring that
the shoulder of the key blank is in
contact with the edge of the shoulder
guide. Return the shoulder guide to
the ÒupÓ position once the key blank
has been clamped in position (very
important).

OPERATING THE EXACTA

THE CUTTING OPERATION
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EXPLODED VIEW
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* Parts MKIII20 - 27 are not available as separate items.  Order MKIII-18 Punch and Die Assembly.

Refer to page 7 for illustration.

Part No. DescriptionPart No. Description
MKIII-38 MKI/MKII Depth Knob

Detent Assembly
MKIII-39 Plunger Housing
MKIII-40 Plunger
MKIII-41 Snap Ring
MKIII-42 Spring Retainer
MKIII-43 Spring
MKIII-44 Retaining Ring
MKIII-45 Spacing Plate Detent Assy.
MKIII-46 Steel Ball
MKIII-47 Spring
MKIII-48 Retaining Ring
MKIII-49 MKII Carriage Assembly
MKIII-50 MKII Carriage
MKIII-51 Roll Pin
MKIII-52 Clamp Spring
MKIII-53 Clamp
MKIII-54 Shoulder Socket Head Cap

Screw
MKIII-55 Carriage Plate
MKIII-56 Flat Head Screw
MKIII-57 Clamp Screw
MKIII-58 Plastic Box
MKIII-59 Lever (Black)
MKIII-60 Felt Pad
MKIII-61 Lever Screw
MKIII-62 Depth Knob Screw
MKIII-63 Socket Head Cap Screw
MKIII-64 Belleville Washer
MKIII-65 Guide Plate
MKIII-66 Dowel Pin
MKIII-67 Retainer
MKIII-68 #10 Lock Washer
MKIII-69 Spring Pin
MKIII-70 Ball Plunger
MKIII-71 Cut 1 Label
MKIII-72 Cut 2-6 Label
MKIII-73 MKIII Logo Label

MKIII-1 MKIII Base
MKIII-2 Eccentric (MKII)
MKIII-3 Eccentric Adjustment Screw
MKIII-4 Set Screw
MKIII-5 Washer
MKIII-6 Retaining Ring
MKIII-7 Spring Pin
MKIII-8 Retaining Ring
MKIII-9 Socket Head Cap Screw
MKIII-10 Depth Knob (GG)
MKIII-11 Spacing Plate (260)
MKIII-12 P12-21 Insert Assembly
MKIII-13 Compression Spring
MKIII-14 Steel Ball
MKIII-15 P12-21 Insert Sub-Assembly
MKIII-16 Insert Body (21)
MKIII-17 Roll Pin
MKIII-18 MKIII Punch & Die Assy.
MKIII-19 Rotation Lever
MKIII-20* Guide Pin
MKIII-21* Punch Spring
MKIII-22* Guide Bushing
MKIII-23* Die-Sleeve Assembly
MKIII-24* MKIII Punch Subassembly
MKIII-25* MKIII Punch Body
MKIII-26* Spring Pin
MKIII-27* MKIII Punch Top
MKIII-28 MKII Left Side Shoulder

Guide
MKIII-29 Spacing Lever Assembly
MKIII-30 Spacing Lever
MKIII-31 Flat End Cap (Black)
MKIII-32 Dial Pin
MKIII-33 Trunnion Nut
MKIII-34 Trunnion Washer
MKIII-35 Trunnion
MKIII-36 Carriage Pin
MKIII-37 Retaining Ring

EXPLODED VIEW
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SAFETY DEVICE

The device is connected to a power plug with a differential switch. It activates the key-cutting machine
when the illuminated ON button (B) is pressed and cuts out when the OFF button (C) is pressed.

A Safety device
B ON button
C OFF button

ELECTRICAL CIRCUIT

1) Safety device inlet

2) Illuminated ON button

3) 3 contacts relay, 220V a.c.

4) OFF button

5) Relay contacts

6) Safety device plug

A

B
C

5

1

2

3

4

6
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MATRIX
USE of TOOLS PROVIDED  -  UTILIZZO degli UTENSILI IN DOTAZIONE

GEBRAUCH DER WERKZEUGE -  UTILISATION de les OUTILS EN DOTATION
UTILIZACIÓN de los ÚTILES EN DOTACIÓN

MAIN BRAND
MARCA
MARKE

MARQUE
MARCA

SILCA KEYBLANK
ARTICOLO SILCA
SILCA-ARTIKEL
ARTICLE SILCA

ARTÍCULO SILCA

MACHINE
MACCHINA
MASCHINE
MACHINE
MÁQUINA

TRACER POINT
TASTATORE

TASTER
PALPEUR

PALPADOR

CUTTING TOOL
FRESINO
FRÄSER
FRAISE
FRESA

ABUS  (D) AB40 SLX - SX - S T1 D401070RA F1 D701071ZB

AZBE (E)
(CAVERS)

AZ6-AZ7 SLX - SX - S T42 D408799RA F42 D708800ZB

CISA  (I) CS48 SLX - SX - S T1 D401070RA F1 D701071ZB

DOM  (D) DM21 - DM55 - DM58 SLX - SX - S T1 D401070RA F1 D701071ZB

ELCA  (D)
TESA  (E)

EC5 SLX - SX - S T1 D401070RA F1 D701071ZB

FICHET  (F) FT500 SLX - SX - S T22 D405487RA F22 D705488ZB

FTH (F)
(YALTRES)

FH12 SLX - SX - S T5 D401078RA F5 D701079ZB

GE-GE  (A) GE57 SLX - SX - S T1 D401070RA F1 D701071ZB

GIOBERT (I)
SAFE (I)

GT2P - GT2 - GT2BP
(LANCIA)
GT9AP - GT2AP
(ALFA ROMEO)
GT2CP

SLX - SX - S T1 D401070RA F1 D701071ZB

HONDA (J) HON60AP
(LEGEND)

SLX - SX - S T44 D409147RA F44 D709148ZB

HUF  (D) HU59 - HU58AP
(BMW)

SLX - SX - S T22 D405487RA F22 D705488ZB

HUF  (D) HU44AP - HU41P
HU61AP - HU55P
HU40P - HU39P
(MERCEDES)

SLX - SX - S T22 D405487RA F22 D705488ZB

HUF  (D) HU57RP - HU56RP
(VOLVO)

SLX - SX - S T22 D405487RA F22 D705488ZB

HUF  (D)
YMOS  (D)

HU43P - YM27P
(OPEL-VAUXHALL)

SLX - SX - S T22 D405487RA F22 D705488ZB

KABA  (CH) KA1 - KA2 - KA3
KA4 - KA5 - KA6

SLX - SX - S T1 D401070RA F1 D701071ZB

KABA  (CH) KA2 - KA9 SLX - SX T43 D408987RA F43 D708988ZB

KESO  (CH) KE3 (82˚) SLX - SX - S T26 D405654RA F26 D705655ZB
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MCM (E) MC9 SLX - SX - S T37 D406653RA F37 D706654ZB

MCM (E) MC9 SLX - SX - S T38 D406656RA F38 D706657ZB

MCM (E) MC9 SLX - SX - S T39 D406658RA F39 D706659ZB

MCM (E) MC10R
+ COPPIA ADATTATORI

D711137ZB

SLX - SX - S T50 D411145RA F50 D711144ZB

MUL-T-LOCK (IL) MTK1-MTK2P SLX - SX - S
SLX - SX - S

T12A
T12B

D501090ZM
D401092RA

F12A
F12B

D701091ZB
D701093ZB

NEIMAN  (D) NE67AP - NE66P - NE66
(VOLVO)

SLX - SX - S T22 D405487RA F22 D705488ZB

NISSAN  (J) NSN10AP - NSN10 - NSN9P
(INFINITI)

SLX - SX - S T22 D405487RA F22 D705488ZB

SPIDER  (IL) SPR1 - SPR2 SLX - SX - S T1 D401070RA F1 D701071ZB

STS (E) STS5-STS6 SLX - SX - S T5 D401078RA F5 D701079ZB

TESA (E) TE4R SLX - SX - S T1 D401070RA F1 D701071ZB

TESA (E) TE7 SLX - SX T5 D401078RA F5 D701079ZB

TOYOTA  (J) TOY40 - TOY40AP -
TOY40P
(LEXUS)

SLX - SX - S T22 D405487RA F22 D705488ZB

YARD
YARDENI (IL)

YD3R SLX - SX - S T1 D401070RA F1 D701071ZB

YMOS  (D) YM30P
(SAAB)

SLX - SX - S T22 D405487RA F22 D705488ZB

ZADI (I) ZD20 SLX - SX - S T5 D401078RA F5 D701079ZB

MAIN BRAND
MARCA
MARKE

MARQUE
MARCA

SILCA KEYBLANK
ARTICOLO SILCA
SILCA-ARTIKEL
ARTICLE SILCA

ARTÍCULO SILCA

MACHINE
MACCHINA
MASCHINE
MACHINE
MÁQUINA

TRACER POINT
TASTATORE

TASTER
PALPEUR

PALPADOR

CUTTING TOOL
FRESINO
FRÄSER
FRAISE
FRESA
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GUIDE TO THE MANUAL

This manual has been produced to serve as a guide for users of the MATRIX SX key-cutting
machine. Read it carefully; it is essential if you wish to operate your machine safely and
efficently.

Consultation
The contents of the manual are divided into sections relating to:

- Transport and handling ...................................................................... Chapter 1

- Checking the safety of the machine ............................................. Chapter 4

- Proper use of the machine ................................................................ Chapters 5-6

- Maintenance ....................................................................................... Chapter 7

Technical terms
Common technical terms are used in this manual.
Fig.1 shows the names of the different parts of the keys most commonly copied with
the MATRIX SX.

1) Head

2) Rim

3) Stop

4) Stem

5) Tip

6) Back

7) Cuts

2

1

5

7

3
4

6

1

5

7

3

Fig. 1

DIMPLE  KEY LASER  (SIDEWINDER)

keys with holes of different
dimensions, depths, positions
and shapes.

LASER is the name given to
the special sidewinder milled
keys.

TYPE  KEY
Copyright Silca 1994 1
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urer’s
GENERAL INSTRUCTIONS
The MATRIX SX key-cutting machine has been designed according to the specifications of the
Machine Directives. Right from the design stage risks for the operator have been eliminated in
all areas: transport, key-cutting, regulation and maintenance.
Other risks have been eliminated by the use of protective devices for the operator.
The protective devices used are designed not to provoke further risks and, above all, they
cannot be ignored unless deliberately cut out. They do not hinder visibility of the work area.
A special adhesive label is attached to the machine warning the operator to use goggles during
the cutting operations, and this is strongly recommended in this manual.
The material used in the manufacture of this machine and the components employed during
use of the machine are not dangerous and their use complies with standards.

Use
The MATRIX SX must be installed and used in the way laid down by the manufacturer.
If the key-cutting machine is used differently or for purposes different from those described in this
manual, the customer will forego any rights he may have over Silca S.p.A. Furthermore,
unforeseen danger to the operator or any third parties may arise from incorrect use of the
machine.
Negligence in the use of the machine of failure on the part of the operator to observe the
instructions given in this manual are not covered by the guarantee and the manufacturer
declines all responsability in suck cases.
It is therefore indispensable to read the operating manual carefully in order to make the best
use of the MATRIX SX sand benefit from its potential.

Further risks
There are no further risks arising from the use of the MATRIX SX key-cutting machine.

Protection and safety precautions for the operator
The MATRIX SX key-cutting machine is built entirely to standards. The operations for which it has
been designed are easily carried out at no risk to the operator.
The adoption of general safety precautions (wearing protective goggles) and observation of
the instructions provided by the manufacturer in this manual eliminate all human error, unless
deliberate.
The MATRIX SX key-cutting machine is designed with features which make it completely safe in
all its parts.

● Power supply
The machine is supplied with electricity by means of an earthed plug and differential switch.

● Start-up
The machine is started up by means of the master switch on the back.

● Operations
The motor start switch activates the cutting tool.

● Illumination
The work area is illuminated by a lamp which operates when the machine is switched on with
the master switch.

● Maintenance
The operations to regulate, service, repair and clean the machine have been devised in the
simplest possible way. There is no danger of removable parts being replaced wrongly or
unsafely.

● Machine identification
The MATRIX SX key-cutting machine is
provided with an identification label
which shows the serial number (Fig.2).

®

N˚  MATRICOLA
SERIAL  No.

Telefax (0438) 913800
Telex 410579 SILCA I

SILCA SpA - Via Podgora 20 (Z.I.)
31029 VITTORIO VENETO (TV) ITALY

TIPO
TYPE

VOLT A.Hz. WATT

 (0438) 9136☎

year of
manufacture

CE mark

manufact
identity
2 Copyright Silca 1994

Fig. 2



Operating manual - English MATRIX SX
1. TRANSPORT
The MATRIX SX key-cutting machine is easily transported and is not dangerous to handle.
The packed machine can be carried by one person.

1.1 Packing
The packing used for the MATRIX SX guarantees that the machine will travel safely without
danger of damage to it or its components.
The packing comprises two shells, (a) lower and (b) upper and 2 supports (c) in expanded
plastic in the machine is wrapped (Fig.3).
A strong outer cardboard box, the measurements of which can be seen in Fig.3a, and the
plastic wrapping protect the machine even over a long period of storage.

Fig. 3

Fig. 3a

435

480

54
4

c

a

b

c
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1.2 Transport
The symbols on the outside of the packing box show the ideal conditions for transport.
Use of the packing box whenever the machine is transported will avoid knocks or bumps
which could cause damage.

1.3 Opening the packing
To remove the machine from the packing box:

1. cut the straps with scissors and remove.

2. prise off the staples.

3. open the box without damaging it as it may be used again (removals, despatch to the
manufacturers for repairs or servicing).

4. check the contents of the box, which should comprise:

1 MATRIX SX key-cutting machine packed in a protective shell.
1 set of documents including: operating manual, spare parts list and guarantee.
1 connecting wire.

5. remove the key-cutting machine from the protective shell.

1.4 Handling the machine
When the MATRIX SX has been unpacked, place it directly on its workbench.
This operation can be carried out by one person, firmly holding the base, and no other part,
to lift and carry the machine.
4 Copyright Silca 1994
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2. MACHINE DESCRIPTION
The MATRIX SX is an excellent quality, high precision key-cutting machine. It features great
versatility in cutting keys of different types without the need to replace the clamp or apply
fixed adapters.
MATRIX SX cuts the following types of keys:

● dimple keys (with flat or inclined cuts)
● Laser (sidewinder) type keys
● keys for Fichet

dimple keys

keys for Fichet  ✳

(✳) ADAPTERS PROVIDED

Laser (sidewinder) type keys

Laser  narrow-stemmed
(sidewinder) type keys  ✳
Copyright Silca 1994 5
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High precision work is guarantee by the combination of the functional features on the
MATRIX SX and all its components, such as:

● MOVEMENTS
The three axes move on ball guides which provide smooth running and easy sliding without play.

● CLAMPS
The MATRIX SX is provided with balancing, interchangeable clamps.
The pair of jaws can be inclined from 0 to +/-45˚ and all intermediate positions, according to the key
to be cut.

● SPRING SYSTEM FOR LASER (SIDERWIDER) KEYS
The machine is provided with a system which controls the run of the cross axis so that the operator
can easily trace the outline of the cuts along the key shaft.

● ELECTROMECHANICAL SETTING
A precision electromechanical system ensures centesimal regulation of settings, made easier and
quicker by the warning lights on the machine key pad.

● PROTECTIVE SHIELD
A special transparent plastic shield prevents chippings from flying into the air.

● LAMP
Placed directly on the machine, it illuminates the work area.

● TRACER POINT SPRING SYSTEM
This system guides and facilitates self-centering of the cuts on dimple keys.
It is activated or disactivated by simply turning the ring nut.

● CENTESIMAL MICROMETRIC RING NUT
Ensures perfect depth alignement of the tools and makes it possible to adjust for defects on worn
keys with minute, controllable depth variations (+/- 0,02 mm).

● LEVERS AND KNOBS
Each lever and knob has been designed with dimensions, materials and positions which render grip
and movement extremely simple.
Materials and finish have been chosen according to the use of each part, especially:

lever (I) for vertical carriage (Z axis)
ergonomic and provided with a locking
mechanism which allows registration of the
height of the cutter assembly from the
cutting surface, adapting this to the key
(especially useful when cutting Laser
(sidewinder) keys) without a need for the
operator.

lever (C) X-Y axes
the lever which guides movement along
the X-Y axes is ergonomic and makes
precise, sensitive movements due to a
special joint with ball articulation and slide
on ball guides.

hand rest (R)
the movement of the cutting tool along the
cuts for both Laser (sidewinder) and dimple
keys is facilitated by an adjustable hand
rest which guarantees smooth, synchroni-
sed carriage movements during the cutting
operations.

➟

I

R
C

Fig. 4
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2.1 Working parts

Fig. 5

V I

K

G L

E1

Q

B1

O

S

HBE

C J

T

L

N

R

A

D

A - clamp carriage (X-Y axes)
B - left-hand balancing jaw
B1 - right-hand balancing jaw
C - clamp carriage lever (X-Y axes)
D - jaw balancing locking lever (X-Y axes)
E - left-hand jaw knob
E1 - right-hand jaw knob
F - cutting tool
G - protective shield
H - Clamp carriage locking knobs
I - vertical carriage lever (Z axis)
J - lamp
K - setting unit keypad

L - sleeve (cutting tool and tracer
point holder)

N - micrometric ring nut for regulating
tracer point

O - regulating knob for Laser (sidewinder)
key spring system

P - master switch
Q - motor start switch
R - hand rest (left hand)
S - tool drawer
T - tracer point
V - tracer point spring system ring nut

for dimple keys

F

P
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2.2 Technical data

MOTOR: One-speed single phase 230 V-50 Hz (other voltages on request)

CUTTING TOOL: Super rapid steel

CUTTER SPEED: 6000 rpm

MOVEMENTS: on three axes by ball guides

CLAMP: balancing with sliding jaws and interchangeable plates

RUNS: X axis: 40 mm Y axis: 50 mm Z axis: 30 mm

ILLUMINATION: 25W incandescent lamp

DIMENSIONS: width: 350 mm depth: 400 mm height: 470 mm

WEIGHT: 21,5 Kg

SOUND PRESSURE: Lp (A) = 76,3 dB (A)

2.3 Graphics

MOTOR START SWITCH (Q)

0 = STOP

1 = MOTOR STARTING

0

SPRING OPEN

THE USE OF PROTECTIVE GOGGLES IS
COMPULSORY

cutting tool-key contacttracer point-key contact

cutting tool alignement

SETTING CONTROL KEYPAD (K)

keypad ON/OFF switch

TRACER POINT SPRING

SPRING CLOSED

(red) (red)

(green)
1
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2.4 Electrical circuit
The main parts of the electrical and electronic circuit on the MATRIX SX are listed below:

➀ Mains inlet:
houses the master switch, the suppressor which protects the machine from interference in the mains
supply and the two rapid fuses which protect the two phases from short circuits.

➁ Central terminal board:
for the connection of the electrical and electronic parts.

➂ Transformer:
supplies power to the electronic board and led warning lights on the setting keypad.

➃ Motor switch:
activates the motor.

➄ Motor:
single phase brush motor.

➅ Lamp:
illuminates the work area.

➆ Electronic board for setting control:
the board is powered at low voltage from the transformer (3) and is connected electrically to the
clamps (8), tracer point (9) and cutting tool (10). It signals the correct setting by illuminating the
relevant leds.
Copyright Silca 1994 9

Mains inlet➀

(*) 3,15 Amps for 115V
    2 Amps for 230V

Transformer 14V 5VA➂

Led board
➆

tracer point ➈
cutting tool ➉

clamps

   

 ➇

Motor➄

Lamp➅

Motor switch➃

➁

rapid fuse (*)

rapid fuse (*)

Terminal board

brown

light blue

brown

brown

orange

blue

black

black

black

black

red

red

black

black

orange

grey

black

blue
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3. ACCESSORIES PROVIDED
A set of accessories is supplied for use
with the machine or for servicing (tools,
Allen keys and adapters).

The accessories are housed in a special
drawer in the base of the machine (S)
(Fig.5 - Fig.7) and include:

FUSE  (2 pcs)
code  D310757ZZ
2 Amps rapid for 230V

code D309226ZZ
3,15 Amps rapid for 115V

code  D408987RA

T43 TRACER POINT
for dimple keys
with inclined cuts

code  D300222ZZ

2,5 mm ALLEN KEY

code  D400224ZZ

4 mm ALLEN KEY
2 pcs

code  D402302BA

STEEL TIP STOP BAR
1 pc

code D402903RA

TESTING PIN
2 pcs

1

2

3

4

5

6

7

9

10

11

12

13

14

15

F
22

T
22

code  D410533BA

ADAPTER for narrow
stemmed keys
2 pcs

code  D410534BA

ADAPTERS for keys for FICHET
2 pcs

code  D705488ZB

F22 CUTTING TOOL
for Laser (sidewinder) keys

code  D405487RA

T22 TRACER POINT
for Laser (sidewinder) keys

code  D705655ZB

F26 CUTTING TOOL
for dimple keys

code  D405654RA

T26 TRACER POINT
for dimple keys

code D708988ZB

F43 CUTTING TOOL
for dimple keys
with inclined cuts

T
26

F
26

T
43

F
43

code  D701071ZB

F1 CUTTING TOOL
for dimple keys

code  D401070RA

T1 TRACER POINT
for dimple keys

F
1

8

T
1

Fig. 7

S
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4 MACHINE INSTALLATION and PREPARATION
The key-cutting machine can be installed by the purchaser and does not require any special
skills.
The machine is supplied ready for use and does not need to be set up, except when
changing to different tools. However, some checks and preparation for use need to be
carried out by the operator.

4.1 Checking for damage
The MATRIX SX key-cutting machine is solid and compact and will not normally damage if
transport, unpacking and installation have all been carried out according to instructions.
Notwithstanding, it is always advisable to check that the machine has not suffered any
damage.

4.2 Atmospheric conditions
To ensure that the best use is made of the MATRIX SX key-cutting machine, certain
parameters must be borne in mind:

damp, badly ventilated sites should be avoided;
the ideal conditions for the machine are:

temperature: from 0 to 40˚C
relative humidity: approx. 60%

4.3 Positioning
Place the key-cutting machine on a horizontal surface, solid enough to take the weight
The workbench should be approx. 100-120 cm high to give easy access to the working
parts of the machine.
Leave enough space around the machine (20-30 cm) to ensure good ventilation and
room for manoeuvre.

▲ Ensure that the key-cutting machine voltage is suitable for the mains supply available,
which must be earthed and provided with a differential switch.

4.4 Description of work station
The key-cutting machine needs only one operator, who has the following controls at his/her
disposal:
● master switch (P) placed on the back of the machine.

● motor start switch (Q) (on the right-hand side of the machine).

● tool setting keypad (K).

● levers: lever (C) to move the clamp carriage
lever (I) to move the vertical carriage

N.B.: the letters in brackets refer to Fig.5 on page 7.
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5 MACHINE REGULATION and REGISTRATION
Before carrying out cutting operations the clamps and tools shoud be regulated according
to the type of key to be cut and the spring systems which facilitate cutting operations must
be activated or disactivated: ● the cross spring for Laser (sidewinder) keys.

● the vertical tracer point spring for dimple keys.

Fig. 8

B5B4

reference 0

5.1 Clamps
The clamps are provided with
special key-locking jaws (B4)
and (B5) which can be easily
changed if demage, without
replacing the whole clamp unit.

REGISTRATION:
Before starting cutting opera-
tions it is advisable to check
that the clamps are in the hori-
zontal position (reference 0)
(Fig.8).

B3

0

Fig. 9

To register the clamps on the
different angles required when
cutting keys with inclined cuts,
proceed as follows:

● loosen the lever (D) locking
the clamp unit (Fig.9).

● position the clamp at the
angle required (B3) (see
index on the graduated
drum) (Fig.8).

● lock the lever (D).

D
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5.2 Spring system for LASER (sidewinder) type keys
The clamp carriage on the MATRIX SX key-cutting machine is provided with a spring system
which controls the range of trasversal movements, greatly assisting the cutting of Laser
(sidewinder) keys.
The spring system for Laser (sidewinder) keys is activated by means of the knob (O) (Fig.10).
It determines lateral pressure on the part of the tools throughout the cutting operation; this
makes it possible for the operator to follow the outline of the cuts manually without having
to exert cross pressure on lever (C).
Figs. 10, 11 and 12 shows three examples of the use of the spring system:

➊ central cutting ➋ right-hand cutting ➌ left-hand cutting

REGULATING THE SPRING
- Loosen knob (O) slightly.

➊ central cutting:
take the cutter and tracer over the centre of the stems of the two keys (Fig.10).

➋ right-hand cutting:
take the cutter and tracer over the keys, positioning them to the left of the stems (Fig.11).

➌ left-hand cutting:
take the cutter and tracer over the keys, positioning them to the right of the stems
(Fig.12).

- Tighten knob (O) and carry out cutting operations.

Fig. 10

➟

➟

➟

➟

➊ central cutting

➟

➟

➟

➟

O
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➋ right-hand cutting

➌ left-hand cutting

T
22

F
22

➟

➟ ➟

➟

T
22

F
22

➟

➟ ➟

➟

Fig. 11

Fig. 12
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5.3 Hand rest
The hand rest (R) on the left-hand side of the machine must be regulated by the operator
to his/her hand size. To regolate the position of the hand rest, proceed as follows:
● loosen the grub screw (R1) (Fig.13).
● turn the hand rest and ring nut (R2) simultaneously to the required position.
● tighten the grub screw (R1).

5.4 Tracer point vertical spring system
▲ The tracer point spring system must

be activated for cutting dimple keys
only.

To activate the spring system:
turn the ring nut (V) anti-clockwise so
that reference notch (V1) is aligned
with the spring mark (Fig.14); a click
will indicate that the spring system is
activated.

To disactivate the spring system:
raise the tracer point assembly with
one hand and in this position turn
the ring nut (V) clockwise until the
reference notch (V1) is aligned with
the symbol for a closed spring
(Fig.14a).

▲ WARNING: the spring system must
always be activated after the tools
have been aligned with the
electromechanical device (ch.5.6).

Fig. 13

R1

RR2

SPRING SYSTEM OPENSPRING SYSTEM CLOSED

Fig. 14

V

V1

ON OFF

V1

V

Fig. 14a
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5.5 Fitting and regulating the tools
▲ WARNING: make sure that the motor start switch (Q) is in “0” position (STOP).

Switch on the machine with the master switch.
Make sure that the tracer point spring system is locked (ch.5.4).
Select the tools for the key to be cut and proceed as follows:

1. place the tracer point all the way into the left-hand sleeve and secure by tightening the
grub screw (M) (Fig.15-15a).

2. place the cutting tool all the way into the right-hand sleeve and secure by tightening the
grub screw (M1).

Releasing the tools
Unscrew the grub screw (M) and (M1) to remove the tracer point and cutting tool from the
sleeves.

M1

Fig. 15

M

Fig. 15a

M
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5.6 Setting
Place the keys into the clamps (the original in the left-hand jaw and the keyblank in the
right-hand jaw) and turn on the machine with the master switch.
Set up the tools (ch.5.5).
Activate the electromechanical setting checker by striking the ON/OFF switch on the
keypad (K) and start setting operations:

● lower the vertical carriage and rest the tools lightly on an uncut part of the keys.
● when the tools come into contact with the keys, one of the three warning lights will

illuminate:
(K1 - green), (K2 - red) or (K3 - red) (Fig.16).

illumination of the green arrow (K1):
- the tools are aligned and do not need regulating.

illumination of the red arrow (K2):
- only the tracer point is in contact with the key;

turn the micrometric ring nut (N) clockwise (as shown) until the green arrow (K1) illumi-
nates to show that the tools are aligned.

illumination of the red arrow (K3):
- only the cutting tool is in contact with the key;

turn the micrometric ring nut (N) anti-clockwise (as shown) until the green arrow (K1) illu-
minates to show that both tools are aligned.

Fig. 16

Fig. 16a

K2 K1 K3

K

N
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5.7 Micrometric ring nut
The micrometric ring nut not only assists alignment of the tools, but it can also be used
to correct the small depth variations found on worn keys.
After aligning the tools (green arrow K1) the depths of the cuts can be increased or
reduced by turning the micrometric ring nut (N) to the right or left.
Each notch on the ring nut corresponds to an increase of 0,02 mm.

Fig. 17

N
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6. CUTTING OPERATIONS
▲ For complete safety during the cutting operations, take the following precautions:

● Always work with dry hands.
● Check that the machine is properly earthed.
● Wear protective goggles even if the machine is provided with a safety shield over the

cutting tool.

● Before starting the motor (switch Q), carry out the following operations:
a) place the keys in the clamps b) install the tools and gauge them.

● Keep hands away from the cutting tool in motion.

6.1 Fitting the keys
- Switch on the machine with the master switch on the back.
- Take the clamp carriage towards the operator until it meets the end of run.
- Place the original key into the left-hand jaw and the keyblank into the right-hand jaw,

paying attention to the type of stop on the key (ch.6.2).

6.2 Key stop
The references 0-1-2-3 on the clamps should be used according to the type of stop on the
key:

0: for keys with rear stop (see Fig.18).

1-2-3: for keys with tip stop (Fig.18a)
Stops 1 - 2 - 3 are selected according to the length of the key stem.
▲ WARNING: the cutting run must always be confined within the surface of the

clamp.

- Secure the keys with knobs (E) and (E1).
- Exclude the tracer point spring (ch.5.4).
- Activate the electromechanical setting checker and align the tools (ch.5.6).

After placing the keys in the clamps, carry out the cutting operations following the instructions

relating to the type of key to be cut (ch.6.3 DIMPLE - 6.4 LASER (SIDEWINDER) - 6.5 NARROW

STEMMED LASER (SIDEWINDER) - 6.6 for FICHET).

11

2

3

0

stop bar

Fig. 18 Fig. 18a
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6.3 CUTTING DIMPLE KEYS
● Activate the tracer point spring system (ch.5.4).
● Turn on switch (Q) (pages 8-10).
● Grip the levers (C) and (I) and cut the key, first centering the tracer point on the hole on

the original key then taking the cutting tool up to the keyblank.

6.3.1 Cutting the back
If cuts are to be made on the back, place the key in a vertical position (Fig.19a).

6.3.2 Inclined cuts
Proceed as follow for keys with inclined cuts (e.g. Kaba Gemini 15˚, Vachette Radial etc.):
● loosen lever (D) to release the clamps and incline these to the angle required (see index

(B3) on the graduated drum) (Fig.20).
● secure the clamps with lever (D).
● carry out the cutting.

Fig. 19 Fig. 19a

Fig. 20a

Fig. 20

D
B3

0
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6.4 CUTTING LASER (SIDEWINDER) TYPE KEYS
- Ensure that the vertical spring system on the tracer point is locked (ch.5.4).
- Before activating the start switch (Q), lower lever (I) close to the keys and regulate the

spring system for laser (sidewinder) keys (ch.5.2) with knob (O).
- Start the cutting operation by activating switch (Q).
- Lower the spindle, cut the key and stop at the beginning of the cut (Fig.21a).

● secure the spindle at this height by turning the lever (I) clockwise (Fig.21).
● carry out the cuts using only the left-hand lever (C).

Fig. 21

➟

➟ ➟

Fig. 21a

➟

I

O

C

Q
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6.5 CUTTING NARROW-STEMMED LASER (SIDEWINDER) TYPE KEYS
(art.HU41P-HU55P-HU61P etc.)
The balancing clamp can also be used to cut narrow-stemmed Laser (sidewinder) keys by
simply fitting the adapter provided (ch.3 Accessories provided). The procedure is as follows:

- open the clamps by loosening knobs (E) and (E1).

art. HU41P, HU64P:
● place the adapter on the left-hand jaw and align the notch with “stop 2” (Fig.23).

art. HU55P:
● place the adapter on the left-hand jaw and align the notch with “stop 3” (Fig.24).

- place the stop bar into the groove.
- insert the key so that it butts against the bar.
- secure the adapter and key by tightening knob (E).
- remove the bar and repeat the same operations on the right-hand jaw.

Cutting:
- ensure that the vertical tracer point spring is closed (ch.5.4).
- before activating the start switch (Q), lower lever (I) close to the keys and regulate the

spring system for laser (sidewinder) keys (ch.5.2).
- Start the cutting operation by activating switch (Q).
- lower the spindle, cut the key and stop at the beginning of the cut (ch.6.4).

● secure the spindle at this height by turning the lever (I) clockwise (Fig.21).
● carry out the cuts using only lever (C).

Fig. 23 Fig. 24

M
M

stop 2
stop 3

E E

HU41P - HU64P HU55P

Fig. 22

adapter “M”
key

stop bar stop bar
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6.6 CUTTING KEYS for FICHET
The balancing clamp can also be used to cut keys for FICHET (H profile) by simply fitting the
adapter provided (ch.3 Accessories provided).

The procedure is as follows:
- open the clamps slightly by loosening knobs (E) and (E1).
- place the adapters all the way into the clamps (Fig.25a).
- place the keys with the stop up against the adapter (Fig.25a).
- secure the adapters and keys by tightening knobs (E) and (E1).

Cutting:
- ensure that the vertical tracer point spring is closed (ch.5.4).
- activate the Laser (sidewinder) key spring system with knob (O) (ch.5.2- central cutting).
- turn on switch (Q), lower the collet assembly and position on the beginning of the cut

(ch.6.4).
● secure the spindle at this height by turning the lever (I) clockwise (Fig.21).

● carry out the cuts using only lever (C).

Fig. 25

adapter “F”
key

Fig. 25b

Fig. 25a

E E1

E
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7. MAINTENANCE
▲ WARNING: for repairs or replacement of parts for maintenance, the ‘CE’ mark is

guaranteed only if original spare parts provided by the manufacturer are used.
Although the MATRIX SX key-cutting machine does not require special maintenance, it is
advisable to check and, if necessary, replace the parts subject to wear, such us:
the belt (ch.7.1), the lamp (ch.7.2) and tension spring on the vertical carriage (ch.7.3).
Replacement is simple and can be carried out by the operator.

CLEANING: keep the carriage and clamps free of chippings from the cutting operations by
cleaning with a dry brush. ▲ WARNING: DO NOT USE COMPRESSED AIR!

Before starting any type of maintenance (checks or replacements), read the instructions
below:
● never carry out maintenance or servicing with the machine switched on.
● always remove the mains plug.
● follow all the instructions in the manual to the letter.
● use original spare parts.

7.1 Replacing the belt and adjusting tension
If the upper part of the machine vibrates, check the tension on the belt, as described
below:

1. turn off the master switch and remove the mains plug.
2. loosen the four screws (Y1) and remove the upper casing (Y) (Fig.26).
3. loosen (but do not remove) the four socket head screws (Y2) securing the motor.

4a tension:
- increase belt tension by pushing the motor towards the back of the machine.

4b replacement:
- loosen the belt by pushing the motor slightly towards the tracer point and cutting tool.
- remove the belt and replace.
- tighten the tension by pushing the motor towards the back of the machine.

5. secure the motor by tightening the four socket head screws (Y2).
6. replace the upper casing (Y) and secure with the four screws (Y1).

Y

Y1

Y1

Y2
belt

Fig. 26
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7.2 Replacing the light bulb
To replace the light bulb:
1. turn off the master switch and remove the mains plug.
2. remove the four screws (J1) which secure the glass cover (Fig.27).
3. unscrew the light bulb and remove.
4. install the new light bulb and replace the glass cover with the four screws (J1).

7.3 Registration/replacement of the vertical carriage tension spring
If the vertical carriage (Z axis) movements betray a lack of tension, it is advisable to register
the spring or, if necessary, replace it. Proceed as follows:
1. turn off the master switch and remove the mains plug.
2. loosen the four screws (Y1) and remove the upper casing (Y) (Fig.28).
3. turn the machine round with the rear towards the operator.
4a to increase spring tension: observe the illustration ➀ and ➋ in Fig.28a.
4b to reduce spring tension: observe the illustration ➀ and ➋ in Fig.28b.
5. replace the upper casing (Y) and secure with the four screws (Y1).
To replace the spring: follow the instructions in 1. 2. 3. above, replace the spring and regulate
tension.

J1

Fig. 27 Fig. 27a

Y1

Y1

Y

Fig. 28a

Fig. 28bFig. 28

➀

➋

➋

➀
more  tension

less   tension
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7.4 Checking and replacing the fuses
The fuses should always be checked with a continuity measuring instrument (tester, ohmeter,
multimeter etc.) as a visible check may not reveal an electrical fault. Fuses must always be
replaced with others of the same type (rapid or delayed) and with the same Amps, as shown in
the manual.

The MATRIX SX key-cutting machine has two fuses:
2 Amps rapid for machines with 230 Volts
3,15 Amps rapid for machines with 115 Volts

placed in the inlet socket next to the master switch (P) (Fig.29), to protect the key-cutting
machine from sudden changes in voltage or short circuits.
It is advisable to check the fuses if the machine is not activated by turning on the master switch.
Proceed as follows:

1. turn off the master switch (P) and remove the mains plug.
2. remove the fuse board with the aid of a screwdriver (Fig.29).

7.5 Replacing the electronic board for the keypad
If the keypad (K) is not working properly, replace the internal electronic board.
Proceed as follows:
1. turn off the master switch and remove the mains plug.
2. remove the four screws which secure the template (Z4) and remove.
3. disconnect the connector (Z3).
4. remove the adhesive label (K) and unscrew the two screws securing the board.
5. replace the board, secure with the two screws and reconnect the connector (Z3).
6. re-position the template on the machine, secure with the four screws and attach the adhesive

label/display (K).

P

Fig. 29

Fig. 30

K

Z3Z4

K
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8. WASTE DISPOSAL
EU regulation establish special arrangements for the disposal of waste (*).

Waste deriving from cutting operations
Although residue coming from the key-cutting operations is classified as special waste, it
is included in solid urban waste (SUW) as metal wool.
Such waste is sorted according to its classification under current Italian and EU law and
consigned to the proper disposal units.
Cases where waste can be considered contaminated or containing toxic/harmful
substance sufficient to transform it from SUW to toxix/harmful waste, are listed in the
enclosures to current Italian and EU waste disposal regulations.
Cutting machine
The MATRIX SX key-cutting machine is designed for many years of operations and is also
re-usable. Re-cycling is a recommended ecological practice.
Packing
The MATRIX SX is consigned in a cardboard packing box which can be re-used if
undamaged. When it is to be thrown away it is cassified as solid urban waste and should
be placed in the special paper collecting bins.
The protective shell containing the machine is in polymer, classifield as SUW, and can
therefore be placed in an ordinary waste bin.

.
(*) “Waste” is any substance or object deriving from human activity or natural cycles, thrown away or to be

thrown away.

9. ASSISTANCE
Silca provides full assistance to purchasers of the MATRIX SX key-cutting machine.
To ensure complete safety for the operator, an job not specified in this manual should be
carried out by the manufacturer or in the special Service Centres recommended by Silca.
On the back cover of the this manual is a list of the manufacturer’s addresses; listed below
are the addresses of specialised Service Centres.

9.1 How to request service
The guarantee attached to MATRIX SX key-cutting machine ensures free repairs or
replacements of faulty parts within six months of purchase. All other service calls must be
arranged by the customer with Silca or with Silca Service Centre.
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SAFETY DEVICE

The device is connected to a power plug with a differential switch. It activates the key-cutting machine
when the illuminated ON button (B) is pressed and cuts out when the OFF button (C) is pressed.

A Safety device
B ON button
C OFF button

ELECTRICAL CIRCUIT

1) Safety device inlet

2) Illuminated ON button

3) 3 contacts relay, 220V a.c.

4) OFF button

5) Relay contacts

6) Safety device plug

A

B
C

5

1

2

3

4

6
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MATRIX
USE of TOOLS PROVIDED  -  UTILIZZO degli UTENSILI IN DOTAZIONE

GEBRAUCH DER WERKZEUGE -  UTILISATION de les OUTILS EN DOTATION
UTILIZACIÓN de los ÚTILES EN DOTACIÓN

MAIN BRAND
MARCA
MARKE

MARQUE
MARCA

SILCA KEYBLANK
ARTICOLO SILCA
SILCA-ARTIKEL
ARTICLE SILCA

ARTÍCULO SILCA

MACHINE
MACCHINA
MASCHINE
MACHINE
MÁQUINA

TRACER POINT
TASTATORE

TASTER
PALPEUR

PALPADOR

CUTTING TOOL
FRESINO
FRÄSER
FRAISE
FRESA

ABUS  (D) AB40 SLX - SX - S T1 D401070RA F1 D701071ZB

AZBE (E)
(CAVERS)

AZ6-AZ7 SLX - SX - S T42 D408799RA F42 D708800ZB

CISA  (I) CS48 SLX - SX - S T1 D401070RA F1 D701071ZB

DOM  (D) DM21 - DM55 - DM58 SLX - SX - S T1 D401070RA F1 D701071ZB

ELCA  (D)
TESA  (E)

EC5 SLX - SX - S T1 D401070RA F1 D701071ZB

FICHET  (F) FT500 SLX - SX - S T22 D405487RA F22 D705488ZB

FTH (F)
(YALTRES)

FH12 SLX - SX - S T5 D401078RA F5 D701079ZB

GE-GE  (A) GE57 SLX - SX - S T1 D401070RA F1 D701071ZB

GIOBERT (I)
SAFE (I)

GT2P - GT2 - GT2BP
(LANCIA)
GT9AP - GT2AP
(ALFA ROMEO)
GT2CP

SLX - SX - S T1 D401070RA F1 D701071ZB

HONDA (J) HON60AP
(LEGEND)

SLX - SX - S T44 D409147RA F44 D709148ZB

HUF  (D) HU59 - HU58AP
(BMW)

SLX - SX - S T22 D405487RA F22 D705488ZB

HUF  (D) HU44AP - HU41P
HU61AP - HU55P
HU40P - HU39P
(MERCEDES)

SLX - SX - S T22 D405487RA F22 D705488ZB

HUF  (D) HU57RP - HU56RP
(VOLVO)

SLX - SX - S T22 D405487RA F22 D705488ZB

HUF  (D)
YMOS  (D)

HU43P - YM27P
(OPEL-VAUXHALL)

SLX - SX - S T22 D405487RA F22 D705488ZB

KABA  (CH) KA1 - KA2 - KA3
KA4 - KA5 - KA6

SLX - SX - S T1 D401070RA F1 D701071ZB

KABA  (CH) KA2 - KA9 SLX - SX T43 D408987RA F43 D708988ZB

KESO  (CH) KE3 (82˚) SLX - SX - S T26 D405654RA F26 D705655ZB
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MCM (E) MC9 SLX - SX - S T37 D406653RA F37 D706654ZB

MCM (E) MC9 SLX - SX - S T38 D406656RA F38 D706657ZB

MCM (E) MC9 SLX - SX - S T39 D406658RA F39 D706659ZB

MCM (E) MC10R
+ COPPIA ADATTATORI

D711137ZB

SLX - SX - S T50 D411145RA F50 D711144ZB

MUL-T-LOCK (IL) MTK1-MTK2P SLX - SX - S
SLX - SX - S

T12A
T12B

D501090ZM
D401092RA

F12A
F12B

D701091ZB
D701093ZB

NEIMAN  (D) NE67AP - NE66P - NE66
(VOLVO)

SLX - SX - S T22 D405487RA F22 D705488ZB

NISSAN  (J) NSN10AP - NSN10 - NSN9P
(INFINITI)

SLX - SX - S T22 D405487RA F22 D705488ZB

SPIDER  (IL) SPR1 - SPR2 SLX - SX - S T1 D401070RA F1 D701071ZB

STS (E) STS5-STS6 SLX - SX - S T5 D401078RA F5 D701079ZB

TESA (E) TE4R SLX - SX - S T1 D401070RA F1 D701071ZB

TESA (E) TE7 SLX - SX T5 D401078RA F5 D701079ZB

TOYOTA  (J) TOY40 - TOY40AP -
TOY40P
(LEXUS)

SLX - SX - S T22 D405487RA F22 D705488ZB

YARD
YARDENI (IL)

YD3R SLX - SX - S T1 D401070RA F1 D701071ZB

YMOS  (D) YM30P
(SAAB)

SLX - SX - S T22 D405487RA F22 D705488ZB

ZADI (I) ZD20 SLX - SX - S T5 D401078RA F5 D701079ZB

MAIN BRAND
MARCA
MARKE

MARQUE
MARCA

SILCA KEYBLANK
ARTICOLO SILCA
SILCA-ARTIKEL
ARTICLE SILCA

ARTÍCULO SILCA

MACHINE
MACCHINA
MASCHINE
MACHINE
MÁQUINA

TRACER POINT
TASTATORE

TASTER
PALPEUR

PALPADOR

CUTTING TOOL
FRESINO
FRÄSER
FRAISE
FRESA
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GUIDE TO THE MANUAL

This manual has been produced to serve as a guide for users of the MATRIX SLX key-cutting
machine. Read it carefully; it is essential if you wish to operate your machine safely and
efficently.

Consultation
The contents of the manual are divided into sections relating to:

- Transport and handling ...................................................................... Chapter 1

- Checking the safety of the machine ............................................. Chapter 4

- Proper use of the machine ................................................................ Chapters 5-6

- Maintenance ....................................................................................... Chapter 7

Technical terms
Common technical terms are used in this manual.
Fig.1 shows the names of the different parts of the keys most commonly copied with
the MATRIX SLX.

DIMPLE  KEY

keys with holes of different
dimensions, depths, positions
and shapes.

1) Head

2) Rim

3) Stop

4) Stem

5) Tip

6) Back

7) Cuts

2

1

5

7

3
4

6

1

5

7

3

Fig. 1

LASER  (SIDEWINDER)

LASER is the name given to
the special sidewinder milled
keys.

TYPE  KEY
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Operating manual - English MATRIX SLX

turer’s
GENERAL INSTRUCTIONS
The MATRIX SLX key-cutting machine has been designed according to the specifications of the
Machine Directives. Right from the design stage risks for the operator have been eliminated in all
areas: transport, key-cutting, regulation and maintenance.
Other risks have been eliminated by the use of protective devices for the operator.
The protective devices used are designed not to provoke further risks and, above all, they cannot
be ignored unless deliberately cut out. They do not hinder visibility of the work area.
A special adhesive label is attached to the machine warning the operator to use goggles during
the cutting operations, and this is strongly recommended in this manual.
The material used in the manufacture of this machine and the components employed during use
of the machine are not dangerous and their use complies with standards.

Use
The MATRIX SLX must be installed and used in the way laid down by the manufacturer.
If the key-cutting machine is used differently or for purposes different from those described in this
manual, the customer will forego any rights he may have over Silca S.p.A. Furthermore,
unforeseen danger to the operator or any third parties may arise from incorrect use of the
machine.
Negligence in the use of the machine of failure on the part of the operator to observe the
instructions given in this manual are not covered by the guarantee and the manufacturer
declines all responsability in suck cases.
It is therefore indispensable to read the operating manual carefully in order to make the best use
of the MATRIX SLX sand benefit from its potential.

Further risks
There are no further risks arising from the use of the MATRIX SLX key-cutting machine.

Protection and safety precautions for the operator
The MATRIX SLX key-cutting machine is built entirely to standards. The operations for which it has
been designed are easily carried out at no risk to the operator.
The adoption of general safety precautions (wearing protective goggles) and observation of the
instructions provided by the manufacturer in this manual eliminate all human error, unless
deliberate.
The MATRIX SLX key-cutting machine is designed with features which make it completely safe in all
its parts.

● Power supply
The machine is supplied with electricity by means of an earthed plug and differential switch.

● Start-up
The machine is started up by means of the master switch on the back.

● Operations
The speed commutator activates the cutting tool and allows selection of the required speed.

● Illumination
The work area is illuminated by a lamp which operates when the machine is switched on with
the master switch.

● Maintenance
The operations to regulate, service, repair and clean the machine have been devised in the
simplest possible way. There is no danger of removable parts being replaced wrongly or
unsafely.

● Machine identification
The MATRIX SLX key-cutting machine is
provided with an identification label which
shows the serial number (Fig.2).

®

N˚  MATRICOLA
SERIAL  No.

Telefax (0438) 913800
Telex 410579 SILCA I

SILCA SpA - Via Podgora 20 (Z.I.)
31029 VITTORIO VENETO (TV) ITALY

TIPO
TYPE

VOLT A.Hz. WATT

 (0438) 9136☎

Fig. 2

year of
manufacture

CE mark

manufac
identity
2 Copyright Silca 1994
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1. TRANSPORT
The MATRIX SLX key-cutting machine is easily transported and is not dangerous to handle.
The packed machine can be carried by one person.

1.1 Packing
The packing used for the MATRIX SLX guarantees that the machine will travel safely without
danger of damage to it or its components.
The packing comprises two shells, (a) lower and (b) upper and 2 supports (c) in expanded
plastic in the machine is wrapped (Fig.3).
A strong outer cardboard box, the measurements of which can be seen in Fig.3a, and the
plastic wrapping protect the machine even over a long period of storage.

Fig. 3

Fig. 3a

435

480

54
4

c

a

b

c
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1.2 Transport
The symbols on the outside of the packing box show the ideal conditions for transport.
Use of the packing box whenever the machine is transported will avoid knocks or bumps
which could cause damage.

1.3 Opening the packing
To remove the machine from the packing box:

1. cut the straps with scissors and remove.

2. prise off the staples.

3. open the box without damaging it as it may be used again (removals, despatch to the
manufacturers for repairs or servicing).

4. check the contents of the box, which should comprise:

1 MATRIX SLX key-cutting machine packed in a protective shell.
1 set of documents including: operating manual, spare parts list and guarantee.
1 connecting wire.

5. remove the key-cutting machine from the protective shell.

1.4 Handling the machine
When the MATRIX SLX has been unpacked, place it directly on its workbench.
This operation can be carried out by one person, firmly holding the base, and no other part,
to lift and carry the machine.
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2. MACHINE DESCRIPTION
The MATRIX SLX is an excellent quality, high precision key-cutting machine. It features great
versatility in cutting keys of different types without the need to replace the clamp or apply
fixed adapters.
MATRIX SLX cuts the following types of keys:

● dimple keys (with flat or inclined cuts)
● Laser (sidewinder) type keys
● keys for Fichet

Laser (sidewinder) type keysdimple keys

keys for Fichet  ✳
Laser  narrow-stemmed

(✳) ADAPTERS  PROVIDED

(sidewinder) type keys  ✳
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High precision work is guarantee by the combination of the functional features on the
MATRIX SLX and all its components, such as:

● MOVEMENTS
The three axes move on ball guides which provide smooth running and easy sliding without play.

● CLAMPS
The MATRIX SLX is provided with balancing, interchangeable clamps.
The pair of jaws can be inclined from 0 to +/-45˚ and all intermediate positions, according to the key
to be cut.

● SPRING SYSTEM FOR LASER (SIDERWIDER) KEYS
The machine is provided with a system which controls the run of the cross axis so that the operator
can easily trace the outline of the cuts along the key shaft.

● ELECTROMECHANICAL SETTING
A precision electromechanical system ensures centesimal regulation of settings, made easier and
quicker by the warning lights on the machine key pad.

● SELF-CENTERING COLLET
The self-centering collet ensures a secure lock on the tracer point and cutting tool, eliminating any
eccentricity on the tools during cutting operations.

● PROTECTIVE SHIELD
A special transparent plastic shield prevents chippings from flying into the air.

● LAMP
Placed directly on the machine, it illuminates the work area.

● TRACER POINT SPRING SYSTEM
This system guides and facilitates self-centering of the cuts on dimple keys.
It is activated or disactivated by simply turning the ring nut.

● CENTESIMAL MICROMETRIC RING NUT
Ensures perfect depth alignement of the tools and makes it possible to adjust for defects on worn
keys with minute, controllable depth variations (+/- 0,02 mm).

● LEVERS AND KNOBS
Each lever and knob has been designed with dimensions, materials and positions which render grip
and movement extremely simple.
Materials and finish have been chosen according to the use of each part, especially:

lever (I) for vertical carriage (Z axis)
ergonomic and provided with a locking
mechanism which allows registration of the hei-
ght of the cutter assembly from the cutting sur-
face, adapting this to the key (especially useful
when cutting Laser (sidewinder) keys) without a
need for the operator.

lever (C) X-Y axes
the lever which guides movement along the X-
Y axes is ergonomic and makes precise,
sensitive movements due to a special joint with
ball articulation and slide on ball guides.

hand rest (R)
the movement of the cutting tool along the
cuts for both Laser (sidewinder) and dimple
keys is facilitated by an adjustable hand rest
which guarantees smooth, synchronised
carriage movements during the cutting
operations.

➟

I

R

C

Fig. 4
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2.1 Working parts

Fig. 5

V

M1

U

I

K

G L

E1

Q

B1

O

S

HBE

C J

T

L

N

R

A

D

M

A - clamp carriage (X-Y axes)
B - left-hand balancing jaw
B1 - right-hand balancing jaw
C - clamp carriage lever (X-Y axes)
D - jaw balancing locking lever (X-Y axes)
E - left-hand jaw knob
E1 - right-hand jaw knob
F - cutting tool
G - protective shield
H - Clamp carriage locking knobs
I - vertical carriage lever (Z axis)
J - lamp
K - setting unit keypad

L - self-centering collets (tracer point and cutting tool)
M - tracer point locking knob
M1- cutting tool locking knob
N - micrometric ring nut for regulating tracer point
O - regulating knob for Laser (sidewinder)

key spring system
P - master switch
Q - speed commutator
R - hand rest (left hand)
S - tool drawer
T - tracer point
U - spindle locking/unlocking button
V - tracer point spring system ring nut

for dimple keys

F

P

Copyrigh
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2.2 Technical data

MOTOR: Two-speed single phase 230 V-50 Hz (other voltages on request)

CUTTING TOOL: Super rapid steel - (hard metal on request)

CUTTER SPEED: 6000 rpm (super rapid steel) - 12.000 rpm (hard metal)

MOVEMENTS: on three axes by ball guides

CLAMP: balancing with sliding jaws and interchangeable plates

RUNS: X axis: 40 mm Y axis: 50 mm Z axis: 30 mm

ILLUMINATION: 25W incandescent lamp

DIMENSIONS: width: 350 mm depth: 400 mm height: 470 mm

WEIGHT: 23,1 Kg

SOUND PRESSURE: Lp (A) = 85,1 dB (A)

SOUND POWER: Lw (A) = 97,48 dB (A)

2.3 Graphics

SPRING OPEN

0

1
2

THE USE OF PROTECTIVE GOGGLES IS
COMPULSORY

SPEED COMMUTATOR (Q)

0 = STOP

1 = 1st SPEED (super rapid speed)

2 = 2nd SPEED (hard metal)

cutting tool-key contacttracer point-key contact

cutting tool alignement

SETTING CONTROL KEYPAD (K)

keypad ON/OFF switch

TRACER POINT SPRING

SPRING CLOSED

(red) (red)

(green)
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➀ Ma
2.4 Electrical circuit
The main parts of the electrical and electronic circuit on the MATRIX SLX are listed below:

➀ Mains inlet:
houses the master switch and the two rapid fuses which protect the two phases from short circuits.

➁ Noise suppressor filter:
protects the machine from interference in the mains supply.

➂ Central terminal board:
for the connection of the electrical and electronic parts.

➃ Transformer:
supplies power to the electronic board and led warning lights on the setting keypad.

➄ Commutator:
activates the motor and enables selection of speed 1 or 2.

➅ Motor:
single phase brush motor.

➆ Lamp:
illuminates the work area.

➇ Electronic board for motor speed control:
enables the motor to run at speed 1 (approx. 6000 rpm) or at speed 2 (approx. 12000 rpm) according
to the position of the commutator (5). The board has an electronic power limiting device in the event
of overloading and a rapid fuse as protection against short circuiting of the motor.

➈ Electronic board for setting control:
the board is powered at low voltage from the transformer (4) and is connected electrically to the
clamps (10), tracer point (11) and cutting tool (12). It signals the correct setting by illuminating the
relevant leds.
Copyright Silca 1994 9
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3. ACCESSORIES PROVIDED
A set of accessories is supplied for use
with the machine or for servicing (tools,
Allen keys and adapters).

The accessories are housed in a special
drawer in the base of the machine (S)
(Fig.5 - Fig.7) and include:

code  D408987RA

T43 TRACER POINT
for dimple keys
with inclined cuts

code  D300222ZZ

2,5 mm ALLEN KEY

code  D400224ZZ

4 mm ALLEN KEY
2 pcs

code  D402302BA

STEEL TIP STOP BAR
1 pc

code D402903RA

TESTING PIN
2 pcs

FUSE  (2 pcs)
code  D301185ZZ
4 Amps rapid for 230V

code. D310668ZZ
8 Amps rapid for 115V

FUSE (1 pc)
code  D309226ZZ
3,15 Amps rapid for 230V

code  D306748ZZ
6,3 Amps rapid for 115V

1

2

3

4

5

6

7

9

10

11

12

13

14

15

F
22

T
22

code  D410533BA

ADAPTER for narrow
stemmed keys
2 pcs

code  D410534BA

ADAPTERS for keys for FICHET
2 pcs

code  D705488ZB

F22 CUTTING TOOL
for Laser (sidewinder) keys

code  D405487RA

T22 TRACER POINT
for Laser (sidewinder) keys

code  D705655ZB

F26 CUTTING TOOL
for dimple keys

code  D405654RA

T26 TRACER POINT
for dimple keys

code D708988ZB

F43 CUTTING TOOL
for dimple keys
with inclined cuts

T
26

F
26

T
43

F
43

code  D701071ZB

F1 CUTTING TOOL
for dimple keys

code  D401070RA

T1 TRACER POINT
for dimple keys

F
1

8 16

T
1

Fig. 7

S
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4 MACHINE INSTALLATION and PREPARATION
The key-cutting machine can be installed by the purchaser and does not require any special
skills.
The machine is supplied ready for use and does not need to be set up, except when
changing to different tools. However, some checks and preparation for use need to be
carried out by the operator.

4.1 Checking for damage
The MATRIX SLX key-cutting machine is solid and compact and will not normally damage if
transport, unpacking and installation have all been carried out according to instructions.
Notwithstanding, it is always advisable to check that the machine has not suffered any
damage.

4.2 Atmospheric conditions
To ensure that the best use is made of the MATRIX SLX key-cutting machine, certain
parameters must be borne in mind:

damp, badly ventilated sites should be avoided;
the ideal conditions for the machine are:

temperature: from 0 to 40˚C
relative humidity: approx. 60%

4.3 Positioning
Place the key-cutting machine on a horizontal surface, solid enough to take the weight
The workbench should be approx. 100-120 cm high to give easy access to the working
parts of the machine.
Leave enough space around the machine (20-30 cm) to ensure good ventilation and
room for manoeuvre.

▲ Ensure that the key-cutting machine voltage is suitable for the mains supply available,
which must be earthed and provided with a differential switch.

4.4 Description of work station
The key-cutting machine needs only one operator, who has the following controls at his/her
disposal:
● master switch (P) placed on the back of the machine.

● speed commutator (Q) (speeds 1 and 2) (on the right-hand side of the machine).

● tool setting keypad (K).

● levers: lever (C) to move the clamp carriage
lever (I) to move the vertical carriage

N.B.: the letters in brackets refer to Fig.5 on page 7.
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5 MACHINE REGULATION and REGISTRATION
Before carrying out cutting operations the clamps and tools shoud be regulated according
to the type of key to be cut and the spring systems which facilitate cutting operations must
be activated or disactivated: ● the cross spring for Laser (sidewinder) keys.

● the vertical tracer point spring for dimple keys.

Fig. 8

B5B4

reference 0

5.1 Clamps
The clamps are provided with
special key-locking jaws (B4)
and (B5) which can be easily
changed if demage, without
replacing the whole clamp unit.

REGISTRATION:
Before starting cutting opera-
tions it is advisable to check
that the clamps are in the hori-
zontal position (reference 0)
(Fig.8).

B3

0

Fig. 9

To register the clamps on the
different angles required when
cutting keys with inclined cuts,
proceed as follows:

● loosen the lever (D) locking
the clamp unit (Fig.9).

● position the clamp at the
angle required (B3) (see
index on the graduated
drum) (Fig.8).

● lock the lever (D).

D
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5.2 Spring system for LASER (sidewinder) type keys
The clamp carriage on the MATRIX SLX key-cutting machine is provided with a spring system
which controls the range of trasversal movements, greatly assisting the cutting of Laser
(sidewinder) keys.
The spring system for Laser (sidewinder) keys is activated by means of the knob (O) (Fig.10).
It determines lateral pressure on the part of the tools throughout the cutting operation; this
makes it possible for the operator to follow the outline of the cuts manually without having
to exert cross pressure on lever (C).
Figs. 10, 11 and 12 shows three examples of the use of the spring system:

➊ central cutting ➋ right-hand cutting ➌ left-hand cutting

REGULATING THE SPRING
- Loosen knob (O) slightly.

➊ central cutting:
take the cutter and tracer over the centre of the stems of the two keys (Fig.10).

➋ right-hand cutting:
take the cutter and tracer over the keys, positioning them to the left of the stems (Fig.11).

➌ left-hand cutting:
take the cutter and tracer over the keys, positioning them to the right of the stems
(Fig.12).

- Tighten knob (O) and carry out cutting operations.

Fig. 10

➟

➟

➟

➟

➊ central cutting

➟

➟

➟

➟

O
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➋ right-hand cutting

➌ left-hand cutting

T
22

F
22

➟

➟ ➟

➟

T
22

F
22

➟

➟ ➟

➟

Fig. 11

Fig. 12
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5.3 Hand rest
The hand rest (R) on the left-hand side of the machine must be regulated by the operator
to his/her hand size. To regolate the position of the hand rest, proceed as follows:
● loosen the grub screw (R1) (Fig.13).
● turn the hand rest and ring nut (R2) simultaneously to the required position.
● tighten the grub screw (R1).

5.4 Tracer point vertical spring system
▲ The tracer point spring system must

be activated for cutting dimple keys
only.

To activate the spring system:
turn the ring nut (V) anti-clockwise so
that reference notch (V1) is aligned
with the spring mark (Fig.14); a click
will indicate that the spring system is
activated.

To disactivate the spring system:
raise the tracer point assembly with
one hand and in this position turn
the ring nut (V) clockwise until the
reference notch (V1) is aligned with
the symbol for a closed spring
(Fig.14a).

▲ WARNING: the spring system must
always be activated after the tools
have been aligned with the
electromechanical device (ch.5.6).

Fig. 13

R1

RR2

SPRING SYSTEM OPENSPRING SYSTEM CLOSED

V

V1

Fig. 14

ON OFF

V1

V

Fig. 14a
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5.5 Fitting and regulating the tools
▲ WARNING: make sure that the speed commutator (Q) is in “0” position (STOP).

Switch on the machine with the master switch.
Make sure that the tracer point spring system is locked (ch.5.4).
Select the tools for the key to be cut and proceed as follows:

1. place the tracer point all the way into the left-hand collet and secure with knob (M).

2. place the cutting tool all the way into the right-hand collet and secure lightly with knob (M1).

3. to lock the cutting tool completely:
- push button (U) and turn knob (M1) (Fig.15) slowly until the spindle clicks into place, then

lock the cutting tool by turning knob (M1).

▲ WARNING: do not exert strong pressure on knobs (M) and (M1) when locking the tools in.

Releasing the tools
To remove the cutting tool, proceed as follows:
- push button (U) while unscrewing knob (M1).

Warning: if the tools are not released entirely from the collet after loosening knobs (M)
and (M1) exert slight pressure on the knobs with the right hand (Fig.15a), holding the tools
with the left hand to prevent them from dropping.

Fig. 15

M1

U

M

Fig. 15a
16 Copyright Silca 1994



Operating manual - English MATRIX SLX
5.6 Setting
Place the keys into the clamps (the original in the left-hand jaw and the keyblank in the
right-hand jaw) and turn on the machine with the master switch.
Set up the tools (ch.5.5).
Activate the electromechanical setting checker by striking the ON/OFF switch on the
keypad (K) and start setting operations:

● lower the vertical carriage and rest the tools lightly on an uncut part of the keys.
● when the tools come into contact with the keys, one of the three warning lights will

illuminate:
(K1 - green), (K2 - red) or (K3 - red) (Fig.16).

illumination of the green arrow (K1):
- the tools are aligned and do not need regulating.

illumination of the red arrow (K2):
- only the tracer point is in contact with the key;

turn the micrometric ring nut (N) clockwise (as shown) until the green arrow (K1) illumi-
nates to show that the tools are aligned.

illumination of the red arrow (K3):
- only the cutting tool is in contact with the key;

turn the micrometric ring nut (N) anti-clockwise (as shown) until the green arrow (K1) illu-
minates to show that both tools are aligned.

Fig. 16

Fig. 16a

K2 K1 K3

K

N
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5.7 Micrometric ring nut
The micrometric ring nut not only assists alignment of the tools, but it can also be used
to correct the small depth variations found on worn keys.
After aligning the tools (green arrow K1) the depths of the cuts can be increased or
reduced by turning the micrometric ring nut (N) to the right or left.
Each notch on the ring nut corresponds to an increase of 0,02 mm.

Fig. 17

N
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6. CUTTING OPERATIONS
▲ For complete safety during the cutting operations, take the following precautions:

● Always work with dry hands.
● Check that the machine is properly earthed.
● Wear protective goggles even if the machine is provided with a safety shield over the

cutting tool.

● Before starting the motor (commutator Q), carry out the following operations:
a) place the keys in the clamps b) install the tools and gauge them.

● Keep hands away from the cutting tool in motion.

6.1 Fitting the keys
- Switch on the machine with the master switch on the back.
- Take the clamp carriage towards the operator until it meets the end of run.
- Place the original key into the left-hand jaw and the keyblank into the right-hand jaw,

paying attention to the type of stop on the key (ch.6.2).

6.2 Key stop
The references 0-1-2-3 on the clamps should be used according to the type of stop on the
key:

0: for keys with rear stop (see Fig.18).

1-2-3: for keys with tip stop (Fig.18a)
Stops 1 - 2 - 3 are selected according to the length of the key stem.
▲ WARNING:the cutting run must always be confined within the surface of the

clamp.

- Secure the keys with knobs (E) and (E1).
- Exclude the tracer point spring (ch.5.4).
- Activate the electromechanical setting checker and align the tools (ch.5.6).

After placing the keys in the clamps, carry out the cutting operations following the instructions

relating to the type of key to be cut (ch.6.3 DIMPLE - 6.4 LASER (SIDEWINDER) - 6.5 NARROW

STEMMED LASER (SIDEWINDER) - 6.6 for FICHET).

11

2

3

0

stop bar

Fig. 18 Fig. 18a
Copyright Silca 1994 19



Operating manual - English MATRIX SLX
6.3 CUTTING DIMPLE KEYS
● Activate the tracer point spring system (ch.5.4).
● Position the commutator (Q) (pag.8) on the speed required for the cutting tool in use

(speed 1 = super rapid steel; speed 2 = Carbide).
● Grip the levers (C) and (I) and cut the key, first centering the tracer point on the hole on

the original key then taking the cutting tool up to the keyblank.

6.3.1 Cutting the back
If cuts are to be made on the back, place the key in a vertical position (Fig.19a).

6.3.2 Inclined cuts
Proceed as follow for keys with inclined cuts (e.g. Kaba Gemini 15˚, Vachette Radial etc.):
● loosen lever (D) to release the clamps and incline these to the angle required (see index

(B3) on the graduated drum) (Fig.20).
● secure the clamps with lever (D).
● carry out the cutting.

Fig. 19 Fig. 19a

Fig. 20a

Fig. 20

D
B3

0
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6.4 CUTTING LASER (SIDEWINDER) TYPE KEYS
- Ensure that the vertical spring system on the tracer point is locked (ch.5.4).
- Before switching on the commutator (Q), lower lever (I) towards the keys and register the

sidewinder key spring system (ch.5.2) with knob (O).
- Start cutting by turning the commutator (Q).
- Lower the spindle, cut the key and stop at the beginning of the cut (Fig.21a).

● secure the spindle at this height by turning the lever (I) clockwise (Fig.21).
● carry out the cuts using only the left-hand lever (C).

Fig. 21

➟

➟ ➟

Fig. 21a

➟

I

O

C

Q
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6.5 CUTTING NARROW-STEMMED LASER (SIDEWINDER) TYPE KEYS
(art.HU41P-HU55P-HU61P etc.)
The balancing clamp can also be used to cut narrow-stemmed Laser (sidewinder) keys by
simply fitting the adapter provided (ch.3 Accessories provided). The procedure is as follows:

- open the clamps by loosening knobs (E) and (E1).

art. HU41P, HU64P:
● place the adapter on the left-hand jaw and align the notch with “stop 2” (Fig.23).

art. HU55P:
● place the adapter on the left-hand jaw and align the notch with “stop 3” (Fig.24).

- place the stop bar into the groove.
- insert the key so that it butts against the bar.
- secure the adapter and key by tightening knob (E).
- remove the bar and repeat the same operations on the right-hand jaw.

Cutting:
- ensure that the vertical tracer point spring is closed (ch.5.4).
- before switching on the commutator (Q), lower the lever (I) towards the keys and register the

Laser (sidewinder) key spring system (ch.5.2).
- start cutting by turning the commutator (Q).
- lower the spindle, cut the key and stop at the beginning of the cut (ch.6.4).

● secure the spindle at this height by turning the lever (I) clockwise (Fig.21).
● carry out the cuts using only lever (C).

Fig. 23 Fig. 24

M
M

stop 2
stop 3

E E

HU41P - HU64P HU55P

Fig. 22

adapter “M”
key

stop bar stop bar
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6.6 CUTTING KEYS for FICHET
The balancing clamp can also be used to cut keys for FICHET (H profile) by simply fitting the
adapter provided (ch.3 Accessories provided).
The procedure is as follows:
- open the clamps slightly by loosening knobs (E) and (E1).
- place the adapters all the way into the clamps (Fig.25a).
- place the keys with the stop up against the adapter (Fig.25a).
- secure the adapters and keys by tightening knobs (E) and (E1).
Cutting:
- ensure that the vertical tracer point spring is closed (ch.5.4).
- activate the Laser (sidewinder) key spring system with knob (O) (ch.5.2 -  central cutting).
- switch on the commutator (Q), lower the spindle and position on the beginning of the cut

(ch.6.4).
● secure the spindle at this height by turning the lever (I) clockwise (Fig.21).

● carry out the cuts using only lever (C).

Fig. 25

adapter “F”
key

Fig. 25b

Fig. 25a

E E1

E
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7. MAINTENANCE
▲ WARNING: for repairs or replacement of parts for maintenance, the ‘CE’ mark is

guaranteed only if original spare parts provided by the manufacturer are used.
Although the MATRIX SLX key-cutting machine does not require special maintenance, it is
advisable to check and, if necessary, replace the parts subject to wear, such us:
the belt (ch.7.1), the lamp (ch.7.2) and tension spring on the vertical carriage (ch.7.3).
Replacement is simple and can be carried out by the operator.

CLEANING: keep the carriage and clamps free of chippings from the cutting operations by
cleaning with a dry brush. ▲ WARNING: DO NOT USE COMPRESSED AIR!

Before starting any type of maintenance (checks or replacements), read the instructions
below:
● never carry out maintenance or servicing with the machine switched on.
● always remove the mains plug.
● follow all the instructions in the manual to the letter.
● use original spare parts.

7.1 Replacing the belt and adjusting tension
If the upper part of the machine vibrates, check the tension on the belt, as described
below:

1. turn off the master switch and remove the mains plug.
2. loosen the four screws (Y1) and remove the upper casing (Y) (Fig.26).
3. loosen (but do not remove) the four socket head screws (Y2) securing the motor.

4a tension:
- increase belt tension by pushing the motor towards the back of the machine.

4b replacement:
- loosen the belt by pushing the motor slightly towards the tracer point and cutting tool.
- remove the belt and replace.
- tighten the tension by pushing the motor towards the back of the machine.

5. secure the motor by tightening the four socket head screws (Y2).
6. replace the upper casing (Y) and secure with the four screws (Y1).

Y

Y1

Y1

Y2
belt

Fig. 26
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7.2 Replacing the light bulb
To replace the light bulb:
1. turn off the master switch and remove the mains plug.
2. remove the four screws (J1) which secure the glass cover (Fig.27).
3. unscrew the light bulb and remove.
4. install the new light bulb and replace the glass cover with the four screws (J1).

7.3 Registration/replacement of the vertical carriage tension spring
If the vertical carriage (Z axis) movements betray a lack of tension, it is advisable to register
the spring or, if necessary, replace it. Proceed as follows:
1. turn off the master switch and remove the mains plug.
2. loosen the four screws (Y1) and remove the upper casing (Y) (Fig.28).
3. turn the machine round with the rear towards the operator.
4a to increase spring tension: observe the illustration ➀ and ➋ in Fig.28a.
4b to reduce spring tension: observe the illustration ➀ and ➋ in Fig.28b.
5. replace the upper casing (Y) and secure with the four screws (Y1).
To replace the spring: follow the instructions in 1. 2. 3. above, replace the spring and regulate
tension.

J1Fig. 27
Fig. 27a

Y1

Y1

Y

Fig. 28a

Fig. 28bFig. 28

➀

➋

➋

➀
more  tension

less   tension
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7.4 Checking and replacing the fuses
The fuses should always be checked with a continuity measuring instrument (tester, ohmeter,
multimeter etc.) as a visible check may not reveal an electrical fault. Fuses must always be
replaced with others of the same type (rapid or delayed) and with the same Amps, as shown in
the manual.

The MATRIX SLX key-cutting machine has three fuses:

2 fuses: 4 Amps rapid for machines with 230 Volts
8 Amps rapid for machines with 115 Volts

placed in the inlet socket next to the
master switch (P) (Fig.29), to protect the
key-cutting machine from sudden
changes in voltage or short circuits.
It is advisable to check the fuses if the
machine is not activated by turning on
the master switch. Proceed as follows:
1. turn off the master switch (P) and

remove the mains plug.
2. remove the fuse board with the aid of

a screwdriver (Fig.29).

1 fuse: 3,15 Amps rapid for machines with 230 Volts
6,3 Amps rapid for machines with 115 Volts

to be found on the electronic board inside the base in order to protect the board if the motor
short circuits.
If the machine is not activated by turning on the master switch, it is advisable to check this fuse.
Proceed as follows:
1. turn off the master switch (P) and remove the mains plug.
2. carefully turn the machine over onto its right-hand side (Fig.30) (vertical carriage lever side).
3. loosen the screws holding the bottom plate to the base (P4) and remove the plate.
4. replace the fuse (Fig.31) and the bottom plate.

P4

Fig. 30

Fig. 31

P

Fig. 29
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7.5 Replacing the electronic board for the motor
If the motor is not working properly the electronic board inside the base must be replaced.
Proceed as follows:
1. turn off the master switch and remove the mains plug.
2. carefully turn the machine over onto its right-hand side (vertical carriage lever side).
3. loosen the screws (P4) holding the bottom plate to the base and remove the plate (Fig.30).
4. remove the wires (1-2-3-4-5) and unscrew the four screws (Z1) securing the board (Fig.32).
5. replace the board and the four screws and re-connect the wires (1-2-3-4-5).

7.6 Replacing the electronic board for the keypad
If the keypad (K) is not working properly, replace the internal electronic board.
Proceed as follows:
1. turn off the master switch and remove the mains plug.
2. remove the four screws which secure the template (Z4) and remove.
3. disconnect the connector (Z3).
4. remove the adhesive label (K) and unscrew the two screws securing the board.
5. replace the board, secure with the two screws and reconnect the connector (Z3).
6. re-position the template on the machine, secure with the four screws and attach the adhesive

label/display (K).

Fig. 32

Z1

Fig. 33

Z4
K

Z3

K
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8. WASTE DISPOSAL
EU regulation establish special arrangements for the disposal of waste (*).

Waste deriving from cutting operations
Although residue coming from the key-cutting operations is classified as special waste, it
is included in solid urban waste (SUW) as metal wool.
Such waste is sorted according to its classification under current Italian and EU law and
consigned to the proper disposal units.
Cases where waste can be considered contaminated or containing toxic/harmful
substance sufficient to transform it from SUW to toxix/harmful waste, are listed in the
enclosures to current Italian and EU waste disposal regulations.
Cutting machine
The MATRIX SLX key-cutting machine is designed for many years of operations and is also
re-usable. Re-cycling is a recommended ecological practice.
Packing
The MATRIX SLX is consigned in a cardboard packing box which can be re-used if
undamaged. When it is to be thrown away it is cassified as solid urban waste and should
be placed in the special paper collecting bins.
The protective shell containing the machine is in polymer, classifield as SUW, and can
therefore be placed in an ordinary waste bin.

(*) “Waste” is any substance or object deriving from human activity or natural cycles, thrown away or to be
thrown away.

9. ASSISTANCE
Silca provides full assistance to purchasers of the MATRIX SLX key-cutting machine.
To ensure complete safety for the operator, any job not specified in this manual should be
carried out by the manufacturer or in the special Service Centres recommended by Silca.
On the back cover of the this manual is a list of the manufacturer’s addresses; listed below
are the addresses of specialised Service Centres.

9.1 How to request service
The guarantee attached to MATRIX SLX key-cutting machine ensures free repairs or
replacements of faulty parts within six months of purchase. All other service calls must be
arranged by the customer with Silca or with Silca Service Centre.
28 Copyright Silca 1994
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This manual is registered and applies specifically to
the machine which carries this serial number.  It prop-
erly identifies your model and assures you will receive
correct parts, if and when you require replacement
parts.  Retain this manual is a safe place.  It’s the only
one of its kind.  If ownership of this machine is trans-

ferred, this service manual should accompany the ma-
chine.

When seeking service information about this
machine, refer to the Model No. (which is KD85), your
registration number (see below) and the part number
desired (see pages 4 to 9). Note that some parts are

interchangeable with other ILCO ORION models.

ILCO UNICAN warrants to the original buyer of any new model KD85 machine that it will repair or replace, at its option,

any part of any machine which proves, to the reasonable satis-
faction of ILCO UNICAN, to have defects arising from the
faulty manufacture of the machine or from defective material
or components, during a period of one (1) year from the date of
shipment of the machine by ILCO UNICAN, provided that the
machine is returned by prepaid transport to ILCO UNICAN  or
to its authorized representative before the expiry of the warran-
ty period together with a detailed description of the alleged
defect(s).  ILCO UNICAN may, at its discretion, elect to refund
the purchase price allocable to the part affected, or to issue a
credit if the price therefore remains unpaid.

ILCO UNICAN  sells precision-made machines.  The buyer
assumes all risks, and ILCO UNICAN  shall not be liable for
any reason, if the machine has been subjected to improper in-
stallation, improper use, improper or inadequate maintenance,
negligence, if any unauthorized modification or alteration is
made to the machine, or in case of accident.  For greater cer-
tainty, any machine not operated in accordance with ILCO
UNICAN’s printed instructions or operated beyond its rated
capacity shall not be covered by this or any other warranty.

Any and all warranties made by ILCO UNICAN on any
machine, product, or component thereof shall be effective only
if and for so long as the buyer complies with all payment obli-
gations pursuant to the buyer’s accepted and acknowledged
order.  Failure to meet such payment obligations shall void all
warranties and not extend the period of time for which such
machine, product of component thereof is warranted irrespec-
tive of whether or not payment is eventually made.

These warranties are in lieu of and not in addition to any
other warranty of condition, expressed or implied, including
without limitation merchantability, fitness for a particular pur-
pose or latent defects.  The buyer releases ILCO UNICAN from
any liability for any reason other than a breach of its warranties
hereunder.

The liability of ILCO UNICAN  shall in no case, including
negligence, exceed the purchase price of the defective machine,
nor shall ILCO UNICAN  be liable for any personal injuries,
property damage or consequential damages.

Use only genuine  ILCO UNICAN replacement parts on
this machine!
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INTRODUCTION

DO NOT DESTROY OR DISCARD THIS VALUABLE SHIPPING CARTON.
STORE IT CAREFULLY IN A SAFE PLACE.  IN THE EVENT OF A PROBLEM
WITH YOUR MACHINE, IT MUST BE RETURNED TO OUR SERVICE FACILITY
IN ITS ORIGINAL PROTECTIVE CARTON.

CAUTION!

SAFETY

Congratulations! You have just purchased the
ILCO ORION KD85 angle key machine.  This unique
product is actually three key machines in one: first, the
KD85 is specifically engineered to duplicate angle cut

keys, such as Medeco® and Emhart®. Second, the
KD85 can originate an angle cut key from code infor-
mation. Third, the KD85 can cut a standard single or
double bitted duplicate key from a pattern key.

This unique lever-operated key machine has three
factory pre-set cutter angle positions: left tilt, center,

and right tilt.  When the locksmith is not cutting special
angle keys, the tilting feature can be blocked.  After the
tilting feature has been neutralized, the KD85 can be
used to duplicate most standard single and double bit-
ted automotive and residential type keys.

The KD85 also features positive grip vise jaws as
well as a micrometer-style knob for accurate depth ad-
justments.  A convenient side mounted deburring brush
is also featured, as well as a sturdy belt guard, which
covers the belts and pulleys.

When unpacking the KD85, you’ll notice the protec-
tive cushioning material and the abundance of oil that
has been applied to prevent rust and corrosion.  Before
using the machine, wipe off the excess oil and grease.
Only the moving parts have to be lubricated.

Place the machine on a sturdy workbench or counter.
Make sure the machine power switch is in the off posi-
tion (depressed so its O side is in the housing).  Then,
plug the power cord into a 110 Volt AC receptacle,

preferably one with a surge protector.  Because of the
heavy duty construction, it is not necessary to bolt
down the KD85.

Refer to the drawing on page 4 to identify the operat-
ing parts.  Note that three handles have to be installed
on the machine; instructions for installing these han-
dles are given on page 10.  Do not attempt to operate
this machine without  the handles being securely
installed.

The KD85 has been engineered to originate and to
duplicate cylinder keys.  It is not intended or designed
for any other purpose.  The machine operator assumes
all liability when using this machine in a manner incon-
sistent with its stated design purpose.

ILCO UNICAN strongly recommends the use of pro-
tective eye glasses or goggles when operating this ma-
chine, or when in the vicinity of the machine while it is
being operated.  Protective eye wear prevents injuries!

Note that this machine does not turn off automatically
when the carriage is released.

When the key machine is operating, be careful not to
butt the vise jaw or carriage against the cutting wheel as
this will cause damage to the cutter, the vise jaw, and the
carriage.  It also will dull the cutter quickly.

The key deburring brush is metal and may cause injury
to fingers and/or hands.  When deburring, hold the key
firmly by its head and rotate the key under the brush.

UNPACKING

The KD85 At A Glance
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OPERATING PARTS

Key Guide
Movement Arm

On/Off 
Power Switch

Key Guide
Rotator Plastic
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Motor

Angle Locking
Clutch LeverClamp Screw

(Block)

Depth
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Handle
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Carriage
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Jaw
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Carriage
Handle

Belt
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(2 belts

underneath)
Housing

Knob Handle Vise Jaw
(lower)
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Brush
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Refer to page 4.

Part No. Identification

KD85-1 Housing

KD85-9 Motor

KD85-15 On/Off Switch, Rocker Type

KD85-23 Carriage

KD85-31 Handle

KD85-32 Knob

KD85-53 Upper Vise Jaw (2)

KD85-58 Clamp Assembly (2)

KD85-61 Clamp Screw (Block)

KD85-62 Carriage Handle

KD85-68 Knob, Setting Gauge

KD85-89 Key Guide

KD85-102 Brush, 2" diameter

KD85-104 Plastic Shield

KD85-200 Belt Guard

KD85-207 Angle Locking Clutch Lever

KD85-208 Angle Locking Clutch Lever Handle

KD85-220 Key Guide Movement Arm

KD85-221 Key Guide Housing

KD85-227 Key Guide Rotator

KD85-D Depth Knob Cam

CU85 Cutter

OPERATING PARTS

OPERATING PARTS IDENTIFICATION
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EXPLODED VIEW PARTS LIST

Refer to pages 8 and 9 for illustrations.

Part No. Description Part No. Description

KD85-1 Housing

KD85-2 Case (Housing Base Plate)

KD85-5 Motor Shelf

KD85-7 Motor Pulley

KD85-8 Reflex Belt Y17 (6mm x 500mm)

KD85-9 Motor (110v 60 Hz)

KD85-15 On/Off Switch, Rocker Type

KD85-23 Carriage

KD85-24 Carriage Shaft

KD85-31 Handle

KD85-32 Knob

KD85-52 Vise Jaw Spring (4)

KD85-53 Upper Vise Jaw (2)

KD85-55 Vise Jaw Post (2)

KD85-58 Clamp Assembly (2)

KD85-61 Clamp Screw (Block)

KD85-62 Carriage Handle

KD85-63 Extension Arm (Sleeve)

KD85-64 Finger, Setting Gauge

KD85-66 Spring, Setting Gauge

KD85-67 Shaft, Setting Gauge

KD85-68 Knob, Setting Gauge

KD85-69 Sleeve, Setting Gauge

KD85-89 Key Guide

KD85-93 Key Guide Adjusting Screw

KD85-94 Depth Knob Cam Pin

KD85-95 Cutter Spindle

KD85-96 Cutter (Acorn) Nut, Left Hand

KD85-97 Cutter Washer

KD85-98 Bearing

KD85-99 Bearing Spacer, External

KD85-99IN Bearing Spacer, Internal

KD85-100 Pulley, Cutter Spindle

KD85-101 Washer, Brush Spacer

KD85-102 Brush, 2" diameter

KD85-103 Brush, Shoulder Screw

KD85-104 Plastic Shield

KD85-107 Foot

KD85-111 Service Bar

KD85-137 ILCO ORION Label

KD85-151 Oiling Ball

KD85-200 Belt Guard (Metal)

KD85-201 Belt Guard Spacer (Short)

KD85-202 Belt Guard Spacer (Long)

KD85-203 Angle Setting Plate

KD85-204 Angle Locking Clutch Pin (4mm x 40mm)

KD85-205 Angle Locking Clutch

KD85-206 Angle Locking Clutch Spring

KD85-207 Angle Locking Clutch Lever

KD85-208 Angle Locking Clutch Lever Handle

KD85-209 Angle Setting Label

KD85-211 Cutter Spindle Housing

KD85-212 Cutter Spindle Washer (238 x 15 x 25mm)

KD85-213 Cutter Spindle Housing Pin (4mm x 10mm)

KD85-214 Cutter Spacer (3/8" x 16mm x 9.5mm)

KD85-215 Cutter Spindle Housing Washer (Brass)
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EXPLODED VIEW PARTS LIST

Service Bar
Used to adjust spacing and depth.  Also serves
as stop for shoulderless keys.

Service Pins
Used as shims to raise narrow blade keys 
above surface of vise jaw.

Metric Allen Wrench
Various size wrenches are used to loosen 
and retighten set screws on the machine.

Metric Wrench
Used to loosen and retighten cutter nut 
and belt tension adjustment nut.

Cutter Spindle Bar
Used to hold cutter spindle rigid while 
removing cutter nut.

Part No. Description Part No. Description

Refer to pages 8 and 9 for illustrations.

KD85-216 Cutter Spindle Housing Anchor Washer

KD85-217 Cutter Spindle Housing Anchor Nut

KD85-220 Key Guide Movement Arm

KD85-221 Key Guide Housing

KD85-222 Key Guide Barrel

KD85-223 Key Guide Adjusting Screw Housing

KD85-224 Depth Knob Cam Washer

KD85-225 Depth Knob Cam Tension Spring

KD85-226 Key Guide Barrel Retaining Ring

KD85-227 Key Guide Rotator

KD85-228 Key Guide Rotator Space Plate

KD85-229 Detent Release Shaft

KD85-230 Key Guide Rotator Control Plate

KD85-231 Handle - Carriage Connecting Pin

KD85-232 Handle “O” Ring

KD85-233 Handle Link

KD85-234 Handle Support Pin

KD85-235 Handle SupportCU85 Cutter

KD85-D Depth Knob Cam

KD85-DLS Depth Knob Cam Locking Screw

KD85-IM Instruction Manual

KD85-SMG Spacing Plate (hgt - 5.99mm)

KD85-SMP Spacing Plate (hgt.- 6.75mm)

OPERATING ACCESSORIES
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EXPLODED VIEW
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EXPLODED VIEW
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THE CUTTING OPERATION

ASSEMBLY INSTRUCTIONS

The KD85 key machine comes completely assembled
except for three handles.  These handles can be
attached in just a few moments by following these sim-
ple instructions.  Note that all set screws are metric.

ble through the threaded retaining hole (See Figure
1).

3. Insert, thread and tighten the retaining screw to
secure the connecting pin.

Figure 1

CARRIAGE HANDLE INSTALLATION

1. Insert the threaded extension arm sleeve(KD85-63)
of carriage handle (KD85-62) in the threaded hole of 
the key machine carriage (KD85-23) and tighten 
(See Figure 1).

2. Secure the carriage handle by tightening the lock nut
with the end wrench which is provided for you.

HANDLE INSTALLATION
1. The knob (KD85-32), the handle (KD85-31), the

handle “O” ring (KD85-232) and the handle link
(KD85-233) come already assembled.  Carefully in-
sert the handle link into the handle support pin
(KD85-234), being careful to align the hole closest
to the handle knob with the corresponding hole in
the carriage shaft (KD85-24).

2. Once the holes are aligned, carefully insert the han-
dle carriage connecting pin (KD85-231) with the
milled or “flat” side facing the threaded retaining
hole.  It may be necessary to gently tap the handle
carriage connecting pin until the milled side is visi-

ANGLE LOCKING CLUTCH LEVER HANDLE
INSTALLATION
1. Insert, thread, and tighten the angle locking clutch

lever handle (KD85-208) on the threaded angle
locking clutch lever (KD85-207) (See Figure 2).

Figure 2

Handle
Support Pin

Handle Link Retaining Screw Handle

Connecting Pin

Carriage Handle

Tighten Lock Nut

Angle Locking
Clutch Lever

Handle

Angle Locking
Clutch Lever
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The KD85 key machine has been specially engineered
to not only duplicate angle cut keys, but also to gener-
ate angle cut keys by code number.  The unique key
guide and cutting wheel tilt simultaneously in the same
direction to accurately reproduce both right and left

angle cuts for Medeco® and other specialty type keys.
The KD85 key machine also has the ability to repro-

duce standard (or center) cuts.  Reproducing center cuts
is necessary for duplicating and generating angle cut
keys.  However this ability allows the KD85 key
machine to easily duplicate the many standard single
and double bitted keys, which the professional lock-
smith encounters every day, by setting the angle lock-
ing clutch lever to the “C” or Center setting.

THE VERSATILITY OF THE KD85 KEY MACHINE

2. Do NOT use pliers or other tools to tighten the vise
jaws.  Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips.  A thin
film of oil can be applied to it.  The carriage
should travel smoothly along its shaft.

4. NEVER touch the shoulder of a key to the side of
the key guide.  This will cause the shoulder of the
key blank to touch the side of the cutting wheel.
When this happens, some of the metal will be cut
away from the shoulder of the key blank.  If the
resulting duplicated key is duplicated two, three,
four times over, an error will accumulate and
cause a non-operating key.  Do not grind away the
shoulder.

5. Don’t run the cutter into the vise jaw; this will only
dull the cutter, and reduce cutter efficiency.

6. Keep the cutter clean.  Don’t let any foreign
objects or instruments blunt it.  This cutter is a pre-
cise cutting tool and should be handled with care.

7. Lubricating of moving parts is important.  Oil cups
are provided to keep the cutter shaft bearings well
lubricated.  The carriage spindle should be lubri-
cated with a thin film of oil.

PROPER KEY CUTTING TECHNIQUES

Even though your KD85 key machine is designed to
make key cutting fast, easy and accurate, operator skill
is important.  The actual mechanics of placing keys
within the vise jaws are simple to learn, but there are
some basics that must be followed.  A properly adjust-
ed key machine, used by someone who ignores good
key cutting techniques, will NOT produce a good key.
The way a person clamps a key into the vise jaws is
critical to the accuracy of the duplicated key.

Remember - the real purpose of a duplicate key is sim-
ply to operate the lock for which it was intended.  If
your customers don’t bring back the keys, you can
assume the keys are cut correctly.  If customers return
the keys, you should re-examine your cutting tech-
niques and adjustments of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of both vise
jaws.  Neither key should be tilted. 

THE CUTTING OPERATION
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ADJUSTMENTS

ADJUSTING FOR PROPER DEPTH OF CUT

Figure 3 Figure 4

Remove the wire plug from its electrical socket for
safety.  Then, turn the depth knob cam so the M on its
dial is directly behind the key guide adjusting screw.
Push in on the key guide (to cancel out its spring loaded
pre-positioning feature) and secure it in this position by
tightening the clamp screw (See Figure 3).

Clamp the two service bars into the vise jaws as
shown in Figure 5, making certain that both bars rest
flat against the bottom of the vise and that they are
butting against  the ledge of each jaw.  Lift the carriage
toward the key guide and cutter until a flat portion of
the left service bar rests against the key guide.

Turn the cutter by hand.  The machine is correctly
adjusted if the cutter barely grazes the top of the right

service bar.  If the cutter is stopped from turning or
turns freely without contacting the service bar, the cut-
ting depth must be adjusted, as follows:

1. Loosen the set screw in the top of the key guide
adjusting screw housing.

2. Turn the adjusting screw in or out as needed until the
cutter barely touches the service bar (See Figure 4).

3. Securely tighten the set screw in the top of the key
guide adjusting screw housing.

Note that no cutter is perfectly round, but has a high
spot.  Be sure to adjust with the high spot, other wise
all cuts will be slightly deeper.

Clamp
Screw

Clamp Screw

Key Guide
Rotator

Control Plate

Figure 5 Tip of key guide and tip of a cutter tooth
should just "kiss" the flat surface of the

service bars.

Dial Face on
Depth Knob

Cam

Key Guide

Key Guide

Depth Knob Cam

Key Guide
Adjusting Screw

Housing

Key Guide
Adjusting 

Screw

Clamp Screw
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ADJUSTMENTS

Key cutting accuracy also depends upon the spacing
of the key and blank key to be the same as the distance
between the key guide and cutter.  To assure that the
lateral distance adjustment is correct, refer to Figures 6
and 7 and proceed as follows:

1. Insert the service bars vertically into a slot of each
upper vise jaw.  Use the same slot in each jaw.

2. Roll up the setting gauge and place the finger against
the service bars.  Both fingers should touch.  If they
do not, loosen the small set screw under the right fin-
ger and push this finger until it contacts the service
bar.  Tighten the set screw. NOTE!  This action

assures the setting gauge is aligned with the vise
jaws.

3. Clamp a service bar into the left vise jaw.  Do not
butt its bottom shoulder against the carriage; this
shoulder should be 1/8" from the carriage.  Roll up
the setting gauge so the left finger contacts the top
shoulder of the service bar.

4. Clamp the other service bar into the right vise jaw,
butting its top shoulder against the right finger of the
setting gauge.  Lower the setting gauge.

5. Raise the carriage and drop the key guide into the V
notch of the left service bar.  The cutter should drop
into the V notch of the right service bar.  Both the
key guide and the tip of a cutter wheel tooth must fit
exactly into their V grooves or the setting will not be
accurate.  Turn the cutter by hand to confirm the fit.

6. If the guide and cutter don't seat exactly into each "V"
groove, the distance between the key gauge fingers
must be altered.  This can be accomplished by repo-
sitioning the right service bar. Loosen the Allen set
screw securing the right finger. Move the service bar
so its V notch will accept the cutter and tighten the
vise jaw to firm this position. Push the right finger to
contact the service bar shoulder. Retighten the screw.

ADJUSTING FOR PROPER LATERAL DISTANCE (SPACING)

Figure 7

Both setting gauge shoulders should
butt exactly against both service bar

stops.

Figure 6

Both the key guide tip and the tip of a
cutter wheel tooth must fit exactly into
the V-groove in the service bars
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HOW TO DUPLICATE KEYS

7. If the right finger has reached the limit of its travel
and cannot be moved further, then reposition the left
finger of the setting gauge.

8. If the above movements do not produce the correct

spacing adjustment, the machine must be returned to
the factory.  Do not attempt to alter the distance
between the cutter and key guide with shims or by
changing the setting of the cutter spindle.

Making angle cut keys must be performed one cut
(left, center, or right) at a time.  Do NOT glide the pat-
tern key and the key blank across the key guide and
cutter, as with standard center cut keys.

Determine visually the angles of the individual key
cuts.  Assume for purposes of demonstration that the

angles of the cuts are as follows: R-C-L-R-C-L, (where
R=Right, C=Center, and L=Left).  Make sure the key
guide rotator control plate is in the left or “Copy” posi-
tion and the key guide is locked against the depth knob
cam.  Also, the depth knob cam must be set to M.
Setting to any other number will cause deep cuts.

DUPLICATING ANGLE CUT KEYS

3. Move the key guide rotator control plate to the left
or “Copy” position and tighten securely using its
clamp screw (see Figure 4).  Make sure the key
guide is butted up against  the depth knob cam (See
Figure 3).  It is important to note that key duplica-
tion must only take place after the depth knob cam
has been set to M.  Also, set the angle locking clutch

cated by the action of the key blank against the cutter.
As a result, the key blank will become a duplicate of
the pattern key.  A double bitted key blank will have
to be removed, and reversed, so the uncut side of the
key blank can be cut using the same procedure as the
first side.  It may not be necessary to reverse the pat-
tern key if the cuts are the same on both sides. 

Figure 8

Key setting gauge shoulders must butt
exactly against both key shoulders

1. Insert the pattern key into the left vise jaw.
2. Roll up the setting gauge assembly.  Make sure the

upper shoulder of the pattern key is butted up against
the left finger of the setting gauge.  Tighten the pat-
tern key in the vise,using the clamp assembly handle.
Set the key blank against the right finger of the set-
ting gauge and tighten the key blank in the right vise.
Roll down the setting gauge assembly making sure it
does not interfere with key cutting (See Figure 8).

lever to the C (Center) position.
4. Activate the key machine by pressing the ON-OFF

switch at the top of the key machine motor.  Lift the
handle in your left hand while holding the carriage
handle in your right hand.

5. Using both handles, raise the carriage and carefully
glide the pattern key across the key guide.  All the
cuts in a standard center angle single bitted key blank
can be cut in one pass.  This movement will be dupli-

DUPLICATING STANDARD CENTER CUT KEYS
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HOW TO ALIGN KEYS

al cut is made in the key blank.
Before making an angle cut by code, the angle of each

cut must be known as well as the depth.  Once this is
known, proceed as follows.

1. Loosen the clamp screw securing the key guide rotator
control plate.  Move the key guide rotator control plate

CUTTING ANGLE KEYS BY CODE

The KD85 will originate an operating key by code
(without a pattern key).  Depths are determined by the
depth knob cam - 1 equals depth 1, 2 equals depth 2, etc.
Spacing is designated by the markings on the spacing
plate, which is clamped into the left vise, lining up with
the key guide.  Also, the key guide is loosened, allowing
it to pre-position into a spacing location before the actu-

Figure 9

Pull the angle locking clutch lever handle towards
you and lift upward in the direction of the angle cut
arrow labeled “R” (See Figure 9).  Turn on the machine.

Line up the first cut of the pattern key with the key
guide, and carefully make the first cut ONLY.  Line up
the fourth cut, which also has a right angle, and make
this fourth cut only, in the same manner.

Use the angle lever handle to push downward

toward the angle cut arrow labeled “L”.  Make the two
left angle cuts (position 3 and 6) in the same manner.
Finally, position the angle lever handle at the position
marked “C”, and make the remaining two standard cen-
ter cuts (position 2 and 5).

Note that, when the angle lever handle is moved,
both the cutter and the key guide will tilt to the same
angle as a synchronized unit.

Figure 10

Depth Knob
Cam

Loosen this
screw

Key Guide
floats free

Left finger of
Setting Gauge

Spacing
Plate

Right finger of
Setting Guage

Key
Blank
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toward the direction of the cutter.  Tighten the clamp
screw.

2. Loosen the clamp screw securing the key guide.
This will allow the key guide to “float freely”.  Do
not retighten this clamp screw.

3. Loosen the left vise jaw.  Insert the desired spacing
plate (KD85-SMG for larger keys or KD85-SMP for
smaller keys).  Tighten securely.

4. Insert the key blank in the right vise jaw.
5. Roll up the knob setting gauge and set its left finger

against the shoulder of the spacing plate.  Set the key
blank in the same manner that is, the right finger of
the setting gauge against the shoulder.

6. Loosen the key guide barrel retaining ring. Turn the
depth knob cam to the desired depth (#1 - #6).

7. Turn on the machine.
8. Raise the carriage and carefully insert the key guide

into the number one position on the spacing plate,
and gently press upward until the cut is completed.
The cut in the key blank will be made according to
the specifications prescribed by the manufacturer.

Continue to follow this procedure for all the spacings
and depths listed in the original code.  Be sure to note
the left angle, right angle, and standard center cuts, and
to rotate the depth knob cam to the proper number.

REPLACING THE CUTTER AND THE BRUSH

NOTE: Use the positioning bar, the Allen wrench,
and the end wrench included with the KD85 key
machine to perform the following operations.

BRUSH REPLACEMENT PROCEDURE

Insert the positioning bar into the hole to the right
of the cutting wheel in the cutter spindle.  Loosen and
remove the brush shoulder screw using the Allen
wrench which is provided.  Reinstall the new 2" diam-

eter deburring brush.  Securely tighten the brush shoul-
der screw using the Allen wrench.

Insert the positioning bar into the hole to the right of
the cutting wheel in the cutter spindle.  Use the end
wrench to loosen and remove the cutter acorn nut that
secures the cutting wheel.  Reinstall the new cutting
wheel.  Then, insert the positioning bar in the cutter spin-
dle, and use the end wrench to tighten the cutter  nut.

CUTTER REPLACEMENT PROCEDURE

Figure 11
CUTTER REPLACEMENT
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Operating manual - English BRAVO III
GUIDE TO THE MANUAL

This manual is a guide to the use of BRAVO III key-cutting machine.
Read it carefully; it is essential if you wish to operate your machine safely and efficiently.

CONSULTATION

The contents of the manual are divided into sections relating to:
- Transport and handling ..............................................................................................  Ch. 1
- Description of machine and safety devices ...............................................................  Ch. 2-3-4
- Proper use of machine ...............................................................................................  Ch. 5-6
- Cleaning and Maintenance ........................................................................................  Ch. 7

TECHNICAL TERMS

Common technical terms are used in this manual. To assist those with little experience of key cutting,
below is an illustration of the terms used for the different parts of keys.

Fig. 1

1) Head
2) Rim
3) Stop
4) Stem
5) Tip
6) Back
7) Cuts
8) Stem
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GENERAL INTRODUCTION

From the design stage risks for the operator have been eliminated in all areas: transport, key-cutting,
regulation and maintenance.
Other risks have been eliminated by the use of protective devices for the operator.
The protective devices used are designed not to provoke further risks and, above all, they cannot be
ignored unless deliberately cut out. They do not hinder visibility of the work area.
A special adhesive label is attached to the machine warning the operator to use goggles during the
cutting operations, and this is strongly recommended in this manual.
The material used in the manufacture of this machine and the components employed during use of the
machine are not dangerous and their use complies with standards.

USE

The BRAVO III must be installed and used in the way laid down by the manufacturer.
If the key-cutting machine is used differently or for purposes different from those described in this
manual, the customer will forego any rights he may have over SILCA S.p.A. Furthermore, unforeseen
danger to the operator or any third parties may arise from incorrect use of the machine.
Negligence in the use of the machine or failure on the part of the operator to observe the instructions
given in this manual are not covered by the guarantee and the manufacturer declines all responsibility
in such cases.

It is therefore indispensable to read the operating manual carefully in order to make the best use
of the BRAVO III and benefit from its potential.

INSTRUCTIONS MANUAL

The instructions manual provided with the machine is essential to its proper use and to carry out the
necessary maintenance.
We therefore recommend protecting the manual from damage in a safe sheltered place, easily to hand
for quick consultation.

FURTHER RISKS

There are no further risks arising from the use of the machine.

PROTECTION AND SAFETY PRECAUTIONS FOR THE OPERATOR

The BRAVO III key-cutting machine is built entirely to standards. The operations for which it has been
designed are easily carried out at no risk to the operator.
The adoption of general safety precautions (wearing protective goggles) and observation of the
instructions provided by the manufacturer in this manual eliminate all human error, unless deliberate.
The BRAVO III key-cutting machine is designed with features which make it completely safe in all its
parts.

• Power supply
The key-cutting machine is powered by electricity supplied through a separable earthed plug.

• Start-up
The machine is turned on by means of the master switch located on the back. The switch has a safety
function that prevents untimely start-up when voltage returns after a cut-out.

• Operation
The machine is turned on by means of a switch located on the left-hand side.

• Maintenance
The operations to regulate, service, repair and clean the machine have been devised in the simplest
and safest way possible. There is no danger of removable parts being re-placed wrongly or unsafely.

ATTENTION! for your own safety, read instruction manual before operating and wear eye
protection.
2 Copyright Silca 2004



Operating manual - English BRAVO III
• Machine Identification
The BRAVO III key-cutting machine is provided with an identification label which shows the serial
number (fig. 2).

Fig. 2

Manufacturer’s
identity

Serial No.

Type of machine

Absorbed current

Working frequency Absorbed power

CSA/UL mark

Working
voltage

®
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1 TRANSPORT
The BRAVO III key-cutting machine is easily transported and is not dangerous to handle. The machine
must be placed in its packaging and carried manually by two persons.

1.1 Packing
The BRAVO III is packed in a strong cardboard box, the dimensions of which are shown in fig. 3,
sufficiently robust to be used for storing the machine for long periods.

Fig. 3
Inside the box the machine is enclosed in two expanded polymer shells. The shells and cardboard box
ensure safe transportation and protect the machine and all its parts.

1.2 Transport
To ensure that the BRAVO III key-cutting machine remains integral, it must always be moved in its
packaging, with the carriage released.

1.3 Unpacking
To remove the machine from the packing box:
1) cut the straps with scissors and remove.
2) prise off the staples;.
3) open the box without damaging it as it may be used again (e.g. removals, dispatch to the

manufacturers for repairs or servicing).
4) check the contents of the box, which should comprise:

1BRAVO III key-cutting machine packed in a protective shell
1set of documents, including: operating manual, spare parts list and guarantee
1 connecting wire
1 accessory container

5) remove the key-cutting machine from the protective shell.

490 mm

590 mm

46
5 

m
m

Keep dry This side upHandle with care
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1.4 Handling the machine
When the BRAVO III has been unpacked, place it directly on its workbench.
This operation can be carried out by one or two persons, firmly holding the base and no other part,
to lift and carry the machine  (fig.4).

Fig. 4
Copyright Silca 2004 5
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2 WORKING PARTS

Fig. 5
A - cutting tool
B - tracer point
B1- tracer point support
C - master switch
D - carriage
E - clamp
F - clamp knob
H - transparent protective shield
I - brush
J - tracer point locking screw
J1- support/tracer point locking screw
K - calibration tabs
L - carriage movement lever
M - brush push button
N - chippings tray
O - tracer point regulating knob
O1- zero registration nut
P - motor start-up switch
Q - carriage release push button
R - calibration drum
T - belt housing
U - single speed motor
V - carriage handle

UO1
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O J1 H
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3 MACHINE DESCRIPTION
The BRAVO III is a professional cutting machine for flat keys used with cylinder locks for doors, cars
and cruciform keys. The main parts of the machine are described below:

• CONTROL PANEL
The control panel with 2 controls is located on the left-hand side of the BRAVO III key-cutting machine:
the start-up switch for the motor (P) and the push button for the brush (M) (fig. 5, page 6).

• MOTOR AND TRANSMISSION UNIT
The motor (U) is located on the back of the BRAVO III key-cutting machine, under the central cover.
Motor speed is that more suitable for the materials to be cut. The transmission unit is placed to the right
of the motor.
By means of a belt under a protective cover (T), the transmission unit powers the movement of the brush
(I) and cutting tool (A).

• MOBILE UNIT
The mobile unit (D), consisting of the clamps, is fitted to the horizontal movement carriage controlled by
lever (L) and is provided with a handle (V) on the top of which can be found the carriage release button
(Q).
The carriage movement, along a double shaft on bearing brasses, allows high precision movements
which greatly facilitate all cutting operations.
The carriage is fully protected by the overhead cutting unit structure which avoids the accumulation of
dust and chippings from the work process.

The BRAVO III is completely safe when used properly. However, for greater safety, two safety devices
are provided:
- an automatic braking mechanism for the carriage slide, activated in the key-locking position.
- an automatic carriage releasing device, linked to the return of the gauges to the idle position, which

activates the cutting tool only when the carriage is released.
The cutting machine is designed with a ramp along which chippings can fall into the special chipping
tray (N), easily removed for emptying and cleaning.

• CUTTING UNIT
The cutting unit contains the actual working parts of the BRAVO III key-cutting machine, which operate
together to cut and finish keys "read" from the originals. The working parts are described below:

Brush
The brush (I) is used to eliminate burrs from the cuts and is made of non-abrasive material.

Cutting Tool
The cutting tool (A) is the part of the BRAVO III used for cutting key blanks from the tracer point’s
reading of the cuts on the original key. The cutting tool is in HSS super rapid steel or hard metal and is
covered by a transparent plastic shield (H) which provides protection for the operator.

Tracer point
The tracer point (B) is placed on its own support (B1), to the left of the cutting tool. It has micrometric
regulation which makes it possible to adjust the cutting depth quickly and accurately. The tracer point
regulating knob (O) and the nut (O1) for registering zero are included in the unit. The original key-
reading unit is complete with the tracer point locking screw (J) and the screw which holds it to the
support (J1).

Clamps
The clamps ensure perfect grip on keys placed flat or sideways (fig. 6).
The clamps (E) are placed in front of the tracer point and cutting tool respectively to grip the original key
and the key blank. With the clamps, cutting is rapid and precise for various types of keys and a wire
range of optional accessories can be used on the machine.
Anatomical knobs (F) with which to secure the keys are fitted on top of the clamps. The knobs are
designed so that only slight pressure is needed to give perfect grip on the keys.
On the lower side of the clamps are the calibration tabs (K). The rotating drum for the gauges (R) is
placed at the centre of the carriage, between the two clamps.
Copyright Silca 2004 7
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Fig. 6
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3.1 Safety
• Cutter motor protection

ATTENTION: the cutter motor is protected from overheating by a device (inside the motor) that stops it when
it reaches a dangerous temperature.
This condition can occur when the machine motor is left on continuously, with high ambient
temperatures or in severe working conditions. If the cutter motor overheats it cuts out
automatically. In such cases proceed as follows:

a) turn off the master switch (C).
b) let the motor cool for at least 2 hours then use the machine normally.

• Start-up
The master switch (C) has a safety function that prevents untimely start-up when voltage returns after
a cut-out.

3.2 Technical Data

MACHINE: 120V - 60Hz - 200W

MOTOR: 1 speed single phase

CUTTING TOOL: Super Rapid Steel

MOVEMENTS: on permanently lubricated bearings and sintered, self-cleaning, self-
lubricating bushings

CLAMP: high precision, four sides

SAFETY DEVICES: motor start-up by means of carriage pick-up with gauges in the idle position

MAXIMUM
LENGTH OF CUTS: 42 mm

DIMENSIONS: width: 400 mm depth: 520 mm height: 280 mm

CUTTING NOISE: Lp (A) = 79 dB (A) - brass keys

NOISE POTENTIAL: Lw (A) = 90,5 dB (A) - steel keys

WEIGHT: 21 Kg.
Copyright Silca 2004 9
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3.3 Electric circuit
The BRAVO III key-cutting machine has a 1 speed single phase motor.
The main parts of the electric circuit on the BRAVO III are listed below:
1) Main plug with fuses 6,3 Amps rapid
2) Safe main switch
3) Brush push button
4) Motor start up switch
5) Carriage microswitch
6) Cutter motor condenser
7) Terminal board
8) Motor

Fig. 7
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4 ACCESSORIES PROVIDED
To ensure trouble-free working with the BRAVO III, it is advisable to always have certain spare parts on
hand. It is good policy to have a replacement CUTTER, BRUSH and BELT in the tool box.
BRAVO III is supplied with a full range of accessories.
The accessories provided by Silca are all that is necessary to carry out the operations for which the
machine is designed.

code D401224ZZ

STEEL PIN ø 1.20 mm
2 pcs.

code D400754BA

CUTTER LOCKING PIN
1 pcs.

code D300783ZZ

19 mm SPANNER
1 pcs.

code D402302BA

STEEL BAR
2 pcs.

code D402301BA

STEEL BAR WITH NECK
2 pcs.

code D401561BA

ADJUSTING BAR
2 pcs.

code D401225ZZ

STEEL PIN ø 1.70 mm
2 pcs.

FUSE (5 pcs.)

code D306748ZZ
6,3 AMPS rapid

code D401198ZZ

POUCH
1 pcs.

code D300221ZZ

ALLEN WRENCH 2 mm
1 pcs.

code D300222ZZ

ALLEN WRENCH 2,5 mm
1 pcs.

code D300223ZZ

ALLEN WRENCH 3 mm
1 pcs.

code D300224ZZ

ALLEN WRENCH 4 mm
1 pcs.

code D300225ZZ

ALLEN WRENCH 5 mm
1 pcs.

code D300308ZZ

10 mm SPANNER
1 pcs.
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5 MACHINE INSTALLATION AND PREPARATION
The BRAVO III key-cutting machine can be installed by the purchaser and does not require any special
skills.
The machine is supplied ready for use and does not need to be set up. However, some checks and
preparation for use need to be carried out by the operator.

5.1 Checking for damage
The BRAVO III key-cutting machine is solid and compact and will not normally damage if transport,
unpacking and installation have all been carried out according to the instructions in this manual.
However, it is always advisable to check that the machine has not suffered any damage.

5.2 Environmental conditions
To ensure that the best use is made of the BRAVO III key-cutting machine, certain parameters must be
borne in mind:
- damp, badly ventilated sites should be avoided.
- the ideal conditions for the machine are:

temperature: between 10 and 40 ˚C
relative humidity:    approx. 60%

5.3 Positioning
Place the key-cutting machine on a horizontal surface, solid enough to take the weight.
To facilitate operation and maintenance, install the machine with a clearance of at least 200 mm on all
sides (fig.8).
Ensure that the machine stands perfectly balanced on the four feet. Vibration is avoided when the
machine is properly set on the horizontal plane.

ATTENTION: ensure that the machine voltage is the same as that of the mains, which must be properly
earthed and provided with a differential switch.

Fig. 8

200 mm

200 mm

200 mm
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5.4 Description of work station
The key-cutting machine needs only one operator, who has the following controls at his/her disposal:

Control panel:
placed on the left-hand side of the machine; controls the machine completely, through the following
controls:

• master switch (C)

• motor start switch (P)

• push button (M) to activate the brush

• carriage movement lever (L), placed at the bottom left-hand side

• carriage handle (V)

Fig. 9

5.5 Graphics

5.6 Separate parts
The separately packed parts must be installed on the BRAVO III key-cutting machine by the purchaser,
as follows:

Connection wire
Connect the supply wire to the inlet on the back of the machine.

5.7 Connection to the mains
For the safety of the operator and the machine it is important to ensure that the machine is connected
to the proper mains voltage by means of an earthed differential switch.

C

DO NOT EXPOSE TO RAIN OR USE IN DAMP LOCATIONS

X
L

P

M

V

THE USE OF
PROTECTIVE GOGGLES
IS COMPULSORY

BRUSH PUSH BUTTON MOTOR START-UP SWITCH

TRACER POINT
WITH MICROMETRIC
REGULATION

0.002" WARNING LABEL (X) (fig.9)

DO NOT EXPOSE TO RAIN OR USE IN DAMP LOCATIONS
NE PAS EXPOSER A LA PLUIE OU DES LIEUX HUMIDES
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5.8 Checking and setting
The cutting tool on the BRAVO III is the part used to cut the key blanks and should be periodically
checked and replaced, if necessary.
Every time the cutting tool is changed, and during periodical operational tests, check calibration.

5.9 Calibration
Calibration should be carried out whenever parameters must be set on the machine.
BRAVO III requires two types of calibration: depth  and axis .

DEPTH CALIBRATION :
Depth calibration is regulation of the cutting depth (fig. 12, page 15). Proceed as follows:
1) Turn off the master switch (C) to operate safely and prevent activation of the cutting tool.
2) Place the adjusting key (provided) in the clamps (fig.10) with the notch facing the cutting tool and

tracer point and proceed as follows:
a) ensure that the keys adhere to the clamps and that the callipers (K) are in full contact with

the stops.
b) to take the callipers into contact with the keys, rotate the drum (R) towards you (away from

you to return to the ideal position)
ATTENTION:  the carriage will be released only if the callipers are in the ideal position.

3) Release the carriage by lowering the knob (V) and pressing the push button (Q) right down (fig. 14,
page 15).

4) Raise the carriage and take up to the cutting tool.
5) Take the flat part of the key into contact with the cutting tool and tracer point (fig.11).
6) Turn the cutting tool by hand in the opposite direction to rotation and check that it skims the adjusting

key at different points.
7) If necessary regulate the cutting tool depth with the micrometric tracer point, as follows:

a) loosen the screw locking the tracer point (J2) (fig. 14, page 15).
b) turn the knob (O) clockwise to move the tracer point forwards.
c) turn the knob (O) anticlockwise to move the tracer point backwards (each mark on the

graduated drum equals a variation of 0.002").
8) If necessary, repeat the regulation operation a number of times. Tighten the screw (J2) before

checking skimming (point 6).
9) Zero the tracer point by taking the reference index on the handwheel (O1) to the white mark on the

graduated drum, as described below:
a) with one hand hold still the knurled part of the knob (O).
b) with the other hand turn the mobile part below it (O1).

Fig. 10

Fig. 11

KK R
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AXIS CALIBRATION :
Axis calibration is regulation of the cutting space on the key (fig.12). Proceed as follows:
1) Turn off the master switch (C) to operate safely and prevent activation of the cutting tool.
2) Place the adjusting key in the clamps (fig.14) with the notch facing the cutting tool and tracer point

and proceed as follows:
a) ensure that the keys adhere to the clamp and that the callipers (K) are in full contact with the

stops.
b) to take the callipers into contact with the keys, rotate the drum (R) towards you (away from

you to return to the idle position).
ATTENTION: the carriage will be released only if the callipers are in the ideal position.

3) Release the carriage by lowering the knob (V) and pressing the push button (Q) right down (fig.14).
4) Move the adjusting key so that the notch comes into contact with the cutting tool (A) and tracer point

(B).
5) Turn the cutting tool one full turn by hand in the opposite direction to rotation.
6) Check that the cutting tool skims the two sides of the notch.
7) If necessary, regulate the micrometric tracer point, as follows:

a) loosen the screw (J1) to move the tracer point (fig.14).
b) move the tracer point (B1) to the side by loosening or tightening the screw (B2).
c) when skimming is satisfactory (point 5), tighten the screw (J1) all the way, without exerting

pressure.
8) Lower the carriage by means of the handle (V) (it will engage automatically).
9) Remove the adjusting key.

ATTENTION: when adjusting keys have been repeatedly scratched by the cutting tool, they must be replaced.
They can be replaced by two identical key blanks.

Fig. 12
Fig. 13

Fig. 14

6 4 8 9 0
cutting
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6 CUTTING OPERATIONS
ATTENTION: for complete safety during the cutting operations, take the following precautions:

• Always work with dry hands.

• Check that the machine is properly earthed.

• Wear protective goggles even if the machine has a protective shield over the cutting tool.

• Start the motor (switch P) only after completing the operations on the carriage (securing the
keys, etc.).

• Keep hands away from the cutting tool in motion.

6.1 Key cutting
When BRAVO III has been turned on by means of push button (C), it is ready for cutting but the cutting
tool is not rotating (because the carriage is held in the idle position). Now the original key and the blank
can be placed in the jaws, ready for cutting.

SECURING THE KEYS IN THE JAWS

Position the key blank (right-hand jaw) and original (left-hand jaw), ensuring that:
a) the keys are resting properly on the bottom of the jaw.
b) the key stop butts against the gauge (K) or the key tip is up against the stop bar (fig.15).
c) close the jaws by turning the knobs (F).

To turn the clamps:
1) Unscrew the knobs (F) by a couple of turns.
2) Raise the lower part of the clamps above the aligning mark.
3) Turn the clamps to the required position.

ATTENTION:
• for keys placed flat, such as those with cuts on one side only, position the clamps as shown

in fig. 6, page 8 (side A of the clamps).

• for keys with cuts on both sides, turn the clamps as shown in fig. 6, page 8 (sides B and D
of the clamps).

Fig. 15

Fig. 16

stop bar

K

F F
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USING THE PINS

For keys with narrow or thin stems one pin must be used (fig. 17-A, fig. 17-B).
For keys with narrow, thin stems, two pins must be used (fig. 17-C), the second one to give a secure
grip on the key.

ATTENTION: the diameter of the pin used for the original key must be the same as that used for the key blank,
so that the two keys are secured in identical positions in the jaws.

ATTENTION: never exchange the clamps.

Fig. 17

6.2 Cutting pin keys
Almost all pin keys (with the exception of Y and T shapes) can be cut with ordinary or four-sided clamps
(fig. 6, page 8).

Positioning pin keys:
1) Leave the gauges in the idle position.
2) Insert the bars with neck into the slot in the clamps.
3) Rest the key stop against the bar in one of the three positions (fig.18).
4) Secure the original key in the clamp.
5) Remove the bar from the slot so that it is not touched by the tracer point or cutting tool.
6) Repeat the same procedure with the key blank on the other clamp, using the same position.
7) Cut the first blade.
8) Repeat the operation, turning the keys in the same direction for the other positions.

Fig. 18
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7 CLEANING AND MAINTENANCE
Although the BRAVO III key-cutting machine does not require special maintenance, it is advisable to
check and, if necessary, replace the parts subject to wear, such as: the belt, cutting tool, brush, tracer
point. Replacement is simple and can be carried out by the operator.

CLEANING: keep the carriage and clamps free of chippings from the cutting operations by
cleaning with a dry brush.

ATTENTION: DO NOT USE COMPRESSED AIR!
ATTENTION: to keep the machine well maintained we recommend using protective oil, e.g. WD40 or similar,

applied to the burnished mechanical parts. This prevents oxidation of the parts in question
(clamps, guides, carriages, etc.).
Before starting any type of maintenance (checks or replacements), read the instructions below:

• never carry out maintenance or servicing with the machine switched on.

• always remove the mains plug.

• follow all the instructions in the manual to the letter.

• use original spare parts.

• always check that screws and nuts are properly tightened.

7.1 Preparing for maintenance
Follow the procedure described below when carrying out maintenance or servicing the BRAVO III:

• turn off the master switch (C) (fig. 5, page 6).

• remove the mains plug.

• lock the carriage (D) if maintenance is to be carried out on any of its parts or on parts with
which it comes into contact (cutting tool and tracer point).

7.2 Replacing the cutting tool
To replace a worn cutting tool, proceed as follows:
1) Turn the machine off and unplug it.
2) Remove the cutter locking screw (H1) and remove the cutter protective shield (H) (fig.19).
3) Place the locking pin into the groove in the base and the special hole in the cutting tool shaft (fig.20).
4) With the spanner provided loosen the cutting tool locking nut.

ATTENTION: the thread is left-handed.
5) Carefully clean the new cutting tool and all the parts which come into contact with it.
6) Replace the cutting tool and tighten the nut.

ATTENTION: the tool rotates clockwise.
7) Remove the locking pin and fix the shield (H) with screw (H1).

Fig. 19
Fig. 20

H1

H
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7.3 Replacing the brush
When the brush no longer cleans off the burrs it must be replaced as follows:
1) Turn the machine off and unplug it.
2) Place the locking pin into the groove in the base and into the special hole in the cutter shaft (fig.21).
3) Use the Allen wrench to loosen the screw holding the brush in place.
4) Replace the brush and tighten the screw with the Allen wrench.
5) Remove the locking pin.

Fig. 21

7.4 Replacing the tracer point
To replace the tracer point, proceed as follows:
1) Turn the machine off and unplug it.
2) Loosen and remove the screw (J) and remove the tracer point (B) (fig.22).
3) Place the new tracer point in position and fix with the screw (J).
4) Re-calibrate the machine, following the procedure described in chapter 5.9 on page 14.

Fig. 22

BJ
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7.5 Regulating of maximum carriage depth
To prevent damage to the clamps and cutting tool, maximum cutting depth must be established.

ATTENTION: the distance between the cutting tool/tracer point and clamp must be 0.1 mm. If this is not the
case, proceed as follows:
1) Turn the machine off and unplug it.
2) Release the carriage and raise (against the cutting tool) at the end of run (fig.23).
3) Remove the chippings tray.
4) Use the 10 mm spanner to release the nut.
5) Use the 3 mm Allen wrench to regulate the grub screw, through the hole on the bottom of the

machine.
6) Tighten the nut.

Fig. 23

7.6 Replacing the fuses
ATTENTION: fuses must always be replaced with others of the same type (rapid) and with the same Amps ( 6,3

Amps).
1) Turn the machine off and unplug it.
2) Turn the key-cutting machine so that the fuse box is easily reached.
3) Remove the fuses box placed below the key-cutting machine socket (fig.24).
4) Replace the fuses (U).
5) Close the fuses box and connect the power cable.

Fig. 24
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7.7 Access to bottom compartment
1) Turn the machine off and unplug it.
2) Remove the swarf tray.
3) Turn the machine onto its right-hand side.
4) Loosen the 7 screws (W) and 2 feet (W1) and remove the bottom safety plate (W2) (fig.25).

Fig. 25

7.8 Replacing the master switch
1) Turn the machine off and unplug it.
2) Remove the bottom panel (see ch. 7.7).
3) Detach the various connectors (1, 2, 3, 4) paying careful attention to their positions (fig.26).
4) Press on the 2 tabs (W4) on the switch and pull it out.
5) Fit the new switch properly, taking care to secure it well (tabs).
6) Reconnect the various connectors (1, 2, 3, 4).
7) Replace the bottom safety plate and fix with the 7 screws (W) and 2 feet. Fit the swarf tray.

Fig. 26
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7.9 Replacing the condenser (motor)
1) Turn the machine off and unplug it.
2) Remove the bottom panel (see ch. 7.7).
3) Loosen the nut (Z) and remove the washer (Z1) and condenser (fig.27).
4) Fit the new condenser and fix with the washer (Z1) and nut (Z).
5) Remove the cap (Z2) from the new condenser.
6) Remove the cap from the old condenser and detach the connectors (1 and 2) from the old

condenser to connect them to the new one, paying attention to their positions.
7) Replace the cap (Z2) on the new condenser.
8) Replace the bottom safety plate, fix with the 7 screws (W) and 2 feet (fig. 25, page 21). Fit the

swarf tray.

Fig. 27
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7.10 Replacing the microswitch
1) Turn the machine off and unplug it.
2) Release the carriage and leave it in the working position (towards the tracer point).
3) Remove the bottom panel (ch.7.7, page 21).
4) Loosen the nut (Q1) and remove the microswitch (fig.28).
5) Detach the connectors (1, 2 and 3) paying attention to their positions.
6) Fit the new microswitch into the seat of the previous one, and secure with the nut (Q1).
7) Connect the connectors (1, 2 and 3).
8) Raise and lower the carriage to check that the microswitch works properly (click).
9) Replace the bottom safety plate and secure with the 7 screws (W) and 2 feet (W1) (fig. 25, page

21). Fit the swarf tray.

Fig. 28
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7.11 Replacing the switch and/or push button
1) Turn the machine off and unplug it.
2) Loosen the 2 screws (H1) on the cutter cover (H) and remove (fig.29).
3) Loosen the 3 screws (T1) on the central cover, raise slightly and remove, tipping a little.
4) Loosen the 3 screws (T2) (fig.30) on the belt cover and remove (pull out towards the front of the

machine).
5) Remove the belt (ch.7.12, page 25).
6) Loosen the nuts (U1) on the stay bolts (U2) and remove together with their washers (fig.30).
7) Loosen the stay bolts (U2) (fig.31) and remove.
8) Loosen the screw (U3) on the left-hand cover (fig.31).
9) Raise the left-hand cover to gain access to the switches.
10) Remove the connectors (1, 2, 3, 4), paying attention to their positions (fig. 32, page 25).
11) Press the tabs (W4) in order to remove the switch/es.
12) Fit the new switch and/or push button, taking care that it is well secured (tabs).
13) Reconnect the various connectors (1, 2, 3, 4).
14) Replace the left-hand cover and tighten the screw (U3)
15) Fit the stay bolts (U2), screw onto the left-hand cover and secure with the washer and nut (U1).
16) Replace the belt cover and tighten the 3 screws (T2).
17) Replace the central cover and tighten the 3 screws (T1)
18) Replace the cutter cover and tighten the 2 screws (H1).

Fig. 29

Fig. 30
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Fig. 31

Fig. 32

7.12 Replacing and/or tightening the belt
1) Turn the machine off and unplug it.
2) Loosen the 2 screws (H1) on the cutter cover (H) and remove (fig. 29, page 24).
3) Loosen the 3 screws (T1) on the central cover (fig.29), raise slightly and remove, tipping a little.
4) Loosen the 3 screws (T2) (fig. 30, page 24) on the belt cover and remove (pull towards the front

of the machine).

TIGHTENING:
- screw the screw/nut (U4) until the belt is properly tightened (fig.33).

REPLACEMENT:
- loosen the screw/nut (U4) to lower the belt tightening pulley.
- remove the existing belt, turn the bigger pulley manually, exerting a little pressure on the belt (on

the motor pulley) and take out of its seat.
- fit the new belt, placing it in the motor pulley then (forcing a little) in the bigger pulley, turning it

manually.
5) Tighten the screw/nut (U4) until the belt is properly tightened.
6) Replace the belt cover and fix with the 3 screws (T2) (fig. 30, page 24).
7) Replace the central cover and fix with the 3 screws (T1) (fig. 29, page 24).
8) Replace the cutter cover and fix with the 2 screws (H1).

(*) Should the tightening be difficult to do, loosen the 4 fixing screws and move the motor until
it is properly placed. Tighten the 4 fixing screws.

Fig. 33
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7.13 Replacing the single speed motor
1) Turn the machine off and unplug it.
2) Remove the bottom panel (see ch. 7.7).
3) Disconnect the 4 motor wires (1, 2, 3, 4)

from their connections (fig.34).
4) Place the machine in its upright position

again.
5) Loosen the 2 screws (H1) on the cutter

cover (H) and remove (fig. 29, page 24).
6) Loosen the 3 screws (T1) on the central

cover, raise slightly and remove, tipping
a little (fig. 29, page 24).

7) Loosen the 3 screws (T2) (fig. 30, page
24) on the belt cover and remove (pull
towards the front of the machine).

Fig. 34

8) Loosen the fairlead (U5) (fig.35).
9) Loosen the grub screw/nut (U4) in order to lower the belt tightening pulley and pull the belt off the

motor pulley.
10) Loosen the 4 fixing screws on the motor (fig.36) and remove, paying attention to the wire.
11) Loosen the grub screw (U6) on the motor pulley (fig.36). Remove the pulley and fit to the new

motor. Secure by tightening the grub screw (U6).
12) Fit the new motor into its housing, taking care to put the wires through first, then secure with the

4 screws (U7).
13) Tighten the fairlead (U5).
14) Fit the belt, first in the motor pulley then (forcing a little) in the bigger pulley, turning manually.
15) Tighten the grub screw/nut (U4) until the belt is properly tightened (fig. 33, page 25).
16) Replace the belt cover and fix with the 3 screws (T2) (fig. 30, page 24).
17) Replace the central cover and fix with the 3 screws (T1) (fig. 29, page 24).
18) Replace the cutter cover and fix with the 2 screws (H1) (fig.29).
19) Turn the machine onto its right-hand side.
20) Connect the 4 motor wires (1, 2, 3, 4) (fig.34).
21) Replace the bottom safety plate and fix with the 7 screws (W) and 2 feet (fig. 25, page 21). Fit the

swarf tray.

Fig. 35

Fig. 36
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7.14 Replacing carriage spring
1) Turn the machine off and unplug it.
2) Release the carriage and leave it in the working position (towards the tracer point).
3) Loosen the 2 screws (V1) on the carriage knob (V) (fig.37).
4) To remove the knob (V), raise a little and pull off.
5) Remove the plastic safety shield (D1) on the carriage.
6) Loosen the 2 screws (D2) on the carriage.
7) Remove the caps (D3) from the base (fig. 38, page 27).
8) Remove the swarf tray (N).
9) Turn the machine onto its back.
10) Loosen the 7 screws (W) and 2 feet (W1) and remove the bottom panel (W2) (ch.7.7, page 21).
11) Loosen the screw (N1) on the cam (N2) (fig. 39, page 28) and pull the cam to the right to remove.
12) Loosen the grub screw (Q1) on the spring ring nut (Q2) (fig. 40, page 28).
13) Push the carriage rod from right to left so that the spring can be removed.
14) Fit the new spring into its seat and push the carriage rod from left to right. Tighten the 2 screws

(D2).
15) Use a pivot to turn the ring nut (Q2), adjust spring tension and tighten the grub screw (Q1).
16) Take the carriage to the locked position (towards the operator).
17) Replace the cam (N2) so that it pushes the plate (N3) hard up against the microswitch; tighten the

screw (N1) (fig. 39, page 28).
18) Replace the bottom panel and fix with the 7 screws (W) and 2 feet. Fit the swarf tray.
19) Place the machine upright again (working position).
20) Fit the caps (D3).
21) Replace the carriage safety shield (D1) and fit the knob (V), pressing it downwards.
22) Tighten the 2 screws (V1).

Fig. 37

Fig. 38
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Fig. 39

Fig. 40

N2

N1

N3

Q2
Q1
28 Copyright Silca 2004



Operating manual - English BRAVO III
8 DISPOSING OF MACHINE
To dispose the machine, it must be rendered unusable by carrying out the operations listed below:
- deactivation of the electricity supply;
- separation of the plastic and metal parts;
When these operations have been carried out, the machine can be disposed of according to the current
regulations in the country of use.

WASTE DISPOSAL

• Waste deriving from cutting operations
Although residue coming from the key-cutting operations is classified as special waste, it is included in
solid urban waste (SUW) as metal wool.

• Cutting machine
The BRAVO III key-cutting machine is designed for many years of operation and is also re-usable. Re-
cycling is a recommended ecological practice.

• Packing
The BRAVO III is consigned in a cardboard packing box which can be re-used if undamaged. When it
is to be thrown away it is classified as solid urban waste and should be placed in the special paper
collecting bins.
The protective shell containing the machine is in polymer, classified as SUW, and can therefore be
placed in an ordinary waste bin.
Copyright Silca 2004 29



BRAVO III Operating manual - English
9 ASSISTANCE
Silca provides full assistance to purchasers of the BRAVO III key-cutting machine.
To ensure complete safety for the operator, any job not specified in this manual should be carried out
by the manufacturer or in the special Service Centres recommended by Silca.
On the back cover of this manual is a list of the manufacturer’s addresses; listed below are the
addresses of specialised Service Centres.

9.1 How to request service
The guarantee attached to BRAVO III key-cutting machines ensures free repairs or replacements of
faulty parts within twelve months of purchase. All other service calls must be arranged by the customer
with Silca or with a Silca service centre.
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Thank you for choosing one of Silca’s high quality key cutting
machines. This machine has been designed, tested and produced
in our factory using the most modern technology to provide you with
many excellent years of precision key duplicating.
Before using the machine, we suggest that you read the information
presented in this manual throughly.
The proper care and maintenance that your machine requires is also
detailed in this handbook.
By following these instructions you will ensure a long, trouble free
life for your machine.
If anything is at all unclear, please contact your supplier, who directly
or by means of Silca’s Technical Service Department will provide
you with the service and assistance you require.
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Operating Manual BRAVO II
BRAVO FEATURES

• Professional key cutting machine for automobile, household cylinder keys and cruciform keys.
• Micrometer adjustment for the tracer.
• Removable chip tray.
• Tynex brush.
• Carriage operates on twin rods with sealed bushings.
• Carriage is automatically released once the gauges are disengaged.
• Carriage locks in down position.
• Machined jaws give excellent grip with minimal pressure.

TECHNICAL DATA

MOTOR: single phase 110V-60Hz

CUTTER: High speed steel dia. 3.15” x 0.197” x 0.63” (80 mm x 5 mm x 16 mm)

MOVEMENT: on bearings. Self cleaning synthetic bushings.

JAWS: four side, revolving.

SAFETY DEVICE: carriage is released only when the gauges are out of safety position.

MAX. CUT. LGTH.: 2.09”

DIMENSIONS: length 18.11”, width 14.96”, height 9.65”

WEIGHT: 39.7 lbs.

ACCESSORIES

Pair of ø 0.047” steel pins
Code D401224ZZ (each)

Pair of setting blanks
for calibrating
Code D401561BA (each)

Pair of steel tip stops
with neck
Code D402301BA (each)

Pair of ø 0.066”
steel pins
Code D401225ZZ (each)

Locking bar for
cutter removal
Code D400754BA

Set of allen keys (6 pcs.)
2mm, 2.5mm
3mm, 4mm, 5mm, 6mm

Wrench 19mm
Code D300783ZZ

Pair of steel tip stops
Code D402302BA (each)
1
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PARTS OF THE BRAVO

A) Original key
B) Key blank
C) Cutter
D) Tracer point
D1) Tracer point support
F) Complete carriage assembly
G) Jaw
H) Jaw handle
J) Transparent cutter shield
L) Brush
M) Tracer point locking screw
M1) Tracer point lock nut
N) Key gauge
O) Carriage lever
P) Brush switc
Q) Chip tray
R) Tracer point adjusting screw
R1) Micrometer
S) On/Off switch
T) Carriage release button
U) Key gauge drum
W) Belt cover
Y) Motor
Z) Carriage handle

Fig. 1
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CHECKING CALIBRA TION OF THE MACHINE

The machine is calibrated and tested before leaving our factory, however, before operating the machine
it is advisable to check the machine.
Whenever you change the cutter the machine must be recalibrated.

1) Place the machine on a high enough bench to give you an overall view.

2) Make sure that the voltage is 110 Volts.

3) Make sure that the main switch is in the Off position. On/Off switch is the letter (S) in the diagram.
(fig. 1, page 2).

4) Place the setting blanks (K) (see fig. 2-B) in the jaws. Make sure that the blanks are laying flat and
level in the jaws. Leave approx. a 1/16” of an inch between the left jaw side and the shoulder of the
blanks. Bring the key gauge (N) to the blanks by turning the drum (U) towards you with your thumb,
turn in the opposite direction to return the gauges in the neutral position. The gauges should be in
contact with both of the blanks shoulders, if not adjust accordingly.

ATTENTION: as a safety feature, the carriage can not be released unless the gauges are in the
neutral position.

5) Release the carriage by applying slight downward pressure on the carriage handle and at the same
time pressing down on the carriage release button (T). Bring the blanks to the cutter and the tracer
point. Turning the cutter in the opposite direction of cutting, the cutter should skim the blank.

6) If the cutter is too low or high; loose screw (M) and turn the knob (R). Turning clockwise lowers the
tracer point and therefore gives a deeper cut. Turning counter-clockwise raises the tracer point which
will give you a shallower cut. The graduated drum is marked off in divisions of 0.002”. When the
cutter skims the blank as required, tighten the screw (M) and zero the tracer point by turning the
indicator (R1) to the white mark on the graduated drum. To do this, hold the knurled part of the knob
(R) still with one hand and turn the free part below it (R1) with your other hand.

TO CUT WORN KEYS

1) Loosen the tracer point lock nut (M) and turn the tracer point knob (R) counter-clockwise to the
required depth. Tighten the tracer point lock nut (M) and cut the key blank.

2) To reset the machine, loosen the lock nut (M), turn the knob (R) back to the zero (white line) position
and retighten the lock nut (M).
3



Operating Manual BRAVO II
SPACE SETTING

1) Place the set up blanks in the jaws as shown in fig. 2-A using the key gauge (N) with the grooves
facing the cutter.

2) Make sure to leave the main switch off. Release the carriage and position the blanks so that the
grooves come in contact with the cutter and tracer point. Turn the cutter a complete revolution by
hand in the opposite direction of cutting. The cutter should skim both sides of the groove, in other
words the cutter should fit squarely in the groove.

3) If the cutter skims only one side of the blank, loosen screw (M1) and move the tracer point support
(D1) sideways. When the cutter skims both sides of the blank, tighten the screw (M1).

4) Use the carriage handle (Z) to return the carriage to the neutral position. The carriage will
automatically lock in position. The machine is now ready for operation.

IMPORTANT: when the set up blanks have been used a number of times, they must be replaced.
Two identical blanks can be used as an alternative.

Fig. 2
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THE JAWS

The jaws rotate to allow perfect clamping of all cylinder keys against the back and the profile.
Side A & B of the jaws are used for keys that are cut on one side such as normal household cylinder
type keys. Jaw side A (shown in fig. 3) is used for keys with shallow cuts (min. 0.148” original key blade
width).
Jaw side B is used for keys with a deeper cut (min.original key blank width of 0.108”). Both of these jaw
positions are shown in fig. 4 below. Make sure that the keys are laying flat inside the jaw and the
shoulder is resting against the jaw face or against the key gauge (N).
Side C & D of the jaws are used for foreign car keys and keys that are cut on both sides. For double
sided keys that need to be clamped by the groove on the underside of the key, turn the jaws to side C
as shown in fig. 5.
Insert the key with the groove facing downwards, using the lip on the lower part of the jaw as a guide.
For keys with a flat surface, be sure they are inserted parallel to the base of the jaw.
For keys that are double sided that needs to be clamped by the groove on top of the key, the jaws must
be rotated to side D as shown in fig. 6.
Insert the keys with the groove upwards using the lip on the upper portion of the jaw as a guide.
Again make sure that the keys with smaller flat surfaces are inserted parallel to the jaw base.

IMPORTANT: the jaw handles have bearing discs and therefore require minimum pressure to
tighten them. The key is fully secured by “SNUGGING” the handles. It is recommended that you
keep from overtightening to avoid damaging the jaws over a period of time.

Fig. 3

Fig. 4

Fig. 5
Fig. 6

0.108”

0.148”
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USE OF THE PINS

For broken keys use one of the steel pins #D401224ZZ or #D401225ZZ and insert into the groove of
the key so that the key is properly aligned for cutting as shown in fig. 7.

Fig. 7

CUTTING CRUCIFORM KEYS WITH ONE SHOULDER

Using side A of the jaw, most of types of the cruciform key can be cut except for the Y & T profiles. The
key must be re-positioned in the jaw to cut each of the three sides of the key. The steel tip stops
(#D402301BA) are used to do this. Refer to fig. 8 as you are reading this section.

1) Do not use the key gauges.

2) Place the bars into one of the slots in the jaws, insert the original and the key blank in their proper
jaw until they stop against the bar using the shoulder on the blade of the key. Tighten the jaws by
turning the handles.

3) Cut the first side then rotate the keys on both sides to the next side you wish to duplicate. Slide the
shoulder of the keys against the stop bar to properly gauge the key for the next cut. Tighten the jaws
again by turning the handles.

4) Repeat step three for the third side to complete duplication.

Fig. 8

CUTTING BEST KEYS

Use side A of the jaw to cut the Best keys. You should use the tip stops #D402301BA to cut these keys.

1) Insert the tip stops in the last slot on the jaws, insert the original key and the key blank into their
proper jaws until they stop. Tighten the jaws by turning the handles.

2) Cut the key blank, and repeat previous instruction to cut generations.

1 2 3
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REPLACING THE CUTTER

1) Raise the cutter shield (J) and insert the locking bar (#D400754BA) into the slot in the base and the
hole in the cutter shaft next to the cutter as shown in fig. 9.

2) Use the wrench (#D300783ZZ) that was provided to loosen the nut.

IMPORTANT: the thread is a left handed.
3) When replacing the cutter, make sure that the longest sharpened angle of the cutter is facing to the

right.

4) Clean the cutter and the shaft before installing the cutter.

5) Tighten the lock nut. Make sure to remove the locking bar from the slot before starting the
machine .

Fig. 9

REPLACING THE BRUSH

1) Unscrew the four screws holding the belt shield and remove the shield.

2) Raise the cutter shield (J) and insert the locking bar (#D400754BA) into the groove in the base and
the hole in the cutter shaft as shown in fig. 10.

3) Remove the allen screw with one of the allen keys that was provided.

4) Replace the brush.

5) After you replace everything, make sure that you remove the locking bar from the slot.

Fig. 10

D400754BA

D300783ZZ

J

D400754BA

D301820ZZ

J
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Operating Manual BRAVO II
BELT TENSION AND REPLACEMENT

If the belt should come loose, remove the shield, and loosen the four nuts (*) holding the motor to the
base (fig. 11). Adjust the position of the motor until the belt tension is tight (about 1/2” play in the
belt).The belt is replaced the same way.

Fig. 11

REPLACING THE TRACER POINT

1) Completely unscrew the tracer point knob (R) and remove it as shown in fig. 12.

2) Completely unscrew (R2), loosen the dowl (M) and remove the tracer point (D) as shown in fig. 13.

3) Replace the tracer point, carrying out the instructions described in #2 in reverse order.

4) Replace the knob (R) and tighten. Re-set the machine following the instructions on page 3.

Fig. 12

Fig. 13

*

R M

D

R2 D

M
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Operating Manual BRAVO II
TO SET THE STOP POSITION OF THE CARRIAGE

Raise the carriage to the cutter. A space of 0.004” should remain between the cutter and the jaw. If this
is not the case then the adjustment should be carried out as follows:

1) Remove the chip tray.

2) Unlock the 0.39” nut (see fig. 14).

3) Adjust the space by turning the 0.119” allen screw through the hole in the base of the machine. Then
re-lock the nut with a 0.039mm wrench.

Fig. 14

MAINTENANCE

ATTENTION: for repairs or replacement of parts for maintenance, the ‘CE’ mark is guaranteed
only if original spare parts provided by the manufacturer are used.

The Bravo machine does not require special maintenance. It is recommended that the jaws and the
machine be kept free from chips as much as possible. DO NOT USE COMPRESSED AIR TO CLEAN
THE MACHINE.

WARRANTY

The manufacturer guarantees the machine as indicated in the warranty. No claims will be recognized if
the machine has been abused.
The manufacturer will not be responsible for accidents due to the machine not being grounded.
The manufacturer reserves the right to vary, at it’s discretion, the machine models, parts, and materials.

0.004”

0.119” 0.39”
9



Operating Manual BRAVO II
ELECTRICAL DIA GRAM

Fig. 15

1) Main switch

2) Brush button

3) Microswitch

4) Motor

5) Fuses (6,3)
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046

INSTRUCTION MANUAL
IMPORTANT! Read these instructions before you use your new 046 Key Machine.

Ensure that all safety recommendations are followed!
See page 3 for instructions.



This manual applies specifically to the 046 Performance
Series key machine. It properly identifies your model and
assures you will receive correct parts, if and when you
require replacement parts. Retain this manual in a safe
place. If ownership of this machine is transferred, this
service manual should accompany the machine.

When seeking service information about this machine,
refer to Model No. 046 and the part number desired (see
pages 6 to 8). Note that many parts are not interchange-
able with other ILCO UNICAN machines.

2
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ILCO UNICAN warrants to the original buyer of any
new model 046 machine that it will repair or replace,
at its option, any part of any machine which proves,
to the reasonable satisfaction of ILCO UNICAN, to
have defects arising from the faulty manufacture of
the machine or from defective material or compo-
nents, during a period of one (1) year from the date
of shipment of the machine by ILCO UNICAN, pro-
vided that the machine is returned by prepaid trans-
port to ILCO UNICAN or to its authorized
representative before the expiry of the warranty peri-
od together with a detailed description of the alleged
defect(s). ILCO UNICAN may, at its discretion, elect
to refund the purchase price allowable to the part
affected, or to issue a credit if the price therefore
remains unpaid.

ILCO UNICAN sells precision-made machines. The
buyer assumes all risks, and ILCO UNICAN shall
not be liable for any reason, if the machine has been
subjected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with ILCO UNICAN printed instructions or operated
beyond its rated capacity shall not be covered by this
or any other warranty.

Any and all warranties made by ILCO UNICAN on
any machine, product, or component thereof shall be
effective only if and for so long as the buyer complies
with all payment obligations pursuant to the buyer’s
accepted and acknowledged order. Failure to meet
such payment obligations shall void all warranties and
not extend the period of time for which such machine,
product of component thereof is warranted irrespective
of whether or not payment is eventually made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness for
a particular purpose or latent defects. The buyer
releases ILCO UNICAN from any liability for any rea-
son other than a breach of its warranties hereunder.

The liability of ILCO UNICAN shall in no case, includ-
ing negligence, exceed the purchase price of the defec-
tive machine, nor shall ILCO UNICAN be liable for
any personal injuries, property damage or consequen-
tial damages.

Use only genuine ILCO UNICAN replacement parts
on this machine!

Serial number : _______________________________

ONE YEAR LIMITED WARRANTY



Electrical safety
• (115 Volt models) Your machine is designed to oper-

ate using 120 Volt A. C. 60 Hz. electrical current. It is
supplied with a three-prong power plug which should
be used with a properly grounded three-prong outlet
only. Do not defeat the safety purpose of the plug by
modifying or using with non-grounded outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under warranty,
contact ILCO UNICAN at the address printed on the
cover. (ILCO UNICAN also offers repair service for
out-of-warranty machines. Contact ILCO UNICAN
for details.)

• Always unplug the machine before removing the hood
or changing the cutter wheel.

WARNING – SAFETY NOTICE
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IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for informa-
tion on how to properly operate it. The likelihood of acci-
dents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the possibility

of eye injury while operating or in the immediate
vicinity of key cutting equipment.

• Always turn machine off before making adjustments
or inserting or removing keys.

• Machine should be located in an area accessible only
by authorized operators. Location must be such that
customers and other personnel are not subject to
potential injury from “flying chips”.

• Do not defeat safety features built into your machine.
Removal or modification of safety shields, cutter
guards, and other safety devices should be strictly for-
bidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation. The
operator should take care to ensure that loose-fitting
clothing, long hair, etc. are kept from the area of
machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be operated
according to the Operator’s Manual. All other uses are
strongly discouraged as potentially dangerous, and
should not be attempted! Such use will immediately
void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown, ground-

ing provides a path of least resistance for electric cur-
rent to reduce the risk of electric shock. This machine
is equipped with an electric cord that has an equip-
ment-grounding conductor and a grounding plug. The
plug must be plugged into a machine outlet that is
properly installed and grounded in accordance with
all local codes and ordinances.

• Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

• Improper connection of the equipment grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the equip-
ment-grounding conductor. If repair or replacement of
the electric cord or plug is necessary, do not connect
the equipment grounding conductor to a live terminal.

• Check with a qualified electrician or service personnel
if the grounding instructions are not completely
understood, or if in doubt as to whether the machine
is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords immediately.



Congratulations! 
You’ve purchased a superior key cutting machine.

INTRODUCTION / UNPACKING
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Your 046 key machine has been shipped to you in a stur-
dy, specially cushioned container to prevent the possibil-
ity of damage during handling and shipment. Once the
machine is removed from the carton, it should be set up
on a level workbench and wiped free of all rustproofing

oil. The machine is adjusted at the factory and test keys
have been cut on it, but it is recommended that you
check the adjustments to make sure they have not
slipped or shifted during transit (see page 13 “Adjusting
for depth of cut”).

The Model 046 manual Performance Series key machine
you've just purchased incorporates the latest improve-
ments in design for key duplicating machines of its type.

This machine features exclusive four-way vise jaws
designed to accommodate flat type keys (safe deposit,
locker, etc.) without the need for adapters. 

Even corrugated flat keys can be duplicated with ease;
the four-way jaws include stations ideally suited to grip-
ping these keys and is capable of gripping them in the
groove or milling for enhanced clamping performance
when necessary. 

Accurate, easy to operate and maintain, the model 046
delivers excellent performance at an economical price!

Unpacking instructions

The 046 has been engineered to duplicate flat (safe
deposit, etc.) keys. It is not intended or designed for any
other purpose. The machine operator assumes all liabili-
ty when using this machine in a manner inconsistent with
its stated design purpose. Refer to page 3 for complete
safety information before operating the machine.

ILCO UNICAN strongly recommends the use of pro-
tective eye glasses or goggles when operating this ma-

chine, or when in the vicinity of the machine while it is
being operated. Protective eye wear prevents injuries!
The machine should be turned off before loading or un-
loading keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting wheel
as this will cause damage to the cutter, jaw, or carriage.

Safety

CAUTION! DO NOT DESTROY OR DISCARD THIS SPECIAL SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.



Part no. Identification

024B-1 Carriage
025-3X Vise jaw assembly
025-8 Wing nut

045-23 Carriage shaft
P-SMS45 P-SMS45 cutter
814-00-51 Nylon brush

046-49 Cutter guide (stylus)
045-55A Adjusting screw
040-56 Key gauge

025-62A On/Off switch
025-82 Oil cup
046-86X Safety hood assembly

045-87 Safety shield

OPERATING PARTS
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Key gauge
Safety shield

Nylon 
brush

On / Off
power switch

Carriage 
Vise jaw
assembly

Operating parts identification

Wing nut

Safety hood assembly

Carriage
shaft

Cutter guide

Depth 
Dial

Oil cup



EXPLODED VIEW
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EXPLODED VIEW
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Ref. Part no. Description

1 024B-1 Carriage
1X 024B-1X Carriage assembly
2 025-2 Carriage stud
3X 025-3X Vise jaw assembly

4 025-4 Vise jaw spring
6X 025-6X Thrust bearing set
8 025-8 Wing nut
9X 040-9X Carriage handle

20 025-20 Cutter shaft bushing
21 025-21 Carriage shaft bushing
23 045-23 Carriage shaft
32 024B-32 Button head. screw, 10-24 x 3⁄8"

36 025-36 Cutter nut, N-4
37 025-37 Cutter spacer
38 P-SMS45 P-SMS45 cutter
40A 025-40A Cutter shaft
41 025-41 Cutter shaft pulley 
43 814-00-51 Nylon brush
45 024-45 Brush bolt washer, 5⁄16

46A 025-46A Hex head screw, 5⁄16-18 x 3⁄4

47 025-47 Motor pulley 2" - 3L
48 025-48 V-Belt, 3L-180
49 046-49 Cutter guide (stylus)
50 040-50 Carriage stop

51 026-51 Cutter shaft thrust washer (thin)
52 040-52 Socket hd. screw 8-32 x 1-1/2"
53 045-53A Cutter guide binding washer
54 045-54 Cutter guide binding screw

55A 045-55A Adjusting screw
56 040-56 Key gauge
57 024B-57 Key gauge bracket
58 024B-58 Key gauge dowel pin

59 025-59 Key gauge housing
60 025-60 Cap screw, 8-32 x 1⁄2"
61 025-61 Circuit Breaker, ETA 1658
62A 025-62A On/Off switch

65 045-65 Machined base
68 040-68 Electrical cover
70 040-70 Rubber mount
74 040-74 Truss head screw, 8-32

Ref. Part no. Description

75 040-75 Motor, 1⁄4hp,115V
79 024B-79 Key gauge spring
82 025-82 Oil cup
84 024B-84 Clip

86X 046-86X Safety hood assembly
87 045-87 Safety shield
89 046-89 #10 Lockwasher
90 025-90 Nut, #10-32

91 024B-91 Power cord
92 024B-92 3 wire motor cable

101 025-101 Motor pulley set screw
106 040-106 Chip tray

109 025-109 Bearing washer
110 025-110 Wave washer
129 040-129 Locking nut (8-32)
146 040-146 Power cord strain relief

150 040-150 Switch screw (6-32 x 1/4")
151 040-151 Set screw (8-32 x 3/8")
160 025-160 Caution label
163 045-163 Hood Screw

171 025-171 Cutter pulley set screw, 3⁄8" -18
181 024B-181 Key Gauge Spacer - Left
182 024B-182 Key Gauge Spacer - Right
183 040-183 1/4-20 Lockwasher

184 040-184 1/4-20 Hex Nut
186 045-186 6-32 x 3/8" set screw
187 045-187 dowel
188 045-188 dowel spring

189 045-189 Adjustment dial
190 045-190 Cutter guide label
194 045-194 #10 flat washer
195 045-195 10-32 x 1/2" Button hd. screw

198 045-198 7/16-14 x 3/4" set screw
199 045-199 1/2-20 x 1/2" set screw
IM 046-IM Instruction manual
NS 025-240 220V 1⁄4 HP motor

EXPLODED VIEW PARTS LIST
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Refer to pages 6-7 for illustration



HOW TO DUPLICATE KEYS
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Proper key cutting techniques

Even though your 046 key machine is designed to make
key cutting fast, efficient and accurate, operator skill is
important. The actual mechanics of placing keys within
the vise jaws is simple to learn, but there are some basics
that must be followed. A properly adjusted key machine
used by someone who ignores good key cutting tech-
niques will NOT produce a good key. The way a person
clamps a key into the vise jaws is critical to the accuracy
of the duplicated key.

Remember - the real purpose of a duplicate key is to
operate the lock for which it was intended. If customers
return keys, you should reexamine your cutting tech-
niques and adjustment of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of each vise
jaw. Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin film
of oil can be applied to it. The carriage should be free
to move without binding.

4. NEVER touch the shoulder of a key to the side of the
cutter guide. This will cause the shoulder of the key
blank to touch the side of the cutting wheel. When
this happens, some of the metal will be cut away from
the shoulder of the key blank. If the resulting dupli-
cated key is duplicated two, three, four times over, an
error will accumulate and cause a non-operating key.
Do not grind away the shoulder.

5. Don't run the cutter into the vise jaw; this will dull the
cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects or
instruments blunt it. This cutter is a precise cutting
tool and should be handled with care.

7. Lubrication of moving parts is important. An oil cup is
provided to keep the cutter shaft bearings well lubricat-
ed.  (5-7 drops of 3-in-1or lightweight spindle oil in the
oil cup is sufficient.) The carriage spindle should be
lubricated with a thin film of oil and wiped free of chip
build up. The lubrication procedures should be per-
formed every 2-3 weeks depending on usage. The motor
requires lubrication on an annual basis.  See motor
label for details.

Test keys

A series of cut keys are supplied with your machine. These
keys were cut on your machine and represent the result of
our quality inspectors' work before approving your machine
for shipment. The keys are reproductions of factory dimen-
sioned pattern keys and are accurate to .002" or less. You
can conduct periodic testing of your machine's accuracy by
uplicating a key and then using a key micrometer or caliper
to compare the actual depth of the cuts on both the dupli-
cate and the pattern key will allow you to see if your
machine is cutting too deep or too shallow, thus indicating
that an adjustment of the cutter guide is necessary.

Unpacking

The 046 key machine is shipped completely assembled
except for the carriage handle. Upon unpacking the
machine, locate the carriage handle and thread it into
the carriage.



HOW TO DUPLICATE KEYS
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Using the four-way vise jaws (cont.)

To obtain the best gripping action possible, it is neces-
sary to assure that the proper vise jaw position is select-
ed for each key you duplicate. The vise positions are
explained below and proper usage shown in figure 2.

Standard - for holding most typical flat keys, including
many common safe deposit, locker and corrugated pad-
lock types.

Narrow - for holding narrow flat keys as well as those
with very deep cuts.

Wide - for holding wide flat keys, typically those 1/2" or
more in width.

X - sometimes quite useful for holding corrugated flat
keys and those with milled grooves. Generally, if such
keys cannot be securely gripped using another vise posi-
tion this position may provide improved clamping per-
formance.

To reposition the vise jaws, as from Standard to Wide,
first loosen the wing nuts. Then lift upward on the top
and bottom of each vise jaw as a complete unit to raise
them above their seat in the carriage. Rotate the jaws
until the chosen vise position is facing toward the rear of
the machine and lower the jaws back into contact with
the carriage. Both left and right vise jaws should be rotat-
ed to the same position.

Figure 1

General key duplication procedures

WARNING: Do not install or remove keys unless the
off/on switch is in the OFF position! Always wear eye
protection when operating this machine!

There are four procedures that the machine operator per-
forms to insure proper duplication of a key:
1. Selection of the proper key blank. Compare the head,

length, and key blank's cross section (width, angle,
and location of grooves) with the key to be duplicat-
ed to assure that a proper match has been made.

2. Ensuring both four-way vise jaws have been placed in
the proper position for the type of key to be duplicat-
ed. See “Using the four-way vise jaws” section of this
manual.

3. Proper alignment of the pattern key and blank key
within the vise jaws. See “Aligning keys in the vise
jaws”.

4. Actual duplication of the pattern key; which can be
properly accomplished only after the previous steps
are performed.

Using the four-way vise jaws

Your 046 is equipped with the ILCO UNICAN versatile
Four-way, Super Jaw 2 vise jaws. They feature four
unique clamping surfaces to securely grip virtually any
typical flat style key (see Fig. 1).

Rotate both
jaws as a set

Using standard position Using X position

Using wide position Using narrow position



HOW TO DUPLICATE KEYS
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Aligning keys in the vise jaws
Keys without shoulders

Most flat keys do not have a conventional shoulder.
With such keys, the aligning point is generally the verti-
cal surface closest to the tip of the key (see Figure 4 -
End Stop).

To align these keys, clamp the blank key in the RIGHT
vise jaw and move the machine carriage to the left.
Lower the key gauge and position the carriage so that the
key gauge prong contacts the vertical surface indicated
in Figure 4. Insert and align the pattern key in the left
vise jaw in the same manner.

It is important that the key gauge prongs are in contact
with both keys at the same time.

Aligning keys in the vise jaws 
Keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 

Both the pattern key and the key blank must be properly
aligned and securely clamped in the vise jaws. To do this,
slide the machine‘s carriage assembly towards the right and
position the appropriate key blank in the carriage’s RIGHT
vise jaw with the head of the blank pointing to the left.

Ensure that the shoulder of the key blank is located
approximately 1⁄8” to the left of the vise jaw‘s left edge.
Holding the key blank firmly and level against the jaw,
tighten the wing nut. Position the pattern key in the car-
riage‘s LEFT vise jaw in a similar manner only this time
allowing a 1⁄4” gap between the shoulder of the key and
the edge of the vise jaw.

Next lower the key gauge and position the carriage so
that the left edge of the gauge’s RIGHT prong contacts
the edge of the key blank’s shoulder (see Figure 3).
Loosen the wing nut securing the pattern key and repo-
sition the key so that its shoulder is in contact with the

left edge of the LEFT prong of the key gauge.

Check to ensure that the pattern key and blank
key‘s shoulders are snug against the key gauge and
both keys are positioned level (not tilted) in the
vise jaws. Retighten the wing nut.

Figure 3

Figure 4 Use of gauge with various key types

Shoulder Stop

Recessed tip

End Stop



THE CUTTING OPERATION / REPLACING THE CUTTER
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General Operating Sequence

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 
1. Rotate both vise jaws to the station suitable for the

key being duplicated.
2. Insert the blank key and pattern key into the vise

jaws using the appropriate method described under
“Aligning Keys in the Vise Jaws”. Be sure that both
keys are laying level in the vise jaws and are not tilt-
ed.

3. Lower the key gauge to align the keys using an
appropriate method as described under “Aligning
Keys …” found in the previous section (see page 10).

4. After the keys are aligned, return the gauge to its
“up” position.

5. Press the off/on
switch to the “on”
position.

6. Lift the carriage
with both hands
(see Figure 5).

7. Move the carriage
to line up the cut-
ter guide with the
shoulder of the
pattern key, then
shift slightly away
from the shoulder.
Do not permit the
cutter to touch the shoulder of the key blank.

8. Press in on the carriage, while guiding it to the left.
Carefully trace the cuts of the pattern key with the
cutter guide. The cutter will make a corresponding
cut in the key blank. When the cut closest to the tip
of the pattern key has been traced, retrace the cuts
by guiding the carriage to the right. This will clear
away any metal not removed during the initial pass
over the key blank.

9. Press the off/on switch to the “off” position. Remove
the blank key. Press the switch to the “on” position
and remove any burrs that remain by contacting the
key lightly against the deburring brush. Return the
switch to the “off” position.

10. Operating Tips - When duplicating a key, avoid an
irregular jerking motion in the movement of the car-
riage. Acquire a smooth steady motion, using both
hands on the carriage to guide it. Apply the same
degree of pressure each time a key is duplicated.
Excessive pressure may cause “over-cutting”. It is
sometimes best to practice on a few keys until the
operator learns to impart a steady, uniform pressure
to the carriage.

Figure 5

Replacing the Cutter

The P-45SMS cutter used on this machine is 21⁄4” in diam-
eter, .045” thick and has a 1⁄2” hole. It’s a side milling slot-
ter, made out of high speed steel. No warranty is placed
on the cutter, operators should treat it with care and avoid
harsh usage. Do not force the carriage up, causing the key
blank to bang into the cutter, and do not apply heavy
pressure when cutting. Also, do not let the cutter run into
the vise jaw; this will dull the cutter quickly.

As with any metal cutting instrument, the P-45SMS will
dull with usage. There are three ways to tell when a cut-
ter is dull and requires replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - a dull cutter will emit a shrill sound as it runs

across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key. If
this buildup is heavy, the cutter is dull. A sharp cutter
leaves little or no burrs.

To replace the cutter, use two wrenches, one 3⁄4" wrench
for the cutter nut and one 1⁄2" wrench for the cutter shaft.
Set the two wrenches in position and loosen the cutter
nut. Note that the cutter nut has a reverse thread and
turns downward to loosen. Remove the spacer washers
and the dull cutter. Install the new cutter, the washers,
and the nut.



ADJUSTMENTS
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Adjusting for depth of cut

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It's imperative
that the key guide and the cutter be in the same plane,
that is, aligned to each other. If the cutter guide protrudes
further than the cutter, the resulting cuts in a key blank
will be too shallow and the duplicate key will not work.
Likewise, if the cutter guide is behind the cutter, the cuts
in the key will be too deep (see Fig. 6).

To check the depth adjustment, insert two identical key
blanks into the vise jaws, setting them flat in each vise.
(It is not necessary to align the blanks.) Then, raise the
carriage, positioning the left blank against the cutter
guide and the right blank against the cutter. Next, turn
the machine pulley by hand and note the right key blank.
The cutter should just barely graze the key blank when
the adjustment is correct.

No cutter is perfectly round so make one complete rota-
tion of the cutter before changing adjustment. There will

Figure 6

Depth Adjustment
Dial

Binding
screw

Adjustment is
correct when

both key blanks
touch

Figure 7

Carriage stop
adjusting screw

be a high point on the cutter; the adjustment should be
made to the high point. If the cutter does not touch the
key blank after one rotation, proceed to change the ad-
justment.

To adjust the cutter guide,
loosen the binding screw
on top of the cutter guide
slightly. (see Fig.  7 & 8).
Once you have loosened
this screw, the depth
adjustment dial can be
rotated to the left (to
decrease depth of cut) or
to the right (to increase
depth of cut). Again,
proper adjustment will be
achieved when the cutter

just barely grazes the key blank before it while the cut-
ter guide is in contact with the other key blank. Retighten
the binding screw once the calibration process is com-
pleted. Recheck after tightening to assure that adjust-
ment did not shift.

Each calibration mark on the depth adjustment dial is
equivalent to approx. .0015” (1 1/2 thousandths of an
inch). As you can see, this system can allow for very pre-
cise adjustment of your new key machine. In fact, if you
have a key micrometer or dial caliper available, you can
adjust your machine with “factory accuracy”.  To do this,
you would simply duplicate a key and measure cuts on
both the “pattern key” and the duplicate key for com-
parison. This would show any deviation that existed and
whether the duplicate cuts were too deep or too shallow
and by how much. With this information, you can use
the depth adjustment dial on your machine to calibrate
your machine for best possible accuracy. This is very
important as many locks are designed with close fit tol-
erances and the keys you duplicate are often themselves
copies; functional but just barely so. The more accurate
your key machine is adjusted, the closer your duplicates
will match their originals, resulting in fewer non-func-
tional miscuts!

It is very important to understand that adjusting your
machine is not a “one time” procedure. As the cutter on
your machine wears down, the machine must be adjust-
ed to compensate. It is good shop practice to check your
machines’ depth adjustment every 2-4 weeks, based
upon your store’s key cutting volume and readjust as
necessary. You will find that re-calibration is seldom
needed, but by checking and correcting BEFORE cus-
tomers begin returning miscut keys, you will create a rep-
utation for your store as a “good place” to have keys
duplicated.

Figure 8 Depth
Dial

Binding
Screw

Carriage
Stop

Binding
Plate
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ADJUSTMENTS

Adjusting for spacing

There is no adjustment for spacing. However, if a key
gauge assembly is ever replace, the key gauge must be
fitted to the machine after it has been installed. To do
this, first install a pattern key and key blank and align
these against the cutter guide and cutter. Then lower the
key gauge and file the appropriate finger of the gauge to
allow contact with the shoulder of both keys.

Adjust the Carriage Stop

The purpose of the carriage stop is to prevent the cutter
from hitting into the right vise jaw. The stop is a nut and
bolt and is  adjustable. To check the adjustment, raise
carriage (without keys in vise jaws) and rotate the cutter
by hand. The cutter should not contact the vise jaw.
When the carriage stop is properly adjusted, there
should be a space of .008" between the vise jaw and the
cutter (this is about the thickness of an ordinary busi-
ness card). Do not allow a greater distance since this
many affect the depth of cut.

Cleaning

Your machine should be kept clean of all filings and
dust. The most critical areas are the carriage jaws and
shafts. A one inch paint brush is ideal to brush these
areas of the machine. The shafts should be wiped peri-
odically with a lightly oiled cloth. We suggest brushing
the jaws often as even a single filing can alter the accu-
racy of the machine.

Lubrication Intervals

Lubricating of moving parts is important. An oil cup is pro-
vided to keep the cutter shaft bearings well lubricated (5-
7 drops of 3-in-1 or lightweight spindle oil in the oil cup is
sufficient.) The carriage spindle should be lubricated with
a thin film of oil and wiped free of chip build up. The lubri-
cation procedures should be performed every 2-3 weeks
depending on usage. The motor requires lubrication on an
annual basis.  See motor label for details.
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INSTRUCTION MANUAL
IMPORTANT! Read these instructions before you use your new 045 Key Machine.

Ensure that all safety recommendations are followed!
See page 3 for instructions.

MANUEL D’UTILISATION
IMPORTANT : Veuillez lire ces instructions avant d’utiliser votre nouvelle machine à tailler 

les clés no 045. Assurez-vous de suivre toutes les recommandations de sécurité!
Reportez-vous à la page 16 pour consulter ces consignes.

MANUAL DE INSTRUCCIONES
IMPORTANTE: Lea estas instrucciones antes de utilizar 

su nueva máquina de tallar llaves del modelo nº 045.
Asegúrese de que se cumplen todas las consignas de seguridad (página 31).



This manual is applies specifically to the 045
Performance Series key machine. It properly identifies
your model and assures you will receive correct parts, if
and when you require replacement parts. Retain this
manual in a safe place. It’s the only one of its kind. If
ownership of this machine is transferred, this service
manual should accompany the machine.

When seeking service information about this machine,
refer to Model No. 045 and the part number desired (see
pages 6 to 8). Note that many parts are not interchange-
able with other ILCO UNICAN machines.
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ILCO UNICAN warrants to the original buyer of any
new model 045 machine that it will repair or replace,
at its option, any part of any machine which proves,
to the reasonable satisfaction of ILCO UNICAN, to
have defects arising from the faulty manufacture of
the machine or from defective material or compo-
nents, during a period of one (1) year from the date
of shipment of the machine by ILCO UNICAN, pro-
vided that the machine is returned by prepaid trans-
port to ILCO UNICAN or to its authorized
representative before the expiry of the warranty peri-
od together with a detailed description of the alleged
defect(s). ILCO UNICAN may, at its discretion, elect
to refund the purchase price allowable to the part
affected, or to issue a credit if the price therefore
remains unpaid.

ILCO UNICAN sells precision-made machines. The
buyer assumes all risks, and ILCO UNICAN shall
not be liable for any reason, if the machine has been
subjected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with ILCO UNICAN printed instructions or operated
beyond its rated capacity shall not be covered by this
or any other warranty.

Any and all warranties made by ILCO UNICAN on
any machine, product, or component thereof shall be
effective only if and for so long as the buyer complies
with all payment obligations pursuant to the buyer’s
accepted and acknowledged order. Failure to meet
such payment obligations shall void all warranties and
not extend the period of time for which such machine,
product of component thereof is warranted irrespective
of whether or not payment is eventually made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness for
a particular purpose or latent defects. The buyer
releases ILCO UNICAN from any liability for any rea-
son other than a breach of its warranties hereunder.

The liability of ILCO UNICAN shall in no case, includ-
ing negligence, exceed the purchase price of the defec-
tive machine, nor shall ILCO UNICAN be liable for
any personal injuries, property damage or consequen-
tial damages.

Use only genuine ILCO UNICAN replacement parts
on this machine!

Serial number : _______________________________

ONE YEAR LIMITED WARRANTY



Electrical safety
• (115 Volt models) Your machine is designed to oper-

ate using 120 Volt A. C. 60 Hz. electrical current. It is
supplied with a three-prong power plug which should
be used with a properly grounded three-prong outlet
only. Do not defeat the safety purpose of the plug by
modifying or using with non-grounded outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under warranty,
contact ILCO UNICAN at the address printed on the
cover. (ILCO UNICAN also offers repair service for
out-of-warranty machines. Contact ILCO UNICAN
for details.)

• Always unplug the machine before removing the hood
or changing the cutter wheel.

WARNING – SAFETY NOTICE
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IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for informa-
tion on how to properly operate it. The likelihood of acci-
dents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the possibility

of eye injury while operating or in the immediate
vicinity of key cutting equipment.

• Always turn machine off before making adjustments
or inserting or removing keys.

• Machine should be located in an area accessible only
by authorized operators. Location must be such that
customers and other personnel are not subject to
potential injury from “flying chips”.

• Do not defeat safety features built into your machine.
Removal or modification of safety shields, cutter
guards, and other safety devices should be strictly for-
bidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation. The
operator should take care to ensure that loose-fitting
clothing, long hair, etc. are kept from the area of
machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be operated
according to the Operator’s Manual. All other uses are
strongly discouraged as potentially dangerous, and
should not be attempted! Such use will immediately
void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown, ground-

ing provides a path of least resistance for electric cur-
rent to reduce the risk of electric shock. This machine
is equipped with an electric cord that has an equip-
ment-grounding conductor and a grounding plug. The
plug must be plugged into a machine outlet that is
properly installed and grounded in accordance with
all local codes and ordinances.

• Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

• Improper connection of the equipment grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the equip-
ment-grounding conductor. If repair or replacement of
the electric cord or plug is necessary, do not connect
the equipment grounding conductor to a live terminal.

• Check with a qualified electrician or service personnel
if the grounding instructions are not completely
understood, or if in doubt as to whether the machine
is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords immediate-
ly.



Congratulations! 
You’ve purchased a superior key cutting machine.

INTRODUCTION / UNPACKING
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Your 045 key machine has been shipped to you in a stur-
dy, specially cushioned container to prevent the possibil-
ity of damage during handling and shipment. Once the
machine is removed from the carton, it should be set up
on a level workbench and wiped free of all rustproofing

oil. The machine is adjusted at the factory and test keys
have been cut on it, but it is recommended that you
check the adjustments to make sure they have not
slipped or shifted during transit (see page 13 “Adjusting
for depth of cut”).

The Model 045 manual Performance Series key machine
you've just purchased incorporates the latest improve-
ments in design for key duplicating machines of its type.

This machine features exclusive four-way vise jaws
designed to accommodate virtually any standard cylinder
key without the need for adapters. 

Even double-sided automotive keys can be duplicated
with ease; the four-way jaws include stations ideally suit-
ed to gripping these keys and is capable of gripping them
in the groove or milling for enhanced clamping perfor-
mance when necessary.

Accurate, easy to operate and maintain, the model 045
delivers excellent performance at an economical price!

Unpacking instructions

The 045 has been engineered to duplicate cylinder (para-
centric) keys. It is not intended or designed for any other
purpose. The machine operator assumes all liability when
using this machine in a manner inconsistent with its stat-
ed design purpose. Refer to page 3 for complete safety
information before operating the machine.

ILCO UNICAN strongly recommends the use of pro-
tective eye glasses or goggles when operating this ma-

chine, or when in the vicinity of the machine while it is
being operated. Protective eye wear prevents injuries!
The machine should be turned off before loading or un-
loading keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting wheel
as this will cause damage to the cutter, jaw, or carriage.

Safety

CAUTION! DO NOT DESTROY OR DISCARD THIS SPECIAL SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.



Part no. Identification

024B-1 Carriage
025-3X Vise jaw assembly
025-8 Wing nut

045-23 Carriage shaft
P-X23MC P-X23MC cutter
814-00-51 Nylon brush

045-49 Cutter guide (stylus)
045-55A Adjusting screw
040-56 Key gauge

025-62A On/Off switch
025-82 Oil cup
045-86X Safety hood assembly

045-87 Safety shield

OPERATING PARTS
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Key gauge
Safety shield

Nylon 
brush

On / Off
power switch

Carriage 
Vise jaw
assembly

Operating parts identification

Wing nut

Safety hood assembly

Carriage
shaft

Cutter guide

Depth 
Dial

Oil cup



EXPLODED VIEW
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EXPLODED VIEW
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Ref. Part no. Description

1 024B-1 Carriage
1X 024B-1X Carriage assembly
2 025-2 Carriage stud
3X 025-3X Vise jaw assembly

4 025-4 Vise jaw spring
6X 025-6X Thrust bearing set
8 025-8 Wing nut
9X 040-9X Carriage handle

20 025-20 Cutter shaft bushing
21 025-21 Carriage shaft bushing
23 045-23 Carriage shaft
32 024B-32 Button head. screw, 10-24 x 3⁄8"

36 025-36 Cutter nut, N-4
37 025-37 Cutter spacer
38 P-X23MC P-X23MC cutter
40A 025-40A Cutter shaft
41 025-41 Cutter shaft pulley 
43 814-00-51 Nylon brush
45 024-45 Brush bolt washer, 5⁄16

46A 025-46A Hex head screw, 5⁄16-18 x 3⁄4

47 025-47 Motor pulley 2" - 3L
48 025-48 V-Belt, 3L-180
49 045-49 Cutter guide (stylus)
50 040-50 Carriage stop

52 040-52 Socket hd. screw 8-32 x 1-1/2"
53 045-53A Cutter guide binding washer
54 045-54 Cutter guide binding screw
55A 045-55A Adjusting screw

56 040-56 Key gauge
57 024B-57 Key gauge bracket
58 024B-58 Key gauge dowel pin
59 025-59 Key gauge housing

60 025-60 Cap screw, 8-32 x 1⁄2"
61 025-61 Circuit Breaker, ETA 1658
62A 025-62A On/Off switch
65 045-65 Machined base

68 040-68 Electrical cover
70 040-70 Rubber mount
74 040-74 Truss head screw, 8-32
75 040-75 Motor, 1⁄4hp,115V

Ref. Part no. Description

79 024B-79 Key gauge spring
82 025-82 Oil cup
84 024B-84 Clip
86X 045-86X Safety hood assembly

87 045-87 Safety shield
89 045-89 #10 Lockwasher
90 025-90 Nut, #10-32
91 024B-91 Power cord

92 024B-92 3 wire motor cable
101 025-101 Motor pulley set screw
106 040-106 Chip tray
109 025-109 Bearing washer

110 025-110 Wave washer
129 040-129 Locking nut (8-32)
146 040-146 Power cord strain relief
150 040-150 Switch screw (6-32 x 1/4")
151 040-151 Set screw (8-32 x 3/8")
160 025-160 Caution label
163 045-163 Hood Screw
171 025-171 Cutter pulley set screw, 3⁄8" -18

181 024B-181 Key Gauge Spacer - Left
182 024B-182 Key Gauge Spacer - Right
183 040-183 1/4-20 Lockwasher
184 040-184 1/4-20 Hex Nut

186 045-186 6-32 x 3/8" set screw
187 045-187 dowel
188 045-188 dowel spring
189 045-189 Adjustment dial

190 045-190 Cutter guide label
194 045-194 #10 flat washer
195 045-195 10-32 x 1/2" Button hd. screw
198 045-198 7/16-14 x 3/4" set screw

199 045-199 1/2-20 x 1/2" set screw
IM 045-IM Instruction manual
NS 025-240 220V 1⁄4 HP motor

EXPLODED VIEW PARTS LIST
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Refer to pages 6-7 for illustration



HOW TO DUPLICATE KEYS
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Proper key cutting techniques

Even though your 045 key machine is designed to make
key cutting fast, efficient and accurate, operator skill is
important. The actual mechanics of placing keys within
the vise jaws is simple to learn, but there are some basics
that must be followed. A properly adjusted key machine
used by someone who ignores good key cutting tech-
niques will NOT produce a good key. The way a person
clamps a key into the vise jaws is critical to the accuracy
of the duplicated key.

Remember - the real purpose of a duplicate key is to
operate the lock for which it was intended. If customers
return keys, you should reexamine your cutting tech-
niques and adjustment of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of each vise
jaw. Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin film
of oil can be applied to it. The carriage should be free
to move without binding.

4. NEVER touch the shoulder of a key to the side of the
cutter guide. This will cause the shoulder of the key
blank to touch the side of the cutting wheel. When
this happens, some of the metal will be cut away from
the shoulder of the key blank. If the resulting dupli-
cated key is duplicated two, three, four times over, an
error will accumulate and cause a non-operating key.
Do not grind away the shoulder.

5. Don't run the cutter into the vise jaw; this will dull the
cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects or
instruments blunt it. This cutter is a precise cutting
tool and should be handled with care.

7. Lubrication of moving parts is important. An oil cup is
provided to keep the cutter shaft bearings well lubricat-
ed.  (5-7 drops of 3-in-1or lightweight spindle oil in the
oil cup is sufficient.) The carriage spindle should be
lubricated with a thin film of oil and wiped free of chip
build up. The lubrication procedures should be per-
formed every 2-3 weeks depending on usage. The motor
requires lubrication on an annual basis.  See motor
label for details.

Test keys

A series of cut keys are supplied with your machine. These
keys were cut on your machine and represent the result of
our quality inspectors' work before approving your
machine for shipment. The keys are reproductions of fac-
tory dimensioned pattern keys and are accurate to .002" or
less. Save these keys and use them as standards to check
the accuracy of cuts in the keys you make. Duplicating a
key and then using a key micrometer or caliper to compare
the actual depth of the cuts on both the duplicate and the
pattern key will allow you to see if your machine is cutting
too deep or too shallow, thus indicating that an adjust-
ment of the cutter guide is necessary.

Unpacking

The 045 key machine is shipped completely assembled
except for the carriage handle and the lever handle.
Upon unpacking the machine, locate the carriage handle
and thread it into the carriage.



HOW TO DUPLICATE KEYS
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Using the four-way vise jaws (cont.)

To obtain the best gripping action possible, it is neces-
sary to assure that the proper vise jaw position is select-
ed for each key you duplicate. The vise positions are
explained below and proper usage shown in figure 2.

Standard - for holding regular cylinder keys, such as
house keys, single sided automotive keys, padlock keys,
with one or two shoulders.

Narrow - for holding the 1092B and other narrow width
keys.

Wide - for holding the Ford double-sided keys and simi-
lar types, either primary or secondary. When positioning
the keys in the vise jaws, lay the key so that its center
ledge is flat against the top surface of the jaw.

X - Ideal for holding most double-sided convenience
keys used on most current automobiles. Grip these keys
by the grooves rather than the blade edge where the cuts
are located (see Fig. 2).

To reposition the vise jaws, as from Standard to Wide,
first loosen the wing nuts. Then lift upward on the top
and bottom of each vise jaw as a complete unit to raise
them above their seat in the carriage. Rotate the jaws
until the chosen vise position is facing toward the rear of
the machine and lower the jaws back into contact with
the carriage. Both left and right vise jaws should be rotat-
ed to the same position.

Figure 2

Figure 1

General key duplication procedures

WARNING: Do not install or remove keys unless the
off/on switch is in the OFF position! Always wear eye
protection when operating this machine!

There are four procedures that the machine operator per-
forms to insure proper duplication of a key:
1. Selection of the proper key blank. Compare the head,

length, and key blank's cross section (width, angle,
and location of grooves) with the key to be duplicat-
ed to assure that a proper match has been made.

2. Ensuring both four-way vise jaws have been placed in
the proper position for the type of key to be duplicat-
ed. See “Using the four-way vise jaws” section of this
manual.

3. Proper alignment of the pattern key and blank key
within the vise jaws. See “Aligning keys in the vise
jaws”.

4. Actual duplication of the pattern key; which can be
properly accomplished only after the previous steps
are performed.

Using the four-way vise jaws

Your 045 is equipped with the ILCO UNICAN versatile
Four-way, Super Jaw 2 vise jaws. They feature four
unique clamping surfaces to securely grip virtually any
typical cylinder key (see Fig. 1).

Rotate both
jaws as a set

Using standard position Using X position

Using wide position Using narrow position

Super Jaw 2 
vise jaw shown

gripping a typical
automotive key 
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Aligning keys in the vise jaws
Keys without shoulders

On keys such as the Ford double-sided key, which do
not have a conventional shoulder, the tip of the key is
used as the aligning point (see Fig. 4). Clamp the blank
key in first and move the machine carriage to the left.
Lower the key gauge and position the carriage so the tip
of the Ford key touches the key gauge. Install and align
the pattern key in the left vise jaw in the same manner.

“Best” and “Falcon” type keys do not have a conven-
tional shoulder but have a recessed tip and the key
gauge is used to align the recessed tips. After clamping
the blank key, the carriage is moved to the left so that the
key gauge can be lowered to contact the recessed tip sur-
face. The pattern key is aligned in the left vise jaw and
positioned to contact the edge of the key gauge in the
same manner.

Aligning keys in the vise jaws 
Keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 

Both the pattern key and the key blank must be properly
aligned and securely clamped in the vise jaws. To do this,
slide the machine‘s carriage assembly towards the right and
position the appropriate key blank in the carriage’s RIGHT
vise jaw with the head of the blank pointing to the left.

Ensure that the shoulder of the key blank is located
approximately 1⁄8” to the left of the vise jaw‘s left edge.
Holding the key blank firmly and level against the jaw,
tighten the wing nut. Position the pattern key in the car-
riage‘s LEFT vise jaw in a similar manner only this time
allowing a 1⁄4” gap between the shoulder of the key and
the edge of the vise jaw.

Next lower the key gauge and position the carriage so
that the left edge of the gauge’s RIGHT prong contacts
the edge of the key blank’s shoulder (see Figure 3).
Loosen the wing nut securing the pattern key and repo-
sition the key so that its shoulder is in contact with the

left edge of the LEFT prong of the key gauge.

Check to ensure that the pattern key and blank
key‘s shoulders are snug against the key gauge and
both keys are positioned level (not tilted) in the
vise jaws. Retighten the wing nut.

Figure 3

Aligning shoulders of keys with key gauge

Figure 4

Use of gauge with various key types

Shoulder

Tip

Recessed tip



THE CUTTING OPERATION / REPLACING THE CUTTER
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General Operating Sequence

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 
1. Rotate both vise jaws to the station suitable for the

key being duplicated.
2. Insert the blank key and pattern key into the vise jaws

using the appropriate method described under
“Aligning Keys in the Vise Jaws”. Be sure that both
keys are laying level in the vise jaws and are not tilt-
ed.

3. Lower the key gauge to align the keys using an appro-
priate method as described under “Aligning Keys …”
found in the previous section (see page 10).

4. After the keys are aligned, return the gauge to its “up”
position.

5. Press the off/on
switch to the “on”
position.

6. Lift the carriage
with both hands
(see Figure 5).

7. Move the carriage
to line up the cutter
guide with the
shoulder of the pat-
tern key, then shift
slightly away from
the shoulder. Do
not permit the cut-
ter to touch the shoulder of the key blank.

8. Press in on the carriage, while guiding it to the left.
Carefully trace the cuts of the pattern key with the
cutter guide. The cutter will make a corresponding cut
in the key blank. When the cut closest to the tip of the
pattern key has been traced, retrace the cuts by guid-
ing the carriage to the right. This will clear away any
metal not removed during the initial pass over the key
blank.

9. Press the off/on switch to the “off” position. Remove
the blank key. Press the switch to the “on” position
and remove any burrs that remain by contacting the
key lightly against the deburring brush. Return the
switch to the “off” position.

10. Operating Tips - When duplicating a key, avoid
an irregular jerking motion in the movement of the
carriage. Acquire a smooth steady motion, using both
hands on the carriage to guide it. Apply the same
degree of pressure each time a key is duplicated.
Excessive pressure may cause “over-cutting”. It is
sometimes best to practice on a few keys until the
operator learns to impart a steady, uniform pressure
to the carriage.

Figure 5

Replacing the Cutter

The P-23XMC cutter used on this machine is 21⁄4” in
diameter, .093” thick and has a 1⁄2” hole. It’s a milling cut-
ter, made out of high speed steel. It has a flat left side,
which is excellent for making deep cuts, when these cuts
are next to the shoulder, such as on GM, Chicago, etc.
No warranty is placed on the cutter, operators should
treat it with care and avoid harsh usage. Do not force the
carriage up, causing the key blank to bang into the cut-
ter, and do not apply heavy pressure when cutting. Also,
do not let the cutter run into the vise jaw; this will dull
the cutter quickly.

As with any metal cutting instrument, the P-23XMC will
dull with usage. There are three ways to tell when a cut-
ter is dull and requires replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - a dull cutter will emit a shrill sound as it runs

across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key. If
this buildup is heavy, the cutter is dull. A sharp cutter
leaves little or no burrs.

To replace the cutter, use two wrenches, one 3⁄4" wrench
for the cutter nut and one 1⁄2" wrench for the cutter shaft.
Set the two wrenches in position and loosen the cutter
nut. Note that the cutter nut has a reverse thread and
turns downward to loosen. Remove the spacer washers
and the dull cutter. Install the new cutter, the washers,
and the nut.



ADJUSTMENTS

13

Adjusting for depth of cut

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It's imperative
that the key guide and the cutter be in the same plane,
that is, aligned to each other. If the cutter guide protrudes
further than the cutter, the resulting cuts in a key blank
will be too shallow and the duplicate key will not work.
Likewise, if the cutter guide is behind the cutter, the cuts
in the key will be too deep (see Fig. 6).

To check the depth adjustment, insert two identical key
blanks into the vise jaws, setting them flat in each vise.
(It is not necessary to align the blanks.) Then, raise the
carriage, positioning the left blank against the cutter
guide and the right blank against the cutter. Next, turn
the machine pulley by hand and note the right key blank.
The cutter should just barely graze the key blank when
the adjustment is correct.

No cutter is perfectly round so make one complete rota-
tion of the cutter before changing adjustment. There will

Figure 6

Depth Adjustment
Dial

Binding
screw

Adjustment is
correct when

both key blanks
touch

Figure 7

Carriage stop
adjusting screw

be a high point on the cutter; the adjustment should be
made to the high point. If the cutter does not touch the
key blank after one rotation, proceed to change the ad-
justment.

To adjust the cutter guide,
loosen the binding screw
on top of the cutter guide
slightly. (see Fig.  7 & 8).
Once you have loosened
this screw, the depth
adjustment dial can be
rotated to the left (to
decrease depth of cut) or
to the right (to increase
depth of cut). Again,
proper adjustment will be
achieved when the cutter

just barely grazes the key blank before it while the cut-
ter guide is in contact with the other key blank. Retighten
the binding screw once the calibration process is com-
pleted. Recheck after tightening to assure that adjust-
ment did not shift.

Each calibration mark on the depth adjustment dial is
equivalent to approx. .0015” (1 1/2 thousandths of an
inch). As you can see, this system can allow for very pre-
cise adjustment of your new key machine. In fact, if you
have a key micrometer or dial caliper available, you can
adjust your machine with “factory accuracy”.  To do this,
you would simply duplicate a key and measure cuts on
both the “pattern key” and the duplicate key for com-
parison. This would show any deviation that existed and
whether the duplicate cuts were too deep or too shallow
and by how much. With this information, you can use
the depth adjustment dial on your machine to calibrate
your machine for best possible accuracy. This is very
important as many locks are designed with close fit tol-
erances and the keys you duplicate are often themselves
copies; functional but just barely so. The more accurate
your key machine is adjusted, the closer your duplicates
will match their originals, resulting in fewer non-func-
tional miscuts!

It is very important to understand that adjusting your
machine is not a “one time” procedure. As the cutter on
your machine wears down, the machine must be adjust-
ed to compensate. It is good shop practice to check you
machines’ depth adjustment every 2-4 weeks, based
upon your store’s key cutting volume and readjust as
necessary. You will find that re-calibration is seldom
needed, but by checking and correcting BEFORE cus-
tomers begin returning miscut keys, you will create a rep-
utation for your store as a “good place” to have keys
duplicated.

Figure 8 Depth
Dial

Binding
Screw

Carriage
Stop

Binding
Plate
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ADJUSTMENTS

Adjusting for spacing

There is no adjustment for spacing. However, if a key
gauge assembly is ever replace, the key gauge must be
fitted to the machine after it has been installed. To do
this, first install a pattern key and key blank and align
these against the cutter guide and cutter. Then lower the
key gauge and file the appropriate finger of the gauge to
allow contact with the shoulder of both keys.

Adjust the Carriage Stop

The purpose of the carriage stop is to prevent the cutter
from hitting into the right vise jaw. The stop is a nut and
bolt and is  adjustable. To check the adjustment, raise
carriage (without keys in vise jaws) and rotate the cutter
by hand. The cutter should not contact the vise jaw.
When the carriage stop is properly adjusted, there
should be a space of .008" between the vise jaw and the
cutter (this is about the thickness of an ordinary busi-
ness card). Do not allow a greater distance since this
may affect the depth of cut.

Cleaning

Your machine should be kept clean of all filings and
dust. The most critical areas are the carriage jaws and
shafts. A one inch paint brush is ideal to brush these
areas of the machine. The shafts should be wiped peri-
odically with a lightly oiled cloth. We suggest brushing
the jaws often as even a single filing can alter the accu-
racy of the machine.

Lubrication Intervals

Lubricating of moving parts is important. An oil cup is
provided to keep the cutter shaft bearings well lubricat-
ed (5-7 drops of 3-in-1 or lightweight spindle oil in the oil
cup is sufficient.) The carriage spindle should be lubri-
cated with a thin film of oil and wiped free of chip build
up. The lubrication procedures should be performed
every 2-3 weeks depending on usage. The motor
required lubrication on an annual basis.  See motor label
for details.



045

MANUEL D’UTILISATION
IMPORTANT : Veuillez lire ces instructions avant d’utiliser votre nouvelle machine à tailler 

les clés no 045. Assurez-vous de suivre toutes les recommandations de sécurité!
Reportez-vous à la page 3 pour consulter ces consignes.



Ce manuel concerne expressément la machine à tailler les
clés no 045 de la série Performance. Votre modèle y est décrit
en détail, ce qui vous permettra de recevoir les pièces
appropriées dans l’éventualité où vous auriez besoin de
pièces de rechange. Conservez ce manuel en lieu sûr : c’est
votre unique exemplaire. En cas de transfert de la propriété
de la machine, celle-ci doit être accompagnée de ce manuel
d’utilisation.

Lorsque vous souhaitez obtenir de l’information sur 
les pièces de rechange pour cette machine, mentionnez le
modèle 045 et le numéro de la pièce désirée (reportez-vous
aux pages 6 à 8). Veuillez noter que beaucoup de pièces ne
sont pas interchangeables avec celles d’autres machines
d’ILCO UNICAN.
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La société ILCO UNICAN garantit au premier acheteur
de toute machine neuve de modèle 045 qu’elle réparera
ou remplacera, à son gré, toute pièce de toute machine
qui, selon son appréciation raisonnable, comporte des
défauts dus à des vices de fabrication de la machine ou
causés par des matériaux ou des composants
défectueux, et ce, durant une période d’un (1) an,
calculée à partir de la date d’expédition de la machine
par ILCO UNICAN, et à condition que la machine soit
retournée par transport payé d’avance à ILCO UNICAN
ou à son représentant autorisé avant l’expiration de la
période de garantie, accompagnée d’une description
détaillée du ou des prétendus défauts. ILCO UNICAN
peut, à sa discrétion, choisir de rembourser le prix
d’achat attribuable à la pièce affectée ou accorder un
crédit si le prix demeure impayé.

La société ILCO UNICAN vend des machines fabriquées
avec précision. L’acheteur assume tous les risques et
ILCO UNICAN ne doit en aucune façon être tenue
responsable si la machine a subi une installation
inadéquate, un usage incorrect, un entretien inapproprié,
de la négligence, ou si une quelconque modification ou
transformation non autorisée a été effectuée sur la
machine, ou encore en cas d’accident. Pour plus de
certitude, toute machine qui n’est pas utilisée
conformément aux instructions imprimées d’ILCO
UNICAN ou qui est utilisée au-delà de sa capacité
nominale ne sera pas couverte par cette garantie ni par
aucune autre.

Toutes et chacune des garanties prévues par 
ILCO UNICAN pour toute machine, produit ou
composant de ceux-ci seront applicables seulement si et
aussi longtemps que l’acheteur respecte tous ses
engagements de paiement suite à la confirmation de
réception et d’exécution de la commande de l’acheteur.
Le non-respect de ces engagements de paiement rendra
nulles et sans effet toutes les garanties et ne prolongera
pas la période de temps pendant laquelle la machine, le
produit ou le composant de ceux-ci sont garantis,
indépendamment du fait que le paiement soit finalement
effectué ou non.

Ces garanties sont en remplacement, et non en ajout, de
toute autre garantie ou condition, expresses ou
implicites, incluant, mais sans s’y limiter, la qualité
marchande, l’adaptation à un usage particulier ou les
vices cachés. L’acheteur dégage ILCO UNICAN de toute
responsabilité pour tout motif autre que l’inobservation
de ses garanties en vertu du présent document.

La responsabilité d’ILCO UNICAN n’excédera en aucun
cas, y compris pour négligence, le prix d’achat de la
machine défectueuse, tout comme ILCO UNICAN ne
sera responsable d’aucune lésion corporelle, dommage
aux biens ou dommage indirect.

Employez uniquement des pièces de rechange d’origine
d’ILCO UNICAN pour cette machine!

Numéro de série : ________________________________

GARANTIE LIMITÉE D’UN AN



Sécurité électrique
• (Modèles de 115 volts). Cette machine a été conçue pour

fonctionner avec un courant électrique de 120 volts C.A.
à 60 Hz. Elle est munie d’une fiche d’alimentation à trois
broches qui doit être placée uniquement dans une prise
de courant à trois alvéoles correctement mise à la terre.
N’annulez pas le dispositif de sécurité de la fiche en 
la modifiant ou en l’utilisant avec des prises non mises à
la terre!

• Afin de réduire le risque de feu ou de choc électrique, ne
placez pas la machine dans des endroits humides ou
mouillés et ne la faites pas fonctionner dans ces conditions.

• Les problèmes électriques doivent être soumis à des
techniciens en réparations qualifiés. Si la machine se
trouve sous garantie, veuillez contacter ILCO UNICAN à
l’adresse imprimée sur la couverture. (ILCO UNICAN
offre également un service de réparation pour les
machines hors garantie. Veuillez communiquer avec
ILCO UNICAN pour obtenir plus de renseignements).

• Débranchez toujours la machine avant d’enlever le
capot ou de changer la molette coupante.

MISE EN GARDE – AVIS DE SÉCURITÉ
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IMPORTANT : Veuillez lire ces consignes attentivement avant d’utiliser la machine.

• La sécurité commence par l’éducation et se poursuit
avec une utilisation correcte des appareils. Tous les
employés qui utilisent cette machine doivent lire le
manuel d’utilisation fourni car il contient des

explications pour la faire fonctionner correctement.
Ainsi, les probabilités d’accidents et de taillages
défectueux seront grandement réduites.

Sécurité générale
• Afin de réduire les possibilités de blessures aux yeux, il

est nécessaire de porter des lunettes de sécurité
lorsqu’on utilise l’équipement pour tailler les clés ou que
l’on se trouve à proximité de celui-ci.

• Mettez toujours la machine hors tension avant
d’effectuer des réglages et d’insérer ou d’enlever des clés.

• La machine doit être placée dans une zone qui n’est
accessible qu’aux opérateurs autorisés. Son
emplacement doit être choisi de manière à ce que les
clients et les autres employés ne puissent s’exposer à des
éventuelles blessures causées par des « copeaux
projetés ».

• N’annulez pas les dispositifs de sécurité incorporés dans
la machine. Il devrait être formellement interdit
d’enlever ou de modifier les écrans protecteurs, les
capots de protection de la fraise et les autres dispositifs
de sécurité.

• Il ne faut jamais toucher les pièces à commande
mécanique de la machine lorsque celle-ci est en train de
fonctionner. L’opérateur doit veiller à ce que, entre
autres, les vêtements amples et les cheveux longs
demeurent éloignés de la zone de fonctionnement de la
machine.

• Cette machine a été spécialement conçue et fabriquée
pour la seule fonction de tailler des clés et elle doit être
manœuvrée conformément au manuel d’utilisation.
Tous les autres usages sont fortement déconseillés, car
potentiellement dangereux, et ne doivent pas être
essayés! De tels usages auront pour effet d’annuler
immédiatement la garantie de la machine.

• Certains États ou provinces prévoient un âge limite
spécifique pour l’utilisation de certains types d’équipement.
Consultez la réglementation locale et celle de l’État ou de la
province afin de respecter les mesures établies.

Instructions pour la mise à la terre
• En cas de fonctionnement défectueux ou de panne, la

mise à la terre fournit un trajet de moindre résistance au
courant électrique afin de réduire le risque de choc
électrique. Cette machine est munie d’un cordon
électrique comportant un conducteur de mise à la terre
de l’équipement et une fiche de mise à la terre. La fiche
doit être branchée sur une prise pour machine
correctement installée et mise à la terre conformément
aux codes et aux règlements locaux.

• Ne modifiez pas la fiche fournie. Si elle n’entre pas dans
la prise, faites installer une prise adéquate par un
électricien qualifié.

• Une connexion inadéquate du conducteur de mise à la
terre de l’équipement peut créer un risque de choc
électrique. Le conducteur avec une enveloppe isolante et
une surface extérieure verte (avec ou sans des rayures 

jaunes) est le conducteur de mise à la terre de
l’équipement. S’il s’avérait nécessaire de réparer ou
de remplacer le cordon électrique ou la fiche
d’alimentation, ne connectez pas le conducteur de
mise à la terre de l’équipement à une borne sous
tension.

• Consultez un électricien qualifié ou du personnel de
service si les instructions pour la mise à la terre ne sont
pas complètement comprises ou en cas de doute
concernant la mise à la terre adéquate de la machine.

• Employez uniquement des rallonges électriques
trifilaires munies de fiches de mise à la terre à trois
broches et de prises de courant tripolaires qui acceptent
la fiche de la machine.

• Réparez ou remplacez immédiatement les cordons
électriques endommagés ou usés.



Félicitations!
Vous avez acquis une machine à tailler les clés de qualité supérieure.

INTRODUCTION / DÉBALLAGE
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Votre machine à tailler les clés de modèle 045 vous a été
expédiée dans un contenant robuste et spécialement
rembourré pour éviter les possibilités de dommages pendant
la manutention et le transport. Une fois la machine sortie de
sa boîte en carton, elle doit être installée sur un établi placé
à l’horizontale et nettoyée avec un chiffon pour enlever toute
l’huile antirouille. Bien que la machine ait été réglée en usine

et qu’on y ait taillé des clés d’essai, nous vous
recommandons de vérifier les réglages pour vous assurer qu’il
ne s’est pas produit de glissement ou de déplacement
pendant le transport (reportez-vous à la section « Réglage de
la profondeur de l’encoche » à la page 13).

La machine à tailler les clés manuelle du modèle 045 de la
série Performance que vous venez d’acquérir intègre dans sa
conception les dernières améliorations pour ce type de
machines à tailler les clés.

Cette machine est équipée de mâchoires d’étau à quatre
côtés exclusives, conçues pour loger pratiquement toute clé
plate normale sans besoin d’adaptateurs.

Même les clés d’automobile à double face peuvent être
reproduites facilement; en effet, les mâchoires à quatre côtés
comportent des positions conçues pour serrer parfaitement
ces clés, pouvant au besoin les retenir par la rainure ou le
crénelage pour un meilleur effet de serrage.

Précis, tout en étant facile à manœuvrer et à entretenir, le
modèle 045 offre un excellent rendement à un prix
avantageux!

Instructions de déballage

Le modèle 045 a été mis au point pour permettre de
reproduire des clés plates (clés de sûreté). Il n’est pas destiné
ni n’a été conçu pour aucun autre usage. L’opérateur de la
machine assume l’entière responsabilité lorsqu’il utilise cette
machine de manière incompatible avec le but déclaré ayant
présidé à sa conception. Reportez-vous à la page 3 pour
connaître la totalité des consignes de sécurité avant de faire
fonctionner la machine.

ILCO UNICAN conseille fortement de porter des lunettes
de protection ou des lunettes étanches lorsqu’on manœuvre
cette machine ou si l’on se trouve à proximité pendant qu’elle
fonctionne. Les lunettes protectrices évitent des blessures! De
plus, il faut arrêter la machine avant de placer ou d’enlever
des clés.

Lorsque la machine à tailler les clés est en train de
fonctionner, il faut veiller à ne pas toucher la mâchoire de
l’étau ni le chariot avec la molette coupante, car cela
endommagera la fraise, la mâchoire ou le chariot.

Sécurité

ATTENTION! NE DÉTRUISEZ PAS ET NE JETEZ PAS CET EMBALLAGE D’EXPÉDITION
SPÉCIAL. ENTREPOSEZ-LE SOIGNEUSEMENT EN LIEU SÛR. CET EMBALLAGE
DOIT ÊTRE UTILISÉ LORSQUE LA MACHINE EST DÉPLACÉE OU EXPÉDIÉE.



No de pièce Identification

024B-1 Chariot
025-3X Ensemble de la mâchoire d’étau
025-8 Écrou papillon

045-23 Arbre de chariot
P-X23MC Fraise P-X23MC
814-00-51 Brosse en nylon

045-49 Guide de fraisage (pointe traceuse)
045-55A Vis de réglage
040-56 Calibre de clé

025-62A Interrupteur marche-arrêt
025-82 Godet graisseur
045-86X Ensemble du capot de protection

045-87 Écran protecteur

PIÈCES DE LA MACHINE
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Calibre de clé Écran protecteur

Brosse 
en nylon

Interrupteur
marche-arrêt

Chariot
Ensemble de la
mâchoire d’étau

Identification des pièces de la machine

Écrou 
papillon

Ensemble du capot de protection

Arbre 
de chariot

Guide de fraisage

Bouton de
réglage de la
profondeur

Godet graisseur



VUE ÉCLATÉE
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VUE ÉCLATÉE
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LISTE DES PIÈCES DE LA VUE ÉCLATÉE
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Réf. No de pièce Description

1 024B-1 Chariot
1X 045-1X Ensemble du chariot
2 025-2 Goujon de chariot
3X 025-3X Ensemble de la mâchoire d’étau

4 025-4 Ressort de mâchoire d’étau
6X 025-6X Jeu de paliers de butée
8 025-8 Écrou papillon
9X 040-9X Manette de chariot

20 025-20 Bague d’arbre de fraise
21 025-21 Bague d’arbre de chariot
23 045-23 Arbre de chariot
32 024B-32 Vis à tête ronde, 10-24 x 3⁄8"

36 025-36 Écrou de fraise, N-4
37 025-37 Entretoise de fraise
38 P-X23MC Fraise P-X23MC
40A 025-40A Arbre de fraise

41 025-41 Poulie d’arbre de fraise
43 814-00-51 Brosse en nylon
45 024-45 Rondelle de boulon de brosse, 5⁄16

46A 025-46A Vis à tête hexagonale, 5⁄16-18 x 3⁄4

47 025-47 Poulie de moteur 2" - 3 L

48 025-48 Courroie trapézoïdale, 3 L-180

49 045-49 Guide de fraisage (pointe traceuse)

50 040-50 Butée d’arrêt de chariot

52 040-52 Vis à pans creux 8-32 x 1- 1⁄2"
53 045-53A Rondelle de serrage du guide 

de fraisage
54 045-54 Vis de pression du guide 

de fraisage
55A 045-55A Vis de réglage

56 040-56 Calibre de clé
57 024B-57 Support de calibre de clé
58 024B-58 Goupille de positionnement 

du calibre de clé
59 025-59 Logement de calibre de clé

60 025-60 Vis à chapeau, 8-32 x 1⁄2"
61 025-61 Disjoncteur, ETA 1658
62A 025-62A Interrupteur marche-arrêt
65 045-65 Socle usiné

68 040-68 Capuchon électrique
70 040-70 Support de caoutchouc
74 040-74 Vis à tête bombée, 8-32

Réf. No de pièce Description

75 040-75 Moteur, 1⁄4 CV, 115 V
79 024B-79 Ressort de calibre de clé
82 025-82 Godet graisseur
84 024B-84 Attache

86X 045-86X Ensemble du capot 
de protection

87 045-87 Écran protecteur
89 045-89 Rondelle d’arrêt no 10
90 025-90 Écrou, no 10-32

91 024B-91 Cordon d’alimentation
92 024B-92 Câble de moteur trifilaire
101 025-101 Vis de fixation de poulie 

de moteur
106 040-106 Bac à copeaux

109 025-109 Rondelle de butée
110 025-110 Rondelle ondulée
129 040-129 Écrou de blocage (8-32)
146 040-146 Collier de cordon d’alimentation

150 040-150 Vis d’interrupteur (6-32 x 1⁄4")
151 040-151 Vis de fixation (8-32 x 3⁄8")
160 025-160 Étiquette d’avertissement
163 045-163 Vis de capot

171 025-171 Vis de fixation de poulie 
de fraise, 5⁄16" – 18 x 1⁄4"

181 024B-181 Entretoise de calibre de clé
– Gauche

182 024B-182 Entretoise de calibre de clé
– Droite

183 040-183 Rondelle d’arrêt 1/4-20

184 040-184 Écrou hexagonal 1/4-20
186 045-186 Vis de fixation 6-32 x 3⁄8"

187 045-187 Goupille de positionnement

188 045-188 Ressort de goupille 
de positionnement

189 045-189 Bouton de réglage
190 045-190 Étiquette du guide de fraisage
194 045-194 Rondelle plate no 10

195 045-195 Vis à tête ronde 10-32 x 1⁄2"

198 045-198 Vis de fixation 7/16-14 x 3⁄4"
199 045-199 Vis de fixation 1/2-20 x 1⁄2"
IM 045-IM Manuel d’utilisation
NS 025-240 Moteur, 1⁄4 CV, 220 V

Veuillez vous référer aux illustrations des pages 6 et 7.



REPRODUCTION DE CLÉS
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Techniques appropriées pour le taillage de clés

Bien que votre machine no 045 ait été conçue pour tailler les
clés de manière rapide, efficace et précise, l’habileté de
l’opérateur est un élément très important. Si l’opération
consistant à placer des clés dans les mâchoires de l’étau est
en soi facile à apprendre, il faut néanmoins suivre certains
principes de base. En effet, une machine à tailler les clés
réglée correctement, mais qui est utilisée par quelqu’un qui
ne connaît pas les techniques appropriées pour tailler les
clés, NE produira PAS une clé adéquate. La manière de fixer
la clé dans les mâchoires de l’étau est une opération cruciale
pour la précision de la clé reproduite.

Rappelez-vous que le but ultime d’une copie de clé est
d’actionner la serrure pour laquelle elle est destinée. Si les
clients rapportent les clés, vous devriez réévaluer vos
techniques de taillage et procéder au réglage de la machine.

Voici quelques conseils d’utilisation importants :
1. Nettoyez régulièrement les mâchoires de l’étau de sorte

qu’il n’y ait pas de copeaux de métal sous les clés. Il est
essentiel que les deux clés reposent à plat sur toute
la largeur de chaque mâchoire de l’étau. Aucune
des clés ne doit être inclinée.

2. N’utilisez PAS de pince ni aucun autre outil pour serrer
les mâchoires de l’étau. Une pression ferme exercée avec
la main est suffisante.

3. Prenez soin d’enlever les copeaux de métal sur l’arbre du
chariot. Vous pouvez appliquer sur celui-ci une pellicule
mince d’huile. Le chariot doit pouvoir bouger librement
sans blocage.

4. Ne placez JAMAIS la languette d’une clé en contact avec
le côté du guide de fraisage. De cette façon, la languette
de la clé brute toucherait le côté de la molette coupante.
Lorsque cela se produit, un peu de métal est enlevé de la
languette de la clé brute. Si la copie de clé obtenue est
reproduite deux, trois ou quatre fois de suite, une erreur
s’accumulera et il en résultera une clé non fonctionnelle.
Ne rectifiez pas la languette.

5. Ne heurtez pas la mâchoire de l’étau avec la fraise, car
cela émoussera la fraise et réduira son efficacité.

6. Gardez la fraise propre. Ne laissez pas des corps
étrangers ou des outils l’émousser. Cette fraise est un
outil de coupe de précision et elle doit être manipulée
avec précaution.

7. La lubrification des pièces mobiles est importante. La
machine est munie d’un godet graisseur pour maintenir
les paliers de l’arbre de la fraise bien lubrifiés (il suffit de
verser dans le godet graisseur de 5 à 7 gouttes d’huile « 3
en 1 » ou d’huile à broche légère). L’arbre du chariot doit
être lubrifié avec une mince pellicule d’huile et nettoyé
avec un chiffon pour enlever les copeaux accumulés. Les
opérations de lubrification doivent être effectuées toutes
les 2 ou 3 semaines, selon l’utilisation de la machine. Le
moteur nécessite une lubrification annuelle. Consultez
l’étiquette du moteur pour plus de renseignements.

Clés d’essai

Cette machine vient avec une série de clés d’essai. Ces clés
ont été taillées sur la machine et représentent le résultat du
travail effectué par nos inspecteurs de la qualité avant
d’approuver l’expédition de la machine. Ces clés sont des
reproductions de clés modèles dimensionnées en usine et
leur précision est de 0,002" ou moins. Conservez ces clés et
employez-les comme étalons de mesure pour vérifier la
précision des encoches dans les clés que vous taillez.
Lorsque vous reproduisez une clé et que vous employez par
la suite un micromètre à clé ou un calibre d’épaisseur pour
comparer la profondeur réelle des encoches de la clé
reproduite avec la profondeur des encoches de la clé modèle,
vous pourrez constater si votre machine taille avec une
profondeur excessive ou insuffisante, ce qui indique qu’un
réglage du guide de fraisage est nécessaire.

Déballage

La machine à tailler les clés no 045 est expédiée entièrement
assemblée, sauf pour la manette du chariot et la poignée de
levier. Déballez la machine, trouvez la manette du chariot et
vissez-la sur celui-ci.
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Utilisation des mâchoires d’étau à quatre
côtés (suite)

Pour obtenir la meilleure prise possible, il faut s’assurer de
sélectionner la position de la mâchoire d’étau appropriée
pour chacune des clés à reproduire. Les positions de l’étau
sont expliquées ci-dessous et leur utilisation correcte est
montrée à la figure 2.

Normale : Pour retenir des clés plates ordinaires, comme des
clés de maison, des clés d’automobile à simple face, des clés
de cadenas, avec une ou deux languettes.

Étroite : Pour retenir la clé 1092B et d’autres clés étroites.

Large : Pour retenir les clés Ford à double face et des types de
clés similaires, aussi bien des clés principales que
secondaires. Pour positionner la clé dans les mâchoires de
l’étau, placez la clé de manière à ce que son rebord central
repose à plat contre la surface supérieure de la mâchoire.

X : Idéale pour retenir la plupart des clés courantes à double
face utilisées avec la majorité des automobiles actuelles.
Fixez ces clés par les rainures plutôt que par le bord de la
lame où se trouvent les encoches (voyez la figure 2).

Pour changer la position des mâchoires de l’étau, afin de
passer, par exemple, de la position normale à la position
large, desserrez d’abord les écrous papillon. Tirez ensuite vers
le haut les parties supérieure et inférieure des mâchoires de
l’étau, comme s’il s’agissait d’une seule unité, pour les élever
au-dessus de leur support dans le chariot. Faites pivoter les
mâchoires jusqu’à ce que la position désirée soit face à
l’arrière de la machine et baissez de nouveau les mâchoires
jusqu’à ce qu’elles touchent le chariot. Les deux mâchoires
de l’étau, la gauche et la droite, doivent être pivotées jusqu’à
la même position.

Figure 2

Figure 1

Méthode générale de reproduction de clés

MISE EN GARDE : Installez ou enlevez des clés seulement
lorsque l’interrupteur marche-arrêt se trouve dans la position
d’ARRÊT! Portez toujours des lunettes de protection en
manœuvrant cette machine!

Pour reproduire correctement une clé, les opérateurs de la
machine effectuent les quatre opérations suivantes :
1. Sélection de la clé brute appropriée. Comparaison de la

tête, de la longueur et de la section transversale (largeur,
angle et emplacement des rainures) de la clé brute avec
les mêmes éléments de la clé à reproduire, afin de
s’assurer que la correspondance est adéquate.

2. Vérification des deux mâchoires de l’étau à quatre côtés
pour s’assurer qu’elles ont été placées dans la position
convenant au type de clé à reproduire. Reportez-vous à
la section de ce manuel intitulée « Utilisation des
mâchoires de l’étau à quatre côtés ».

3. Alignement correct de la clé modèle et de la clé brute
dans les mâchoires de l’étau. Reportez-vous à la section
« Alignement des clés dans les mâchoires de l’étau ».

4. Reproduction proprement dite de la clé modèle, ce qui
ne peut être réalisé correctement que lorsque les
opérations antérieures ont été effectuées.

Utilisation des mâchoires de l’étau à quatre
côtés

La machine no 045 est équipée de mâchoires d’étau
polyvalentes à quatre côtés Super Jaw 2 d’ILCO UNICAN.
Elles comportent quatre surfaces de serrage différentes qui
permettent de fixer pratiquement n’importe quelle clé plate
habituelle (voyez la figure 1).

Faites pivoter les deux
mâchoires comme 

un ensemble

Position normale Position X

Position large Position étroite

Mâchoire d’étau
Super Jaw 2

montrant la fixation
d’une clé d’automobile

habituelle
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Alignement des clés dans les mâchoires 
de l’étau
Clés sans languette

Dans le cas de clés qui, comme la clé Ford à double face, ne
comportent pas de languette classique, la pointe de la clé est
utilisée comme point d’alignement (voyez la figure 4). Serrez
d’abord la clé brute et déplacez le chariot de la machine vers
la gauche. Baissez le calibre de clé et placez le chariot de
façon à ce que la pointe de la clé Ford touche le calibre de
clé. Installez et alignez de la même manière la clé modèle
dans la mâchoire gauche de l’étau.

Puisque les clés de type « Best » et « Falcon » ne sont pas
dotées d’une languette classique mais plutôt d’une pointe en
retrait, le calibre de clé est utilisé pour aligner les pointes en
retrait. Après avoir fixé la clé brute, le chariot est déplacé vers
la gauche de manière à ce que le calibre de clé puisse
descendre pour toucher la surface de la pointe en retrait. De
la même manière, la clé modèle est alignée dans la mâchoire
gauche de l’étau et placée de façon à toucher le bord du
calibre de clé.

Alignement des clés dans les mâchoires 
de l’étau
Clés avec languette

MISE EN GARDE : Installez ou enlevez des clés
seulement lorsque l’interrupteur marche-arrêt se trouve
dans la position d’arrêt.

La clé modèle et la clé brute doivent toutes deux être alignées
correctement et fixées fermement dans les mâchoires de
l’étau. Pour cela, faites glisser l’ensemble du chariot de la
machine vers la droite et placez la clé brute appropriée dans
la mâchoire DROITE de l’étau du chariot, avec la tête de la
clé brute dirigée vers la gauche.

Assurez-vous que la languette de la clé brute soit située à
environ 1⁄8" à gauche du bord gauche de la mâchoire de l’étau.
Tout en maintenant la clé brute fermement et à l’horizontale
contre la mâchoire, serrez l’écrou papillon. Procédez de
manière similaire pour placer la clé modèle dans la mâchoire
GAUCHE de l’étau du chariot, laissant cette fois un espace de
1⁄4" entre la languette de la clé et le bord de la mâchoire de l’étau.

Baissez ensuite le calibre de clé et placez le chariot de telle
sorte que le bord gauche de la griffe DROITE du calibre
touche le bord de la languette de la clé brute (voyez la figure
3). Desserrez l’écrou papillon fixant solidement en place la
clé modèle et replacez-la de manière à ce que sa languette
soit en contact avec le bord gauche de la griffe GAUCHE du
calibre de clé.

Assurez-vous que les languettes de la clé modèle et de
la clé brute sont bien ajustées contre le calibre de clé et
que les deux clés sont placées à l’horizontale (pas
inclinées) dans les mâchoires de l’étau. Resserrez
l’écrou papillon.

Figure 3

Alignement des languettes des clés avec le calibre de clé.

Figure 4

Utilisation du calibre avec divers types de clés

Languette

Pointe

Pointe en retrait
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Séquence de manœuvres générale

MISE EN GARDE : Installez ou enlevez des clés
seulement lorsque l’interrupteur marche-arrêt se trouve
dans la position d’arrêt.
1. Faites pivoter les deux mâchoires de l’étau jusqu’à

atteindre la position appropriée pour la clé à reproduire.
2. Insérez la clé brute et la clé modèle dans les mâchoires

de l’étau en utilisant la méthode appropriée décrite à la
section « Alignement des clés dans les mâchoires de
l’étau ». Assurez-vous que les deux clés sont placées à
l’horizontale dans les mâchoires de l’étau et ne sont pas
inclinées.

3. Baissez le calibre de clé pour aligner les clés en utilisant la
méthode appropriée décrite à la section précédente sous
« Alignement des clés... » (reportez-vous à la page 10).

4. Après avoir aligné les clés, remettez le calibre en position
« haute ».

5. Appuyez sur
l ’ i n t e r r u p t e u r
marche-arrêt pour le
mettre en position
« marche ».

6. Levez le chariot
avec les deux mains
(voyez la figure 5).

7. Déplacez le chariot
pour aligner le
guide de fraisage
avec la languette de
la clé modèle, puis
é c a r t e z - l e
légèrement de la languette. Veillez à ce que la fraise ne
touche pas la languette de la clé brute.

8. Appuyez sur le chariot tout en le dirigeant vers la
gauche. Tracez soigneusement les encoches de la clé
modèle avec le guide de fraisage. La fraise pratiquera
une encoche correspondante sur la clé brute. Lorsque
l’encoche la plus proche de la pointe de la clé modèle a
été tracée, tracez de nouveau les encoches en
conduisant le chariot vers la droite. Cette opération ôtera
tout le métal qui n’a pas été enlevé lors de la passe
initiale sur la clé brute.

9. Appuyez sur l’interrupteur marche-arrêt pour le mettre
en position « arrêt ». Enlevez la clé brute. Appuyez sur
l’interrupteur pour le mettre en position « marche » et
enlevez toutes les bavures qui pourraient rester en
passant légèrement la clé sur la brosse à ébavurer.
Remettez l’interrupteur en position « arrêt ».

Figure 5

Remplacement de la fraise

La fraise P-23XMC incorporée dans cette machine possède
un diamètre de 2 1⁄4", une épaisseur de 0,093" et un trou de 1⁄2".
C’est une fraise fabriquée en acier à coupe rapide. Son côté
gauche est plat, ce qui permet d’effectuer des encoches
profondes lorsque ces encoches sont situées près de la
languette, comme sur les clés GM, Chicago, etc. Comme la
fraise n’est couverte par aucune garantie, les opérateurs
doivent la manipuler avec précaution et éviter les
manœuvres brusques. Ne forcez pas le chariot vers le haut,
car la clé brute heurterait la fraise, et n’exercez pas une forte
pression lors du taillage. De même, veillez à ce que la fraise
n’accroche pas la mâchoire de l’étau, car la fraise
s’émousserait rapidement.

Comme tout instrument tranchant en métal, la fraise 
P-23XMC s’émoussera avec l’usage. Trois indices permettent
de savoir à quel moment une fraise est émoussée et doit être
remplacée. Ce sont :
1. Le temps : Une fraise émoussée prend plus de temps

pour effectuer les encoches.
2. Le son : Une fraise émoussée émet un son strident

lorsqu’elle travaille sur la clé brute.
3. Les bavures : Une fraise émoussée ne taille pas le métal,

mais le roule. Lorsque cela se produit, il se forme une
accumulation de bavures de métal sur la face inférieure
de la clé. Lorsque cette accumulation est importante,
cela signifie que la fraise est émoussée. Une fraise
affûtée ne laisse pas de bavures ou alors très peu.

Pour remplacer la fraise, utilisez deux clés de serrage : une clé
de 3⁄4" pour l’écrou de la fraise et une de 1⁄2" pour l’arbre de la
fraise. Positionnez les deux clés de serrage et desserrez
l’écrou de la fraise. Remarquez que l’écrou de la
fraise comporte un pas inversé et qu’il se desserre en
tournant vers le bas. Enlevez les rondelles d’écartement et la
fraise émoussée. Installez la nouvelle fraise et replacez les
rondelles et l’écrou.

10.Conseils de manipulation : Lorsque vous reproduisez une
clé, évitez de manœuvrer le chariot avec un mouvement
saccadé et irrégulier. Procédez plutôt selon un
mouvement uniforme et régulier en plaçant les deux
mains sur le chariot pour le diriger. Exercez la même
intensité de pression chaque fois qu’une clé est
reproduite. Une pression excessive peut provoquer un
« taillage excessif ». Il est parfois préférable de pratiquer
avec quelques clés jusqu’à ce que l’opérateur apprenne à
exercer une pression constante et uniforme sur le chariot.
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Réglage de la profondeur de l’encoche

Par mesure de sécurité, DÉBRANCHEZ la machine de la
source d’énergie avant de procéder au réglage de la
profondeur de l’encoche. Il est essentiel que le guide de
fraisage et la fraise se trouvent sur le même plan, c’est-à-dire
alignés l’un avec l’autre. Si le guide de fraisage dépasse par
rapport à la fraise, les encoches obtenues dans la clé brute
seront insuffisamment profondes et la clé reproduite ne
fonctionnera pas. De même, si le guide de fraisage se trouve
derrière la fraise, les encoches dans la clé seront trop
profondes (voyez la figure 6).

Pour vérifier le réglage de la profondeur, insérez deux clés
brutes identiques dans les mâchoires de l’étau, en les plaçant
à plat dans chaque mâchoire. (Il n’est pas nécessaire d’aligner
les clés brutes). Levez ensuite le chariot tout en plaçant la clé
brute de gauche contre le guide de fraisage et la clé brute de
droite contre la fraise. Tournez la poulie de la machine à la
main et observez la clé brute de droite. Lorsque le réglage est
correct, la fraise devrait effleurer à peine la clé brute.

Figure 6

Le réglage
est correct

lorsque les deux
clés brutes
touchent.

Comme aucune fraise n’est parfaitement ronde, il faut faire
effectuer un tour complet à la fraise avant de modifier le
réglage. La fraise comporte un point haut par rapport auquel
le réglage devra être effectué. Si la fraise ne touche pas la clé
brute après un tour, modifiez le réglage.

Pour régler le guide de
fraisage, desserrez
légèrement la vis de
pression située sur le dessus
du guide (voyez les figures 7
et 8). Après avoir desserré
cette vis, le bouton de
réglage de la profondeur
peut être tourné vers la
gauche (pour diminuer la
profondeur de l’encoche) ou
vers la droite (pour
augmenter la profondeur de
l’encoche). Dans ce cas

également, le réglage correct sera obtenu lorsque la fraise
effleure à peine la clé brute placée devant elle, alors que le
guide de fraisage demeure en contact avec l’autre clé brute.
Resserrez la vis de pression lorsque l’opération d’étalonnage
est terminée. Vérifiez de nouveau après le serrage pour vous
assurer que le réglage n’a pas bougé.

Chaque repère d’étalonnage sur le bouton de réglage de la
profondeur équivaut à environ 0,0015" (11⁄2 millième de
pouce). Comme vous pouvez le constater, ce dispositif vous
permet d’effectuer un réglage très précis de votre nouvelle
machine à tailler les clés. De fait, si vous disposez d’un
micromètre à clé ou d’un pied à coulisse à cadran, vous
pouvez régler votre machine avec une « précision d’usine ».
Pour ce faire, il vous faut simplement reproduire une clé et
mesurer les encoches sur la « clé modèle » et sur la clé
reproduite pour les comparer. Cela vous indiquera s’il existe
un écart, c’est-à-dire si les encoches reproduites sont trop
profondes ou bien insuffisamment profondes et quelle est
cette différence. Avec ces données, vous pouvez utiliser le
bouton de réglage de la profondeur situé sur la machine pour
étalonner la machine de manière à obtenir la plus grande
précision possible. Cette opération est très importante étant
donné que plusieurs serrures sont conçues avec des
tolérances serrées et que les clés que vous reproduisez sont
souvent elles-mêmes des copies, tout juste fonctionnelles.
Plus votre machine sera réglée avec précision, plus vous
obtiendrez des copies pareilles aux clés originales, réduisant
ainsi les taillages défectueux et non fonctionnels.

Il est très important de comprendre que le réglage de la
machine n’est pas une opération « unique ». À mesure que la
fraise s’use, la machine doit être réglée pour compenser. C’est
une bonne technique d’atelier que de vérifier le réglage de la
profondeur de la machine toutes les 2 à 4 semaines, selon le
volume de clés taillées dans votre commerce, et de modifier le
réglage au besoin. Vous constaterez que le réétalonnage est
rarement nécessaire, mais si vous procédez à une vérification
et effectuez des corrections AVANT que les clients vous
retournent les clés mal taillées, votre commerce acquérra une
réputation de « bon endroit » pour y faire reproduire des clés.

Figure 8
Bouton de

réglage de la 
profondeur

Vis de
pression

Butée 
d’arrêt

du chariot

Plaque de
serrage

Bouton de réglage
de la profondeur

Vis de
pression

Figure 7

Vis de réglage
de la butée d’arrêt

du chariot
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Réglage de l’espacement

Il n’y a pas de réglage pour l’espacement. Néanmoins, si
jamais l’ensemble du calibre de clé était remplacé, celui-ci
doit être ajusté sur la machine après l’avoir installé. Pour ce
faire, insérez d’abord une clé modèle et une clé brute et
alignez-les contre le guide de fraisage et la fraise. Baissez
ensuite le calibre de clé et limez le doigt approprié du calibre
pour permettre un contact avec la languette de chaque clé.

Réglage de la butée d’arrêt du chariot

La fonction de la butée d’arrêt du chariot est d’éviter que la
fraise heurte la mâchoire droite de l’étau. Cette butée
comporte un écrou et un boulon et elle est réglable. Pour
vérifier le réglage, levez le chariot (sans clés dans les
mâchoires de l’étau) et faites tourner la fraise à la main. La
fraise ne doit pas toucher la mâchoire de l’étau. Lorsque la
butée d’arrêt est réglée correctement, il devrait y avoir un
espace de 0,008" entre la mâchoire de l’étau et la fraise (soit
à peu près la grosseur d’une carte d’affaires ordinaire). Ne
laissez pas une distance plus grande puisque cela peut
affecter la profondeur des encoches.

Nettoyage

Gardez votre machine propre, sans limaille ni poussière. Les
parties les plus importantes sont les mâchoires du chariot et
les arbres. Un pinceau de un pouce est idéal pour brosser ces
zones. Les arbres doivent être nettoyés régulièrement avec un
linge légèrement huilé. Nous conseillons de brosser les
mâchoires souvent, puisque même un seul fragment de
limaille peut modifier la précision de la machine.

Fréquence de lubrification

La lubrification des pièces mobiles est importante. La
machine est munie d’un godet graisseur pour maintenir les
paliers de l’arbre de la fraise bien lubrifiés (il suffit de verser
dans le godet graisseur de 5 à 7 gouttes d’huile « 3 en 1 » ou
d’huile à broche légère). L’arbre du chariot doit être lubrifié
avec une mince pellicule d’huile et nettoyé avec un chiffon
humide pour enlever les copeaux accumulés. Les opérations
de lubrification doivent être effectuées toutes les 2 ou 3
semaines, selon l’utilisation de la machine. Le moteur
nécessite une lubrification annuelle. Consultez l’étiquette du
moteur pour plus de renseignements.
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MANUAL DE INSTRUCCIONES
IMPORTANTE: Lea estas instrucciones antes de utilizar 

su nueva máquina de tallar llaves del modelo nº 045.
Asegúrese de que se cumplen todas las consignas de seguridad (página 3).
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Este manual se refiere específicamente a la máquina de tallar
llaves no 045 de la serie Performance y en él se describe el
modelo con todo detalle, lo que le permitirá recibir las piezas
apropiadas si necesita algún recambio. Conserve el manual
en un sitio seguro, ya que es el único ejemplar que tiene. Si
transfiere la propiedad de la máquina, este manual debe ir
con el aparato.

Cuando quiera obtener información sobre las piezas de
repuesto de esta máquina, refiérase al modelo 045 y al
número de la pieza deseada (vea las páginas 6 a 8). Tenga en
cuenta que muchas de estas piezas no son intercambiables
con las de otras máquinas de ILCO UNICAN.

ÍNDICE
Garantía ..............................................................................30
Consignas de seguridad ......................................................31
Introducción / Desembalaje................................................32
Piezas de la máquina (ilustración) ....................................33
Identificación de las piezas de la máquina 
(nombres y números)..........................................................33
Vista despiezada ................................................................34
Lista de piezas de la vista despiezada / Desembalaje /
Llaves de prueba ................................................................36
Cómo copiar llaves ............................................................37
Tallado / Reemplazo de la fresa..........................................40
Reglajes ..............................................................................41

La sociedad ILCO UNICAN garantiza al primer
comprador de un modelo nuevo de la máquina 045 que,
durante el periodo de un año contado a partir de la fecha
de expedición de la máquina por ILCO UNICAN,
reparará o reemplazará, a su elección, cualquier pieza de
una máquina que, según la apreciación razonable de
ILCO UNICAN, tenga defectos provocados por vicios de
fabricación de la máquina o por materiales o
componentes defectuosos, y ello a condición de que la
máquina se devuelva, portes pagados, a ILCO UNICAN
o a su representante autorizado antes de la expiración
del periodo de garantía, acompañada de una descripción
detallada del o de los defectos alegados. ILCO UNICAN
puede, discrecionalmente, reembolsar el precio de
compra atribuido a la pieza afectada o atribuir un abono
si el precio todavía no se ha desembolsado.

La sociedad ILCO UNICAN vende máquinas hechas con
la mayor precisión. El comprador asume todos los
riesgos e ILCO UNICAN no será responsable en ningún
caso si la máquina ha sido mal instalada, se ha utilizado
incorrectamente, el mantenimiento ha sido inadecuado o
incorrecto, ha habido negligencia, se ha efectuado
cualquier modificación o transformación no autorizada
de la máquina, o ha habido un accidente. Para más
claridad: toda máquina utilizada sin seguir las
instrucciones impresas de ILCO UNICAN o haciéndola
funcionar por encima de su capacidad nominal, no será
cubierta por esta o cualquier otra garantía.

Todas y cada una de las garantías previstas por 
ILCO UNICAN para cualquier máquina, producto o
componente surtirán efecto solamente si, y mientras que,
el comprador respeta todos sus compromisos de pago de
conformidad con los documentos de aceptación y
recepción del pedido por el comprador. El
incumplimiento de esos compromisos de pago anulará y
dejará sin efecto todas las garantías y no prolongará el
periodo de tiempo durante el que la máquina, el
producto o el componente estén garantizados,
independientemente de que el pago se efectúe
finalmente o no.

Estas garantías sustituyen y no se añaden a cualquier
otra garantía o condición, explícita o implícita,
incluyendo, sin que ello constituya un límite, la
capacidad comercial, la adecuación a un propósito
determinado o los vicios ocultos. El comprador libera a
ILCO UNICAN de cualquier responsabilidad aparte de
la que se derive del incumplimiento de las garantías
vigentes en virtud del presente documento.

La responsabilidad de ILCO UNICAN no excederá en
ningún caso, incluida la negligencia, el precio de compra
de la máquina defectuosa. Asimismo, ILCO UNICAN no
será responsable de ninguna lesión corporal, de ningún
daño a bienes o de cualesquiera daños indirectos.

En esta máquina, utilice solamente piezas de recambio
de origen ILCO UNICAN.

Número de serie: ________________________________

GARANTÍA LIMITADA DE UN AÑO
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Seguridad eléctrica
• Modelos de 115 voltios: Esta máquina se ha diseñado para

funcionar con una corriente eléctrica de 120 voltios C.A. a
60 Hz. Está provista de una clavija tripolar que debe
conectarse únicamente a una base de enchufe tripolar con
una toma a tierra correcta. ¡No anule el dispositivo de
seguridad de la clavija modificándola o utilizándola en
enchufes sin toma a tierra!

• Para reducir el riesgo de incendio o de descarga
eléctrica, no coloque la máquina ni la ponga en
funcionamiento en sitios mojados o húmedos.

• Los problemas eléctricos deben ser tratados por técnicos
cualificados en la materia. Si la garantía de la máquina
todavía está vigente, sírvase contactar ILCO UNICAN
en la dirección impresa en la portada (ILCO UNICAN
ofrece también un servicio de reparación para las
máquinas no cubiertas por la garantía. Para más
información, póngase en contacto con ILCO UNICAN).

• Desenchufe siempre la máquina antes de quitar la
cubierta o de cambiar la fresa.

ADVERTENCIA – AVISO DE SEGURIDAD

IMPORTANTE: Sírvase leer atentamente estas consignas antes de utilizar la máquina.

La seguridad empieza con la educación y continúa con una
utilización correcta de los aparatos. Todos los empleados que
vayan a trabajar con esta máquina deben leer antes el
manual de utilización facilitado para informarse del manejo

correcto. De esta manera, las probabilidades de sufrir
accidentes y de realizar entalladuras defectuosas se
reducirán considerablemente.

Seguridad general
• Cuando se utiliza el equipo de tallar las llaves o cuando

se está cerca de él, hay que llevar gafas de seguridad
para disminuir las posibilidades de herirse los ojos.

• Apague siempre la máquina antes de efectuar reglajes o
de poner o quitar las llaves.

• La máquina debe colocarse en una zona a la que sólo
puedan acceder los operarios autorizados.  Su ubicación
debe elegirse de manera que los otros empleados, así
como los clientes, no se expongan a las virutas que
puedan saltar y se hieran.

• No desmonte los dispositivos de seguridad que lleva la
máquina.  Debe prohibirse estrictamente quitar o
modificar las pantallas protectoras, las cubiertas de
protección de la fresa y los demás dispositivos de
seguridad.

• No hay que tocar nunca las piezas accionadas
mecánicamente cuando la máquina está en
funcionamiento.  El operador debe mantener siempre
lejos de la máquina las ropas amplias, el pelo largo, etc.

• Esta máquina se ha diseñado y fabricado
específicamente para la única función de tallar llaves, y
debe usarse tal y como se indica en el manual de
utilización.  Se desaconseja formalmente otros usos
cualesquiera ya que son potencialmente peligrosos y,
por ello, nunca deben intentarse.  La violación de esta
consigna anulará inmediatamente la garantía.

• Algunos Estados, Comunidades Autónomas o
Provincias han fijado una edad límite para poder utilizar
ciertas máquinas.  Consulte los reglamentos pertinentes
para respetar esas disposiciones.

Instrucciones para la toma a tierra
• En caso de funcionamiento incorrecto o de avería, la

toma a tierra facilita un recorrido de menor resistencia a
la corriente eléctrica para reducir el riesgo de
electrochoque. Esta máquina tiene un cordón eléctrico
provisto de un conductor y de una clavija de toma a
tierra.  La clavija debe conectarse a un enchufe para
máquina que esté correctamente instalado y tenga toma
a tierra según los códigos y reglamentos locales.

• No modifique la clavija de enchufe que se facilita.  Si no
entra en la base del enchufe, haga que un electricista
cualificado instale el enchufe adecuado.

• Una conexión incorrecta del conductor de toma a tierra
del equipo puede provocar un riesgo de choque
eléctrico.  El conductor con aislamiento que tiene una
superficie exterior verde (con o sin bandas amarillas) es
el de toma a tierra.  Si hubiera que reparar o cambiar el 

cordón eléctrico o la clavija, no conecte el conductor de
toma a tierra del equipo a un borne en tensión.

• Si no ha entendido bien las normas de toma a tierra o
tiene alguna duda sobre si la máquina tiene una toma a
tierra correcta, consulte al respecto con un electricista
cualificado o con el personal competente.

• Utilice solamente cables de prolongación de tres hilos
que tengan clavijas tripolares con toma a tierra y
enchufes tripolares que acepten la clavija de la máquina.

• Repare o reemplace inmediatamente los cordones
eléctricos estropeados o usados.
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¡Enhorabuena! 
Acaba de adquirir una máquina de tallar llaves de calidad superior

INTRODUCCIÓN / DESEMBALAJE

Su máquina de tallar llaves del modelo 045 viene en una caja
resistente especialmente acolchada para evitar que sufra
desperfectos durante el transporte. Cuando haya sacado la
máquina de su caja de cartón, debe instalarla sobre una mesa
de trabajo bien nivelada y limpiarla para quitar todo el aceite
antioxidante. Aunque la máquina ha sido ajustada en la

fábrica y se han tallado llaves de prueba con ella, le
recomendamos que verifique el reglaje para asegurarse de que
no se ha movido o modificado durante el transporte (vea la
sección “Reglaje de la profundidad del corte” en la página 13).

La máquina de tallar llaves manual del modelo 045 de la
serie Performance que acaba de adquirir integra en su diseño
las últimas mejoras para este tipo de máquinas de tallar
llaves.

Gracias a sus mordazas exclusivas de cuatro lados, esta
máquina puede recibir prácticamente cualquier llave normal
de cilindro sin necesidad de recurrir a adaptadores.

Incluso las llaves de automóvil de doble cara pueden
copiarse fácilmente. En efecto, las mordazas de cuatro lados
tienen posiciones adaptadas para agarrar correctamente las
llaves y, si es necesario, pueden sujetarlas por la acanaladura
o el moleteado para apretarlas mejor.

Precisa, fácil de manejar y mantener, la máquina del modelo
045 da un excelente rendimiento a un precio económico.

Instrucciones de desembalaje

El modelo 045 ha sido diseñado exclusivamente para poder
copiar llaves de cilindro (paracéntricas), sin que se prevea
ningún otro uso. El operador de la máquina asume toda la
responsabilidad si la utiliza para otro fin que para el que ha
sido diseñada. Antes de poner en marcha la máquina,
refiérase a la página 3 para conocer todas las consignas de
seguridad.

ILCO UNICAN aconseja firmemente llevar gafas
protectoras o de seguridad cuando se trabaja con esta

máquina o cuando se está cerca de ella durante su
funcionamiento. ¡Las gafas protectoras evitan accidentes!
Antes de colocar o sacar las llaves hay que parar la máquina.

Cuando la máquina de tallar llaves está funcionando, debe
tenerse cuidado para evitar que el disco cortador entre en
contacto con las mordazas o el carro, ya que eso dañaría la
fresa, la mordaza o el carro.

Seguridad

ATENCIÓN NO TIRE O DESTRUYA EL EMBALAJE ESPECIAL DE ENVÍO. GUÁRDELO CUIDA-
DOSAMENTE EN UN SITIO SEGURO PARA UTILIZARLO CUANDO HAYA QUE
TRASLADAR O EXPEDIR LA MÁQUINA.
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No de pieza Identificación

024B-1 Carro
025-3X Mordaza
025-8 Tuerca de mariposa

045-23 Eje del carro
P-X23MC Fresa P-X23MC
814-00-51 Cepillo de nailon

045-49 Guía de fresado (palpador)
045-55A Tornillo de ajuste
040-56 Calibrador de llaves

025-62A Interruptor de encendido/apagado
025-82 Engrasador
045-86X Cubierta de protección

045-87 Pantalla protectora

PIEZAS DE LA MÁQUINA

Calibrador de llaves Pantalla protectora

Cepillo 
de nailon

Interruptor de 
encendido/apagado

Carro
Mordaza

Identificación de las piezas de la máquina

Tuerca de
mariposa

Cubierta de protección

Eje 
del carro

Guía de fresado

Botón de 
reglaje de la 
profundidad

Engrasador
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VISTA DESPIEZADA
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VISTA DESPIEZADA
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LISTA DE PIEZAS DE LA VISTA DESPIEZADA

Ref. No de pieza Descripción

1 024B-1 Carro
1X 045-1X Conjunto del carro
2 025-2 Espárrago roscado del carro
3X 025-3X Mordaza

4 025-4 Muelle de mordaza
6X 025-6X Conjunto de cojinetes de empuje
8 025-8 Tuerca de mariposa
9X 040-9X Mango del carro

20 025-20 Manguito del eje de la fresa
21 025-21 Manguito del eje del carro
23 045-23 Eje del carro
32 024B-32 Tornillo de cabeza redonda, 

10-24 x 3⁄8"

36 025-36 Tuerca de la fresa, N-4
37 025-37 Espaciador de la fresa
38 P-X23MC Fresa P-X23MC
40A 025-40A Eje de la fresa
41 025-41 Polea del eje de la fresa

43 814-00-51 Cepillo de nailon
45 024-45 Arandela para el perno 

del cepillo, 5⁄16

46A 025-46A Tuerca de cabeza hexagonal, 
5⁄16-18 x 3⁄4

47 025-47 Polea del motor, 2" - 3 L

48 025-48 Correa trapezoidal, 3 L-180
49 045-49 Guía de fresado (palpador)
50 040-50 Tope del carro
52 040-52 Tornillo de cabeza hueca, 

8-32 x 1- 1⁄2"

53 045-53A Arandela de sujeción 
de la guía de fresado

54 045-54 Tornillo de sujeción 
de la guía de fresado

55A 045-55A Tornillo de ajuste
56 040-56 Calibrador de llaves
57 024B-57 Soporte del calibrador de llaves
58 024B-58 Pasador de guía del calibrador 

de llaves

59 025-59 Caja del calibrador de llaves
60 025-60 Tornillo de capuchón, 8-32 x 1⁄2"
61 025-61 Disyuntor, ETA 1658
62A 025-62A Interruptor de encendido/

apagado

65 045-65 Base mecanizada
68 040-68 Cubierta para los componentes 

eléctricos
70 040-70 Soporte de caucho
74 040-74 Tornillo de cabeza abombada,

8-32

Ref. No de pieza Descripción

75 040-75 Motor, 1⁄4 CV, 115 V
79 024B-79 Muelle del calibrador de llaves
82 025-82 Engrasador
84 024B-84 Brida

86X 045-86X Cubierta de protección
87 045-87 Pantalla protectora
89 045-89 Arandela de retención no 10
90 025-90 Tuerca no 10-32

91 024B-91 Cordón de alimentación
92 024B-92 Cable de motor de tres hilos
101 025-101 Tornillo de fijación 

de la polea del motor
106 040-106 Bandeja de recogida de virutas

109 025-109 Arandela del cojinete
110 025-110 Arandela ondulada
129 040-129 Tuerca de bloqueo (8-32)
146 040-146 Abrazadera del cordón 

de alimentación

150 040-150 Tornillo del interruptor (6-32 x 1⁄4")
151 040-151 Tornillo de fijación (8-32 x 3⁄8")
160 025-160 Etiqueta de advertencia
163 045-163 Tornillo de la cubierta
171 025-171 Tornillo de fijación de la polea 

de la fresa, 5⁄16" – 18 x 1⁄4"

181 024B-181 Espaciador del calibrador 
de llaves – Izquierda

182 024B-182 Espaciador del calibrador 
de llaves – Derecha

183 040-183 Arandela de retención 1/4-20

184 040-184 Tuerca hexagonal 1/4-20
186 045-186 Tornillo de fijación 6-32 x 3⁄8"
187 045-187 Pasador
188 045-188 Muelle del pasador

189 045-189 Botón de reglaje
190 045-190 Etiqueta de la guía de fresado

194 045-194 Arandela plana no 10
195 045-195 Tornillo de cabeza redonda 

10-32 x 1⁄2"

198 045-198 Tornillo de fijación 7/16-14 x 3⁄4"
199 045-199 Tornillo de fijación 1/2-20 x 1⁄2"
IM 045-IM Manual de instrucciones
NS 025-240 Motor, 1⁄4 CV, 220 V

Vea las ilustraciones de las páginas 6 y 7.
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CÓMO COPIAR LLAVES

Técnicas correctas para el tallado de llaves

La máquina no 045 se ha diseñado para tallar las llaves de
una manera rápida, eficaz y precisa, pero la pericia del
operador es un elemento muy importante. Aunque la
colocación de las llaves en las mordazas es una operación
fácil de aprender, hay que seguir ciertos principios de base.
Así pues, si una máquina para tallar llaves tiene un reglaje
correcto pero la utiliza alguien que no conoce las técnicas
apropiadas, la máquina NO producirá llaves correctas. La
manera de fijar la llave en las mordazas es una operación
crucial para obtener una copia precisa.

Recuerde que el objetivo último de una copia de llave es el
de accionar la cerradura para la que está destinada. Si los
clientes le devuelven las llaves, vuelva a examinar sus
técnicas de tallado y el reglaje de la máquina.

Seguidamente, le facilitamos algunos consejos de utilización
importantes:
1. Limpie periódicamente las mordazas para que no haya

virutas de metal debajo de las llaves. Es importante
que las dos llaves se apoyen horizontalmente a lo
largo de las caras de las mordazas. Ninguna de las
llaves debe estar inclinada.

2. NO UTILICE alicates u otras herramientas para apretar
las mordazas. Con hacer una presión manual firme, es
suficiente.

3. Mantenga el eje del carro limpio de virutas. Puede
aplicarle una película fina de aceite. El carro debe poder
moverse libremente sin obstáculos.

4. No deje NUNCA que el lomo de una llave toque el lado
de la guía de fresado. En ese caso, el lomo de la llave
bruta entraría en contacto con el lado del disco cortador
y se desprendería algo de metal. Si la copia de la llave se
reproduce a su vez dos o tres veces, se irá acumulando
el error y se producirán llaves inservibles. Nunca
desbarbe un lomo.

5. Impida que la fresa toque las mordazas, porque si eso
ocurre se desafilará y perderá su eficacia.

6. Mantenga la fresa limpia. No permita que cuerpos
extraños o herramientas la emboten. El cortador es un
útil de precisión y tiene que manejarse con cuidado.

7. Es importante lubricar las piezas móviles. Para ello, la
máquina dispone de un engrasador que permite
mantener bien lubricados los cojinetes del eje de la fresa
(basta con verter en el engrasador de 5 a 7 gotas de
aceite “3 en 1” o de aceite ligero para ejes). El eje del
carro debe lubricarse con una película delgada de aceite
y debe limpiarse para quitar las virutas que se hayan
acumulado. La lubrificación debe efectuarse cada 2 ó 3
semanas, según la frecuencia de utilización de la
máquina. El motor debe lubricarse anualmente. Para
más detalles, consulte la etiqueta del motor.

Llaves de prueba

La máquina viene con unas cuantas llaves de prueba que
han sido talladas con ella y que representan el trabajo
realizado por nuestros inspectores de calidad antes de
aprobar el envío de la máquina. Las llaves son
reproducciones de modelos de fábrica y su precisión mínima
es de 0,002". Guárdelas y utilícelas como patrones de medida
para comprobar la precisión de las entalladuras en las llaves
que talle. Cuando copie una llave y compare mediante un
micrómetro o un calibre la profundidad real de las
entalladuras en la copia de la llave con la profundidad de las
entalladuras de la llave modelo, podrá determinar si la
máquina talla a una profundidad excesiva o insuficiente y, en
consecuencia, sabrá si es necesario ajustar la guía de fresado.

Desembalaje

La máquina de tallar llaves no 045 se envía completamente
montada, con excepción del mango del carro y de la manija
de la palanca. Una vez desembalada la máquina, localice el
mango del carro y atorníllelo en su sitio.
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Utilización de las mordazas de cuatro lados
(continuación)

Para obtener la mejor sujeción posible hay que seleccionar la
posición apropiada de la mordaza para la llave que se desea
copiar. Las posiciones de la mordaza se explican
seguidamente y su utilización correcta se refleja en la figura 2.

Estándar: Para sujetar las llaves de cilindro corrientes, como
las llaves de domicilios, las de automóviles de una sola cara
o las de candados de uno o dos lomos.

Estrecha: Para sujetar la llave 1092B y otras llaves estrechas.

Ancha: Para sujetar las llaves Ford de doble cara y tipos
similares de llaves, tanto primarias como secundarias.
Cuando coloque la llave en la mordaza, póngala de forma
que la superficie superior de la mordaza se apoye
horizontalmente contra el reborde central de la llave.

X: Ideal para sujetar la mayoría de llaves de doble cara
corrientes utilizadas en casi todos los coches actuales. Sujete
la llave por las acanaladuras en lugar de por el borde de la
hoja en donde se hacen las entalladuras (vea la figura 2).

Para cambiar la posición de las mordazas y pasar, por
ejemplo, de la posición estándar a la posición ancha, afloje
primero las tuercas de mariposa. Después, levante a la vez la
parte superior e inferior de la mordaza como si fuera un todo
para subirla por encima de su posición en el carro. Gire la
mordaza hasta que la posición deseada esté frente a la parte
trasera de la máquina y baje entonces las mordazas hasta
que toquen el carro. Las dos mordazas, la de la derecha y la
de la izquierda, deben girarse hasta que estén en la misma
posición.

Figura 2

Figura 1

Procedimiento general para copiar llaves

ADVERTENCIA: No coloque o saque llaves de la máquina a
menos que el interruptor esté en la posición de apagado
(OFF). Cuando trabaje con esta máquina lleve siempre
puestas gafas de protección.

Para copiar una llave correctamente, los operadores de la
máquina realizan las cuatro operaciones siguientes:
1. Selección de la llave bruta apropiada. Comparación de

la cabeza, la longitud y la sección transversal (anchura,
ángulo y ubicación de las acanaladuras) con los
elementos correspondientes de la llave que hay que
copiar, para asegurarse de que la correspondencia es
adecuada.

2. Verificación de las dos mordazas de cuatro lados para
que estén colocadas en la posición exigida por la llave
que se desea copiar. Consulte la sección de este manual
titulada “Utilización de las mordazas de cuatro lados”.

3. Alineamiento correcto de la llave modelo y de la llave
bruta en las mordazas. Consulte la sección
“Alineamiento de las llaves en las mordazas”.

4. Copia propiamente dicha de la llave modelo, que no
podrá hacerse correctamente si no se han efectuado las
operaciones anteriores.

Utilización de las mordazas de cuatro lados

La máquina no 045 está equipada con mordazas polivalentes
de cuatro lados Super Jaw 2 de ILCO UNICAN. Tienen
cuatro superficies de sujeción diferentes que permiten sujetar
prácticamente cualquier llave de cilindro (vea la figura 1).

Gire simultáneamente 
las dos partes 
de la mordaza

Posición estándar Posición X

Posición ancha Posición estrecha

Mordaza Super Jaw 2
sujetando una llave
de automóvil típica
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Alineamiento de las llaves en las mordazas
Llaves sin lomo

Cuando las llaves no tienen lomo clásico, como en el caso de
la llave Ford de cara doble, se utiliza la punta de la llave
como punto de alineamiento (vea la figura 4). Primero,
apriete la llave bruta y lleve el carro de la máquina hacia la
izquierda. Baje el calibrador de llaves y coloque el carro de
forma que la punta de la llave Ford toque el calibrador de
llaves. Instale y alinee de la misma manera la llave modelo
en la mordaza izquierda.

Como las llaves de tipo “Best” y “Falcon” no tienen un lomo
clásico sino una punta replegada, el calibrador de llaves se
utiliza para alinear las puntas replegadas. Una vez que se ha
fijado la llave bruta, se desplaza el carro hacia la izquierda
para que el calibrador de llave pueda bajar y tocar la
superficie de la punta replegada. Igualmente, la llave modelo
se alinea en la mordaza izquierda y se coloca de forma que
toque el borde del calibrador de llaves.

Alineamiento de las llaves en las mordazas
Llaves con lomo

ADVERTENCIA: Antes de colocar o sacar llaves de la
máquina asegúrese de que el interruptor está en la
posición de apagado (OFF).

Tanto la llave modelo como la llave bruta tienen que estar
bien alineadas y sujetas en las mordazas. Para ello, deslice el
conjunto del carro de la máquina hacia la derecha y coloque
la llave bruta apropiada en la mordaza DERECHA del carro,
con la cabeza dirigida hacia la izquierda.

Asegúrese de que el lomo de la llave bruta esté situado,
aproximadamente, 1⁄8" a la izquierda del borde izquierdo de la
mordaza. Manteniendo la llave bruta horizontal y
firmemente contra la mordaza, apriete la tuerca de mariposa.
Siga el mismo procedimiento para colocar la llave modelo en
la mordaza IZQUIERDA del carro, dejando en este caso un
espacio de 1⁄4" entre el lomo de la llave y el borde de la
mordaza.

Seguidamente, baje el calibrador de llaves y coloque el carro
de tal manera que el borde izquierdo del diente DERECHO
del calibrador toque el borde del lomo de la llave bruta (vea
la figura 3). Afloje la tuerca de mariposa que sujeta la llave
modelo y colóquela de manera que su lomo toque el borde
izquierdo del diente IZQUIERDO del calibrador de llaves.

Asegúrese de que los lomos de la llave modelo y de la
bruta están bien colocados contra el calibrador de
llaves y que las dos llaves están en posición horizontal
(no inclinadas) en las mordazas. Apriete la tuerca de
mariposa.

Figura 3

Alineamiento de los lomos de las llaves con el calibrador de llaves

Figura 4

Utilización del calibrador con diferentes tipos de llaves

Lomo

Punta

Punta replegada
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Secuencia general de funcionamiento

ADVERTENCIA: Antes de colocar o sacar llaves de la
máquina asegúrese de que el interruptor está en la
posición de apagado (OFF).
1. Gire las dos mordazas hasta colocarlas en la posición

apropiada para la llave que se quiere copiar
2. Coloque la llave bruta y la llave modelo en las mordazas

utilizando el método pertinente descrito en la sección
“Alineamiento de las llaves en las mordazas”. Asegúrese
de que las dos llaves están colocadas horizontalmente
en las mordazas y que no están inclinadas.

3. Baje el calibrador de llaves para alinear las llaves
utilizando el método pertinente descrito en la sección
anterior “Alineamiento de las llaves...” (vea la página 10).

4. Después de haber alineado las llaves, coloque el
calibrador en la posición “arriba”.

5. Apriete el interruptor de encendido/apagado para
ponerlo en la posición de encendido (ON).

6. Levante el carro con las dos manos (vea la figura 5).
7. Desplace el carro

para alinear la guía
de fresado con el
lomo de la llave
modelo; después
s e p á r e l a
ligeramente del
lomo. No deje que
la fresa toque el
lomo de la llave
bruta.

8. Haga presión sobre
el carro mientras lo
mueve hacia la
izquierda. Trace
cuidadosamente las entalladuras de la llave modelo con
la guía de fresado. La fresa hará las entalladuras
correspondientes en la llave bruta.  Cuando haya
trazado la entalladura más cercana a la punta de la llave
modelo, vuelva a trazar todas las entalladuras llevando
el carro hacia la derecha. Esta operación eliminará todo
el metal de la llave bruta que no haya sido cortado
durante el primer pase.

9. Pulse el interruptor de encendido/apagado para ponerlo
en la posición de apagado. Quite la llave bruta. Vuelva a
apretar en el interruptor para ponerlo en la posición de
encendido y quite todas las rebabas que puedan haber
quedado pasando ligeramente la llave por el cepillo de
desbarbar. Pulse el interruptor para apagar la máquina.

10. Consejos de manejo: Cuando copie una llave, no mueva
el carro con movimientos bruscos e irregulares. Realice
un movimiento uniforme y suave colocando las dos
manos en el carro para dirigirlo. Ejerza la misma presión
con cada copia. Una presión excesiva puede provocar
cortes demasiado profundos. A veces, es mejor practicar
con algunas llaves hasta que el operador aprende a
ejercer una presión constante y uniforme sobre el carro.

Figura 5

Reemplazo de la fresa

La fresa P-23XMC que lleva esta máquina tiene un diámetro
de 2 1⁄4", un espesor de 0,093" y un agujero de 1⁄2". Se trata de
una fresa hecha de acero de corte rápido. Su lado izquierdo
es plano, lo que permite realizar entalladuras profundas
cuando éstas están situadas cerca del lomo, como es el caso
de las llaves GM, Chicago, etc. La fresa no tiene garantía,
razón de más para que los operadores la manipulen con
cuidado y eviten los movimientos bruscos. No fuerce el carro
hacia arriba, ya que la llave bruta daría contra la fresa, y no
ejerza una presión fuerte mientras talla. Además, impida que
la fresa roce las abrazaderas, ya que perdería el filo
rápidamente.

Como cualquier instrumento cortante de metal, la fresa 
P-23XMC se embotará con el uso. Hay tres indicios que
permiten saber si la fresa se ha desafilado y debe cambiarse:
1. El tiempo: Una fresa embotada necesita más tiempo

para hacer las entalladuras.
2. El sonido: Una fresa embotada emite un sonido

estridente cuando pasa por la llave bruta.
3. Las rebabas: Una fresa embotada no corta el metal, lo

enrolla. Cuando esto ocurre, se forma una acumulación
de rebabas en la cara inferior de la llave. Cuando la
acumulación es importante, la fresa está desafilada. Una
fresa afilada deja pocas rebabas o ninguna.

Para cambiar la fresa utilice dos llaves: una llave de 3⁄4" para
la tuerca de la fresa, y otra de 1⁄2" para el eje de la fresa.
Coloque las dos llaves en posición y afloje la tuerca de la
fresa. Dése cuenta de que la tuerca de la fresa tiene una rosca
inversa y que se afloja girando hacia abajo. Quite las
arandelas espaciadoras y la fresa embotada. Instale la nueva
fresa y vuelva a colocar las arandelas y la tuerca.
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Reglaje de la profundidad del corte

Como medida de seguridad, DESENCHUFE la máquina
antes de ajustar la profundidad de la entalladura. Es
fundamental que la guía de fresado y la fresa estén en el
mismo plano, es decir, alineadas una respecto a la otra. Si la
guía de fresado sobresale con respecto a la fresa, las
entalladuras realizadas en la llave bruta no tendrán la
profundidad suficiente y la copia no funcionará. Igualmente,
si la guía de fresado se queda detrás de la fresa, las
entalladuras de la llave serán demasiado profundas (vea la
figura 6).

Para comprobar el reglaje de la profundidad, coloque dos
llaves brutas idénticas en las mordazas, en posición
horizontal (no es necesario alinearlas). Después, levante el
carro poniendo la llave bruta de la izquierda contra la guía de
fresado y la llave bruta de la derecha contra la fresa. Gire la
polea de la máquina con la mano y observe la llave bruta de
la derecha. Si el reglaje es correcto, la fresa rozará
ligeramente la llave bruta.

Figura 6

El reglaje 
es correcto 

cuando 
las dos llaves 
brutas tocan

Como ningún disco cortador es perfectamente redondo, hay
que girar la fresa una vuelta completa antes de cambiar el
reglaje. En la fresa habrá un punto máximo respecto al que
habrá que efectuar el reglaje. Si, después de una vuelta
completa, la fresa no toca la llave bruta, habrá que hacer un
nuevo reglaje.

Para ajustar la guía de
fresado, afloje ligeramente
el tornillo de sujeción
ubicado encima de la guía
(vea las figuras 7 y 8).
Después de haberlo
aflojado, el botón de reglaje
de la profundidad puede
girarse hacia la izquierda
(para disminuir la
profundidad de la
entalladura) o hacia la
derecha (para aumentarla).
También en ese caso, el

reglaje correcto se obtendrá cuando la fresa roce
ligeramente la llave bruta colocada delante de ella mientras
la guía de fresado está en contacto con la otra llave bruta.
Apriete el tornillo de sujeción cuando haya terminado el
reglaje. Después de apretar el tornillo, asegúrese de que el
ajuste no ha variado.

Cada marca de calibrado en el botón de reglaje de la
profundidad representa aproximadamente 0,0015" (11⁄2
milésimas de pulgada). Como puede ver, este dispositivo le
permite efectuar un reglaje muy exacto de la máquina de
tallar llaves. En realidad, si tiene un micrómetro o un pie de
rey de esfera, usted puede ajustar su máquina con una
“precisión de fábrica”. Para ello, reproduzca una llave y mida
las entalladuras de la llave modelo y de la copia para
compararlas. Eso le indicará si existe una diferencia, es decir,
si las entalladuras copiadas son demasiado o poco
profundas y cuál es la diferencia. Con esos datos, usted
puede utilizar el botón de reglaje de la profundidad situado
en la máquina para ajustarla con objeto de obtener la mayor
precisión posible. Esta operación es muy importante habida
cuenta de que muchas cerraduras están diseñadas con
tolerancias mínimas y que las llaves que usted reproduce
son, muy a menudo, copias apenas funcionales. Cuanto
mejor sea el reglaje de su máquina, más iguales a las llaves
originales serán sus copias, reduciendo así los cortes
defectuosos y no funcionales.

Es muy importante comprender que el reglaje de la
máquina no es una operación “de una sola vez”. Conforme
se va usando la fresa, hay que ir ajustando la máquina para
compensar. Una buena técnica de taller es verificar el
reglaje de profundidad de la máquina cada 2 ó 4 semanas,
según la cantidad de llaves copiadas, y hacer los reajustes
necesarios. Cuando haga las comprobaciones indicadas,
constatará que la mayor parte de las veces no es necesario
volver a calibrar, pero si usted verifica y realiza las
correcciones ANTES de que los clientes le devuelvan las
llaves defectuosas, su tienda se forjará una buena
reputación.

Figura 8
Botón de

reglaje de la
profundidad

Tornillo 
de sujeción

Tope 
del carro

Placa 
de sujeción

Botón de reglaje 
de la profundidad

Tornillo 
de sujeción

Figura 7

Tornillo 
de ajuste 

del tope del carro
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Reglaje del espaciamiento

El espaciamiento no puede ajustarse. Sin embargo, si se
reemplazara el calibrador de llaves, habría que ajustarlo
después de la instalación. Para hacerlo, primero coloque una
llave modelo y una llave bruta y alineelas contra la guía de
fresado y la fresa. Después, baje el calibrador de llaves y lime
el diente apropiado para que el calibrador entre en contacto
con los lomos de las dos llaves.

Reglaje del tope del carro

El tope del carro tiene como función impedir que la fresa dé
contra la mordaza derecha. Este tope tiene una tuerca y un
tornillo, y puede ajustarse. Para verificar el reglaje, levante el
carro (sin que haya llaves en las mordazas) y gire la fresa con
la mano. La fresa no debe tocar la mordaza. Cuando el
reglaje del tope es correcto, tiene que haber una distancia de
0,008" entre la mordaza y la fresa (más o menos, el espesor
de una tarjeta normal). No deje una distancia mayor porque
eso puede afectar la profundidad de las entalladuras.

Limpieza

Mantenga su máquina limpia, sin virutas ni polvo. Las zonas
más importantes son las mordazas y los ejes. Un pincel de
una pulgada es ideal para limpiar esas zonas. Los ejes deben
limpiarse periódicamente con un trapo ligeramente
impregnado en aceite. Le aconsejamos limpiar las mordazas
a menudo porque una simple viruta puede alterar la
precisión de la máquina.

Frecuencia de lubrificación

Es importante lubricar las piezas móviles. Para ello, la
máquina dispone de un engrasador que permite mantener
bien lubricados los cojinetes del eje de la fresa (basta con
verter en el engrasador de 5 a 7 gotas de aceite “3 en 1” o de
aceite ligero para ejes). El eje del carro debe lubricarse con
una película delgada de aceite y debe limpiarse para quitar las
virutas que se hayan acumulado. La lubrificación debe
efectuarse cada 2 ó 3 semanas, según la frecuencia de
utilización de la máquina. El motor debe lubricarse
anualmente. Para más detalles, consulte la etiqueta del motor.
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ONE YEAR LIMITED WARRANTY

Registration and Serial number is

ILCO UNICAN warrants to the original buyer of any new
model 030 or 031 machine that it will repair or replace, at its
option, any part of any machine which proves, to the reason-
able satisfaction of ILCO UNICAN, to have defects arising
from the faulty manufacture of the machine or from defective
material or components, during a period of one (1) year from
the date of shipment of the machine by ILCO UNICAN, pro-
vided that the machine is returned by prepaid transport to ILCO
UNICAN  or to its authorized representative before the expiry
of the warranty period together with a detailed description of
the alleged defect(s).  ILCO UNICAN may, at its discretion,
elect to refund the purchase price allowable to the part affect-
ed, or to issue a credit if the price therefore remains unpaid.

ILCO UNICAN  sells precision-made machines.  The buyer
assumes all risks, and ILCO UNICAN  shall not be liable for
any reason, if the machine has been subjected to improper in-
stallation, improper use, improper or inadequate maintenance,
negligence, if any unauthorized modification or alteration is
made to the machine, or in case of accident.  For greater cer-
tainty, any machine not operated in accordance with ILCO
UNICAN’s printed instructions or operated beyond its rated
capacity shall not be covered by this or any other warranty.

Any and all warranties made by ILCO UNICAN on any ma-
chine, product, or component thereof shall be effective only if
and for so long as the buyer complies with all payment obliga-
tions pursuant to the buyer’s accepted and acknowledged order.
Failure to meet such payment obligations shall void all warran-
ties and not extend the period of time for which such machine,
product of component thereof is warranted irrespective of
whether or not payment is eventually made.

These warranties are in lieu of and not in addition to any
other warranty of condition, expressed or implied, including
without limitation merchantability, fitness for a particular pur-
pose or latent defects.  The buyer releases ILCO UNICAN from
any liability for any reason other than a breach of its warranties
hereunder.

The liability of ILCO UNICAN  shall in no case, including
negligence, exceed the purchase price of the defective machine,
nor shall ILCO UNICAN  be liable for any personal injuries,
property damage or consequential damages.

Use only genuine  ILCO UNICAN replacement parts on this
machine!
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INTRODUCTION

DO NOT DESTROY OR DISCARD THIS VALUABLE SHIPPING CARTON.
STORE IT CAREFULLY IN A SAFE PLACE.  IN THE EVENT OF A PROBLEM
WITH YOUR MACHINE, IT MUST BE RETURNED TO OUR SERVICE FACILITY
IN ITS ORIGINAL PROTECTIVE CARTON.

DEPTH”).
CAUTION!

The Half-Time has been engineered to originate and to du-
plicate flat keys.  It is not intended or designed for any other
purpose.  The machine operator assumes all liability when
using this machine in a manner inconsistent with its stated
design purpose.

ILCO UNICAN strongly recommends the use of protective
eye glasses or goggles when operating this machine, or

when in the vicinity of the machine while it is being operat-
ed.  Protective eye wear prevents injuries!
Note that this machine does not turn off automatically when
the carriage is lowered.

When the key machine is operating, be careful not to butt
the vise jaw or carriage against the cutting wheel as this will
cause damage to the cutter, jaw, or carriage.

Your Half-Time key machine has been shipped to you in a
sturdy, specially cushioned container to prevent the possibil-
ity of damage during handling and shipment. Once the
machine is removed from the carton, it should be set up on
a level workbench and wiped free of all rustproofing oil.

The machine is adjusted at the factory and test keys have
been cut on it, but it is recommended that you check the ad-
justments to make sure they have not slipped or shifted dur-
ing transit (See Page 12 “ADJUSTMENT FOR CUT

SAFETY

UNPACKING INSTRUCTIONS

Congratulations!  
You’ve purchased a superior key cutting machine.

The Half-Time key machine you've just received will give
you remarkably fast and accurate keys for many years to
come… and a profitable return on your investment.  It will
save you time and money.

Specifically engineered to cut safe deposit keys, the Half-
Time is crafted with uncompromising quality for the profes-
sional who is serious about speed, accuracy and profitabili-
ty.  It will let you duplicate keys faster because it's designed
to cut TWO keys at a time; hence, the name Half-Time.
This capability of cutting two accurate keys at the same time
is unique in the industry.  No other flat key duplicator
accomplishes this feat. 

To cut two keys at the same time, the Half-Time uses a 4

inch cutting wheel, made out of solid carbide.  The cutter is
a slotter type and is intended to make plunge cuts only.  It is
NOT a side milling slotter.  Standard on the Half-Time
Model 030 is a cutter that is .055" thick, capable of making
a plunge cut which is .055" wide.  Since there are safe
deposit locks on the market with wider key cuts, optional
cutters are available in thicknesses of .062", .072", and
.088".

There are two Half-Time models available:  the 030 which
is designed for safe deposit keys, and the 031, which is
designed for cutting large detention (jail) keys.  In addition,
the 030 or the 031 can be modified to cut the large paracen-
tric Mogul key.  The parts necessary for these modifications
are available in optional kits.



4

OPERATING PARTS
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OPERATING PARTS IDENTIFICATION

Refer to page 4

Part No. Identification

030-1 Base

030-3 On/Off switch

030-6 Carriage guide bar #1 (two)

030-7 Carriage guide bar #2

030-8 Carriage guide bar #3

030-10 Carriage

030-14R Bottom vise jaw (right)

030-14L Bottom vise jaw (left)

030-15 Top vise jaw (two)

030-19 Vise handle assembly (two)

030-20 Key stop (two)

030-21 Key guide housing

030-22 Key guide spindle

030-23 Key guide

030-24 Key guide stop nut

030-27 Key guide spindle retainer

030-28 Cutter guard and support

030-41 Carriage knob (two)

030-42 On/Off indicator light

CU30-55 Carbide cutter, .055" thick
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EXPLODED VIEW
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EXPLODED VIEW
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EXPLODED VIEW PARTS LIST

030-1 Base
030-2 Motor Bracket
030-3 On/Off Switch
030-4 Foot pad (four)
030-5 Mounting plate

030-6 Carriage guide bar #1 (two)
030-7 Carriage guide bar #2
030-8 Carriage guide bar #3
030-9 Lower support (two)
030-10 Carriage

030-11 Vise table
030-12 Dowel sleeve, 1/4" (twelve)
030-13 Dowel sleeve, #10 (four)
030-14R Bottom vise jaw (right)
030-14L Bottom vise jaw (left)

030-15 Top vise jaw (two)
030-16 Shim
030-17 Vise jaw springs (four)
030-18 Socket head cap screw
030-19 Vise handle assembly (two)

030-20 Key Stop (two)
030-21 Key guide housing
030-22 Key guide spindle
030-23 Key guide
030-24 Key guide adjusting collar

030-50 Dowel Pin (two)
030-51 Socket head set screws (four)
030-52 Vise jaw washer (three)
030-53 Socket head cap screws (two)
030-54 Cutters, see below

to 58
030-59 Cutter pulley

030-60 Hex head screw (three)
030-61 Flat washer
030-62 Hex nut, #8 (four)
030-63 Lock washers, #8 (four)
030-64 Socket head set screws (five)
030-80 Motor
030-82 Spacer washer

CU30-M Cylinder cutter for Mogul 
keys

CU30-55 Carbide cutter, .055" thick
CU30-62 Carbide cutter, .062" thick
CU30-72 Carbide cutter, .072" thick
CU30-88 Carbide cutter, .088" thick

030-25 Key guide spindle spring
030-26 Key guide spindle cap
030-27 Key guide spindle retainer
030-28 Cutter guard and support
030-29 Cutter spindle

030-30 Spindle washer
030-31 Belt guard
030-32 Grommet (three)
030-33 Power cord and plug
030-34 V belt

030-35 Key guide dowel pin
030-36 Hood label for 030
030-37 Spacer Bearing
030-38 Key guide spindle travel pin
030-39 Flat head screw (two)

030-40 Socket head set screw (two)
030-41 Carriage knob (two)
030-42 On/Off indicator light
030-43 Plunger (two)
030-44 Flat head screw

030-45 Motor pulley
030-46 Flat head screws (twelve)
030-47 Socket head set screw (two)
030-48 Round head screws (three)
030-49 Socket head set screws (four)

OPTIONAL KITS

030-CK This kit is intended for the person who has an 031 (detention) key machine and the person wants to convert it to cut
safe deposit keys.  The 030-CK kit includes:

1 only CU30-55 cutter
2 only key stops, Part No. 030-20
2 only screws, Part No. 030-53

031-CKM This kit is intended for the person who has an 030 (safe deposit) or and 031 (detention) key machine.  The person
wants to cut the large paracentric cylinder key (Mogul).  The 031-CKM kit includes:

1 only CU30-M cutter
1 only key guide (131480)
2 only key stops (131477)
2 screws (174080)

031-CK This kit is intended for the person who has an 030 (safe deposit) key machine and the person wants to cut the deten-
tion key (lever key with plunge cuts).  The 031-CK kit includes:

1 only CU30-88 cutter
2 only key stops (131477)
2 only screws (174080)

Refer to pages 6 and 7 for illustrations.

Part No. Description Part No. Description Part No. Description
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THE CUTTING OPERATION

SETTING UP YOUR KEY MACHINE

The 030 and 031 key machines are shipped completely
assembled.  Each one is ready for use upon unpacking.
When placing either machine on a table or work bench, it is
essential that the surface be level; if not level, the X - Y
action of the carriage may bind during operation.  Also, the
machine can be bolted to the work bench for stability.  If you
decide to bolt it down, make sure the surface is level and all
four bolts or screws are tightened equally.  A torque wrench
is ideal, but not necessary.

The X - Y action is the term given to the engineer's descrip-
tion of the carriage movement, X referring to the horizontal
axis and Y to the vertical axis.  This means that the carriage
can  move horizontally (left to right) as well as vertically (up
and down).   In order to accomplish this action, the carriage,
and the guide bars along which the carriage slides, are
machined to extremely close tolerances.  When the machine

is set on a level surface, the sliding action is smooth and
easy; a non-level surface may cause binding in the slide
action.

In the event the machine is bolted down, and binding occurs
in the slide action, loose the bolt at one corner and check the
slide action until it is smooth.  Then, loosen and retighten
the other bolts to a point where the machine is secure while
the X - Y action remains smooth.

If you decide not to bolt down the machine, we have pro-
vided rubber feet which can be applied to the bottom of the
machine base.  This will ensure a non-skid, non-scratch sur-
face for the machine.  To install the rubber feet, peel the
backing from each foot and apply the adhesive side to the
bottom of each corner of the machine base.  Additional
adhesive is not needed.

GENERAL OPERATING SEQUENCE

Two hands must be used to cut a key on the 030 and 031.
The left hand grasps the left carriage knob and the right
hand grasps the right knob.  Both hands then are moved
sideways or up and down to make the cuts in the key blank
(See Figure 1).

mits the operator to pre-position the key guide into a specif-
ic cut of the pattern key before the blank touches the cutter.
This is very helpful when making adjacent cuts where the
depths are only one or two apart.

Aligning the key blank to the pattern key is done by placing
the shoulders of both keys (not the tips) against the key
stops.  In this position, the sideways travel of the carriage is
far enough to enable cutting of a throat cut, if one is present
in the key.

The 030 machine is capable of cutting TWO key blanks at
the same time.  This capability is possible because of the X
- Y action of the carriage and the large diameter of the cut-
ting wheel.  The wheel is 4" in diameter and its' arc at the
point of cutting is flat enough to make cuts that are perpen-
dicular and accurate in both keys.  Being able to cut two
keys at the same time will reduce your cutting time in half.
In addition, the cutter is made of solid carbide and will last
much longer than cutters made of conventional steel.

Figure 1

The key guide is spring loaded and this provides a pre-posi-
tioning action.  In its normal position, the key guide pro-
trudes further forward than the cutter.  This extra length per-
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HOW TO DUPLICATE KEYS

SAFE DEPOSIT KEYS
The key cutting procedure for safe deposit keys is as follows:
1. Clamp the pattern key (original) in the right vise jaw.  Push

this key into the vise jaw until its shoulder contacts the key
stop (See Figure 2).

2. Tighten the right vise jaw.  Note that the vise jaw is

designed so only light pressure is needed to clamp the key
securely.  Do not overtighten.  Only a 1/4 turn of the han-
dle is all that should be needed to release the vise jaw.

NOTE! If excessive pressure is used to tighten the vise
jaw, the threads in the bottom vise jaw will be strained and
will eventually strip out, requiring replacement of the bot-
tom jaw.  The handle itself is placed on a ratchet type bolt
and can be repositioned easily by lifting and turning to the
most comfortable position.

3. Select the proper key blank for duplication.  Then, insert
one or two of these blanks into the left vise, butting the
shoulder(s) against the key stop (See Figure 3).  Tighten
the left vise jaw.

4. Activate the on/off toggle switch to turn on the machine.

Figure 3

The yellow light near the switch will go on, indicating the

motor is running.  The light is needed since the machine
operates quietly and is vibration free.

5. Grasp the carriage as shown in Figure 1 and move the car-
riage up to the key guide.  Move the carriage to line up the
key guide with the first cut in the pattern key.

6. Push the carriage upward so the key guide drops into the
first cut.  When it does, continue pushing upward; the cut-
ter will make the first cut.

7. When the cutter completes the cut, lower the carriage and
shift it to the next cut.  Repeat the previous steps for all
remaining cuts in the pattern key.

8. Move the on/off switch to turn off the machine.  The indi-
cator light should go off.

9. Remove the key(s) and brush off any burrs by running the
key under a brush or a small file.

ABOUT CUTTING KEYS
It makes no difference whether one or two key blanks are
clamped in the left vise jaw; the machine will duplicate one
or two with equal accuracy.  When two keys are cut, only the
bottom key will have burrs and require deburring (brushing).
The top key has no burrs.

ABOUT THE CUTTER - KEY GUIDE
The cutter used on the 030-031 is 4" in diameter and is made
out of solid carbide.  It is a slotter type cutter, having no
millings or cutting edges on the sides.  Therefore, the cutter
makes plunge cuts only, that is, it will cut straight into the
key blank and cannot be moved side to side to widen the
cuts.  Do not attempt sideward movement to force the key
against the sides of the cutter, as if to widen the cuts or to
skip to the adjacent cut.  The sideward pressure will put
undue strain on the cutter and could cause a tooth to chip or
break off.  When the key guide is bottomed into a cut, push
the carriage up only and then back down when the cut is
complete.

Since there are safe deposit locks with varying cut widths,
four cutters are available in thicknesses of .055", .062",
.072", and .088".  The cutter provided with the 030 machine
is .055" thick, identified as CU30-55.  The cutter on the 031
machine is .088" thick, identified as CU30-88.

Because each cutter requires a matching key guide to the
same thickness, the 030 and 031 are provided with a key
guide that has all four thicknesses on it.  The guide just has
to be rotated to the thickness desired.  To rotate the key
guide, loosen its retaining screw and pull it off its position-
ing lug. (See Figure 4).

Figure 2

Key 
Stop
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right side of each vise.  Note the new key stops (131477) are
thick and require longer screws.

Figure 5 shows the large paracentric key (Mogul) installed
in the vise jaws, ready for cutting.  For cutting the duplicate
key, the carriage is shifted sideways to the left, with the key
blank passing across the cutter, just as with conventional
duplicating.

CUTTING DETENTION KEYS
The large lever type keys used in detention locks are cut on
the 031 machine.  The cuts are made in the bit portion of the
blank and could be from .088" to .104" wide.  As a result, the
cutter provided on the 031 is .088" thick, identified as CU30-
88.  It requires the .088" key guide.

Figure 6 shows the detention keys installed in the vise jaws,
ready for duplicating.  Note the keys gauge from the bottom
shoulder, using the same key stops required for Mogul keys.
Once the pattern key and the key blank are clamped in the
vise jaws, the actual cutting procedure is the same as that for
the safe deposit keys.

The only differences between the 030 machine and the 031
machine are the cutters and key stops.  A person who already
has an 030 machine (for cutting safe deposit keys) can con-
vert to an 031 by installing the kit 031-CK.  Identification of
parts in 031-CK is as follows:  Cutter (CU30-88), Key Stops
(131477), Screws (174080).

Likewise, a person who already has an 031 machine can 
convert to an 030 machine (for cutting safe deposit keys) by
installing the kit 030-CK.  Identification of the parts in 030-
CK is as follows:  Cutter (CU30-55), Key Stops (030-20),
Screws (030-53).

Figure 4

HOW TO DUPLICATE KEYS

CUTTING MOGUL TYPE KEYS
Large paracentric cylinder keys, such as the Mogul or
Adams, can be cut on the 030 and 031 machines if the cutter
and key guide are changed.  The cutter and key guide are
packaged in a separate kit, identified as 031-CKM.  Also
included are two key stops and screws.  Identification of the
parts is as follows:  Cutter (CU30-M), Key Guide (131480).
Key Stops (131477), Screws (174080).

To install these parts on either machine, first remove the key
guide.  Then, set the Mogul key guide (Part No. 131480) on
the key guide spindle, with the V-shape tip pointing toward
the vise jaw.  Next, using a suitable wrench, remove the cut-
ter nut, washer and cutter.  Install the CU30-M cutter, replac-
ing the spacer washer and cutter nut.  Note the CU30-M is a
milling cutter and should be installed with the teeth rotating
down.

Since these large paracentric keys gauge like conventional
size cylinder keys, different key stops are required on the

Figure 5 Figure 6
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REPLACEMENTS AND ADJUSTMENTS

When the cutter becomes dull, it should be replaced.  There
are three ways to determine if the cutter is dull:

1. By sound - a dull cutter will emit a high shrilly sound.
2. By time - a dull cutter will take  longer to make the cuts.
3. By the burrs - if the burrs on the back side of the key blank

are formed into little mounds, the cutter is not chipping
away the metal but actually rolling it over.  If there is a lot
of burrs , the cutter is dull.

To remove the cutter, use two open end wrenches, as shown
in Figure 7.  Note that the cutter nut is reverse threaded.  After
the new cutter is installed, the adjustment of the machine
should be checked and corrected, if needed.

Figure 7

Figure 8

ADJUSTMENTS FOR CUT DEPTH
As with all key duplicating machines, the key guide must be
set in the same plane as the cutter in order to reproduce the
correct depths of the pattern key.  The depth of cut is regu-
lated by the key guide adjusting collar which is threaded on
the key guide spindle.  Two set screws secure the collar to the
spindle.  Also, the collar is notched in increments of .001" so
rotations of the collar can be measured.

To perform the adjustments, insert the same type key blank
into each vise jaw.  Slide the carriage up until the right blank
touches the key guide.  Note the cutter, it should be touching
the left key blank.  Slowly rotate the cutter by hand; the cut-
ter should be barely touching the key blank.

If the cutter will not rotate, the key guide will make cuts that
are too deep.  If the cutter rotates but does not contact the key
blank, the key guide will make cuts that are too shallow.  For
either adjustment, locate and loosen the two small set screws
securing the adjusting collar to the key guide spindle.  Note
the index mark on the key guide housing; then, rotate the col-
lar as follows (See Figure 8):

1. For cuts that are too deep, rotate the adjusting collar clock-
wise.

2. For cuts that are too shallow, rotate the adjusting collar
counterclockwise.

By rotating the collar one increment mark at a time, you'll be
able to make fine adjustments.  A test key, cut to each of the
depths in a given lock and then measured by micrometer,
should be used to verify the accuracy of the key guide adjust-
ment.  Be sure the collar screws are tightened securely when
the adjustment is correct.

MAINTENANCE

• Keep the machine free of excessive dirt, dust and chips.
• It's a good idea to occasionally lubricate the bearing sur-

faces with a very light amount of oil and then wipe off the
oil with a clean dry cloth.

• Inspect all screws and keep them snug.
• Note that the motor is a sealed bearing type and requires no

lubrication.
• If the carriage movements are sluggish and bind, check the

guide bars for dirt and chips; wipe these clean.  Also check
to see that the machine is level.  If it's not level, correct the
machine mounting as explained in the section "Setting Up
Your Key Machine" on page 9.

• If the vise jaws do not open or close smoothly, check under
the top jaw for cleanliness.  Apply a very light coat of oil
and wipe it off with a clean dry cloth.
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INSTRUCTION MANUAL
IMPORTANT! Read these instructions before you use your new 024B Key Machine.

Ensure that all safety recommendations are followed!
See page 2 for instructions.

024B
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ILCO UNICAN warrants to the original buyer of any
new model 024B machine that it will repair or
replace, at its option, any part of any machine which
proves, to the reasonable satisfaction of 
ILCO UNICAN, to have defects arising from the
faulty manufacture of the machine or from defective
material or components, during a period of one (1)
year from the date of shipment of the machine by
ILCO UNICAN, provided that the machine is
returned by prepaid transport to ILCO UNICAN or to
its authorized representative before the expiry of the
warranty period together with a detailed description
of the alleged defect(s). ILCO UNICAN may, at its
discretion, elect to refund the purchase price
allowable to the part affected, or to issue a credit if
the price therefore remains unpaid.

ILCO UNICAN sells precision-made machines. The
buyer assumes all risks, and ILCO UNICAN shall
not be liable for any reason, if the machine has been
subjected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with ILCO UNICAN’s printed instructions or
operated beyond its rated capacity shall not be
covered by this or any other warranty.

Any and all warranties made by ILCO UNICAN on
any machine, product, or component thereof shall be
effective only if and for so long as the buyer complies
with all payment obligations pursuant to the buyer’s
accepted and acknowledged order. Failure to meet
such payment obligations shall void all warranties
and not extend the period of time for which such
machine, product of component thereof is warranted
irrespective of whether or not payment is eventually
made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness for
a particular purpose or latent defects. The buyer
releases ILCO UNICAN from any liability for any
reason other than a breach of its warranties hereunder.

The liability of ILCO UNICAN shall in no case,
including negligence, exceed the purchase price of
the defective machine, nor shall ILCO UNICAN be
liable for any personal injuries, property damage or
consequential damages.

Use only genuine ILCO UNICAN replacement parts
on this machine!

Serial number : ____________________

This manual is registered and applies specifically to the
machine which carries this serial number. It properly
identifies your model and assures you will receive correct
parts, if and when you require replacement parts. Retain
this manual in a safe place. It’s the only one of its kind.
If ownership of this machine is transferred, this service
manual should accompany the machine.

When seeking service information about this machine,
refer to Model No. 024B and the part number desired
(see pages 6 to 8). Note that many parts are not
interchangeable with other ILCO UNICAN machines.

CONTENTS
Warranty ..............................................................................2
Safety information ................................................................3
Introduction / unpacking ......................................................4
Operating parts (illustrated)..................................................5
Operating parts identification (names and part numbers) ..5
Exploded view ......................................................................6
Exploded view parts list........................................................8
Operating handles / test keys / key cutting ..........................9
How to duplicate keys ........................................................10
The cutting operation..........................................................11
Replacing the cutter ............................................................12
Adjustments ........................................................................13

ONE YEAR LIMITED WARRANTY
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Electrical safety
• (120 Volt models) Your machine is designed to

operate using 120 Volt A. C. 60 Hz. electrical current.
It is supplied with a three-prong power plug which
should be used with a properly grounded three-prong
outlet only. Do not defeat the safety purpose of the
plug by modifying or using with non-grounded
outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under warranty,
contact ILCO UNICAN at the address printed on the
cover. (ILCO UNICAN also offers repair service for
out-of-warranty machines. Contact ILCO UNICAN
for details.)

• Always unplug the machine before removing the hood
or changing the cutter wheel.

WARNING – SAFETY NOTICE

IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for
information on how to properly operate it. The likelihood
of accidents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the possibility

of eye injury while operating or in the immediate
vicinity of key cutting equipment.

• Always turn machine off before making adjustments
or inserting or removing keys.

• Machine should be located in an area accessible only
by authorized operators. Location must be such that
customers and other personnel are not subject to
potential injury from “flying chips”.

• Do not defeat safety features built into your machine.
Removal or modification of safety shields, cutter
guards, and other safety devices should be strictly
forbidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation. The
operator should take care to ensure that loose-fitting
clothing, long hair, etc. are kept from the area of
machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be operated
according to the Operator’s Manual. All other uses are
strongly discouraged as potentially dangerous, and
should not be attempted! Such use will immediately
void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown,

grounding provides a path of least resistance for
electric current to reduce the risk of electric shock.
This machine is equipped with an electric cord that
has an equipment-grounding conductor and a
grounding plug. The plug must be plugged into a
machine outlet that is properly installed and
grounded in accordance with all local codes and
ordinances.

• Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

• Improper connection of the equipment-grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the
equipment-grounding conductor. If repair or
replacement of the electric cord or plug is necessary,
do not connect the equipment-grounding conductor
to a live terminal.

• Check with a qualified electrician or service personnel
if the grounding instructions are not completely
understood, or if in doubt as to whether the machine
is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords
immediately.
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Congratulations! 
You’ve purchased a superior key cutting machine.

INTRODUCTION / UNPACKING

Your 024B key machine has been shipped to you in a
sturdy, specially-cushioned container to prevent the pos-
sibility of damage during handling and shipment. Once
the machine is removed from the carton, it should be set
up on a level workbench and wiped free of all rustproof-

ing oil. The machine is adjusted at the factory and test
keys have been cut on it, but it is recommended that you
check the adjustments to make sure they have not
slipped or shifted during transit (see page 13 “Adjusting
for depth of cut”).

The Model 024B semiautomatic key machine you've just
purchased incorporates the latest improvements in de-
sign for key duplicating machines of its type.

The semiautomatic function of the 024B means that the
machine itself supplies the proper degree of pressure
against the machine’s carriage during the key duplication
process and that the “tracing” motion of the carriage
while duplicating a key is controlled by simply moving a
lever! In essence, the model 024B duplicates keys with
more consistent accuracy and greater speed, especially

important in situations where several employees operate
the machine during the course of the day.

Featuring exclusive four-way vise jaws, the model 024B
is designed to accommodate virtually any standard cyl-
inder key without the need for adapters. Even double-
sided automotive keys can be duplicated with ease; the
four-way jaws include stations ideally suited to gripping
these keys and is capable of gripping them in the groove
or milling for enhanced clamping performance when
necessary. (See illustration on page 10).

Unpacking instructions

The 024B has been engineered to duplicate cylinder
(paracentric) keys. It is not intended or designed for any
other purpose. The machine operator assumes all liabili-
ty when using this machine in a manner inconsistent with
its stated design purpose. Refer to page 3 for complete
safety information before operating the machine.

ILCO UNICAN strongly recommends the use of protec-
tive eye glasses or goggles when operating this machine,

or when in the vicinity of the machine while it is being
operated. Protective eye wear prevents injuries! The
machine should be turned off before loading or unload-
ing keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting wheel
as this will cause damage to the cutter, jaw, or carriage.

Safety

CAUTION! DO NOT DESTROY OR DISCARD THIS VALUABLE SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.
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Adjusting for depth of cut

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It's imperative
that the key guide and the cutter be in the same plane,
that is, aligned to each other. If the cutter guide protrudes
further than the cutter, the resulting cuts in a key blank
will be too shallow and the duplicate key will not work.
Likewise, if the cutter guide is behind the cutter, the cuts
in the key will be too deep (see Fig. 9).

To check the depth adjustment, insert two identical key
blanks into the vise jaws, setting them flat in each vise.
(It is not necessary to align the blanks.) Then, raise the
carriage, positioning the left blank against the cutter
guide and the right blank against the cutter. Next, turn
the machine pulley by hand and note the right key blank.
The cutter should just barely graze the key blank when
the adjustment is correct.

No cutter is perfectly round so make one complete
rotation of the cutter before changing adjustment. There
will be a high point on the cutter; the adjustment should
be made to the high point. If the cutter does not touch
the key blank after one rotation, proceed to change the
adjustment.

To adjust cutter guide, loosen the binding screw on top of
the guide. With a flat screwdriver, turn adjusting screw in
(to increase depth) and/or out (to decrease depth). 
See Fig. 10.

ADJUSTMENTS

Figure 9

Adjusting for spacing

There is no adjustment for spacing. However, if a key gauge
assembly is ever replaced, the key gauge must be fitted to
the machine after it has been installed. To do this, first
install a pattern key and key blank and align these against
the cutter guide and cutter. Then lower the key gauge and
file the appropriate finger of the gauge to allow contact with
the shoulder of both keys.

Adjusting the Carriage Stop

The purpose of the carriage stop is to prevent the cutter  from
hitting into the right vise jaw. The stop is a nut and bolt and
is adjustable (see Fig. 11). To check the adjustment, raise
carriage (without keys in vise jaws) and rotate the cutter by
hand. The cutter should not contact the vise jaw. When the
carriage stop is properly adjusted, there should be a space of
.008" between the vise jaw and the cutter (this is about the
thickness of an ordinary business card). Do not allow a
greater distance since this may affect the depth of cut.

Cleaning

Your machine should be kept clean of all filings and dust.
The most critical areas are the carriage jaws and shafts. A
one inch paint brush is ideal to brush these areas of the
machine. The shafts should be wiped periodically with a
lightly oiled cloth. We suggest brushing the jaws often as
even a single filing can alter the accuracy of the machine.

Lubrication Intervals 

Lubricating of moving parts is important. An oil cup is
provided to keep the cutter shaft bearings well lubricated (5-
7 drops of 3-in-1 or lightweight spindle oil in the oil cup is
sufficient.) The carriage spindle should be lubricated with a
thin film of oil and wiped free of chip build up. The
lubrication procedures should be performed every 2-3
weeks depending on usage. The motor requires lubrication
on an annual basis.  See motor label for details.

Circuit Breaker

To protect against machine damage
in the unlikely event the unit jams
while duplicating a key, your 024B
is equipped with a circuit breaker.
Should it activate, turn the power

switch to the off position, pull the carriage back to the
“load” position , and press the circuit breaker button in to
reset. At this point the machine will run once the power
switch is again placed in the “on” position Repeat the
cutting procedure to complete the unfinished duplicate.

Adjusting screw
(Depth of Cut)

Binding
screw

Adjustment is
correct when

both key blanks
touch

Figure 10

Carriage stop
adjusting screw
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THE CUTTING OPERATION / REPLACING THE CUTTER

General operating sequence

WARNING: Do not install or remove keys unless the
off/on switch is in the off position. Always wear eye
protection when operating this machine!
1. Rotate both vise jaws to the station suitable for the

key being duplicated.
2. Insert the blank key and pattern key into the vise jaw

using the appropriate method described under
“Aligning keys in the vise jaws”. Be sure that both
keys are laying level in the vise jaws and are not tilted.

3. After the keys are
aligned, move the car-
riage lever to the right
(clockwise) until the
cutter guide is slightly
left of the cut closest to
the head of the pattern
key (See Fig. 7).

4. Press the off/on switch
to the “ON” position.

5. Push down on the
carriage handle
while pulling out on
the carriage trigger (See Fig. 8). 

This will allow you to ease the carriage up into cutting
position. Take care to ensure that the carriage does
not “slam” forward as this will result in probable
cutter damage. Remember, best results are obtained if
the cutter guide makes initial contact slightly left of
the cut closest to the head of the pattern key. Do not
permit the cutter to touch the shoulder of the key
blank.

Figure 8

Carriage
handle

Trigger
(pull out to release)

Figure 7

General operating sequence (cont.)
6. The carriage movement is controlled by the carriage

lever. Using slow to moderate speed, smoothly move
the carriage lever to the left (counter clockwise).
Avoid using an erratic, jerking movement! Once the
cutter is at the tip of the key, move the carriage to the
right by moving the carriage lever clockwise. This will
result in a second cutting pass over the key blank.
STOP before cutter contact with the shoulder of the
blank occurs.

7. Press the off/on switch to the ‘off’ position and
remove finished key by pushing down on the carriage
handle until the trigger clicks into place. Then loosen
wing nut to remove duplicate key.

8. To deburr the key, turn the machine on, and position
the cut key lightly against the rotating deburring
brush.

Replacing the cutter

The CU20 cutter used on this machine is 21⁄4" in diameter,
.250" thick (1⁄4") and has a 1⁄2" hole. It's a milling cutter,
made out of high speed steel. It has a flat left side, which
is excellent for making deep cuts, when these cuts are
next to the shoulder, such as on GM, Chicago, etc. No
warranty is placed on the cutter, operators should treat it
with care and avoid harsh usage. Do not force the
carriage up, causing the key blank to bang into the cutter,
and do not apply heavy pressure when cutting. Also, do
not let the cutter cut into the vise jaw; this will dull the
cutter quickly.

As with any metal cutting instrument, the CU20 will dull
with usage. There are three ways to tell when a cutter is
dull and requires replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - a dull cutter will emit a shrill sound as it runs

across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key. If
this buildup is heavy, the cutter is dull. A sharp cutter
leaves little or no burrs.

To replace cutter, use two wrenches, one 3⁄4" wrench for
cutter nut and one 1⁄2" wrench for cutter shaft. Set the two
wrenches in position and loosen the cutter nut. Note that
the cutter nut has a reverse thread and turns “down-
ward” to loosen. Remove the spacer washer and the dull
cutter. Install the new cutter, the washer and the nut.
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Part no. Identification

024B-1 Carriage
024B-3X Vise jaw assembly
024B-8 Wing nut

024B-9X Carriage handle assembly
024B-11X Trigger assembly
024B-35X Carriage lever assembly

024B-38 CU20 cutter
024B-43 Nylon brush
024B-49A Cutter guide (stylus)

024B-56 Key gauge
024B-61 Circuit Breaker
024B-62A On/Off power switch

024B-82 Oil cup
024B-86X Safety hood assembly
024B-87 Safety shield

OPERATING PARTS

Key gauge

Safety hood
assembly

Safety shield

CU20 Cutter

Nylon 
brush

On / Off
power switch

Carriage
handle

assemblyTrigger
assembly

Vise jaw
assembly

Carriage
lever

assembly

Cutter guide
(stylus)

Operating parts identification

Oil cup

Wing nut

Carriage 

Circuit
Breaker
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EXPLODED VIEW
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THE CUTTING OPERATION

Aligning keys in the vise jaws 
Keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 

Both the pattern key and the key blank must be proper-
ly aligned and securely clamped in the vise jaws prior to
duplication. The correct procedure to do this follows:
1. Move the carriage lever to the left as far as possible

(See Fig. 3)

2. Assure that both vise jaws are rotated to the correct
position for the type of key being duplicated.

3. Place the key blank in the right hand jaw. Position it
so that it is parallel with the front portion of the jaw
(See Fig. 4). Tighten wing nut lightly.

4. Swing key gauge down to rest on the blade of the key
blank. Slowly move carriage lever clockwise to the
right until the shoulder of the key blank butts up
against the edge of the key gauge (See Fig. 5).

5. Use index finger to press down on the front edge of the
key blank while loosening wing nut. Retighten
securely after assuring that the key blank is contact-
ing key gauge and is properly seated in the vise jaw.

6. Position pattern key in the left vise jaw repeating the
procedure described in step 4.

7. Check to ensure that the pattern key and blank key's
shoulders are snug against the key gauge and both
keys positioned level (not tilted) in the vise jaws.
Return key gauge to the “up” position. The key is now
properly aligned for duplication.

Aligning keys in the vise jaws
Keys without shoulders

On keys that don't have a conventional shoulder, such as
the Ford doublesided key, the tip of the key is used as the
aligning point. With keys of this type follow this
procedure:
1. Assure that both vise jaws are rotated to the correct

position for the type of key being duplicated.
2. Position the key blank in the right hand jaw. For most

tip gauged automotive keys, position the blank so that
the tip is roughly 1/4" left of the jaws right edge.
Tighten the jaws wing nut securely.

3. Move the carriage lever to the left so that the key
gauge's right hand “finger”, with the gauge lowered,
is just forward of the key blank's tip.

4. Insert the customer's key (pattern key) in a similar
manner in the left hand jaw.  Then position both the
customer's key and the key blank so that their tips are
both in direct contact with the left edge of the key
gauge fingers (see figure 6).

5. After both the customer's key and blank key are
aligned, lift key gauge to its “raised” position.

6. If a key is cut on both sides, after duplicating “side
one” rotate and proceed with “side two” using the
same alignment procedure. In the case of Ford keys
as well as most doublesided European and Japanese
double sided keys, only the blank needs to be rotated
as the cuts are the same on both sides.

7. Refer to page 12 for additional information covering
the actual key duplicating process.

Figure 3

Figure 6

Figure 5

Key gauge

Figure 4

Lift up

shoulder shoulder

tip tip
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HOW TO DUPLICATE KEYS

Using the four-way vise jaws (cont.)

To obtain the best gripping action possible, it is
necessary to assure that the proper vise jaw position is
selected for each key you duplicate. The vise positions
are explained below and proper usage shown in figure 2.

Standard - for holding regular cylinder keys, such as
house keys, single sided automotive keys, padlock keys,
with one or two shoulders.

Narrow - for holding the 1092B and other narrow width
keys.

Wide - for holding the Ford double-sided keys and
similar types, either primary or secondary. When posi-
tioning the keys in the vise jaws, lay the key so that its
center ledge is flat against the top surface of the jaw.

X - Ideal for holding most double-sided convenience
keys used on most current automobiles. Grip these keys
by the grooves rather than the blade edge where the cuts
are located (see Fig. 2).

To reposition the vise jaws, as from Standard to Wide,

first loosen the wing nuts. Then lift upward on the top
and bottom of each vise jaw as a complete unit to raise
them above their seat in the carriage. Rotate the jaws
until the chosen vise position is facing toward the rear of
the machine and lower the jaws back into contact with
the carriage. Both left and right vise jaws should be
rotated to the same position.

Figure 2

Figure 1

General key duplication procedures

WARNING: Do not install or remove keys unless the
off/on switch is in the OFF position! Always wear eye
protection when operating this machine!

There are four procedures that the machine operator
performs to insure proper duplication of a key:
1. Selection of the proper key blank. Compare the head,

length, and key blank's cross section (width, angle,
and location of grooves) with the key to be duplicated
to assure that a proper match has been made.

2. Ensuring both four-way vise jaws have been placed in
the proper position for the type of key to be
duplicated. See “Using the four-way vise jaws” sec-
tion of this manual.

3. Proper alignment of the pattern key and blank key
within the vise jaws. See “Aligning keys in the vise
jaws”.

4. Actual duplication of the pattern key; which can be
properly accomplished only after the previous steps
are performed.

Using the four-way vise jaws

Your 024B is equipped with the ILCO UNICAN versatile
Four-way, Super Jaw 2 vise jaws. They feature four
unique clamping surfaces to securely grip virtually any
typical cylinder key (see Fig. 1).

Rotate both
jaws as a set

Using standard position Using X position

Using wide position Using narrow position

Super Jaw 2 
vise jaw shown

gripping a typical
automotive key 
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EXPLODED VIEW
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Ref. Part no. Description

1 024B-1 Carriage
1X 024B-1X Carriage assembly
2 024B-2 Carriage stud
3X 024B-3X Vise jaw assembly

4 024B-4 Vise jaw spring
6X 024B-6X Thrust bearing set
8 024B-8 Wing nut
9X 024B-9X Carriage handle assembly

11X 024B-11X Trigger assembly
16 024B-16 Carriage torsion spring
17 024B-17 Washer
18 024B-18 Screw, 10-32 x 1⁄2"

20 024B-20 Cutter shaft bushing
21 024B-21 Carriage shaft bushing
23A 024B-23 Carriage shaft
24 024B-24 Pivot Block

25 024B-25 Pinion shaft bushing
28A 024B-28 Pinion shaft
29A 024B-29A Set screw, 1⁄4-20 x 5⁄16"
32 024B-32 Socket hd. screw, 10-24 x 3⁄8"

34 024B-34 1⁄4" lockwasher
35 024B-35 Carriage lever
35X 024B-35X Carriage lever assembly
36 024B-36 Cutter nut, N-4

37 024B-37 Cutter spacer
38 024B-38 CU20 cutter
40A 024B-40A Cutter shaft
41 024B-41 Cutter shaft pulley 

43 024B-43 Nylon brush
45 024B-45 Brush bolt washer, 5⁄16

46A 024B-46A Hex head screw, 5⁄16-18 x 3⁄4
47 024B-47 Motor pulley 2" - 3L

48 024B-48 V-Belt, 3L-180
49A 024B-49A Cutter guide (stylus)
50 024B-50 Cutter guide roller
51 024B-51 Guide roller bushing

52 024B-52 Socket head screw, #8-32 X 15⁄8"
53 024B-53 Cutter guide binding washer
54 024B-54 Cutter guide binding screw
55 024B-55 Adjusting screw

Ref. Part no. Description

56 024B-56 Key gauge
57 024B-57 Key gauge bracket
58 024B-58 Key gauge dowel pin
59 024B-59 Key gauge housing (two)

60 024B-60 Cap screw, 8-32 x 1⁄2"
61 024B-61 Circuit Breaker, ETA 1658
62A 024B-62A On/Off switch
68 024B-68 Electrical cover

70 024B-70 Rubber Mount
74 024B-74 Truss head screw, 8-32
75 024B-75 Motor, 1⁄4 hp, 115V, C/S
79 024B-79 Key gauge spring

82 024B-82 Oil cup
84 024B-84 Crescent ring
85 024B-85 024B-110V nameplate
86 024B-86 Safety hood

86X 024B-86X Safety hood assembly
87 024B-87 Safety shield
88 024B-88 Shield screws, 10-32 x 1⁄2"
89 024B-89 Flat washer, #10

90 024B-90 Nut, #10-32
91 024B-91 Power cord
92 024B-92 3 wire motor cable

101 024B-101 Motor pulley set screw

106 024B-106 Chip Tray
109 024B-109 Bearing washer
110 024B-110 Wave washer
111 024B-111 024B Yoke

112 024B-112 Socket head screw, 10-32 x 3⁄4"
113 024B-113 Roll pin
114 024B-114 Torque arm
115 024B-115 Shoulder screw

160 024B-160 Caution label
171 024B-171 Cutter pulley set screw, 3⁄8" -18
177 024B-177 Ext. retaining Ring
178 024B-178 Washer

179 024B-179 #10-32 x 3/4 SCHS
180 024B-180 Mount Plate
181 024B-181 Key Gauge Spacer - Left
182 024B-182 Key Gauge Spacer - Right

183 024B-183 1/4-20 Lockwasher
184 024B-184 1/4-20 Hex Nut
185 024B-185 Plate - Chip Guard
IM 024B-IM Instruction manual

NS 024B-240 220V 1⁄4 HP motor

EXPLODED VIEW PARTS LIST

Refer to pages 6-7 for illustration
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OPERATING HANDLES / TEST KEYS / KEY CUTTING

Proper key cutting techniques

Even though your 024B key machine is designed to
make key cutting fast, easy and accurate, operator tech-
nique is important. The actual mechanics of placing keys
within the vise jaws are simple to learn, but there are
some basics that must be followed. A properly adjusted
key machine used by someone who ignores good key
cutting technique will NOT produce a good key. The way
a person clamps a key into the vise jaws is critical to the
accuracy of the duplicated key.

Remember - the real purpose of a duplicate key is to
operate the lock for which it was intended. If customers
return keys, you should reexamine your cutting tech-
niques and adjustment of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both keys
lie flat across the entire width of each vise jaw.
Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin film
of oil can be applied to it. The carriage should be free
to move without binding.

4. NEVER touch the shoulder of a key to the side of the
cutter guide. This will cause the shoulder of the key
blank to touch the side of the cutting wheel. When
this happens, some of the metal will be cut away from
the shoulder of the key blank. If the resulting
duplicated key is duplicated two, three, four times
over, an error will accumulate and cause a non-
operating key. Do not grind away the shoulder.

5. Don't run the cutter into the vise jaw; this will dull the
cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects or
instruments blunt it. This cutter is a precise cutting
tool and should be handled with care.

7. Lubricating of moving parts is important. An oil cup is
provided to keep the cutter shaft bearings well
lubricated. (5-7 drops of 3-in-1 or lightweight spindle oil
in the oil cup is sufficient.) The carriage spindle should
be lubricated with a thin film of oil and wiped free of
chip build up. The lubrication procedures should be
performed every 2-3 weeks depending on usage.  The
motor requires lubrication on an annual basis.  See
motor label for details.

Test keys

A series of cut keys are supplied with your machine.
These keys were cut on your machine and represent the
result of our quality inspectors' work before approving
your machine for shipment. The keys are reproductions
of factory-dimensioned pattern keys and are accurate to
.002" or less. Save these keys and use them as standards
to check the accuracy of cuts in the keys you make. By
measuring across the cuts with a micrometer, you'll be
able to see if your machine is cutting too deep or too
shallow, thus indicating that an adjustment of the cutter
guide is necessary.

Operating handles

The 024B key machine is shipped completely assembled
except for the carriage handle and the lever handle.
Upon unpacking the machine, locate the carriage handle
and thread it into the carriage in the area directly above
the trigger assembly. Then, cut the nylon band holding
the carriage rigid and insert the lower end of the lever
handle into the hole in the pinion shaft (located at the
front of the machine on the left side). Tighten the set
screw on the front of the pinion shaft to secure the lever
handle, Refer to page 5 if unsure of handle placement.
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English 
Instruction Manual 
Tubular Key Machine 

Espa�ol 
Manual de utilizaci�n
M�quina para tallar llaves tubulares 

The 009A Tubular Key Machine is a precison tool and
should be operated with care. Please read this instruc-
tion manual before duplicating any keys. This manu-
al gives step by step instructions  on  how to duplicate
tubular keys and includes a section on How To Adjust
the 009A

La  m�quina para tallar llaves tubulares 009A- es una
herramienta de precisi�n y en consecuencia, debe
manipularse con precauci�n. S�rvase leer estas
instrucciones de utilizaci�n antes de comenzar a tallar
llaves. Este manual presenta las etapas detalladas para
copiar llaves tubulares e incluye una secci�n sobre el
reglaje de la m�quina 009A. 

400 Jeffreys Road, Rocky Mount, NC  27804
Tel.: 252-446-3321 ¥ FAX: 252- 446-4701
www-ilco-kaba.com
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English 

Table of Contents 

STEP PAGE 
1 How to duplicate a key  . . . . . . . . . . . .3 
2 How to replace the cutter  . . . . . . . . . .4 
3 How to make cutter adjustments  . . . ..5 
4 Limited Warranty  . . . . . . . . . . . . . . . .7 

About your new machine 

Examine the diagram and familiarize yourself with
the tubular Key Machine. Knowing the names for
the basic parts of this machine will make instruc-
tions more meaningful and easier to understand. 

Parts

A Motor 
B Cutter Adapter
C Cutter  
D Chuck Nut
E Hood
F Guide 
G Shaft 
H End Cover 
I Power Switch 

Espa�ol

Indice 

ETAPA PAGINA
1 C�mo copiar una llave  . . . . . . . . . . . .3 
2 C�mo cambiar la fresa . . . . . . . . . . . . 4 
3 Reglaje de la fresa  . . . . . . . . . . . . . . .5 
4 Garant�a limitada  . . . . . . . . . . . . . . . .7 

Acerca de su nueva m�quina 

Observe el esquema y familiar�cese con la m�quina
de tallar llaves tubulares. Si se aprende los nombres
de las piezas principales de la m�quina comprender�
mejor y m�s r�pidamente las presentes instrucciones. 

Piezas

A Motor 
B Adaptador de la fresa
C  Fresa 
D  Tuerca del mandril 
E  Cubierta 
F  Gu�a 
G  çrbol 
H   Placa lateral 
I   Interruptor de alimentaci�n 
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1111 How to duplicate a key

1. Place original key (key being duplicated) on  end
of shaft to right of machine.

2. Insert key blank (uncut key) into chuck (A)
making certain that the key blank index is in the
same direction as the original key. Index (nib) on
both key blank and original must face up (B). See
Figure 1-1. 
The key blank should not be bottomed in the
chuck but should be extended approximately
3/16Ó (5mm). Partially tighten chuck. 

3. Turn cutter by hand until adapter (C) set screws
(D) are pointing up. See Figure 1-1  Holding
original key in place on end of shaft (E), advance
(F) key blank toward cutter until original key
presses firmly against the guide (G). This will
position the key blank properly. Return shaft to
starting position and release. Tighten chuck firmly
and check to be certain that the key blank is still
properly positioned. 

4. Close protective hood completely to activate
safety switch. Turn power switch ÒONÓ. 

5. Advance original key and at the same time rotate
so that the first cut on the original key lines up
with the guide. Advance key slowly until the
guide bottoms firmly in the cut. Back off slowly
and rotate key to next cut. Repeat this process
until all cuts are completed. 

C�mo copiar una llave

1. Coloque la llave original (la llave que quiera
copiar) en el extremo del �rbol, al lado derecho de
la m�quina.

2. Inserte una llave bruta (sin tallar) en el mandril
(A) teniendo cuidado de que la referencia de la
llave bruta est� en el mismo sentido que la de la
llave original. Las referencias (puntas) de las dos
llaves, la bruta y la original, deben estar hacia
arriba (B). Vea la figura 1 - 1. 
La llave bruta no debe tocar el fondo del 
mandril, sino mantener una distancia de 5 mm
(3/16Ó) aproximadamente. Apriete el mandril
ligeramente. 

3. Gire la fresa manualmente hasta que los 
tornillos de fijac��n (D) del adaptador (C) apunten
hacia arriba. Vea la figura 1-1 Al tiempo que
mantiene la llave original en el extremo del �rbol
(E), haga avanzar (F) la llave bruta hacia la fresa
hasta que la llave original est� apoyada
firmemente contra la gu�a (G). 
De esta manera la llave bruta se colocar� 
correctamente. Vuelva a poner el �rbol en
posici�n de partida y suelte. Apriete Firmemente
el mandril y aseg�rese de que la llave bruta sigue
colocada correctamente. 

4. Cierre  completamente la cubierta de protecci�n
con el fin de activar el interruptor de seguridad.
Ponga en marcha la m�quina pulsando el
interruptor hacia ÒONÓ. 

5. Avance la llave original gir�ndola de manera que
la primera entalladura de la llave original se alinie
con la gu�a. Avance la llave lentamente hasta que
la gu�a se apoye firmemente en la entalladura.
Retire la llave lentamente y g�rela hasta la
siguiente entalladura. Repita la    operaci�n  con
todas las entalladuras. 
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1111 How to duplicate a key
continued 

6. Turn power switch ÒOFFÓ and open hood.
7. Loosen chuck and remove key. Deburr  if necessary. 

Caution: In order to prolong cutter life, a slow steady
movement should be maintained while cutter is in
contact with key blank. For cutting steel keys, be sure
to use a carbide cutter only.

2222 How to replace the cutter

The cutter should be replaced when cuts begin to look
rough. Do not attempt to cut keys when the cutter is
dull. The proper cutter for use on the 009A is Kaba
Ilco part # 16CT. 

Caution: Power should be ÒOFFÓ when replacing the
cutter or making any cutter adjustments. 
1. Place key blank on shaft to right of machine. 
2. Insert a second key blank in chuck until bottomed

on inside shoulder. Then pull key blank out
approximately  1/16Ó (1.5 mm). Tighten chuck. 

3. Remove dull cutter by loosening cutter adapter set
screw. 

Como copiar una llave
continuaci�n

6. Apague la m�quina pulsando el interruptor hacia
ÒOFFÓ y abra la cubierta de protecci�n.

7. Afloje el mandril y quite la llave. Desbarbela si es
necesario.

Advertencia: Para prolongar la vida util de la fresa,
hay que mantener un movimiento lento y constante
cuando la fresa esta en contacto con la llave bruta.
Para tallar llaves de acero, utilice solamente una fresa
de carburo.

C�mo cambiar la fresa

La fresa debe reemplazarse cuando las entalladuras
tienen un aspecto rugoso. No intente tallar llaves
cuando la fresa est� embotada. La fresa correcta para
la m�quina 009- es la pieza no 16 ct de Ilco Unican. 

Advertencia: Cuando se cambie o se regle la fresa, la
m�quina debe estar apagada. 
1. Coloque una llave bruta en el �rbol, a la derecha

de la m�quina.
2. Ponga otra llave bruta en el mandril. Col�quela de

forma que quede contra el saliente interior.
Despu�s s�quela aproximadamente 1.5 mm
(1/16Ó)  Apriete el mandril. 

3. Quite la fresa embotada aflojando el tornillo de
fijaci�n del adaptador de la fresa. 
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2222 How to replace the cutter
continued

4. Insert new cutter making certain that the adapter
set screw is in line with fiat on cutter. Partially
tighten set screw. 

Note: For best results, use only Kaba Ilco 16 CT
cutter as a replacement 
5. Holding key blank in place on end of shaft,

advance key toward cutter until it comes to rest
against the guide. During this process, the key
blank which you have placed in the chuck will
have pushed the cutter into proper position. 

6. Tighten cutter adapter set screw. The machine is
now ready for use. 

3333 How to make cutter adjustments 

Cutter Height (Wall thickness) 
Check cutter height by cutting sample key and
measuring the distance across the cuts with dial
calipers. 
lf this dimension is not within the proper range, the cutter
height must be adjusted. This dimension should range
from 0.323 inch to 0.328 inch (A). See Figure 3-1.
1. Unplug the machine! 
2. Remove the end cover. Slide bottom cover out,

exposing adjustment screws (B). See Figure 3-2. 
3. Loosen motor base screw (C) located between the

adjustment screws. See Figure 3-2. 

C�mo cambiar la fresa 
continuaci�n 

4. Inserte una nueva fresa asegur�ndose de que el
tornillo de fijaci�n del adaptador est� alineado
con la parte plana de la fresa. Apriete ligeramente
el tornillo de fijaci�n. 

Nota: Para obtener los mejores resultados, utilice
solamente como pieza de recambio la fresa 16 ct de
Ilco Unican. 
5. Manteniendo en su sitio la llave bruta del extremo

del �rbol, avance la llave hacia la fresa hasta que
se apoye contra la gu�a. Durante esta
manipulaci�n, la llave bruta que usted puso en el
mandril empujar� la fresa para colocarla en la
posici�n correcta. 

6. Apriete completamente el tornillo de fijaci�n del
adaptador de la fresa. A partir de ahora, la
m�quina est� lista para su utilizaci�n. 

Reglaje de la fresa 

Altura de la fresa (espesor de la pared) 
Verifique la altura de la fresa tallando una llave de
prueba y midiendo el di�metro entre las entalladuras
con un calibre de esfera. 
Si la medida obtenida no est� en el intervalo
apropiado (entre 0.323 y 0.328 pulgadas) (A), hay
que ajustar la altura de la fresa. Vea la figura 3-1. 
1. Desenchufe la m�quina. 
2. Quite la placa lateral. Deslice la cubierta inferior

hacia afuera, poniendo a la vista los tornillos de
reglaje (B). Vea la figura 3-2. 

3. Afloje el tornillo de la base del motor (C) situado
entre los tornillos de reglaje. Vea la figura 3-2.
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3333 How to make cutter adjustments 
continued 

¥ lf cuts are not deep enough, back-off (counter-
clockwise) both adjustment screws. Be certain to
back off both screws exactly the same amount.
Each  1/8Ó turn will lower the cutter
approximately  0.010 inch. 

¥ lf cuts are too deep, advance (clockwise) both
adjustment screws. Be certain to advance both
screws exactly the same amount. Each 1/8Ó turn
will raise the cutter approximately .010 inch. 

4. Tighten motor base screw and cut sample key.
Measure distance across the cuts and repeat steps
given above if necessary. 

5. Silde bottom cover into position and replace end
cover. 

Note: In order to minimize the waste of key blanks
during adjustment, start procedure with cutter too
high. This allows you to recut keys until proper
adjustment is obtained. 

Cutter Alignment (Spacing)

With original key on end of shaft and key blank in
chuck, advance blank key toward cutter until the
index (nib) (D) of the original is centered on the
guide. Holding this position, check to see if the key
blank (A) in the chuck is centered on the cutter. (See
Figure 3-3. 
lf the index (nib) (D) of the key blank and the cutter
are not aligned, the cutter must be adjusted. 
Note: This adjustment is seldom required. 
1. Unplug machine! 
2. Remove end cover. Silde bottom cover out

exposing adjustment screws. 

Reglaje de la fresa
continuaci�n

¥ Si las entalladuras no son suficientemente
profundas, desatornille (en el sentido inverso de
las agujas del reloj) los dos tornillos de reglaje.
Aseg�rese de desatornillar igual los dos tomillos.
Cada 1/8Ó de vuelta la fresa bajar� 0.010 pulgadas
aproximadamente. 

¥ Si las entalladuras son demasiado profundas,
atornille (en el sentido de las agujas del reloj) los
dos tornillos de reglaje. Aseg�rese de atornillar
igual los dos tornillos. Cada 1/8Ó de vuelta la fresa
subir� 0.010 pulgadas aproximadamente. 

4. Apriete el tornillo de la base del motor y talle una
llave de prueba. Mida el di�metro entre las
entalladuras y, si es necesario, repita las etapas
precedentes. 

5. Vuelva a deslizar la cubierta interior para ponerla
en su sitio y coloque la placa lateral 

Nota: Para minimizar el desperdicio de llaves brutas
durante el reglaje, empiece la operaci�n con la fresa
demasiado alta. De esta manera, podr� volver a tallar
la misma llave hasta obtener el reglaje apropiado. 

Alineaci�n de la fresa (espaciado) 

Con la llave original colocada en el extremo del �rbol
y la llave bruta en el mandril, avance la llave bruta
hacia la fresa hasta que la referencia (punta) (D) de la
llave original est� centrada en la gu�a. Manteniendo
esta posici�n, verifique si la llave bruta (A) en el
mandril est� centrada respecto a la fresa. Vea la rigura
3-3. 
Si la referencia (punta) (D) de la llave bruta y la fresa
no est�n alineadas, la fresa debe reglarse. 
Nota: Normalmente, este reglaje no es necesario. 
1. Desenchufe la m�quina. 
2. Quite la placa lateral. Deslice la cubierta inferior

hacia afuera, poniendo a la vista los tornillos de
reglaje.
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3333 How to make cutter adjustments 
continued 

3. Loosen motor base screw located between
adjustment screws 

4. Turn machine upright to normal operating
position. 

5. Tap motor slightly to desired position and check
alignment. See Figure 3-3. Repeat, if necessary,
until index (nib) of key blank (D) and cutter (C)
are properly aligned. 

6. Tighten motor base screw. 
7. Slide bottom cover into position and replace end

cover. 

4444 Limited Warranty

Kaba Ilco Corp. warrants to the original buyer of any
new model A-009 machine that it will repair or
replace, at its option, any part of any machine which
proves, to the reasonable satisfaction of Kaba Ilco
Corp., to have defects arising from the faulty
manufacture of the rnachine or from defective
materials or cornponents, during a period of one year
from the date of shipment of the machine by Kaba
Ilco Corp., provided that the machine is returned by
prepaid transport to Kaba Ilco Corp. or to its
authorized representative before the expiry of the
warranty period together with a detailed description
of the alleged defect(s). Kaba Ilco Corp., may, in its
discretion, elect to refund the purchase price allocable
to the part affected, or to issue a credit if the price
therefore remains unpaid. 

Kaba Ilco Corp. sells precision-made machines. The
buyer assumes all risks and Kaba Ilco Corp. shall not
be liable for any reason, if the machine has been
subjected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unautborized modification or alteration is made
to the machine not operated in accordance with Ilco
UnicanÕs printed instructions or operated beyond its
rated capacity shall not be covered by this or any
other warranty. 

Reglaje de fresa
continuaci�n 

3. Afloje el tornillo de la base del motor situado
entre los tornillos de reglaje.

4. Coloque la m�quina de pie, en su posici�n normal
de funcionamiento. 

5. Golpee ligeramente el motor para colocarlo en la
posici�n deseada y compruebe la alineaci�n. Vea
la figura 3-3. Repita la operaci�n hasta que la
referencia (punta) de la llave bruta (D) y la fresa
(C) est�n alineadas correctamente. 

6. Apriete el tornillo de la base del motor. 
7. Vuelva a deslizar la cubierta interior para ponerla

en su sitio y coloque la placa lateral. 

Garant�a limitada

La sociedad Kaba Ilco Corp. garantiza al primer
comprador de un modelo nuevo de la m�quina A-009
que durante el periodo de un a�o contado a partir de
la fecha de expedici�n de la m�quina por Kaba Ilco
Corp., reparar� o reemplazar�, a su elecci�n,
cualquier pieza de una m�quina que, seg�n la
apreciaci�n razonable de Kaba Ilco Corp., tenga
defectos provocados por vicios de fabricaci�n de la
m�quina o por materiales o componentes defectuosos,
y ello a condici�n de que la m�quina se devuelva,
portes pagados, a Kaba Ilco Corp. o a su representante
autorizado antes de la expiraci�n del periodo de
garant�a, acompa�ada de una descripci�n detallada
del o de los defectos alegados. Kaba Ilco Corp. puede,
discrecionalmente, reembolsar el precio de compra
atribuido a la pieza afectada o atribuir un abono si el
precio todav�a no se ha desembolsado. 
La sociedad Kaba Ilco Corp. vende m�quinas hechas
con la mayor precisi�n. El comprador asume todos
los riesgos e Kaba Ilco Corp. no ser� responsable en
ning�n caso si la m�quina ha sido mal instalada, se ha
utilizado incorrectamente, el mantenimiento ha sido
inadecuado o ha habido negligencia. Si se ha
efectuado cualquier modificaci�n o   transformaci�n
no autorizada de la m�quina utiliz�ndola sin seguir las
instrucciones impresas de Ilco Unican o haci�ndola
funcionar por encima de su capacidad nominal, la
m�quina no ser� cubierta por esta o cualquier otra
garant�a.



Para su archivo

Modelo No:

No. de Serie:

Fecha de compra: 

Distribuidor: 

Nombre:

Tel�fono:  
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4444 Limited  Warranty
continued

Any and all warranties made by Kaba Ilco Corp. to
any machine, product, or component thereof shall be
effective only if and for so long as the buyer complies
with all payment obligations pursuant to the buyerÕs
accepted and acknowledged order. Failure to meet
such payment obligations shall void all warranties
and not extend the period of time for which such
machine, product or component thereof is warranted
irrespective of whether or not payment is eventually
made. 
These warranties are in lieu of and not in addition to
any other warranty or condition, expressed or
implied, including without limitation merchantability,
fitness for a particular purpose or latent defects. The
buyer releases Kaba Ilco Corp. from any liability for
any reason other than a breach of its warranties
hereunder. 
The liability of Kaba Ilco Corp. shall in no case,
including negligence, exceed the purchase price of
the defective machine, nor shall Kaba Ilco Corp be
liable for any personal injuries, property damage or
consequential damages. 
Use only genuine Ilco Unican replacement parts on
this machine!

Garant�a limitada
continuaci�n

Todas y cada una de las garant�as previstas por Kaba
Ilco Corp. para cualquier m�quina, producto o
componente surtir�n efecto solamente si, y mientras
que, el comprador respeta todos sus compromisos de
pago de conformidad con los documentos de
aceptaci�n y recepci�n del pedido por el comprador.
El incumplimiento de esos compromisos de pago
anular� y dejar� sin efecto todas las garant�as y no
prolongar� el periodo de tiempo durante el que la
m�quina, el producto o el componente est�n
garantizados, independientemente de que el pago se
efect�e finalmente o no. 
Estas garant�as sustituyen y no se a�aden a cualquier
otra garant�a o condici�n, expl�cita o impl�cita,
incluyendo, sin que ello constituya un l�mite, la
capacidad comercial, la adecuaci�n a un prop�sito
determinado o los vicios ocultos. El comprador libera
a Kaba Ilco Corp. de cualquier responsabilidad aparte
de la que se derive del incumplimiento de las
garant�as vigentes en virtud del presente documento. 
La responsabilidad de Kaba Ilco Corp. no exceder� en
ning�n caso, incluida la negligencia, el precio de
compra de la m�quina defectuosa. Asimismo, Kaba
Ilco Corp. no ser� responsable de ninguna lesi�n
corporal, de ning�n da�o a bienes o de cualesquiera
da�os indirectos. 
En esta m�quina, utilice solamente piezas de
recambio de origen  Ilco Unican. 

For your records

Model #:  

Serial #:   

Date purchased: 

Dealer:  

Name:  

Telephone: 
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USE OF THE MANUAL
This manual has been drawn up by the Manufacturer and is an integral part of the machine literature. The manual 
gives information it is obligatory for the operator to know and which makes it possible to use the machine safely.

User’s Manual 
This user’s manual is provided because it is essential for proper use and maintenance of the machine. The manual 
must be kept carefully throughout the life of the machine, including the decommissioning stage. Keep in a dry 
place close to the machine where it is always to hand for the operator.

ATTENTION: IT IS OBLIGATORY to read the manual carefully before using the machine.

Readers’ characteristics
This manual must be read and its contents acquired by those who will use it.

Manufacturer’s ID
SPEED has an ID plate located on the back of the machine, showing the serial number.

Fig.1

(*) see chap.7 DISPOSING OF MACHINE.

How to apply for after-sales service
Silca provides purchasers of SPEED with After-Sales Service. For the total safety of the operator and machine, 
any operation not described in the manual must be carried out by the manufacturer or in the special Service 
Centres recommended by Silca. 
At the end of the manual there is a list of manufacturers’ and authorized Service Centre addresses.
The warranty card attached to the machine covers free repairs or replacement of faulty parts for 24 months from 
the date of purchase*. 
All operations must be agreed by the user with Silca or the Service Centre.

* Damage caused by negligence or wrong use of the machine by the user will null the warranty.
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TERMINOLOGY
For those inexperienced in the subject of keys and key cutting, below is an illustration of the most frequently used 
terms:

Standard only on
120V version

Fig.2

1) Head
2) Neck

3) Stop
4) Blade

5) Tip
6) Back

7) Cuts
8) Stem

 

GRAPHICS IN THE USER’S MANUAL

Pay attention Obligation to read the manual

GRAPHICS ON THE SPEED MACHINE

Obligatory use of safety goggles Read instructions
before use

WARNING!
cutting tool in motion

WARNING!
presence of electric power Earth connection Cutter rotation direction
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GENERAL WARNINGS
SPEED is designed to the principles of European Standards (CE). Right from the design stage solutions have been 
adopted to eliminate hazards for the operator in all the stages of use: handling, regulation, use and maintenance.
The materials used in manufacture and the components employed in using SPEED are not dangerous and ensure 
that the machine complies to current standards.
Silca S.p.A. has also experimented and applied numerous technical solutions that allow the key-cutting machine 
to optimize the quality of the cut keys.
To guarantee maintaining these results over time, please follow the instructions below:
•	 Observe the procedures described in this manual;

•	 Always use Original Silca Tools as they are designed to make the best of SPEED and provide quality 
key-cutting;

•	 Use Silca key blanks, made with top quality materials;

•	 Have the key-cutting machine checked periodically by an authorized Silca After-Sales Service Centre 
(list at the end of this manual);

•	 Always use Silca Original Spare Parts. Beware of imitations!

NORMAL USE
SPEED is a key-cutting machine and must be installed and used according to the rules and specifcations 
established by the manufacturer.
Any other use different from that indicated in this manual will cause the forfeiture of all customers’ rights to make 
claims on Silca S.p.A. and may be an unknown source of hazard for the operator or third parties.

ATTENTION: negligent use or failure by the operator to observe the instructions in this 
manual are not covered by the warranty and the manufacturer declines any responsibility in 
such cases.

SAFETY
The key-cutting machine is built entirely to standards. The operations for which it has been designed are
easily carried out at no risk to the operator.
The adoption of general safety precautions (wearing protective goggles) and observation of the instructions
provided by the manufacturer in this manual eliminate all human error, unless deliberate.
The key-cutting machine is designed with features which make it completely safe in all its parts.
•	 Cutter motor protection

ATTENTION: the cutter motor is protected from overheating by a device (inside the motor) 
that stops it whenit reaches a dangerous temperature.

This condition can occur when the machine motor is left on continuously, with high ambient temperatures or in 
severe working conditions. If the cutter motor overheats it cuts outautomatically. In such cases proceed as follows:
a) turn off the master switch (H).
b) let the motor cool for at least 2 hours then use the machine normally.

RESIDUAL RISKS
There are no further risks arising from the use of the machine.

SAFETY REGULATIONS
• Always disconnect the machine when it is not in use or when performing maintenance operations.

• Check the electrical wiring periodically; replace any wires that show signs of wear.

• Always work with dry hands free of grease or oil.

• Never pull hard on the power lead and make sure it does not come into contract with oil, sharp objects or heat. 
Never remove the earth wire from the plug. Make sure the earth wire connection is sound.

• Do not use the machine in dangerous environments (wet or damp).

• All visitors, especially children, must stay at a safe distance from the machine and must never come into 
contact with the electric wiring. 

Operating manual SPEED

Copyright Silca 2013 3



1 MACHINE DESCRIPTION
SPEED is a professional cutting machine for flat keys used with cylinder, car locks and cruciform.

Standard only on
120V version

Fig.3

The main parts of the machine are described below:

•	 Main switch
The key-cutting machine is connected to a power socket provided with a differential switch; when the machine is 
turned on by means of the switch (H) located on its right-hand side, the warning light (H1) comes on to show that 
the machine is live.

ATTENTION: switch (H) is electromagnetic, in the event of a power failure it goes out 
automatically. When electricity is restored it must be reset manually to power the machine 
again by means of the plug.

•	 Motor start-up switch
On the left-hand side of the motor there is the motor start switch (K).

ATTENTION:  the illuminated switch remains on to indicate that the key-cutting machine has 
been started (cutter in motion).

•	 Motor and transmission unit
Motor transmission takes place by belt. On the right-hand side of the motor there is the transmission shaft which 
moves the cutting tool (F) and the brush (S) (see Fig.5). These components are protected by:
- cutting tool cover (N)
- brush cover (P)

•	 Clamp carriages 
The horizontal carriage (C) controlled by lever (A) has a handle 
(B) for front movement and holds 2 clamps (D).
The carriage is so designed as to avoid accumulation of dust or 
cutting swarf.
The machine is designed with a ramp along which chippings can 
fall into the special chippings tray (L) placed under the carriage 
and easily removable for emptying and cleaning.

Fig.4
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•	 Cutting unit
The cutting unit contains the actual working parts of the SPEED key-cutting machine, which operate together to 
cut and finish keys “read” from the originals. The working parts are described below:
•	 Cutting Tool
The cutting tool (F) is the part of the SPEED used for cutting key blanks. The cutting tool is in HSS super rapid 
steel and is protected by a special cover (N) to ensure safe operation.
•	 Tracer point
The tracer point (E) dedicated to reading the cuts on keys to be copied is housed on the left-hand side of the 
machine. Depth is easily regulated by means of the relevant centesimal ring nut (G).
•	  Clamps
The clamps (H) are rotating and four-sided to allow perfect closure of the key placed on its back or profile in the 
case of keys with symmetrical cuts (chap.5.1).
•	 Clamp knobs
The clamps are locked by two anatomical knobs (D1), which ensure perfect grip on the keys with only slight locking 
pressure.
•	 Gauges
Next to the clamps there is a rod with two gauge tabs to control key alignment.
•	 Brush
The brush (S) is used to eliminate burrs from the cuts and is made of non-abrasive material.

Operating manual SPEED
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1.1 Main working parts
 

Fig.5

 
A - carriage movement lever
B - carriage handle lever
C - clamp carriage
D - clamps
D1 - clamp knobs
E - tracer point
F - cutting tool
G - tracer point ring nut
H - main switch

H1 - warning light (power)
K - motor start switch
L  - swarf tray
M - motor
N - cutting tool cover
Q - gauges knob
P - brush/belt cover
R - power supply socket
S - brush
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1.2 Technical Data

Power supply:   230V - 50/60Hz
    120V - 60Hz

Maximum absorbed power: 230V: 2 Amp. 180 Watt
    120V: 4,3 Amp. 180 Watt

Cutter motor:   single phase and speed 

Movements:   by ball joint on rectified carriage

Cutter:    HSS Super Rapid Steel

Tool speed:    50Hz: 600 rpm
    60Hz: 720 rpm

Runs (maximum length of cuts): 42 mm

Dimensions:   width: 400 mm - depth: 460 mm - height: 300 mm 

Mass:    Kg. 14

Noise level:    sound pressure Lp(A) = less than 70 dB(A)

1.3 Electric circuit
The main parts of the electric circuit on the key-cutting machine are listed below:
1) Power supply socket
2) Fuses 4 Amp rapid (230V) - 8 Amp rapid (120V)
3) Master switch
4) LED
5) Motor start switch
6) Motor with collector: 230V-50/60Hz (120V-60Hz)
7) Condenser

Fig.6
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1.4 Accessories provided
SPEED comes with a set of accessories for its operation and maintenance (tools, hex wrenches, fuses) supplied 
in a special tool kit comprising:

allen key 2,5 mm adjusting keys (2 pcs) 

allen key 3 mm steel pin Ø 1,20 mm

allen key 4 mm
 

steel pin Ø 1,70 mm

allen key 5 mm steel bars (2 pcs) 

spanner 19 mm fuse 4 Amp rapid (230V)
fuse 8 Amp rapid (120V)

Cutter release rod cleaning brush
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2 TRANSPORT
The SPEED key-cutting machine is easily transported and is not dangerous to handle. 
The packed machine can be carried by one person.

2.1 Packing
The SPEED is packed in a strong cardboard box, the dimensions of which are shown in Fig.7, sufficiently robust 
to be used for storing the machine for long periods.
Inside the box the machine is enclosed in two expanded polymer shells. The shells and cardboard box ensure safe 
transportation and protect the machine and all its parts.

Fig.7

Keep dry   Handle with care This side up

NOTE: to avoid damaging the key-cutting machine it must always be transported in its packing case. This will 
prevent sudden movements or rough handling from damaging the machine, persons or things.

2.2 Unpacking
To remove the machine from the packing box:
1) Cut the straps with scissors and remove.
2) Open the box without damaging it as it may be used again (e.g. removals, dispatch to themanufacturers for 

repairs or servicing).
3) Check the contents of the box, which should comprise:

- 1 SPEED key-cutting machine packed in a protective shell;
- 1 set of documents, including: operating manual, spare parts list and guarantee;
- 1 carriage lever handle;
- 1 power cable
- 1 tool set;

4) Remove the key-cutting machine from the protective shell.

2.3 Handling the machine
When the SPEED has been unpacked, place it directly on its workbench.
This operation can be carried out by one person.

ATTENTION: firmly	holding	the	base,	and	no	other	part,	to	lift	and	carry	the	machine.
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3 MACHINE INSTALLATION AND PREPARATION
The SPEED key-cutting machine can be installed by the purchaser and does not require any special skills. 
However, some checks and preparation for use need to be carried out by the operator.

3.1 Checking for damage
The SPEED key-cutting machine is solid and compact and will not normally damage if transport, unpacking and 
installation have all been carried out according to the instructions in this manual.
However, it is always advisable to check that the machine has not suffered any damage.

3.2 Environmental conditions
To ensure that the best use is made of the SPEED key-cutting machine, certain parameters must be borne in mind: 
damp, badly ventilated sites should be avoided.
The ideal conditions for the machine are:

- temperature: between 10°C and 40°C; 
- relative humidity: 60% circa; 
- room illumination: approximately 500 Lux.

3.3 Positioning 
1) Place the key-cutting machine on a horizontal surface, solid 

enough to take the weight (14 Kg).
- to work with ease, we suggest that the workbench be 

approximately the height of the operator’s hip.
- it is important to leave clearance of at least 30 cm behind 

the machine and on each side to ensure proper ventilation 
(Fig.8). 

2) Ensure that the machines voltage is the same as that of the 
mains power supply, which must be properly earthed and 
provided with a differential switch.

3) Connect the power supply cable to the power supply socket.

Fig.8

3.4 Description of work station 
The key-cutting machine needs only one operator, who has 
the following controls at his/her disposal: 
• Main switch (H)

• Motor start switch (K) 

• Carriage movement lever (A)

• Carriage handle lever (B)

• Gauge knob (Q)

• Clamps (D)

• Clamps knobs (D1)

Fig.9
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3.5 Separate parts
The separately packed parts must be installed on the SPEED key-cutting machine by the purchaser, as follows:

Carriage lever handle
Screw the handle (B) onto the carriage lever (Fig.10).

Fig.10

Power cable
Connect the key-cutting machine power cable to the electricity mains (Fig.11).

Fig.11

3.6 Connection to the mains
For the safety of the operator and the machine it is important to ensure that the machine is connected to the proper 
mains voltage by means of an earthed differential switch.
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4 MACHINE REGULATION AND UTILIZATION

4.1 Checking and calibration
The cutting tool on the machine is the part used to cut the key blanks and should be periodically checked and 
replaced, if necessary.
Every time the cutting tool is changed, and during periodical operational tests, check calibration.

4.2 Calibration
The SPEED key-cutting machine requires two types of calibration: axis and depth.

Axis calibration:
Axis calibration is regulation of the space between cutting and the stop (Fig.12 and Fig.13).
The axis setting for the SPEED is fixed and is established on assembly in our workshops.

Fig.12

Fig.13
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Depth calibration:
Depth calibration is regulation of the cutting depth (Fig.12). Proceed as follows:
1) Ensure that the key-cutting machine is off by unplugging the power cable.
2) Place the adjustment keys (provided) on the clamps (Fig.14).
3) Check that the adjustment plates adhere properly to the clamps.
4) Turn the calibration rod towards the operator so that the gauges (Q1) into contact with the adjusting plates 

Fig.14).
5) Lower the gauge rod.

Fig.14

6) Raise the carriage and take up to the cutting tool.
7) Take the keys into contact with the cutting tool and tracer point (Fig.15).
8) Turn the cutting tool anticlockwise manually and check that it skims the adjusting keys in several places
9) If necessary, regulate the depth of the cut with the micrometric tracer point, as follows:

a) loosen the screw (E1) holding the tracer point.
b) turn the ring nut (G) clockwise to advance the tracer point (Fig.16). 
c) turn the ring nut (G) anticlockwise to return (Fig.17).

NOTE: each notch on the centesimal ring corresponds to 0,025 mm (Fig.15).

10) Repeat these operations until regulation is complete, then tighten the tracer point locking grub screw (E1).

Fig.15
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Fig.16

• Turn the nut to the RIGHT (clockwise) to take the tracer point down. Result: LESS DEEP CUTS.

Fig.17

• Turn the nut to the LEFT (anticlockwise) to take the tracer point up. Result: DEEPER CUTS.

Operating manual SPEED
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5 CUTTING OPERATIONS 

ATTENTION: for complete safety during the cutting operations, take the following precautions:

•	  Always work with dry hands.

•	 Check that the machine is properly earthed.

•	 Wear protective goggles even if the machine has a protective shield over the cutting tool.

•	 Start the motor (switch K) only after completing the operations on the carriage (securing the keys, 
etc..).

•	 Keep hands away from the cutting tool in motion.

•	 Before duplicating, remove the gauges.

5.1 Key cutting

Standard only on
120V version

Fig.18

 

Place the clamps on the required side (see chap.5.1.1):

- Side A of the clamp: for keys to be fitted on their backs, keys with double cuts without groove and cruciform 
keys (Fig.19 - Fig.20);

- Side B of the clamp: for keys placed on their backs and having cuts with a depth of less than 3,9 mm (Fig.19 
- Fig.20);

- Side C and D of the clamp: for keys to be cut on both sides and locked on the groove (Fig.19 - Fig.20).

Operating manual SPEED
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Fig.19 - 230V version Fig.20 - 120V version

5.1.1 Clamp rotation 
1) Loosen the clamp closing knob by a few turns.
2) Raise the clamp (both jaws) and turn so that the required side is 

facing the tracer point and cutter.

NOTE: carry out the operation for both clamps.

Fig.21

5.1.2 Securing the keys in the clamps
1) Position the original key (left-hand jaw) and key blank (right-hand jaw), ensuring that:

a) the keys are well positioned and secured in the clamp;
b) the key stop is resting against the calibration tab (Q1) (Fig.22);

2) Secure the keys by closing the clamps with the knobs.
3) Lower the gauge rod by turning knob (Q).

Fig.22
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5.1.3 Key cutting

ATTENTION: make sure the gauges (Q1) have been lowered.

When the key-cutting machine has been turned on by means of motor start switch (K) it is ready for cutting:
1)  Take the carriage up to the tracer point/cutter and keep the tracer point on the cut (Fig.23).
2) Move the carriage from right to left to cut the key. In case of double cuts repeat the operation in the second 

side of the key.
3) Turn off the machine with switch (K) before removing the duplicated key.
4) Remove the keys from the clamps.
5) Turn on the machine with switch (K) and smooth off the key edges by means of the brush (S).

Fig.23

5.2 Using the accessories
The accessories provided with machine to assist key-cutting are:
- pins
- bars

Using the pins
The pins must be inserted between the bottom of the jaw and the back of the key for keys with narrow stems, and 
their purpose is to ensure that the key protrudes sufficiently to be cut properly (Fig.24-B, Fig.24-C).
For keys with narrow, thin stems, two pins must be used (Fig.24- B) the second one to give a secure grip on the 
key.
If the key thickness is too fine to guarantee a good grip in the clamps, a pin must be used (Fig.24-A).

ATTENTION: the pins provided have two different diameters: 1,20 mm and 1,70 mm; It is 
essential to use pins with the same diameters for locking both the original and the key blank.

Fig.24
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Using the bars
The bars provided are used for cutting cruciform keys (Fig.25) and as a tip rest for locking keys with no stop 
(Fig.26).

Cutting cruciform keys using bars
The cruciform keys (90°) can be cut with the clamps and the aid of the bars.

Positioning cruciform keys:
1) Leave the gauges (Q1) in the idle position.
2) Insert the bars into the slot in the clamps.
3) Butt the key stop against the bars.
4) Secure the keys in the clamps.
5) Remove the bars from the clamp grooves to prevent it being touched by the tracer point or cutting tool.
6) Cut the first side.
7) Repeat the operation, turning both keys in the same direction for the other positions.

Fig.25

Tip stop with a bar
The bars can be used with keys which have no stop (Fig.26). Proceed as follows:
1) Leave the gauges (Q1) in the idle position.
2) Insert the bars into the slot in the clamps.
3) Rest the tip of the key against the bar.
4) Secure the key and remove the bar.
 

Fig.26

Operating manual SPEED

Copyright Silca 2013
18



6 MAINTENANCE

ATTENTION: for repairs or replacement of parts for maintenance, the ‘CE’ mark is guaranteed 
only if original spare parts provided by the manufacturer are used.

Although the key-cutting machine does not require special maintenance, it is advisable to check and, if necessary, 
replace the parts subject to wear, such as: the belt, cutting tool, brush, tracer point. Replacement is simple and 
can be carried out by the operator.

CLEANING
Keep the carriage and clamps free of chippings from the cutting operations by cleaning with a dry brush.

ATTENTION: do not use compressed air!

ATTENTION: to keep the machine well maintained we recommend using protective oil, e.g. 
WD40 or similar, applied to the burnished mechanical parts. This prevents oxidation of the 
parts in question (clamps, guides, carriages...).

Before starting any type of maintenance (checks or replacements), read the instructions below:
•	 Never carry out maintenance or servicing with the machine switched on.

•	 Always remove the mains plug.

•	 Follow all the instructions in the manual to the letter.

•	 Use original spare parts.

•	 Always check that any screws or nuts removed when replacing a piece are properly tightened.

6.1 Replacing the brush
When the brush no longer cleans off the burrs it must be replaced as follows:

ATTENTION: remove the mains plug.

1) Remove the cover (P) by loosening the screws (P1) (Fig.27).
2) Slot the locking rod (provided) into the hole (F1) of the cutting tool shaft (Fig.28).
3) Use the Allen wrench to loosen the screw holding the brush in place (Fig.28).
4) Replace the brush and tighten the screw with the Allen key.
5) Remove the locking rod from the cutting tool shaft.
6) Place the cover (P).

Fig.27 Fig.28
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6.2 Replacing the cutting tool 
In order to substitute the cutting tool you need to remove the cutting tool protective shield. To replace a worn 
cutting tool, proceed as follows:
 

ATTENTION: remove the mains plug.

1) Remove the cutter locking screw (N1) and remove the cutter protective shield (N) (Fig.29).
2) Slot the locking rod (provided) into the hole (F1) of the cutting tool shaft (Fig.29 and Fig.30).
3) Use the spanner provided to loosen the cutting tool locking nut.

ATTENTION: the thread is left-handed.

1) Remove the worn cutting tool.
2) Carefully clean the new cutting tool and its seat.
3) Install the new cutting tool (pay attention to the rotation direction) and tighten the nut.
4) Remove the locking rod.
5) Re-place the protective shield (N).
6) Check calibration (see chap.4.1)

Fig.29 Fig.30
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6.3 Replacing the tracer point

ATTENTION: remove the mains plug.

1) Loosen the screw (E2) (Fig.31).
2) Loosen the grub screw (E1).
3) Hold screw (E2) still, unscrew the tracer point (E) anticlockwise and remove.
4) Fit the new tracer point and screw down to the end of run.
5) Tighten the grub screw (E1).
6) Tighten the screw (E2).
7) Re-set the machine as described in chap. 4.2.

Fig.31

6.4 Depth regulation (clamp protection)
SPEED incorporates regulation to safeguard the clamps from the possibility of scraping against the tracer point 
and cutter.

ATTENTION: the play between cutting tool/tracer point and clamps must be 0.2 mm.

Should it be different from this, proceed as follows:

ATTENTION: remove the mains plug.

1) Raise the carriage against the cutting tool and take to 
the end of its run (Fig.32)

2) Release the nut (X1) with the spanner.
3) Use the Allen wrench to screw or unscrew the screw 

(X2) in order to move the carriage away from or 
towards the tracer point and cutting tool.

4) Tighten the nut (X1).

Fig.32
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6.5 Replacing the fuses

ATTENTION:  disconnect the power lead from the mains and machine.

1) Remove the fuses box from the key-cutting machine socket (R) (Fig.33).
2) Replace the fuses (R1).
3) Close the fuses box and connect the power cable.

ATTENTION: fuses must always be replaced with others of the same type and with the same 
Amps (4 Amp rapid for 230V - 8 Amp rapid for 120V).

Fig.33

6.6 Access to the lower compartment

ATTENTION: remove the mains plug.

1) Detach the wire from the key-cutting machine socket.
2) Remove the swarf tray (L) (Fig.34).
3) Paying attention turn the machine slowly onto its back.
4) Loosen the 3 screws (W1) and remove the plate (W) (Fig.35).

Fig.34 Fig.35

Operating manual SPEED

Copyright Silca 2013
22



6.7 Replacing the main switch

ATTENTION: remove the mains plug.

1) Access the lower compartment (see chap.6.6).
2) Detach the 4 connectors (H2) and (H3) paying special attention to their position (Fig.36).
3) Remove the switch making pressure on the tabs with a screwdriver (Fig.37).
4) Fit the new main switch.
5) Reconnect the 4 connectors (H2) and (H3).

Fig.36 Fig.37

6.8 Replacing the motor

ATTENTION: remove the mains plug.

1)  Access the lower compartment (see chap.6.6).
2) Disconnect the 2 connectors (H2). Loosen the nut (T1) and 

disconnect the earthing wire (Fig.38).
3) Remove the wire tie.
4) Loosen and remove the 4 motor fixing nuts (Fig.39).
5) Re-position the machine on the workbench.
6) Remove the screws (P1), then the protective cover (P) (Fig.40).
7) Unscrew the wire grommet (M3) (Fig.41).
8) Remove the 4 motor fixing screws (M1) and pull off the belt.
9) Loosen the grub screw (S1) and remove the drive pulley 

(Fig.42).
10) Pull out the motor cable and remove the motor (Fig.43).
11) Fit the new motor, the 4 screws (M1) and 4 nuts (M4).
12) Fit the drive pulley onto the new motor and secure with the grub 

screw (S1).
13) Fit the belt and adjust tension, tighten the 4 screws (M1) and 4 

motor fixing nuts (M4).

Fig.38
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14) Pass the motor cable through the grommet (M3).
15) Connect the 2 connectors (H2) to the switch (H) and secure the earthing wire to its screw with a nut (T1).
16) Replace and secure the metal bottom (W) (chap.6.6).
17) Replace the protective cover (P) and secure with the 3 screws (P1).

Fig.39 Fig.40
 

Fig.41 Fig.42

Fig.43
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6.9 Replacing and/or adjusting tension on the belt
Worn or loose belts must be replaced or adjusted so as to ensure safe and proper operation of the cutting tool/ 
brush. 

ATTENTION: remove the mains plug.

1) Turn the machine onto its back and loosen the 4 
nuts (M4) (chap.6.8).

2) Re-position the machine on the workbench.
3) Remove the cover (P) by loosening the screws 

(P1) (Fig.40).
4) Move the motor towards the cutter and remove 

the worn belt.
5) Fit the new belt.
6) Push the motor to the back until the belt has the 

right tension.
7) Tighten the four screws (M1) and the 4 nuts (M4).
8) Place the motor cover (P).

Fig.44

6.10 Replacing the motor on switch

ATTENTION: remove the mains plug.

1) Loosen the 2 screws (M2) and remove the motor cover (Fig.45).
2) Detach the 4 connectors (K2) paying special attention to their position.
3) Remove the switch (K) making pressure on the tabs with a screwdriver.
4) Fit the new switch in its seat and reconnect the 4 connectors (K2) paying special attention to their position.
5) Re-place the motor cover and secure with the 2 screws (M2).

Fig.45 Fig.46
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6.11 Replacing the condenser

ATTENTION: remove the mains plug.

1) Loosen the 2 screws (M2) and remove the motor cover (Fig.45).
2) Detach the connectors (Z) paying special attention to their position.
3) Remove the condenser (Y).
4) Fit the new condenser.
5) Re-place the motor cover and secure with the 2 screws (M2).

Fig.47 Fig.48
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7 DISPOSING OF MACHINE
EU regulations establish special arrangements for the disposal of waste (**)

Waste deriving from cutting operations
Although residue coming from the key-cutting operations is classified as special waste, it is included in solid urban 
waste (SUW) as metal wool. Such waste is sorted according to its classification under current Italian and EU law 
and consigned to the proper disposal units.
Cases where waste can be considered contaminated or containing toxic/harmful substances sufficient to transform 
it from SUW to toxic/harmful waste, are listed in the enclosures to current Italian and EU waste disposal regulations.
Re-cycling is a recommended ecological practice.

Packing
The key-cutting machine is consigned in a cardboard packing box which can be re-used if undamaged.
When it is to be thrown away it is classified as solid urban waste and should be placed in the special paper 
collecting bins.
The protective shell containing the machine is in polymer, classified as SUW, and can therefore be placed in an 
ordinary waste bin.

INFORMATION FOR USERS
as per art. 10 of Directive 2002/96/CE of 27/01/2003

regarding waste from electric and electronic appliances (RAEE),

• The symbol illustrated above, also found on the machine, indicates that it has been placed on the market 
and must be included in separate rubbish collection when the user wishes to dispose of it (including all 
components, sub-assemblies and consumables that are integrated in the product).

• For information about the collection system for such appliances please contact SILCA S.p.A. or another 
subject registered in the various National Rolls for other countries in the European Union.  Household waste(or 
of similar origin) can be included in the separate collection system for urban waste.

• On purchasing a new appliance of equivalent type, the old one can be consigned to the dealer.  The dealer 
will then contact whoever is responsible for collecting the appliance.

• Suitable separate collection of the unused appliance and its dispatch for treatment, recovery and environmentally 
compatible disposal, makes it possible to avoid potential negative effects on the environment and human 
health, and aids recycling and the recovery of the materials used.

• Unauthorised disposal of the product by users involves the application of the sanctions provided for in received 
Directives 91/156/CE and 91/689/CE.

(**) Waste is any substance or object deriving from human activity or natural cycles, disposed off or to be disposed off.
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ASSISTANCE
Silca provides full assistance to purchasers of the key-cutting machine. To ensure complete safety for the operator, 
any job not specified in this manual should be carried out by the manufacturer or in the special Service Centres 
recommended by Silca.
On the back cover of this manual is a list of the manufacturer’s addresses; listed below are the addresses of 
specialised Service Centres.

7.1 How to request service
The guarantee attached to the key-cutting machines ensures free repairs or replacements of faulty parts within 
24 months of purchase. All other service calls must be arranged by the customer with Silca or with a Silca service 
centre.
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VITTORIO VENETO  02/04/2013 
 
 
 
CE DECLARATION OF MACHINE COMPLIANCE 
 
 
SILCA S.p.A. -    VIA PODGORA 20 ( Z.I.) 
31029 VITTORIO VENETO (TV) - (ITALY) 
TEL.    0438 9136    -    FAX.    0438 913800 
 
Declares under its own responsibility that the Key-cutting machine model   
 
 

                         SPEED 
 
 
complies with the requirements of the following European Directives: 
 
 
European Union DIRECTIVE 2006/42/CE (Machines)  
and with the   ENISO 12100  : 2010  Standards    
                           
 
 
European Union DIRECTIVE 2004/108/CE (Electromagnetic Compatibility)   
and with the       IEC 61000 – 6 – 3 :2006   ,  IEC 61000 – 6 – 1 :2005                   
                           CISPR14 – 1 : 2009 / EN 55014 – 1 :2009 
                           IEC/EN 61000 – 3 – 2 : 2005 , IEC/EN 61000  - 3 – 3 .2005    Standards                         
                                                                       
European Union DIRECTIVE 2006/95/CE (Low Voltage)        | 13 |  
and with the  IEC/EN 60204 – 1 :  2009   Standards                                                                                                      
 
Claudio  Tomasella of the Silca S.p.A. Research & Development Division is authorized  
to create a Technical File. 
 
 
   Operations  Director 
 

 
 



 
SERVICE CENTERS  -  CENTRI DI ASSISTENZA  -  KUNDENDIENSTZENTREN  -  CENTRES D’ASSISTANCE 

CENTROS DE ASISTENCIA  -  CENTROS DE ASSISTÊNCIA  -  BIJSTANDSCENTRA 

COUNTRY COMPANY ADDRESS CITY 
AREA 
CODE 

PHONE 
FAX 

e-mail 

Algeria Sarl Maghreb Clés       
Coopérative Ettadhamoune 

Local 21/A 
Badjarah / Alger  16209 +213-21-264934  

+213-21-264888 
asmaghreb_cle@yahoo.fr 

Argentina Distribuidora 
Frappampino S.r.l. 

La Rioja, 483 Cordoba 5000 +54-351-4216368 
+54-351-4229003 

frappampino@arnet.com.ar 

Australia Locksmiths' Supply Co. 
Pty Ltd. 

140/158 Dryburgh St. North Melbourne 
VIC 

3051 
+61-39-3297222 

+61-39-3281731 
lsc@lsc.com.au 

Austria Erwe Gmbh Feldgasse, 16 Feldkirchen A-9560 +43-42762816 
+43-42765054 
firma@erwe.at 

Belgium Duitman Bvba Zinkstraat 13 Halle 1500 +32-2-3831620 
+32-2-3831622 

info@duitman.be 

Brazil Kaba Do Brasil Ltda. 
Rua Guilherme Asbahr 

Neto 510  
São Paulo 

04646-
001 

+55-11-5545-4510 
+55-11-5545-4515 

kaba@kabadobrasil.com.br 

Bulgaria Intesa S.r.l. 1, Kukush Sofia 01309 +359-2-8211425 
+359-2-8211347 
info@intesa.bg 

Burkina 
Faso 

Diallo Mamoudou 
Av.Houari Boumedienne 

Porte N. 1651  
01BP / 2957 

Ouagadougou 01 
 +226-710448 

+226-710002 
dialloebauchedecles@yahoo.fr 

China Silca China Xinhua Industrial Zone 
Guanghai County, 
Taishan, Canton 

 +86-750-5325698 
+86-750-5315655 

alan@tswahyat.com 

Colombia Flexon Llaves S.A. 
Av.Carrera 70 No.99 - 55 

Entrada 1 
Bogotà  +571-2538300 +571-5331842 

Croatia Ferrotechna d.o.o. Japodska, 66c Pula 52100 
+385-52-503-529 
+385-52-502-609 

+385-52-503-529 
ferrotechna@pu.t-com.hr 

Cyprus G.H. Yacoubian Ltd. 74/B, Regaena Street Nicosia  +357-22-663525 
+357-22-669009 

ghycy@spidernet.com.cy 

Czech 
Republic 

H&B Plus. s.r.o. Zatecká, 8 Plzen 30148 +420-377-225903 
+420-377-225904 
plzen@klice-hb.cz 

Denmark Agenturcentret A.S Brydehusvej 20  Ballerup 2750 +45-70111211  
+45-70111221 

agentur@agenturcentret.dk 

Egypt Gam Transworld 
23 Omer Ibn El-Khatar 

Street 
Heliopolis 
El Cairo 

 
+20-2-22404705 
+20-2-26441401 

+20-2-22404705 
gam@intouch.com 

Finland Hardware Group Finland 
Oy. (Hgf Ltd) 

Luostarinportti  5 Kirkkonummi 02400 +358-9-2219490 
+358-9-2962186 

asiakaspalvelu@hgf.fi 

France SILCA S.A.S. 
12, Rue de Rouen 

B.P.37   
Z.I. Limay 
Porcheville 

78440  +33-1-30983500 
+33-1-30983501 

info@silca.fr 

Germany SILCA GmbH Siemensstrasse, 33 Velbert 42551 +49-2051-2710 
+49-2051-271172 

info@silca.de 

Greece Chrisikos K. Ioannhs 7 Pipsou St. Thessalonik 
TK 

54627 
+30-2310-510336 

+30-2310-521651 
info@chrisikos.gr 

Greece F. Sotiropoulos & Son 
O.E. 

Patission Str., 110 Athens 11257 +30-210-8234009 
+30-210-8238480 

roulasot@otenet.gr 

Greece GEMKA-Karidis 
G. & Sons OE 

Lykoyrgoy St. 14-16 Athens 10552 +30-210-3243000  
+30-210-3249571 

g_karidis@yahoo.com 

Greece Fr.lli Raptakis Pili Iisou 10 Iraklion - Crete  +30-2810-285000 
+30-2810-280165 

raptakis_keys@her.forthnet.gr 

Guinea Soguintec S.A. Calle Abilio Baloboa 
Malabo - Provincia 

del Bioko Norte 
 +240-556618  

Holland Duitman B.V. Aquamarijnstraat 5 7554 NM - Hengelo  +31-74-2452520 
+31-74-2452522 
info@duitman.nl 

Holland H. Cillekens & Zn. B.V. Metaalweg, 4 JB Roermond 6045 +31-475-325147 
+31-475-325148 

info@hcillekens.nl 

Holland Steenhauer B.V. Oude Raadhuisstraat 1 Ap Leidschendam 2266 +31-70-3177262 
+31-70-3177333 

info@steenhauer.nl 

Hong Kong Professional Lock Centre 
Co. Ltd. 

Unit A-D, 9/F. 
Gemstar Tower, 

23 Man Lock Street 

Hunghom, Kowloon, 
Hong Kong 

 +852-23302268 
+852-23302082 
plc@plc.com.hk 

Hungary Kaba Elzett Megyeri út 51 Budapest 1044 +36-1-3501011 
+36-1-3290692 
info@elzett.hu 

India Minda Silca Engineering 
Ltd. 

Plot No. 37,  Toy City  Greater Noida 201308 
+91-987-397630 
+91-987-397631 

+91-120-2351301 
info@mindasilca.in 

Iran Klidavarshayan Co. 
No.73 Stakhr. St - Emam 

Khomaini Ave. 
Tehran  +98-216-6702757 

+98-216-735649 
klidavar@yahoo.com 

Israel A.M.C.I. Locksmith 
Supply Ltd. 

22 Efal Street Kiryat Aryeh 
P.O.Box 3667 

Petah Tikva 49130 +972-3-9230331 
+972-3-9230332 

amci@bezeqint.net 

Italy SILCA S.p.A. Via Podgora, 20 (Z.I.) Vittorio Veneto - TV 31029 +39-0438-9136   
+39-0438-913800 

silca@silca.it 

Japan Clover Co. Ltd 
1-2-40 Haradanaka, 

Toyonaka-shi 
Osaka 

561-
0807 

+81-6-6844-2111 
+81-6-6844-1147 

info@cloverkey.co.jp 



COUNTRY COMPANY ADDRESS CITY 
AREA 
CODE 

PHONE 
FAX 

e-mail 

Kenya MPPS Ltd. P.O. Box 31347 Nairobi  
+254-20-6532913 
+254-20-6533370 

+254-20-6533369 
mpps@swiftkenya.com 

Kuwait Hasawi & Sabano Co. 
For Gen.Trad. 

P.O. Box 42105 Kuwait City 70652 +965-24832505 
+965-2622778 

sabanokuwait@sabano.com 

Latvia Solo F Ltd. Salaspils 12  Riga 1057 +371-7278359 
+371-7876901 

solo.f@apollo.lv 

Lebanon Mouawad Books & 
Stationary Sarl. 

Mouawad Str. Mouawad 
Center,  60094 Jal el Dib 

Beyrouth  +961-4-711202    +961-4-11206 
hicham.mouawad@mouawadmbs.com 

Macedonia Panevski & Sinovi Llidenska , 11 Kumanovo 1300 +389-31-411545 
+389-31-412411 

panevski@mt.net.mk 

Malta Unimark Ltd. 32, Zerafa Str. Hmr 03 Marsa  +356-21-231540 
+356-241319 

pl@waldonet.net.mt 

Mexico Corporacion Cerrajera 
Alba Sa De Cv 

Circuito Gustavo BAZ, 16 
Atizapan de Zaragoza  

 Messico D.F. 52966 +52-55-53667200 
+52-55-53667291 

info@kaba-mexico.com 

Mozambique Davel Importacao 
Comercio e Servicos 

Rua Do Carmo NR.54 - 3° 
Solat 

Coimbra 3000 +351 239833858 +351 914506747 

New 
Zealand 

Baber LSC Limited 
Unit 5, 6 Argus Place 

Auckland 
Glenfield 1310 +649-444-5117 

+649-444-5119 
info@baberlsc.co.nz 

Nigeria Chilex Security Products 
Ltd. 

12, Olowu Street 
P.O. Box 5153 

Ikeja - Lagos  +234-1-4965005 
+234-1-4965005 

chilexproducts@yahoo.co.uk 

Norway Prodib Ab Montorgat 16 Eskilstuna 632 29 +46-16-168000 
+46-16-145590 

prodib@prodib.se 

Poland Dar-Mar ul. Napoleona, 17 Kobylka 05-230 +48-22-7710118 
+48-22-7710118 

dar-mar@dar-mar.pl 

Poland Z.P.U.H. Expres 
Wojcieck Kowalczyk 

32-447 Siepraw 795 Siepraw  +48-1227-46365 
+48-1227-46365 

expres@expres.pl 

Portugal Casa Das Chaves Da 
Falagueira Ltda 

Estrada Da Falagueira 5B Amadora 2701 +351-214936430 
+351-214912403 

ch.falagueira@mail.telepac.pt 

Portugal Luso Chav' 
Av. Rodrigues de Freitas, 

199-A 
Porto 

4000-
303 

+351-22-5104702 
+351-22-5361248 
geral@lusochav.pt 

Romania M&C Business S.r.l. 
36, Badea Cartan Street 

2nd District 
Bucharest  20064 +40-213118602 

+40-212120155 
main_office@mcbusiness.ro 

Russia Strazh 16/2, pt. Komsomolskiy Moscow 119021 +7 495 7083440 +7-495-7083292 

Russia O.O.O. Peter Key Mihaylovsky Pereulok, 7b  Saint Petersburg 198095 +7-812-2520241 
+7-812-2523885 

peterkey@peterkey.ru 

Saudi 
Arabia 

Fahd Omar 
Bamashmous Est.  

P.O. Box 20919 Jeddah 21465 +966-2-6422588 
+966-2-6447238 

bamashmous_est@hotmail.com 

Serbia Silkon D.O.O. 29, Novembra 70 Belgrade 11000 +381-11-2080200 
+381-11-3290017 

silkon@ptt.yu 

Singapore Silca Soxxi Pte. Ltd. 
21 Toh Guan Rd. East 

#01-12 Toh Guan Centre 
Singapore 608609 +65-6316-8100 

+65-6316-4470 
info@silca.sg 

Slovakia H&B Slovakia s.r.o. Ovsistske Nam. 1 Bratislava 85104 
+421-2-6252-0032 
+421-2-6252-0033 

+421-2-6252-0034 
hb.slovakia@kluce-hb.sk 

South Africa Sanlic International (Pty) 
Ltd. 

46, Hulbert Street 
New Centre 

Johannesburg  +27-11-4939717 
+27-11-6831312 

acoetzee@voltex.co.za 

Spain Silca Key Systems S.A. C/Santander 73/A Barcelona 08020 +34-93-4981400 
+34-93-2788004 
silca@silca.es 

Sweden Prodib Ab Montorgat 16 Eskilstuna 632 29 +46-16-168000 
+46-16-145590 

prodib@prodib.se 

Switzerland Robert Rieffel Ag Widenholzstrasse 8 Wallisellen 8304 +41-44-8773333 
+41-44-8773322 
info@rieffel.ch 

Syria Muheiddin Arabi Katbi  P.O. Box 1322 Damascus  
+963-11-2212407 
+963-11-2224588 

+963-11-2224588 
+963-11-3737001 

Taiwan Global Tecspro Ltd. 
11F-2 N.42-2 Lian Sheng 

St. 
Jhongho City 

Taipei 
 +886-2-22494028 

+886-2-22425735 
vincent@carkey.tw 

Turkey Kadiköy Anahtar 
San.Ve.Tic.Ltd.Sti. 

Osmanaja Mah.Nüzhet 
Efendi Sk.No.56 

Kadiköy - Istanbul  +90-216-4145254 
+90-216-3475488 

info@kadikoyanahtar.net 

U.A.E. Sabano Trading Co.Llc P.O. Box 32075 Dubai  +971-4-2682400 
+971-4-2622778 

sabanodubai@sabano.com 

Ukraine Service-Centre Kopir Segedskaya 12          Odessa 65009 +38-487-433196 
+38-487-190777 

v@key.odessa.ua 

United 
Kingdom 

SILCA Ltd. 
6 Lloyds Court 
Manor Royal 

Crawley  
RH10 
9QU 

+44-1293-531134 
+44-1293-531108 

sales@silcaltd.co.uk 

U.S.A. Kaba Ilco Corp. 
400 Jeffreys Road,  

P.O. Box 2627 
Rocky Mount  

NC 27804 
 +1-252-446-3321 

+1-252-446-4702 
custsvc@irm.kaba.com 

Venezuela La Casa del Cerrajero 
C.A. 

Av. Principal de Maripérez Caracas  +58-212-793-0083 
+58-212-781-8692 

cerrajero@cantv.net 

Yemen Sabano Trading Co.Llc P.O. Box 32075 Dubai U.A.E.  +971-4-2682400 
+971-4-2622778 

sabanodubai@sabano.com 
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2 Ilco® 057 HS Operation Manual

This manual applies specifically to the Ilco 057 HS Key Machine. It properly identifies 
your model and helps assure you will receive correct parts if ever you require replace-
ment parts.  Retain this manual in a safe place. If ownership of this machine is trans-
ferred, this booklet should accompany the machine. When seeking service information 
about this machine, refer to the Model No. (057 HS) and the part number desired (see 
pages 5-7).

CONTENTS

Warranty .................................................................................................... 2
General Safety ........................................................................................... 3
Introduction/Unpacking Instructions .......................................................... 4
Transporting the 057HS ............................................................................ 5
Operating Parts Identification (Names and Part Numbers) ....................... 6
Exploded View ........................................................................................7-8
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Basic Operation ......................................................................................... 9
Adjustment of Cutter and Cutter Guide ..............................................10-11 
Key Duplication Procedures ...............................................................12-15 
Cutters and Optional Accessories ........................................................... 16 

ONE YEAR LIMITED WARRANTY

Kaba Ilco Corp. warrants to the original buyer of any new model 057 HS s machine that it will repair or replace, 
at its option, any part of any machine which proves, to the reasonable satisfaction of Kaba Ilco Corp. to have 
defects arising from the faulty manufacture of the machine or from defective material or components, during 
a period of one (1) year from the date of the shipment of the machine by Kaba Ilco Corp., provided that the 
machine is returned by prepaid transport to Kaba Ilco Corp. or to its authorized representative before the expiry 
of the warranty period together with a detailed description of the alleged defect (s). Kaba Ilco Corp. may, at 
its discretion, elect to refund the purchase price allocable to the part affected, or to issue a credit if the price 
therefore remains unpaid.

Kaba Ilco Corp. sells precision-made machines. The buyer assumes all risks, and Kaba Ilco Corp. shall not 
be liable for any reason if the machine has been subjected to improper installation, improper use, improper or 
inadequate maintenance, negligence, if any unauthorized modification or alteration is made to the machine, or 
in case of accident. For greater certainty, any machine not operated in accordance with Kaba Ilco Corp. printed 
instructions or operated beyond its rated capacity shall not be covered by this or any other warranty.

Any and all warranties made by Kaba Ilco Corp. on any machine, product, or component thereof shall be effec-
tive only if and for so long as the buyer complies with all payment obligations pursuant to the buyer’s accepted 
and acknowledged order. Failure to meet such payment obligations shall void all warranties and not extend the 
period of time for which such machine, product or component thereof is warranted irrespective of whether or 
not payment is eventually made.

These warranties are in lieu of and not in  addition to any other warranty of condition, expressed or implied, includ-
ing without limitation merchantability, fitness for a particular purpose or latent defect. The buyer releases Kaba Ilco 
Corp. from any liability for any reason other than a breach of its warranties hereunder.

The liability of Kaba Ilco Corp. shall in no case, including negligence, exceed the purchase price of the defec-
tive machine, nor shall Kaba Ilco Corp. be liable for any personal injuries, property  damage or consequential 
damages.

Use only genuine Kaba Ilco Corp. replacement parts on this machine!
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WARNING - SAFETY NOTICE
IMPORTANT: PLEASE READ CAREFULLY  

BEFORE OPERATING MACHINE

Safety begins with education, and continues with proper application … ALL personnel 
who operate this machine should READ THE SUPPLIED OPERATION MANUAL for 
information on how to properly operate the Ilco 057 HS.  The likelihood of accidents 
and miscuts will be greatly reduced.

General Safety:
• Safety glasses MUST BE WORN to reduce the possibility of eye injury while 

operating, or in the immediate vicinity of key cutting equipment.
• Always turn machine off before making adjustments, or inserting or removing keys.
• Machine should be located in an area accessible only by authorized operators. 

Location must be such that customers and other personnel are not subject to 
potential injury from “flying chips”.

• Do not defeat safety features built into the machine. Removal or modification of 
safety shields, cutter guards and other safety devices should be strictly forbid-
den.

• At no time should the mechanically driven parts of the machine be touched while 
it is in operation. Extra care should also be taken by the operator to ensure that 
loose fitting clothing, long hair, etc. are kept from the area of machine operation.

• Your machine has been specifically designed and built for key cutting pur-
poses only and should be operated according to its operator’s manual. All 
other uses are strongly discouraged, are potentially hazardous, and should 
not be attempted! Such use will immediately void the machine warranty.

• Some states have specific age restrictions concerning the operation of certain 
types of equipment. Check local and state ordinances for compliance.

Electrical Safety:
• (120 volt models)  Your machine is designed to operate using 120 Volt AC, 60 

Hz electrical current. It is supplied with a three-prong power plug which should 
be used with a properly grounded three-prong outlet only. Do not defeat the 
safety purpose of the plug by modifying or using with nongrounded outlets.

• To reduce risk of fire or electrical shock, do not expose or operate machine in 
damp or wet locations.

• Electrical problems should be referred to qualified repair technicians. If the 
machine is under warranty, contact Kaba Ilco Corp. (Kaba Ilco Corp. also offers 
repair service for out-of-warranty machines.  Contact us for details.)

• Always unplug the machine before opening the hood or changing the cutter.
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The Ilco 057 HS is a precision engineered key machine specifically designed for dupli-
cating high security type keys. As shipped, the Ilco 057 HS will efficiently duplicate high 
security “internal and external track” automotive keys (as used by Honda, Mercedes 
Benz, GM, Volvo and others). Optional adapters and cutters are required to enable the 
Ilco 057 HS to duplicate keys for certain vhicle models (See page 15).

This unique key machine has the ability to duplicate keys to exacting specifications, 
a result of the precision of its critical parts. The Ilco 057 HS was designed with the 
operator in mind, from the versatility of the vise jaws to its easy one-handed operation.

Because of the precision nature of the vise jaws, avoid any abuse that will damage or 
reduce their accuracy. Treat them with care and the jaws will help produce accurate 
keys for years.

UNPACKING INSTRUCTIONS

When unpacking the Ilco 057 HS, you will note the cushioning material and the possi-
ble presence of lubricating oil to prevent rust and corrosion. Before using this machine, 
wipe off any excess grease or oil. Lubricate only the moving parts. It is recommended 
to save the original packing carton for later shipment if necessary.

Place the key machine on a sturdy, level work bench with good lighting.  The 120 VAC 
receptacle should be properly grounded. Do not use a two-prong plug adapter. Unpack 
all cutters, key guides, and adapters. Wipe each part free of grease and oil. Be sure to 
keep all operating parts as free as possible from cutting debris to maintain trouble free 
operation.  Store accessories in an organized manner, protecting them from damage 
or loss.

It is strongly recommended that  this manual be thoroughly read by anyone who 
intends to operate the Ilco 057 HS. Fig. 1 should be studied in order to learn the gen-
eral operating parts of the machine and their nomenclature.

INTRODUCTION

CAUTION! DO NOT DESTROY OR DISCARD THE SHIPPING CARTON 
STORE IT CAREFULLY IN A SAFE PLACE. IN THE EVENT OF A 
PROBLEM WITH YOUR MACHINE, IT SHOULD BE RETURNED 
TO OUR SERVICE FACILITY IN ITS ORIGINAL PROTECTIVE 
CARTON.
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The Ilco® 057 HS is “inverter friendly” which makes it ideal for mobile use (220 run watt-
age/ 460 peak wattage).  The carriage table is designed to allow smooth movement 
when cutting keys and does not lock in place when not in use.  The carriage table is 
held in place by bushings that are attached to the ends of the X-Y connecting rods. 

IMPORTANT!   
When mounting the 057 HS in a vehicle, or when the unit is being transported, it is 
recommended that you secure the table using a strap or bungee cord.  If the table is 
not properly secured, it will slam from side to side and back to front during transport.  
This movement can displace the bushings holding the table in place.  

It is also recommended that you keep the Styrofoam block from the original packing to 
provide additional protection when the table is secured for transit.

TRANSPORTING THE 057 HS
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EXPLODED VIEW
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EXPLODED VIEW

 1 600938 Hold Assembly
 2 174151 8-32 x 3/8 Hood Screws
 3 132847 Z-Axis Locking Knob
 4 132848 Brass Pellet
 5 131516 Handle Knob
 6 132851 Z-Axis Spring
 7 132846 Jam Nut
 8 132849 Rod End Bearing
 9 132827 X-Y Joystick Shaft
 10 502698M Motor Sub Assembly
 44 132850 Drive Belt
 14 129600 Z-Axis Handle Knob
 15 132364 Front Shield
 16 174145 1/4-20 x 1/2 Socket Head Set Screw
 17 132825 Z-Axis Handle
 18 132882 F22 Cutter
 19 132364 Chip Shield
 20 132852 T22 Cutter Guide
 21 132819 Vise Jaw Sub-Assembly (complete)
 22 132815 Fixed Jaw Insert
 23 132814 Mobile Jaw Insert
 24 174192 Jaw Insert Screws
 26 129493 Rubber Bumper
 28 174198 1/4-20 x 3/7 Socket Head Set Screw
 29 174061 1/4-28 x 5/16 Set Screw
 33 132854 Power Switch
 34 131992 Tip Gage
 35 129109 1/8” Hex Wrench
 36 132883 Depth Calibration Gage Set 
 42 131809 Caution Label
 45 132859 Replacement Parts Label

 Item # Code No. Description
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OPERATING PARTS IDENTIFICATION

EZ-TS1 Tip Stop 
Gage Bar

T22 Cutter 
Guide

Cutter 
Guard

Z-Axis 
Locking 
Knob

Traverse 
Lever

Jaw Clamping 
Knob

Vise Jaw 
Assembly

Jaw Clamping 
Knob

Z-Axis Lever

Power Switch

F22 
Cutter

Fig. 1
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The 057 HS is designed to duplicate internal and external-track high security automotive keys. 
Most versions of these two key styles can be duplicated without requiring the use of additional 
accessories. Optional accessories for the limited number of applications that require them are 
shown on page 15.

Three basic steps should occur before the duplication process actually begins:

1. Key Blank Selection: The key blank selected must be correct for the intended applica-
tion.

2. Cutter/Cutter Guide Selection: The cutter and cutter guide (F22 and T22) provided with 
the 057 HS are correct for duplicating almost all internal/external-track automotive keys. 
Late model Lexus keys (identified by having cuts only on one side of the key) require 
an optional cutter and cutter guide (F44SPL and T44), available from your Kaba Ilco 
distributor.

3. Positioning of the Key Blank and Pattern Key:  Also referred to as “gauging”, this process 
involves inserting the blank and pattern keys into the machine vise jaws in a manner that 
assures proper placement of cuts on the blank during the duplication process.

 Important: Certain keys require the use of an optional adapter in order to properly 
secure the key in a key machine’s vise jaw. Refer to the chart on page 15 for a list of the 
keys involved and the required adapter part numbers.

Installing Cutter and Cutter Guide/Calibration
Note:  Always be sure that the machine power is “off” before installing or changing cutters!

The cutter and cutter guide must “match” and the machine be properly calibrated, in order to 
cut accurate keys. 

After selecting the cutter and guide required for the intended application, install them as 
instructed.  Note: The machine’s depth-of-cut adjustment must be reset each time a cutter or 
cutter guide is installed on the machine. 

BASIC OPERATION

External Track Internal Track
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Tools Needed:  2.5 mm Stylus (T22)
 2.5 mm Cutting Bit (F22)
 1/8” Allen Key
 Left Side Calibration Key (marked L)
 Right side Calibration Key (marked R)
NOTE:  The R calibration key is slightly thicker (.002”) than the L calibra-
tion key. This will prevent the cutting bit from making contact with the Vise 
Jaw when the Head is lowered into the cutting position.

ATTENTION - MAKE SURE THAT THE MOTOR START SWITCH IS IN THE OFF POSITION 
(O)!

INSTALLING CUTTER AND CUTTER GUIDE & MACHINE CALIBRATION

Fig. 4

Fig. 5

Fig. 6

1. Place the left side Calibration Key (marked L) into 
the left hand key slot of the Vise Jaw Assembly 
and secure in place by turning knob clockwise. 
(Fig. 4)

2. Place the right side Calibration Key (marked 
R) into the right hand key slot of the Vise Jaw 
Assembly and secure in place by turning knob 
clockwise.

3. Rotate the plastic Chip Shield to allow access to 
the cutting bit spindle.

4. Insert the appropriate cutter guide (Normally T22) 
into the sleeve over the left side calibration key 
until it bottoms out. Secure by tightening the set 
screw on the sleeve holding the guide. (Fig. 5)

 CAUTION!  Do not over-tighten the set screw.  
Over-tightening the set screw could cause 
damage to the aluminum casing of the head 
assembly.

5. Insert the appropriate cutter (normally F22) into 
the right hand spindle (do not tighten the cutter 
locking set screws yet). (Fig. 6)
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INSTALLING CUTTER AND CUTTER GUIDE & MACHINE CALIBRATION (Con’t)
6. Lower the Head Assembly by pulling down on the 

Z-axis lever handle located on the left hand side 
of the machine until the Stylus lightly contacts the 
“L” calibration key. (Fig. 7)

7. While maintaining slight contact with the calibra-
tion key, tighten the Z-axis locking knob located 
on the right side of the machine to hold the Head 
Assembly in place. (FIg. 8)

8. If properly done, both the cutter and cutter guide 
should now be in contact with the respective cali-
bration keys.

9. Tighten the two (2) set screws in the cutter spindle 
to secure the Cutting Bit in position. (FIg. 9)

10. Rotate the plastic Chip Shield into the safety posi-
tion over the Cutting Bit. (Fig. 10)

11. Loosen the z-axis locking knob and raise the 
Head Assembly.

12. Remove both of the Calibration Keys and store for 
future use.

13. The 057 HS is now ready for use.

Fig. 7

Fig. 8

Fig. 9

Fig. 10
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Gauging
Once the appropriate key blank has been selected and the depth calibration verified, the only step 
remaining before actually duplicating the key is to “clamp and gauge” the pattern key and key blank. 
Gauging is simply the process of positioning both keys to insure 
that the cut pattern on the original key is copied onto the key 
blank at the proper location.

There are two general types of keys which can be duplicated 
on the Ilco 057 HS; shoulder gauged keys and tip gauged 
keys. These terms refer to the method by which a key is 
correctly oriented within a lock cylinder, relative to its pins or 
“tumblers”. They are clamped into the Ilco 057 HS vise jaws 
using different techniques.

Shoulder Gauged Keys (See Fig. 11) - Keys that have a distinct 
square shoulder, such as the S48HF-P.  These keys are posi-
tioned in the vise so that their shoulder surface is in contact with the front edge of the 
vise jaws when the clamp knob is tightened. (See Fig. 12)

Tip Gauged Keys (see Fig. 13) – Keys that have no 
shoulder (HO01-PT LX90-P, etc), or if their shoulder is 
not square to the key blank (S50HF-P, etc.) are gauged 
using the tip of the key as the positioning reference point. 
These keys are positioned by placing the Tip Stop Gage 
Bar into an appropriate slot on the left vise jaw (Fig. 14) 
and allowing the tip of the pattern key to contact the gage 
bar’s  side surface prior to tightening the jaw’s clamping 
knob to secure the key (Fig. 15). Note: the “appropri-
ate slot” is typically the one furthest from the front of the 
vise; short keys however may require the use of the first 
slot, in order for their tips to make contact the Gage Bar. 
Once the key is clamped in place, set the vertical height 
adjustment as described on page 12 under “Duplicating 
Procedure”.

Then take the Tip Stop Gage Bar and insert it into the 
same slot in the right side vise jaw, positioning the 
key blank against its side surface (as was done with 
the pattern key). Remove the Tip Stop Gage Bar after 
clamping the key blank.

KEY DUPLICATION PROCEDURES

Fig. 12

Fig. 14

Fig. 15

Fig. 11

Fig. 13

EZ-TS1 Tip Stop Gage Bar
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KEY DUPLICATION PROCEDURES (con’t)
NOTE:  Always wear safety glasses or goggles when operating the Ilco 057 HS or any 
other key cutting device.

Preparing the machine for duplication consists of the following steps:
• Assuring that the proper cutter and cutter guide are installed for the intended application (typi-

cally cutter F22 and Cutter guide T22)
• Positioning and clamping the pattern key in the left vise jaw
• Setting the vertical cut depth 
• Positioning and clamping the key blank in the right side vise jaw

Duplicating a key (preparation for cutting the key):
Internal and external-track high security automotive keys are not at all difficult to duplicate, 
requiring only that the machine operator follow the required steps in the order required.
1. Verify that the appropriate cutter and cutter guide are installed on the machine (normally 

F22 cutter and T22 cutter guide) and that the depth adjustment is correct (as covered on 
pages 9 & 10).

2. Position (gauge) and clamp the pattern key in 
the left side vise jaw (do not insert the key 
blank yet). Gauge keys using the appropri-
ate method for the key involved (as cov-
ered earlier, the choice is to either tip stop 
or shoulder stop to gauge the key). As you 
tighten the machine’s Jaw Clamping Knobs 
to secure keys, use your finger to apply 
slight pressure on their top surface to help 
assure that the keys are not clamped at an angle 
(tilted).

3. Use the Z-axis Lever handle to lower the cut-
ter head, allowing the tip of the cutter guide to 
make very light contact with a CUT area on the pattern key. (Fig. 16) Use the machine’s 
Traverse Lever as necessary to position the cutter guide over a cut area.

4. While using the Z-axis Lever handle to maintain this light contact, tighten the Z-Axis 
Locking Knob to secure the cutter head in this position. WARNING: Do not apply exces-
sive pressure on the Z-Axis Lever handle during this step, as this will make it dif-
ficult to trace the pattern key, or lead to inadvertent cutter contact against the right 
side vise jaw surface during the cutting process.

5. NOW insert, position, and clamp the key blank using the appropriate procedure for the 
type of key involved.

Duplication process:
1. With the key blank and pattern key now correctly 

clamped in the machine’s vise jaw unit, rotate the cut-
ter guard to the front and press the power switch to 
start the machine. (Fig. 17) WARNING: As with any 
machine tool, it is highly recommended that the 
operator wear safety glasses or a similar form of 
eye protection whenever the machine is in use!

Fig. 16

Fig. 17
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2. The “starting point” of the cut will depend upon the type of key being duplicated. Like using a 
router (as in carpentry), there is a “correct” direction of travel to be maintained, which is depen-
dent on the style of key you are cutting. Refer to the diagram below for recommendations in 
this regard.

3. With the “starting point” determined, use the 
machine’s traverse lever to begin cutting into the 
edge of the blank at the indicated spot. Normally 
you will use your right hand to move the lever, 
allowing your left hand to be placed on the left edge 
of the carriage table to provide extra support during 
the cutting process. (Fig. 18)

4. Pay attention to the cutter guide while using the 
traverse lever to “trace” over the cuts on the pattern 
key. (Fig. 19) The goal is to use a steady, even pres-
sure, maintaining contact between the cutter guide 
and the cut pattern on the key; do not apply exces-
sive force! Tip: Keys with very deep cuts are best cut 
using more than one pass… an initial “shallow” first 
pass, and then a second pass to clear away material 
not removed on the first. Be careful when cutting, 
not to overlook cutting away all of the necessary 
material… especially with deep cuts. Take care 
that you do not leave an “island” of uncut material 
along the edge of the key blade. 

5. After the cuts on the first side of the key have been 
produced, press the power switch to the “off” posi-
tion, and flip the key blank over, re-gauge it, and 
repeat the cutting process. The pattern key DOES 

NOT have to be removed 
or flipped over at this 
point.
6. Upon comple-
tion, carefully inspect the 
duplicate key and com-
pare it against the pattern 
key. Take special care 
to assure that you have 
not left material on the 
duplicate key that should 
have been cut away. 
Excessive burring or 
roughness resulting from 
cutting a key is indica-
tive of a dull cutter. This 
must be removed from 
the key before trying it in 
its intended lock; scrap-
ing the rough area with 
the edge of the EZ-TS1 
Tip Stop Gage Bar will 
typically remove any resulting burr. (Fig. 20 and 21)

Fig. 18

Fig. 19

Fig. 20

Fig. 21

KEY DUPLICATION PROCEDURES (con’t)

Diagram for Cuting Keys
External Track Internal Track

Counter Clockwise Clockwise

Starting  
Point

Starting 
Point
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Key Cutting Tips
The following are a few pointers that will make your key duplicating efforts more productive.

1. Operate the Ilco 057 HS in a well lit, reasonably clean work area.
2. Replace the cutter on the machine when it starts to get dull. Symptoms include visible 

burrs on the duplicate keys produced, greater noise, and noticeably more pressure 
required to cut them.

3. Keep a spare cutter on hand for the machine; the slight expense is small compared to 
the potential lost sales you could experience awaiting a replacement.

4.  Keep a small brush near the Ilco 057 HS at all times. Don’t allow key shavings to accu-
mulate on the machine; brushing the vise jaws off after every couple of keys is very 
important and can help prevent miscuts.

Maintenance
LUBRICATION- Special long life lubricants were applied to your 057 HS during assembly. 

Field lubrication of the machine is neither required nor desirable. Most lubricants will 
tend to attract dust and cutting debris to the moving parts of the machine, possibly 
adversely impacting smooth operation.

CLEANING- More so than with other types of key cutting machines, those designed for cutting 
high security keys require that the moving parts and vise jaw surfaces of the machine be 
kept as free as possible from dust, dirt, and chip 
debris created during the cutting process. A stiff 
bristle brush (supplied) kept near the machine is 
ideal for this purpose. Using the brush to keep 
dust and chip debris from accumulating on the 
machine will help assure that the machine pro-
vides the most accurate results possible…. and 
the smoothest operation! Pay special atten-
tion to vise jaw surfaces… accumulation of 
chip debris will adversely impact the proper 
clamping of keys. (Fig. 22)

CUTTER LIFE- Cutters gradually dull through use. There is no set “number” of keys that 
one can cut using a particular cutter. Key blank material and cutting pressure all directly 
influence effective cutter life. For machines of this type, 30-50 keys is about average. 
Signs that a cutter is dull or becoming dull include: increased noise level when cutting, 
additional pressure must be exerted to “make the cutter cut”, and the presence of a 
rough area (burr) along the side of the keys that are cut.

VISE JAW SURFACES- Under normal usage, the vise jaw clamping surfaces will provide 
exceptional clamping performance for several years. The jaw surfaces can be replaced 
when no longer able to grip keys adequately (due normal wear or from cutter contact).

KEY DUPLICATION PROCEDURES (con’t)

Fig. 22



CUTTERS AND ACCESSORIES

T

GM, Chrylser, Ford, BMW, Mercedes Benz, 
Volvo, Infiniti, Saab, Honda, VW Audi and 
most Lexus

 Cutter Cutter Guide Application
2.5 mm tip diameter 2.5 mm tip diameter

F22 - optional item except 
with Lexus

T22 - optional item except 
with Lexus

  To Fit Part No. Description

Pair of clamping adapters - will  
allow user to cut VW/Audi, Porsche, 
BMW and Rover keys (2-track style)

Pair of clamping adapters - will  
allow user to cut 2-track Mercedes

VW/Audi, 
Porsche, 

BMW & Rover

Mercedes

BD0723XXXX

BD0722XXXX

Required for cutting “New Style” Lexus 
keys (cuts found on just one side of key.

2 mm tip diameter 2 mm tip diameter

F44SFL T44

Kaba Ilco Corp. 
400 Jeffreys Road  •  Rocky Mount, NC 27804
Phone 800.334.1381  •    Fax 252.446.4702 
www.kaba-ilco.com

Code No. 125140 - REVISED© Kaba Ilco Corp. - February 2013
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040 HD     
 

MANUAL DE INSTRUCCIONES 
IMPORTANTE!  

Lea las instrucciones antes de utilizar su nueva máquina Duplicadora de llaves Modelo 040HD 
¡Asegúrese de seguir todas las recomendaciones de seguridad! 

Vea la página 3 para Instrucciones 
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Este manual aplica específicamente a la  Máquina Automática Duplicadora de llaves  040HD. Identifique  
adecuadamente su  modelo para asegurar que usted recibirá las piezas correctas en caso de requerir piezas de 
repuesto.  Conserve este manual en un lugar seguro.  Si la propiedad de esta máquina es transferida,  Este 
manual de servicio deberá acompañar a la máquina.   Cuando requiera información de servicio acerca de esta 
máquina,  se refiere al modelo  N º 040HD y el número de pieza deseada   (Ver páginas 6 a 8).  Tenga en cuenta 
que muchas partes no son intercambiables con otras máquinas de ILCO.  
 
 

 ÍNDICE 
 

  Garantía         2 
Información de seguridad       3 
Introducción / desempaque       5 
Componentes Operativos (ilustrados)      6 
Identificando los Componentes Operativos (nombres y números de pieza) 6 
Diagrama de Componentes       7, 8 
Lista de partes         9 
Cómo Duplicar Llaves       10 
Operación de un corte                    15 
 Reemplazando el Cortador / Ajustes                17 

 
 

GARANTIA LIMITADA DE UN AÑO 

KABA garantiza al comprador original de cualquier máquina nueva del modelo 040HD, que a criterio razonable de KABA, reparará 
o reemplazará, a su elección, cualquier parte de esta que compruebe tener defectos de fabricación o por consecuencia, de que la 
máquina contenga componentes defectuosos, durante un período de un (1) año a partir de la fecha de facturación de la máquina por 
KABA o por el representante autorizado, siempre que la máquina sea enviada a su representante autorizado antes de la expiración 
del período de garantía con una descripción por escrito y detallada de la(s) falla(s) que está(n) presente.	  
  	  
KABA puede, a su criterio, optar por el reembolso del precio de compra permitido de la parte afectada, o emitir un crédito si el 
precio por él es mayor a lo que realmente se puede pagar. KABA vende máquinas de  alta precisión en su fabricación. El comprador 
asume todos los riesgos, y KABA no se responsabiliza si  por cualquier razón, si la máquina ha sido sometida a una instalación 
inadecuada, uso inadecuado, mantenimiento inadecuado, negligencia, por cualquier modificación o alteración no autorizada que se 
haga a la máquina, o en caso de accidente. Para mayor certeza, ninguna máquina que no fue operada  de acuerdo a las Instrucciones 
impresas por KABA en este manual, no estará cubierta por esta o cualquier otra garantía.	  
	  
Todas las garantías formuladas por KABA de cualquier máquina, producto o componente del mismo serán efectivas sólo si el 
comprador cumple con todas las obligaciones de pago durante el tiempo que el comprador aceptó de conformidad en la orden de 
compra. Al caer en incumplimiento de dicho pago, se anularán todas las garantías y  no se podrá  ampliar ni continuar con el período 
de Garantía de la  máquina, producto o componente garantizado al no realizarse el pago o que este no pueda efectuarse. Estas 
garantías no tienen adiciones ni forman parte de otra condición de garantía expresa o implícita, incluyendo comercialización 
limitada, para un propósito en particular como el de vicios ocultos.   
 
La responsabilidad de KABA no será en ningún caso mayor del precio de la máquina defectuosa por negligencia. Así mismo KABA 
tampoco será responsable de lesiones personales, daños materiales o consecuentes ni de daños y perjuicios. 	  
	  
¡Utilice sólo piezas de repuesto KABA en esta máquina!	  
	  

Número de Serie:  ____________________________________	  
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ADVERTENCIA DE SEGURIDAD	  

IMPORTANTE – Antes de operar la máquina lea por favor detenidamente:	  

La seguridad comienza con la educación, y continúa con una buena aplicación de la misma. Todo el personal 
que utilice la máquina debe leer el manual de operación suministrado para obtener información sobre la forma 
de operar correctamente. El riesgo de accidentes se reducirá considerablemente. 
	  

Seguridad en General	  

• Se deben usar Gafas de seguridad para reducir la posibilidad de lesiones en los ojos durante la operación 
del equipo aún a quien solo pase cerca de la máquina de corte.	  

• Siempre apague la máquina antes de realizar ajustes o introducir o extraer las llaves. 	  

• La máquina debe estar ubicada en una zona accesible sólo por los operadores autorizados. La ubicación 
debe ser tal que los clientes y demás personal no estén sujetos a posibles lesiones por "astillas". No pase por 
alto las características de seguridad integradas en su máquina. Queda prohibido la eliminación o 
modificación de escudos de seguridad, cubiertas del cortador y otros dispositivos de seguridad	  

• En ningún momento deben ser tocadas las partes mecánicas en movimiento de la máquina mientras está en 
funcionamiento. El operador debe tener cuidado para asegurar el no tener ropa suelta, el cabello largo, etc., 
y que estos se mantengan fuera del área de funcionamiento de la máquina. 	  

• La máquina ha sido especialmente diseñada y construida para los principales propósitos de corte y sólo 
debe ser operado de acuerdo con el Manual del Operador. Cualquier otro uso no aprobado en este manual  
no se debe intentar! Tal uso inmediatamente anularía la garantía de la máquina. 	  

• Algunos estados o países tienen restricciones de edad específicos relativos a la operación y el 
funcionamiento de determinados tipos de equipos. Favor de Verificar las mismas que apliquen en su lugar 
de operación.	  

Seguridad eléctrica	  
• (Modelos de 115 Voltios) La máquina está diseñada para operar con 120 voltios C.A. 60 Hertzios. 

(Corriente Alterna). Es suministrada con un cable de alimentación de tres puntas que debe utilizarse con una 
toma corriente con tierra de tres patas solamente. No anule el propósito de seguridad de la clavija 
modificándola o conectándola a contactos sin tierra física! • Para reducir el riesgo de incendio o descarga 
eléctrica, no exponga la máquina a lugares húmedos ni mojados	  

• Los problemas eléctricos deben ser remitidos a técnicos calificados únicamente. Si la máquina está en 
garantía, contacte a KABA a la dirección impresa en el cubierta o al final del presente manual. (KABA 
también ofrece servicio de reparación a equipos fuera de garantía. Póngase en contacto con KABA para más 
detalles.) 	  

• Desconecte siempre del contacto eléctrico a la máquina antes de quitar la campana o cambiar la rueda de 
corte.	  
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Instrucciones de la conexión de la Toma Corriente con tierra aislada.	  

• En el caso de un mal funcionamiento o avería, la conexión a tierra proporciona una ruta de menor 
resistencia para la corriente eléctrica para reducir el riesgo de descarga eléctrica. Esta máquina está equipada 
con un cable eléctrico que tiene un conductor de tierra y una clavija con conexión a tierra física. La clavija 
debe conectarse a una toma-corriente o contacto que se encuentre correctamente instalado y conectado a 
tierra física de acuerdo con todos los códigos y estándares internacionales. 	  

• No modifique la clavija suministrada - si no encaja en la toma-corriente actual, instale el toma-corriente 
apropiado por un técnico electricista. 	  

• Una conexión inapropiada de la tierra física pude resultar en un riesgo de descarga eléctrica. El conductor 
con cubierta aislante de color verde (con o sin rayas amarillas), es el conductor de la tierra física. 
En caso de reparación o reemplazo del cable o la clavija,  no conecte el conductor de tierra a una 
terminal activa o con fase. Consulte a un electricista o al personal calificado si no ha 
comprendido todas las instrucciones, o si tiene alguna duda sobre la conexión a tierra de la 
máquina. 

• Utilice extensiones de corriente de 3 cables y que contengan contactos o toma-corrientes de 3 
puntas, con 3 polos independientes que contengan la misma conexión de la máquina. 

• Repare o reemplace los cables dañados o desgastados inmediatamente. 
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INTRODUCCION / DESEMPACADO	  

¡Felicidades! 	  

Usted ha comprado una maquina duplicadora excepcional	  

El modelo 040 HD  que acaba de comprar incorpora las más novedosas mejoras en diseño de las principales 
máquinas duplicadoras de su tipo en el mercado.	  

Esta máquina cuenta con mordazas exclusivas de cuatro posiciones diseñadas para adaptarse prácticamente a 
cualquier tipo de llave de cilindros estándares sin necesidad de adaptadores. 	  

Incluso las llaves del automóvil de doble cara pueden ser duplicadas con facilidad; las mordazas de cuatro 
posiciones incluyen estaciones que se ajustan idealmente para sostener estas llaves y es capaz de sujetarlas por  
la ranura o fresado al momento de los cortes ofreciendo así un rendimiento mejorado. 	  

Es un equipo preciso, de fácil de operación y mantenimiento, el modelo 040HD ofrece un excelente 
rendimiento cuidando su economía	  

Instrucciones para su desempaque	  

Su máquina de 040 HD  ha sido enviada a usted en un embalaje robusto, especialmente amortiguado para evitar 
la posibilidad de daños durante la transportación y envío. Una vez que la máquina se retira de la caja, se debe 
poner sobre una mesa de trabajo que esté libre de cualquier tipo de suciedad y/o aceite. La máquina se ajusta 
desde la fábrica y se han realizado pruebas de corte de llaves en ella, pero se recomienda que compruebe los 
ajustes para asegurarse que no se hayan deslizado o movido estos durante el envío (ver punto "Ajuste de la 
profundidad de corte").	  

Seguridad	  

La máquina HD 040 ha sido diseñada para duplicar llaves de cilindros (Para-céntricas). No se pretende ni fue 
diseñada para cualquier otro propósito. El operador de la máquina asume toda la responsabilidad cuando se 
utiliza esta máquina en una forma incorrecta que no cumpla con el  propósito para el cual fue diseña. Consulte 
la página 3 para obtener mayor información de seguridad antes de operar la máquina. KABA ILCO recomienda 
encarecidamente el uso de protección como anteojos o gafas de seguridad al operar esta máquina, o cuando 
alguien se encuentre cerca de la máquina mientras esté en funcionamiento. La máquina debe estar apagada antes 
de colocar o quitar  las llaves. Cuando la máquina está en funcionamiento tenga cuidado de no tocar la mordaza 
ni la manija de transportación que podría chocar con la rueda de corte entre otros componentes.	  

	  
ADVERTENCIA!  NO DESTRUYA O DESECHE LA CAJA O EMBALAJE DE ENVIO CON LA CUAL RECIBIO EL 

PRODUCTO, SUGERIMOS QUE SE GUARDE EN UN LUGAR SEGURO, ESTE EMBALAJE LO 
PUEDE NECESITAR AL MOMENTO DE TRANSPORTAR O ENVIAR EL PRODUCTO A 
REPARACIÓN.	  
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COMPONENTES OPERATIVOS	  

	  

Identificando los Componentes Operativos	  

Número de Parte	   Descripción	  
040-1             
025-3X             
025-8	  

 Carro                                          
Mordazas                          
Tuercas Mariposa	  

040-9X               
040-11X          
040-23	  

Manija del carro           
Gatillo del Automático       
Eje del Carro         	  

CU20                   
814-00-51          
040-56	  

Cortador P-CU20                             
Carda                          
Compás (Calibrador)  	  

040-62             
040-86X         
040-87A                

Botón de encendido apagado   
Carcasa                         
Capelo (Mica de Seguridad)	  
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040-144      	   Interruptor del Automático	  

DIAGRAMA DE COMPONENTES 	  
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DIAGRAMA DE COMPONENTES 	  
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LISTA DE PARTES	  

 

Ref No. De Parte Descripción Ref. No. De Parte Descripción 

1        
1X 
2       
3X 

040HD-1               
040HD-1X     
025-2                 
045HD-3X         

Carro                          
Montaje de carro       
Sujeción de carro        
Montaje de mordaza 

79  
84 
86X    
87 

040-79 
024B-84 
045hd-86X    
040HD-87 

Resorte del compás 
Clip 
Montaje de cubierta de seguridad   
Mica de seguridad                    

4    
6x     
8    
9X 
11X 

025-4          
025-6X          
025-8           
040-9X               
0140-11X 

Resorte de Mordaza    
Conjunto de empuje cojinete    
Tuerca de mariposa 
Manija de carcasa          

89   
90    
91   
92  

045-89         
025-90          
040-91         
040-92 

Arandela de Seguridad #10 
Tuerca #10-32  
Cable de corriente 
Cable de motor de 3 hilos 

20      
21       
23    
32 

040HD-20  
025-21    
040HD-23     
024B-32 

Cojinetes de eje de corte      
Casquillo de eje de carro    
Eje de carro                   
Tornillo de cabezal 

100   
101   
106   
109   

040HD-100   
025-101       
040-106     
025-109 

Espaciadora de corte derecha        
Set de tornillos polea de motor      
Bandeja de residuos                 
Arandela acojinada 

36    
37    
38     
40 

025-36        
025-37          
P-CU20      
040HD-40 

Tuerca de corte N-4    
Espaciadora de corte derecha  
Cortador P-CU20              
Eje de la cuchilla 

110   
129   
146   
150  

025-110    
040-129    
040-146    
040-150 

Arandela ondulada               
Tuerca de seguridad (8-32)           
Tensor de cable de corriente           
Tornillo del Switch (6-32 x ¼”)            

41    
43      
45    
46a   

040HD-41        
025-43      
025-45      
025-46A 

Polea del eje de corte         
Cepillo de Nylon (Carda)        
Arandela de Carda 5/16       
Tornillo hexagonal 5/16 -18x 

151 
160 
163 
171 

040-151      
025-160      
045-163      
025-171 

Kit tornillos (8-32 x 3/8”)         
Etiqueta de Precaución        
Tornillo de cubierta                   
Kit tornillos polea del cortador           

47  
48  
49  
50  

025-47       
040HD-48       
040-49      
040-50 

Polea de Motor 2” – 3L      
Banda V 3L – 180            
Guía de Corte                     
Tope de carro 

181  
183 
184  

024B-181       
040-183       
040-184 

Espaciador izquierdo de compás  
Arandela de seguridad ¼ -20     
Tuerca Hexagonal ¼ -20   

52  
53  
54  
55 

040-52      
045-53A       
045-54         
045-55A 

Tornillo de encaje 8-32 1-1/2 “ 
Arandela de guía  de corte   
Tornillo de guía de corte     
Tornillo de Ajuste 

186  
187 
188 
189  

045-186          
045-187         
045-188       
045-189 

Kit Tornillos 6-32x3/8”               
Espiga                                        
Resorte de espiga                  
Disco de ajuste 

56  
57  
58  
59 

040-56         
024B-57     
024B-58      
025-59 

Calibrador de llave          
Sujetador calibrador de llave  
Perno calibrador de llave   
Separador calibrador de llave 

190 
194 
195  

045-190      
045-194     
045-195    

Etiqueta del cortador           
Arandelas delgadas #10             
Tornillo cabeza de gota               

60 
62ª  
65  
68 
70 
74 
75 

025 60         
025-62A     
040HD-65     
040-68         
040-70       
040-74       
040-75 

Tornillo de rosca 8-32x1/2”  
Botón de encendido apagado  
Base de mecanismo              
Cubierta eléctrica              
Montura de goma         
Tornillo cabeza estrella 8-32   
Motor, ¼ hp, 115V 

IM  040HD-IM  Manual de Instrucciones          
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COMO DUPLICAR LLAVES 

Desempacando su máquina duplicadora 

La máquina duplicadora 040 HD es empacada y enviada totalmente armada, a excepción de la manija del carro. 
Una vez que la saque de su empaque, localice la manija e insértela en el carro. 

Llaves de Prueba 

Una serie de llaves de corte se suministra junto con la máquina. Estas llaves se cortaron en su máquina y 
representan el resultado del trabajo de nuestros inspectores de calidad antes de aprobar su máquina para su 
envío. Las llaves son reproducciones de las dimensiones de fábrica y contienen claves de patrones con  una 
precisión de 0,002 pulgadas o menos. Guarde estas claves y utilícelas como comparación para medir 
la exactitud de los cortes en las claves que usted hace. Duplicando una clave utilizando un micrómetro o 
calibrador de llaves para comparar la profundidad real de los cortes tanto en el duplicado y la llave modelo le 
permitirá ver si su máquina realiza cortes demasiado profundos o demasiado superficiales, lo que podría indicar 
que un ajuste de la guía de corte es necesario. 

Técnicas apropiadas de corte de llaves 

A pesar de que su máquina de 040HD  ha sido diseñada para realizar cortes rápidos, eficientes y precisos, la 
habilidad del operador es muy importante. La mecánica de colocar las llaves dentro de las mordazas es fácil de 
aprender, pero hay algunos conceptos básicos que se deben seguir. Si alguien no conoce la forma adecuada de 
colocar las llaves a duplicar esto influirá a que no tengamos un buen duplicado. La forma en que una persona 
coloque una llave en las mordazas es crítico para la precisión de la llave duplicada. Recuerde - el verdadero 
propósito de una copia de la llave es accionar la cerradura para lo que fue concebido. 	  

Si los clientes le llevan llaves duplicadas de vuelta, usted deberá examinar de nuevo sus técnicas de corte y el 
ajuste de la máquina. 

Aquí le mostramos algunas recomendaciones importantes de operación: 

1. Limpie las mordazas periódicamente, ya que los fragmentos o restos de los cortes que  realizó podrían 
afectar los siguientes cortes a realizar. Es esencial limpiar a lo largo y a lo ancho de las mordazas.  

2. NO use pinzas ni alguna otra herramienta para apretar las mariposas para hacer más presión en las 
mordazas. La sola presión de la mano es suficiente 

3. Mantenga el carro libre de rebabas de metal y/o residuos de llaves. El carro debe moverse libremente y 
con facilidad, incluso puede aplicar una fina capa de aceite para facilitar su desplazamiento.  

4. Nunca acerque el tope de la llave a duplicar a la guía de corte, ya que esto puede ocasionar que el tope 
de la forja toque la cortadora en operación. Cuando esto sucede se puede cortar parte del tope de dicha 
forja, lo que daría como resultado que aunque la llave a duplicar se duplique dos, tres y hasta cuatro 
veces los duplicados no funcionen. No recargue o ejerza presión en los topes de las llaves. 
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5. No pegue el cortador en funcionamiento a la mordaza  ya que esto lo desgasta y reduce su filo. 

6. Mantenga el cortador siempre limpio. No deje objetos o instrumentos en el cortador, ya que el cortador 
es una herramienta que requiere de precisión para su mejor funcionamiento, por lo tanto debe de ser 
manejado con cuidado. 

7. Los requerimientos de Lubricación para tu nueva máquina cortadora “040HD” son mínimos gracias a su 
sellado de fábrica, los rieles del cortador vienen permanentemente lubricados. El carro sin embargo debe 
de revisarse periódicamente y limpiarse con un trapo seco para remover cualquier tipo de residuo como 
rebabas. Después de limpiarlo se recomienda aplicar una capa delgada de lubricante seco; se 
recomiendan lubricantes en espray en una sola aplicación garantizando al máximo la vida útil del 
mismo. Dependiendo del uso del motor de ¼ hp, puede necesitar lubricación una vez al año. Revise la 
etiqueta en el motor para más detalles en los intervalos recomendados. 

Procedimientos generales para duplicar llaves 

ADVERTENCIA: ¡Nunca coloque o retire llaves sin que el botón de encendido se encuentre en la posición de 
apagado! ¡Siempre use protección para sus ojos como gafas de seguridad al operar la máquina! 
	  
Hay cuatro procedimientos para que el operador de la máquina asegure el obtener un  duplicado adecuado: 

1. Selección de la forja adecuada. Comparar la cabeza, largo y el área para corte (ancho, ángulo y la ubicación 
de los surcos, fresado), con la llave que se va a duplicar para así asegurarse de que coincida con la que será 
duplicada. 

2. Asegurarse de que ambas mordazas hayan sido bien acomodadas según el tipo de llave que se vaya a 
duplicar. Vea la sección “Utilizando las mordazas” de este manual. 

3. La alineación correcta entre la llave y la forja dentro de las mordazas. Consulte "Alineación de las llaves en 
las mordazas"	  

4. Solo se puede obtener un duplicado  efectivo de la llave modelo sólo después de que se llevan a cabo los 
pasos anteriores. 	  
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Usando las Mordazas de 4 posiciones 

Su máquina 040 HD está equipada con las Mordazas versátiles de 4 posiciones “Súper Jaw 3” de KABA ILCO. 
Cuentan con cuatro superficies de agarre únicas para asegurar la sujeción prácticamente de cualquier llave típica 
(vea la Fig. 1). 
 

 

Para obtener el mejor agarre posible, es necesario que la posición mordaza que se selecciona sea la adecuada 
para cada tipo de llave a duplicar. Las posiciones de la mordaza son las que se explican a continuación y el uso 
correcto se muestra en la figura 2	  

Standard -  para sostener llaves convencionales, como llaves domésticas, automotrices con dibujo en un 
solo lado, llaves de candado, con uno o dos topes.	  

Narrow   -  para sostener la 1092B y los demás tipos de llaves estrechas	  

Wide      -  para sostener llaves Ford doble cara y similares, ya sean primarias o secundarias. Cuando se 
colocan las llaves en las mordazas, permite a la llave estar centrada y la parte plana quede en 
la parte superior de la mordaza	  

X            -  Ideal para sostener la mayoría de las llaves convencionales de doble cara 
utilizadas en los automóviles más recientes. Sostiene estas llaves por las ranuras en lugar del 
borde de la llave donde se encuentran los cortes. (Vea la Fig. 2) 	  
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Para volver a colocar o acomodar las mordazas, de la posición Standard a Wide, primero afloje las tuercas 
mariposa. Luego levante hacia arriba en la parte superior e inferior de cada mordaza como una unidad completa 
retirándolas del carro. Gire las mordazas hasta que la posición elegida esté dirigida hacia la parte trasera del la 
máquina y baje las mandíbulas de nuevo en contacto con el carro. Ambas mordazas derecha e izquierda deben 
rotarse a la misma posición. 

Alineando llaves con tope en las mordazas 
 
PRECAUCION: ¡Nunca coloque o retire llaves sin que el botón de encendido se encuentre en la posición de apagado! 
 
Se deben alinear la llave a duplicar con la forja apropiadamente y bien sujetadas en las mordazas. Para hacerlo recorra el 
carro hacia la derecha colocando apropiadamente la forja en la mordaza DERECHA con la cabeza de la forja apuntando 
hacia la Izquierda. 
Asegúrese de que el tope de la forja se encuentre aproximadamente a 1/8” de separación  a la izquierda del borde 
izquierdo de la mordaza. Una vez colocada la forja sujétela con la mordaza dando vuelta a la tuerca mariposa. La posición 
de la llave a duplicar deberá ser en la mordaza IZQUIERDA, de forma similar que coloco la forja, solo que esta vez 
dejando 1/4” de separación entre el tope de la llave y el borde  de la mordaza. 
 
Después de colocar las llaves en las mordazas, coloque la guía de la siguiente forma; coloque el borde izquierdo de la guía 
en el borde derecho del tope de la llave a duplicar de forma que el borde derecho del lado izquierdo de la guía quedará del 
lado derecho del tope de la forja (Vea Fig.3). Si no tiene la misma posición ambas llaves, afloje la terca mariposa de la 
mordaza en la cual la llave no se encuentre alineada y colóquela nuevamente utilizando la guía como referencia 
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Asegúrese de que tanto la llave a duplicar como la forja en sus topes estén correctamente alineados con la guía; 
ambas deben estar bien sujetadas por la mordaza (no deben estar inclinadas). Siendo así apriete las mariposas de 

las mordazas para asegurar su correcta sujeción. 
 

Alineando llaves sin topes en las mordazas 
 

En llaves como la llave Ford doble cara que no tienen el tope convencional, se utiliza la punta de la llave como punto de 
referencia en la alineación (Vea Fig. 4). Inserte primero la forja y recorra el carro hacia la izquierda, baje la forja y 
posicione el carro de manera que la punta de la llave Ford toque la guía. Coloque en posición la llave a duplicar bien 
alineada en la mordaza de lado izquierdo de la misma manera 

 

“Best” y “Falcon” son los tipos de llaves que no tienen un tope convencional, pero tienen punta con borde 
inclinado lo que facilita la colocación de la guía en el borde inclinado para su correcta alineación entre la llave a 
duplicar y la forja. El duplicado se lleva acabo de la siguiente manera; Inserte primero la forja y recorra el carro 
hacia la izquierda, baje la forja y posicione el carro de manera que la punta inclinada de la llave  toque la guía. 
Coloque en posición la llave a duplicar bien alineada en la mordaza de lado izquierdo de la misma manera. 
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OPERACIÓN DE UN CORTE MANUAL 
PRECAUCION: ¡Nunca coloque o retire llaves sin que el botón de encendido se encuentre en la posición de apagado! 
 

1. Sitúe ambas mordazas a la posición donde se colocara la llave que se va a duplicar. 
 

2. Coloque la forja y la llave a duplicar en las mordazas usando el modo apropiado descrito anteriormente 
“Alineando las llaves en las mordazas” Asegúrese que ambas llaves estén bien niveladas en las mordazas y no se 
encuentren inclinadas. 

 
3. Baje la guía hacia ambas llaves para alinearlas usando el modo apropiado descrito “Alineando las 

llaves…”situado en la sección anterior  
 

4. Una vez alineadas las llaves regrese hacia arriba la guía a su posición inicial. 
 

5. Ponga el botón de encendido en la posición de encendido. 
 

6. Suba el carro con ambas manos (Vea Fig. 5) 

 
7. Mueva el carro para alinear con la guía con el tope de la llave, manténgala ligeramente alejada del cuerpo del 

tope, no permita que el cortador toque el tope de la forja. 
 

8. Mueva el carro guiándolo hacia la izquierda. Utilice el cortador y trace los cortes cuidadosamente de la llave a 
duplicar con la forja. El cortador realizara los cortes solo en la forja. Cuando el cortador se acerque demasiado al 
tope de la forja el corte se habrá trazado, realice otro corte hacia el otro lado con el cortador llevando el carro 
hacia la derecha. Esto removerá cualquier resto de metal que no se haya removido en el primer trazo de corte en la 
forja. 

 
9. Presione el botón de encendido a la posición de apagado. Retire la forja ya cortada como duplicado. Presione el 

botón encendido a la posición de encendido y remueva las rebabas o cualquier residuo que haya quedado en la 
forja acercándola con cuidado al cepillo de nylon o carda, esto removerá cualquier impureza que haya quedado en 
la forja ya duplicada.  
 

Cuando se está duplicando una llave, evite las sacudidas y las vibraciones en el movimiento del carro. Usando ambas 
manos para guiar el carro obtendremos un movimiento firme y parejo. Aplique la misma presión cada que duplique 
una llave. Demasiada presión en el carro ocasiona un cortado excesivo en la forja. Practicando, en muchas ocasiones, 
es la mejor manera  de aprender a operar el carro de una manera estable, uniforme y precisa. 
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OPERACIÓN DE UN CORTE AUTOMATICO 
1. Instale y alinee  la llave original y la forja en las Mordazas del mismo modo que en el “Modo manual”. 

 
2. Deslice todo el carro hacia la derecha de modo que la  llave original  en la mordaza quede alineada la guía de 

corte donde se comenzará a leer el corte a realizar en la forja. 
 

3. Encienda la máquina desde el interruptor de “Encendido”, tenga cuidado de no acercar demasiado las llaves y las 
mordazas al cortador una vez encendida la máquina. 

 
4. Sujete firmemente el carro desde la manija, inclínelo hacia debajo de manera que pueda jalar del gatillo del 

Automático mientras está bajando el carro, (Es necesario el bajar lo suficiente el carro para que el gatillo del 
automático pueda ser liberado y pueda jalar de él, Si el gatillo no se libera con facilidad, quiere decir que necesita 
bajar más el carro.) Esto permitirá que el resorte de tensión del Automático mantenga el carro levantado de 
manera en que No sea necesario sostenerlo como en el modo Manual y entre en funcionamiento el Automático 
para cortar la llave.  (Lea la siguiente Nota y Vea la siguiente Figura ) 

NOTA: Tenga extremo cuidado de que al soltar el carro no se levante bruscamente, ya que esto podría provocar 
que la forja golpee intempestivamente el cortador dañando la forja y el mismo cortador. Es sugerible que al jalar 
del gatillo sostenga firmemente el carro subiéndolo LENTAMENTE para que la presión generada por el resorte no 
lo impulse rápidamente hacia el cortador. Una vez arriba el carro puede soltarlo. 
 

 
Incline hacia Abajo el cortador mientras jala del Gatillo del Automático 

 
Presione el Interruptor de Encendido del Automático y déjelo presionado al menos de 2 a 3 segundos. Después de esto 
Usted escuchará que el motor del Automático comenzará a trabajar moviendo el carro hacia la izquierda. 
 
El carro realizará un solo pase por el cortador lo que realizará los cortes en la forja. Una vez terminado el corte el motor 
del Automático se apagará automáticamente. 
 
Apague la máquina desde el Interruptor de encendido/apagado.   
 
Incline hasta abajo el carro para liberarlo de la posición Automática, una vez que el carro asiente en la parte de abajo 
como en el modo manual retire la llave cortada de la mordaza. 
 
Encienda la máquina desde el Interruptor de Encendido y pase la llave cortada por la carda para retirar restos del corte y 
rebabas que puedan haber quedado después del corte. 
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Reemplazando el Cortador 

El cortador P-CU20 que se usa en esta máquina tiene de diámetro 2 ¼ pulgadas,  .250” (1/4) de pulgada de 
grueso y ½” pulgada de profundidad. Es una fresa (Cortador) diseñada para cortar metal a alta velocidad. 
Cuenta con una punta delgada del lado izquierdo la cual es excelente para realizar cortes profundos cerca del 
tope.                   

El cortador no está contemplado dentro de la Garantía, el operador debe de manejarlo con cuidado evitando 
el uso rudo del mismo. No levante el carro demasiado haciendo que la forja golpee el cortador, y no aplique 
demasiada presión cuando realice los cortes.  Además de todo, no permita que el cortador tenga contacto o 
pegue con las mordazas, esto desgastaría o podría estrellar el cortador. 

Así como cualquier cortador de metales, el Cortador P-CU20 se desgasta con el uso. Existen 3 maneras de saber 
cuándo es necesario su reemplazo. 

1. Tiempo –  Un cortador desgastado toma más tiempo en realizar cortes. 

2. Sonido –  Un cortador desgatado produce un sonido chillante cuando realiza los trazos en la forja. 

3. Rebaba –  Un cortador desgastado no podrá arrojar las rebabas retirándolas de la forja aunque este siga 
cortando, además de que este estará produciendo más rebabas al no poder realizar cortes finos. Un 
cortador con poco desgaste deja muy pocas rebabas. 

Para reemplazar el cortador utilice dos llaves, una de ¾” para la tuerca del cortador y una de ½” para el eje del 
cortador. Coloque las dos llaves en posición y retire la tuerca del cortador. Fíjese que la tuerca se afloja de 
forma invertida y habrá que girar hacia el lado contrario para retirarla. Remueva las rondanas espaciadoras y el 
cortador desgastado. Instale el nuevo cortador, las rondanas espaciadoras y la tuerca. 
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AJUSTES 

Ajustando la Profundidad del Corte 

Para garantizar su seguridad, Desconecte el cable de energía de la máquina antes de comenzar a ajustar la 
profundidad del corte. Es indispensable que tanto la llave a duplicar y la forja estén a la misma altura una de la 
otra. Si la guía sobresale de la llave a duplicar el cortador estará cortando mal la forja lo que dará como 
resultado un duplicado inutilizable. De la misma manera si la guía está detrás de la cortadora el corte en la forja 
será demasiado profundo (Vea Figura 6). 

 

Para verificar el ajuste de profundidad, inserte dos forjas idénticas (Sin cortar) en las mordazas, colocándolas en 
la misma posición (No es necesario alinearlas). Después eleve el carro, colocando la forja izquierda al ras de la 
guía del cortador. Después gire la polea de la máquina con la mano y observe la forja que colocó del lado 
derecho. El cortador apenas rozará esta forja cuando el ajuste es el correcto. 

No sabrá si el ajuste es el correcto si no ha dado la vuelta la polea accionando el cortador, así que realice una 
vuelta completa del cortador antes de cambiar el ajuste.   
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Habrá un punto alto en el cortador, el ajuste deberá ser realizado siempre en dicho punto.   Si el cortador no toca 
la forja después de una vuelta completa, proceda a cambiar el ajuste.   

Para ajustar la guía de corte, afloje ligeramente el tornillo de sujeción en la parte alta de la guía de corte (Vea 
las Figuras 7 y 8).  

 

 

Una vez aflojado el tornillo, la perilla de ajuste puede ser recorrida a  la izquierda (para reducir la profundidad 
de corte), o a la derecha (para incrementar la profundidad de corte). De nuevo, un ajuste correcto se habrá 
logrado cuando el cortador apenas rose la forja que anteriormente utilizamos para medir la cual está alineada 
con la otra forja sin cortar. Apriete el tornillo de sujeción una vez que haya terminado el proceso de calibración. 
Vuelva a revisar antes de volver a apretar para asegurarse que el ajuste no haya cambiado. 
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Cada marca en la perilla de ajuste de calibración tiene una equivalencia de aproximada de .0015 pulgadas (1 ½ 
milésima de pulgada). Como vera, este sistema le permite realizar un ajuste bastante preciso en su nueva 
máquina duplicadora. En efecto, si usted tiene un calibrador (vernier), usted podrá ajustar su máquina con una 
precisión de fábrica. Para hacer esto solamente deberá realizar un duplicado de una llave revisando las medidas 
en la llave a duplicar y en la forja como comparación. Esto le mostrará si existió alguna variación y si el corte 
fue muy o poco profundo y si lo fue, por cuanto. Con esta información usted podrá utilizar la perilla de ajuste 
para ajustar nuevamente la calibración de su máquina duplicadora lo más preciso posible. Esto es muy 
importante ya que muchas cerraduras han sido diseñadas con un mejor ajuste en sus tolerancias y las llaves que 
usted duplica son duplicados de esas mismas; son apenas funcionales. Por eso si su máquina se calibra lo más 
exacto posible, sus duplicados serán lo más parecidos y exactos a los originales, reduciendo lo más posibles las 
llaves no funcionales o mermas.  

Es muy importante que entienda que el ajuste de su máquina no es cuestión de una sola vez. Al momento en que 
el cortador de su máquina se va desgastando es necesario ajustar la máquina para compensarlo. Es bueno el 
practicar el ajuste de la profundidad de corte por lo menos cada 2 a 4 semanas, basándose al comparar con una 
llave cortada anteriormente y verificando las medidas entre esa y las actuales para ajustar de ser necesario. 
Notara que el recalibrado es necesario raramente, pero revisando y corrigiendo a tiempo es mejor que ANTES  
de que los clientes devuelvan llaves mal cortadas o duplicadas; así usted estará creando una buena reputación 
para su Cerrajería como “Un gran lugar” para realizar duplicados de llaves. 

Ajuste de espaciado 

No hay ningún tipo de ajuste en el espaciado. Sin embargo, en caso de que la guía sea reemplazada, esta se debe 
calibrar en la maquina después de ser instalada. Para realizar esto, primero se instala la llave a duplicar y la forja   
y realice la alineación con la guía de corte y el cortador.  Después baje el compás y presente el tope del compás 
para permitir el contacto con el contorno de ambas llaves. 

Ajuste del tope del carro 

El propósito del tope del carro es prevenir que el cortador golpee la parte derecha de la mordaza. El tope tiene 
una tuerca y perno y es ajustable. Para verificar el ajuste, levante el carro (sin llaves en la mordaza), y gire el 
cortador con la mano. El cortador no debe tener contacto con la mordaza. Cuando el tope del carro esta ajustado 
apropiadamente, debe existir un espacio de .008 pulgadas entre la mordaza y el cortador (el espesor de una 
tarjeta personal). No deje una distancia mayor ya que afectaría el desempeño del corte. 

Limpieza 

Su máquina debe permanecer limpia de residuos de metal y polvo. Las áreas más críticas son la mordaza y el 
eje. Una brocha de una pulgada es  ideal para cepillar esas áreas de la máquina. El eje debe ser lubricado 
periódicamente con un trapo con aceite. Se sugiere cepillar la mordaza frecuentemente para así alargar la 
durabilidad de la máquina. 
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USING THE MANUAL 
 
 

This manual has been drawn up by the Manufacturer and is an integral part of the machine equipment.  
The manual gives information that is compulsory for the operator to know and that makes it possible to use the 
machine safely. 
 
 
 

OPERATING MANUAL  
 

This operating manual provided with the machine is essential for using the machine properly and performing any 
necessary maintenance operations. 
The manual must be kept throughout the machine’s working life, including decommissioning.  Keep it in a dry 
place close to the machine where it is always to hand for the operator. 

 

  
IT IS OBLIGATORY to read the manual carefully before using the machine. 

 
 

USERS   
 

This manual must be used by personnel assigned to the machine after having read and understood its contents. 
 

MANUFACTURER ID   
Triax QUATTRO has an ID plate on the back of the machine, showing its serial number. 
 

 

 
 
 

HOW TO APPLY FOR AFTER-SALES SERVICE  
 

Silca provides purchasers of Triax QUATTRO with after-sales service.  
To ensure total safety for the machine operator, all operations not specified in this manual must be carried out 
by the manufacturer or in the special Silca recommended Service Centres. 
At the end of this manual you will find the manufacturer’s address and the addresses of authorized Service 
Centres. 
The warranty attached to the machine guarantees free repairs or replacement of faulty parts in the 12 months 
following purchase.* 
All operations must be agreed between the user and Silca or the authorized Service Centres. 
 
* Parts damaged due to careless or wrong use of the machine will null the warranty. 
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GLOSSARY SYMBOLS-TERMINOLOGY 
To aid clarity, below is a glossary of the commonly used symbols and terms connected with the keys, key-cutting 
machine and software. 
Such symbols and terms will be used in the manual with reference to this page, but we advise reading the page 
before continuing. 
 

GLOSSARY 
USB PEN Universal Serial Bus pen 

Engraving Function used to engrave keys and medals 

Cutter W101, W102, W103, …. 
The letter indicates the material (W = hard metal), the number its 
configuration (draft angle, base of cut, …) 

Cutter H101, H102, H103, …. 
The letter indicates the material (H = HSS), the number its configuration 
(draft angle, base of cut, …) 

Decoder U101, U102, U103,… Tracer points for decoding (to fit in the place of a cutter) 

Clamp R1+R12 
Clamp provided with the Triax key-cutting machine (key cutting and 
engraving) 

Clamp R2, R3, … Optional clamps for special systems/locks 

System/lock  
Means the set of information pertaining to the key to be cut 
E.g.: see examples in symbol table (below) 

……  
Each dot represents one cut; the number of dots corresponds to the number 
of cuts on the key 

Tracer Tower  
A Silca invention comprising a tower system for holding commonly used  
tracer points for decoding keys on Triax QUATTRO 

User/operator Persons assigned to the use of the machine 

Make  
Means the make of cylinder or vehicle for the key to be cut 
E.g.: Kaba®* (cylinder make) – Fiat®* (vehicle make) 

Silca Serial Number ( SSN)  
Serial number given by Silca to systems/locks. Found in Silca key catalogues 
or Silca software programs 

Sides   Cut sides of the key 

Axis   A row of cuts on a key 

Cutting pitch 
Distance from the key stop to the centre of the first cut, or from the centre of 
a cut to the centre of the next one 

(SC) Data cards 

(SR) Series 

(TB) Code tables 

r/h arrow key - l/h arrow key r/h arrow key - l/h arrow key  

Belt cover Top cover 

Tool  Cutter or decoder 

Table 1 
 
 
 
 
 
 
* are registered trade marks 
 



Operating Manual - English  Triax QUATTRO 

 
 

 Copyright Silca 2011                                                               - 3 - 

   
 

 

 

TERMINOLOGY 
For those who have no experience of keys and key-cutting, below is an illustration of the most frequently used 
terms: 
 
 

KEY TERMINOLOGY (GENERAL) 
 

 

6 

7 

1

2

3

4

5 7

 
Fig. 1 

 

 

8  
Fig. 2 

1. Head 
2. Neck 
3. Stop 
4. Stem 

5. Tip 
6. Back 
7. Cuts 

 

8. engraving area 

 

 

KEY TERMINOLOGY (SOFTWARE) 

 

SSN* 

* Silca Serial Number 

 
Fig. 3 

 
 

SSN*

* Silca Serial Number 
 

 
Fig. 4 

 

 

 

 
AXIS1 

AXIS2 

STOP 
 

A 

C 

B D 

 

Side A (1st flat side) 
Side B (1st back) 
Side C (2nd flat side) 
Side D (2nd back) 
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NOMENCLATURE OF SYSTEMS-LOCKS INSERTED IN MACHINE 
Examples: 

 The description “SIP22T5 (2T-8W)” used for a “Fiat®*” System/Lock is made up of a first part (SIP22T5) 
which is the Silca key blank used and a second part (2T) which is the number of grooves on the key and 
(8W) the number of its blades. 

 The description “8 (4 +4P) 1-200” used for a “Kaba®*” System/Lock is made up of a first part (8) which is 
the name of the system, a second part (4+4P) which is the number of pins on the 2 key-cutting axes and a 
third part which gives the indirect cutting code (1-200). 

  

A Number of axes or rows of pistons/pins 

L Indicates that the main row of pistons is on the left-hand side of the key 

R Indicates that the main row of pistons is on the right-hand side of the key 

P Number of pistons/pins per axis/row 

T Number of Laser grooves 

W Number of blades 

pf For example “pf 121” indicates “original profile 121” 

* are registered trade marks 
 
 
 

GRAPHICS ON MACHINE DISPLAY  
SSN   (e.g. 16) Silca Serial Number 

 (e.g. 8-8) 
Maximum number of cutting positions for each axis on the key 

 
 8(4+4P)   

SSN description 

 
SSN with protected code table only  

 
SSN with code table enabled 

 
 1-200 Indirect cutting codes 

   KA1 
Silca key blank proposed for duplication 

 
 KABA Manufacturer of system and/or applications involved 

 
Silca SSN  

 
SSN protected by password (Locked). 

 
SSN enabled (Released) 

 
An engraving template is associated to the system in question 

 
User-created series 

Table 2 
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WARNING SIGNS 

 
 
 

 

 

Electrical voltage hazard. 
This sign highlights the electrocution hazard from direct/indirect contact with electrical 
voltage. 

  

 ATTENTION  
DANGER - 

PARTS IN MOTION  
 

Attention Danger- Parts in motion. 
This sign indicates that there may be dangerous moving parts in motion. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

PROHIBITION SIGNS – OBLIGATION 
 
 
 

 

Prohibition sign 

 
 

 

 

Obligation to read the manual 
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GENERAL WARNINGS 
 

 
Triax QUATTRO is designed in observance of the principles of European Standards (CE). 
Right from the design stage solutions are adopted to eliminate hazards for the operator at all stages of use: 
transport, regulation, use and maintenance. 
The materials used for the machine and the components employed in the use of the Triax QUATTRO are not 
hazardous and make the machine comply with current standards. 
Silca S.p.A. has also experimented and applied many technical solutions that allow its key-cutting machines to 
optimize the quality of the cut keys.   
 
 
To ensure these results over time, observe the following instructions: 
 

 Observe the procedures described in this manual; 
 Use only Silca Original Tools as they are designed to achieve the best performance of the Triax 

QUATTRO and quality key-cutting; 
 Use Silca key blanks, manufactured in top quality materials; 
 Periodically have the key-cutting machine serviced by an authorized Silca Service Centre (list at the end 

of this manual); 
 Use only Silca Original Spares. Beware of imitations! 
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USE 
The installation method and proper use of the machine are those laid down by the manufacturer. 
Any other use different from that indicated in this manual will null customers’ claims on Silca S.p.A. and may be 
a source of unknown hazard for the operator in default or third parties. 
 

ATTENTION: Negligent use or the operator’s failure to observe the instructions in this manual are 
                        not included in the warranty conditions and the manufacturer declines all 

responsibility in such cases. 

RESIDUAL RISKS 
The Triax QUATTRO machine has residual risks in the highlighted area. 

 

 

 
Fig. 4-1 

 
 

SAFETY REGULATIONS 
Always disconnect the machine when it is not in use or when maintenance 
is to be carried out. 

Periodically check the electrical wiring; if the wires are worn replace them 
immediately. 

Always make sure your hands are dry and not oily or greasy. 

Never pull the power lead; make sure it does not come into contact with 
oil, sharp objects or heat. Never remove the earth wire from the plug. 
Make sure the earth wire is securely connected. 

Do not use the machine in dangerous areas (damp or wet). 

 

All visitors, especially children, must stand at a safe distance and not come 
into contact with the machine and its wiring. 
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1 MACHINE WORKING PARTS 

1.1 TRIAX QUATTRO 

 

A 

B 

U 

R 

S 

T D 

J

M 

Q 

P 

O 

N 

LK

I 

H 

G 

F 

E 

C 

V 

Z1

 
Fig. 5 

A - tool-locking knob 
B - spindle-locking lever 
C - Tracer Tower lever 
D - spindle 
E - cutter 
F - clamp R1+R12 
G - upper carriage 
H - lower carriage 
I - display 
J - keypad 
K - emergency button 
L - IN/OUT port 
M - B axis 
N - upper axis connector 
O - USB port for PC 
P - serial port for PC 
Q - USB PEN holder 
R - tool holder 
S - clamp knob 
T - vertical carriage 
U – lamp  
V - safety shield 
W- vacuum system connector 
X - power socket  
Y - fuse holder 
Z - ON/OFF switch 
Z1 - Belt cover 

 

Y X Z W
 

Fig. 6 
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1.2 ACCESSORIES PROVIDED 
 
Triax QUATTRO comes with a set of accessories for use and maintenance (tools, hex keys, fuses ...) held in a 
special tool box: 
      

Tool box 
 

 

2 mm hex key 
 
 

 
 

 

6 mm hex key 
 

 
 

 
 

1.6 Amp delayed 
fuse (230V) 
D904184ZR 

 
2.5 mm hex key 
 

 

 
5 mm hex key 
 
  

 
2 Amp delayed fuse 
D912423ZR 

 

 
3 mm hex kex 
 

 

10 mm spanner 
 

 

 
315 mA delayed fuse 
D911912ZR 
 

 
4 mm hex key 

 
 

13 mm spanner 
 

 

 
4 Amp delayed fuse  
D908726ZR 
 

 
1.5 mm hex key 
 

 

2.5 mm T-shaped 
hex key  
  

6.3 Amp delayed fuse 
D910652ZR  

Z4 serial test 
receptacle 
D416661ZZ  

 
“SILCA ENGRAVING 
PROGRAM” CD 
  

8 Amp delayed fuse 
D917515ZR 
 

 

Calibration template 
Z5 
 

 

W146 cutter 
D734267ZB 
 

146  

5 Amp delayed fuse 
 (120V) 
D917042ZR 
 

 

W101 cutter 
D709238ZB 

 
 

Adhesive to attach 
to safety shield 
 

 ATTENTION 
DANGEROUS  

MOBILE PARTS

 

W500 cutter 
D738590ZB 
 

 

USB PEN 
D937449ZR 
 

 

 

Steel bar 
  

Adhesive to attach 
to tool housing 
D937255ZR 
  

Calibration  pin 
D904174ZR 
 
 

 

 

USB-serial cable 
 
  

Bent brush 
D906935ZZ 
  

USB-USB cable 
D929095ZR 
 

Serial cable 
D909281ZR 
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1.3 TECHNICAL DATA 
 

Power supply: 

230V - 50Hz 

120V - 60Hz 

100V - 50/60Hz 

Maximum absorbed power:  

230V: 1 Amp. 230 Watt   

120V: 3 Amps. 300 Watt  

100V: 2.5 Amps. 250 Watt  

Cutter motor: 

Brushless Motor  36V – 200W  

Cutters:  

Usable. 

Tool speed: 

6000-17000 rpm 

Movements:  

on 3 axes with ball screws activated by step motors on rectified roller guides.  

Clamp:  

R1+R12 universal interchangeable for securing keys + engraving 

Runs:  
lower  axis Y: 57 mm     upper axis X: 32 mm     vertical  axis Z: 30 mm 

Dimensions:  
width: 450 mm    depth: 600 mm   height: 510 mm (with shield raised 680 mm) 

Mass:  
51.5 kg  

Noise rating:  

sound pressure Lp (A) =dB(A) 77  (cutting steel keys) 

brass dimple keys Leq. (A) = dB(A) 68.2 

nickel silver dimple keys Leq. (A) = dB(A) 72.9 

nickel silver laser type keys Leq. (A) = dB(A) 70.4 

steel laser type keys Leq. (A) = dB(A) 72.3 
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1.4 SAFETY 
 

SAFETY SHIELD 
The transparent safety shield is designed to cover the working parts and make them as safe as possible. 
The shield must be raised to fit keys to be cut or to perform other operations on the machine. 
Raising the shield, controlled by microswitches, deactivates the operational functions and movements, including those 
for the cutter, and signals that the shield has not been lowered with a special message on the machine display. 
To activate the work cycle, close the shield and press the START key on the machine keypad. 
 

EMERGENCY STOP 
In the event of malfunctioning or a hazard for the operator the machine can be stopped immediately by pressing the 
red emergency button on the right-hand side.   
When the cause of the emergency has been eliminated, release the button by turning it 45° clockwise. 
 

ATTENTION: it is the operator’s task to keep the area around this button completely free 
                        so that it can be reached and activated as quickly as possible. 
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2 TRANSPORT 
 
The key-cutting machine is easily transported and its handling does not involve any special hazards.  It can be 
packed and transported manually by 2 (or more) persons. 
 

2.1  PACKING 

The packing for the Triax QUATTRO machine ensures that during transport the machine and all its components 
are safe and protected. 
The packing comprises a pallet base on which the machine stands and is secured, and  a cardboard cover. 
The machine is secured to the base with screw brackets that stop the load from sliding during transport, which 
could damage the safety shield in particular. 
When the packing is closed it is held by two straps that tie the cardboard box firmly to the pallet. 
The symbols on the outside of the cardboard box give transport instructions. 
 

ATTENTION: keep the packing to use when re-locating the machine. 

 
 

 
 
 
 
 

    

 

 

 

 

 

 

 

 

Keep dry Handle with care Up Do not use hooks 

 
 

ATTENTION: when transporting the machine, use the original packing and secure the  
                        machine with the special brackets. 
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2.2  UNPACKING 

 
To remove the machine from its packing: 
 

1. Cut the straps and remove. 
2. Raise the top part of the cardboard box. 
3. Loosen the screws fixing the front and rear brackets holding the machine to the pallet. 
4. Use the special key to loosen the nuts on the feet by a couple of turns. 
5. Remove the metal brackets and tighten the nuts on the feet. 
6. Check the contents of the packing: 

 Triax QUATTRO key-cutting machine. 
 Machine documentation: operating manual, spare parts list, expert guide and warranty form. 
 Power lead. 
 Tool box. 

 



Operating Manual - English  Triax QUATTRO  

 

   
- 14 - Copyright Silca 2011  

1 

 

 

2.3 MACHINE HANDLING 

Once removed from the packing place Triax QUATTRO directly on a workbench; the operation should be carried 
out by at least 2 persons.  
 

ATTENTION: when lifting the machine take hold of the base only (Fig. 7). Never lift the machine 
by holding onto the keypad support (Fig. 8). 

 

SI

 
Fig. 7 

 
 
 

 

NO

 
Fig. 8 

 
 

YES
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3 MACHINE INSTALLATION AND PREPARATION 
It is the customer’s task to install the machine, which does not require special skills. 
The key-cutting machine is supplied ready for use and does not need assembling; however, the machine should 
be checked and prepared for use. 
 

3.1 CHECKING FOR DAMAGE 

Triax QUATTRO is a solid compact machine which will not break if transport, unpacking and installation are 
carried out according to the instructions in this manual. In any case check the condition of the machine. 
 

3.2 ENVIRONMENTAL CONDITIONS 

To use the key-cutting machine efficiently the following environmental parameters are important: environments 
with high humidity and poor air circulation are not advisable. 
The optimum environmental conditions for the machine are: 
                         temperature 10°C to 40°C;        relative humidity: approx. 60%. 
 

3.3 POSITIONING 

Follow the procedure described below: 
1. Place the key-cutting machine on a horizontal work bench solid enough to take its weight (51.5 Kg) and 

big enough to allow comfortable access to the working parts.  The work bench should be at the same 
height as the operator’s hips.  We recommend leaving a clearance of at least 30 cm at the back and 
sides of the machine to ensure good ventilation (Fig. 9).  

2. Take the USB PEN from the tool holder and insert into its port. 
3. Make sure the mains voltage is suitable for the machine and that it has an earth connection and 

differential switch. 
4. Connect the power lead to the socket and plug. 

 

100 cm 

30 cm 

30 cm 

30 cm 

 
Fig. 9 
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3.4 WORK STATION DESCRIPTION 
 
Only one operator is required to work the key-cutting machine and the following controls are available: 

1. Master switch on the back of the machine. 
2. Key-positioning clamp. 
3. Control keypad. 
4. Display. 
5. Emergency button. 

 
 

3.5 GRAPHICS 
 
Adhesive labels on the Plexiglas safety shield: 
 

1.  Do not use compressed air. 
 

 

Divieto di usare aria compressa
per operazioni di pulizia 

 
 

2. ATTENTION DANGEROUS MOBILE PARTS  
Available on the accessories provided. It is obligatory to apply it to the left-hand side of the machine 
safety shield (see Fig. 10). 

 
 

ATTENZIONE
PARTI MOBILI 
PERICOLOSE 

  
 

Fig. 10   
 
It is forbidden to remove the labels. 
 

ATTENTION
DANGEROUS 

MOBILE PARTS 

DO NOT USE 
COMPRESSED AIR 

FOR CLEANING.
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4 MACHINE DESCRIPTION 
 
Triax QUATTRO is an electronic key-cutting machine used to: 
 

a. cut keys (in ferrous material in general; brass, silver nickel, etc.) by: 
 Dimple cutting. 
 Laser type cutting. 
 Special cutting (e.g. Tibbe with option) 
 Pipe key cutting (with option) 

 
b. engrave keys and medals: 

 The keys and medals must be in metal.  
 Engraving cannot be carried out on other materials (wood, paper, ceramics, etc.). 
 The maximum dimensions of the subject to be engraved are: 38x40 mm (see Fig. 18). 

 

4.1 REGULATION AND USE 
 

ATTENTION: to ensure that the Z axis works properly the calibration plate must be kept  
                        constantly clean with the brush provided in order to avoid pollution by swarf. 
                        A false contact due to swarf will produce a Z cut (depth) of the wrong 
                        measurement. 

 

 

ATTENTION! 
ELIMINATE SWARF FROM 

THE CALIBRATION PLATE AND 
CLAMP. 

 
 

ATTENTION: do not apply too much pressure to secure the key in the clamp. One turn of the 
                        knob of approx. 45° (clockwise) at the beginning is enough to secure it (Fig. 11). 
                        We also recommend holding the key down well in the clamp during the closing 
                        operation, in order to avoid bending, bad alignment or parts that are not properly 
                        seated on the clamp surface (Fig. 12).    

max 45° 

 
Fig. 11 

 

 
 
 
 
 
 
 
 
 
 
 

 
 

Fig. 12 
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4.2 USING THE R1+R12 CLAMP  
 
The machine comes with the “R1+R12” clamp shown below in (Fig. 13). 
R1: for cutting security keys 
R12: for engraving keys and medals 

 A1

S
 

Fig. 13 
 

ATTENTION: to calibrate the R12 clamp, turn the knob (S) anticlockwise to fully close the 
2 jaws (A3-A4). 

 The clamp comes with 2 locking notches that allow proper positioning for the operation involved (clamp 
R1, R12). 
- loosen the handle (A6) by one turn and pull the anatomical grip (A8) towards the operator to release 
the clamp so that it can slide from side to side. 

 - release the anatomical grip (A8) and move the clamp manually so that the positioner locks the clamp 
                 on the first notch it finds. When the required clamp (R1 or R12) position is reached, close the grip (A6). 

 The R1+R12 clamp comes with a fixed plate (A2) on top, a mobile jaw in the centre (A3) and a mobile 
jaw on the right (A4) which can be replaced when worn. 

 The clamp is also provided with 2 calibration plates (A1) for the Z axis (sprung), one for R1 and one for 
R12 which the cutter uses to home itself at the beginning of the cutting or engraving process for a new 
key or medal. 

 The plates are sprung to avoid micro splits on the cutter when making checks. 
 A2 A3 A4

A6 A5 

Posizione R1 

Posizione R12 

S 

A7

A8 

 
Fig. 14                           

 
 The R1 clamp is prepared for housing high security keys with head stops, or keys with tip stops. 

The former (with head stops) are positioned up against the clamp (stop “0”) (Fig. 14) and the others (tip 
stops) are positioned referring to one of the grooves (1-2-3) as shown on the machine display.  Use the 
bar provided for this operation (Fig. 15). 

position R12 

position R1 
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bar 

STOP 0 

STOP 3 

Head stop Tip stop 

 
Fig. 15 

 
 The R12 clamp (Fig. 15) is prepared to house keys* and medals* to be engraved. 

To open the clamp jaws (A3 and A4) and fit the key or medal to be engraved, turn the knob (S) 
clockwise. 

 Turn the knob (S) anticlockwise to close the jaws (A3 and A4) and secure the object (key or medal) to be 
               engraved. 
 On top of the 2 jaws on the R12 clamp there are positions numbered 0 to 8 which are used as a 
               reference and aid the operator in positioning the key or medal to be engraved. 
 Cutter to use for engraving: W146. 

 
 

 

ATTENTION: (*) the keys and medals must be metal.  
Engraving cannot be carried out on other materials (wood, paper, ceramics, etc.). 
(*) the maximum dimensions of the object to be engraved are: 38x40 mm (see Fig. 17- 
Fig. 18). 

 

A3 A4

Reference  0 

 
Fig. 16 
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Fig. 17 

 

 

 
Fig. 18 

 

 
 

4.3 FITTING THE CLAMP TO THE MACHINE 
 
To remove the clamp: 

 loosen the handle (A9) (Fig. 19) and pull the clamp out of the dovetail guide. 
To fit the clamp to the machine: 

 insert the clamp into the dovetail guide, push all the way in and lock by turning the knob. 
The instructions refer exclusively to the clamp provided.  To use any optional clamps follow the instructions 
provided with them. 
 

A9 

 
 

Fig. 19 
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4.4 USING THE CUTTERS 
 
The cutter provided, with code “W101”, is suitable for laser keys (for certain SSN only).  
The cutter provided, with code “W146”, is used for engraving only. 
The cutter provided, with code “W500”, is an “alternative” tool which can replace certain special cutters for keys 
with dimple cuts (see 5.5.2).  

  

ATTENTION: 

 the right cutter to use for an SSN in use will be shown on the display.
The type of cutter to fit is indicated by the letter W (hard metal). If the operator does not have 
the required tool s/he may select a different one: 

 indicated by the letter W (hard metal) (see  page 32 User Parameters). 
 indicated by the letter H (HSS) if included in the Silca database (see CUTTER 

CALIBRATION). 
 It is good practice to set the cutter material for your cutters. In this way, when the cutter is 

needed by the SSN in use, cutter spindle speed will be appropriate. 
 To achieve OPTIMUM results on keys, use hard metal cutters (W). 
 If you need to use HSS cutters (H), to achieve optimum results use only two-bladed ones. 
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4.5  CHANGING THE CUTTER/DECODER 
 
To remove a decoder or cutter from the spindle, raise the safety shield and proceed as follows: 

 Block spindle rotation by lowering the lever (B2-Fig. 20). 
 With one hand hold the cutter or decoder to be removed. 
 With the other hand push the knob down (B1-Fig. 20) and turn anticlockwise until the tool is released. 
 Remove the tool. 

 
To fit a tool proceed as follows: 

 Block spindle rotation by lowering the lever (B2 –Fig. 20)  
 Fit the tool into spindle and push all the way in.  
 Hold the tool in place with one hand and with the other lower and turn the knob (B1-Fig. 20) clockwise.  
 Release spindle rotation by raising the lever (B2 –Fig. 20). 
 

ATTENTION: when commencing a process with START, if the lever remains blocked, the following 
                        message appears: 

 
 SPINDLE ALARM

check tool and lever 
position ( XX) 

B1 

B2 

 
Fig. 20 
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4.6 USING THE USB PEN 
 

ATTENTION:  the USB pen can be removed and/or inserted in its holder on the key- 
                         cutting machine in one of the following ways: 

PROCEDURE: 

1. With the key-cutting machine off the USB PEN can be removed or inserted. 

2. With the key-cutting machine on the USB PEN must be disabled. This operation is possible from the 
main menu (with numerical key 2) or from the sub-menus where a USB pen icon appears (function 
button).  USB pen status goes to OFF and the luminous LED on the pen goes off. 

 

 

USB PEN
 

Fig. 21 
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5 OPERATING GUIDE 
The Operating Guide explains how to use the Triax QUATTRO without the aid of a personal computer. 
The operations are explained step by step so that the key-cutting machine can be used in manual mode. 
The PC programs that can be connected to the key-cutting machine can transmit the data needed to perform 
cutting or engraving operations. 
PC programs eliminate manual execution of some functions and skip some of the Operating Guide video screens 
once the data have been transmitted. 
 

5.1 MACHINE KEYPAD AND FUNCTION BUTTONS 
 

 
Tasto 
funzione 

Tasto 
MENU 

Tasto 
freccia 

 
 

Fig. 22 
 
 
The MENU button shows a list of the main functions: 

 The MENU button is always active from any window. 
 Function buttons F1 - F2 - F3 - F4 select the options shown on the screen. 
 Arrow keys (right/left/up/down) are used to navigate in the fields on the screen. 
 CLEAR button used to delete a single character. 
 SHIFT+CLEAR buttons held down together to delete a whole line. 
 SHIFT+ENTER buttons held down together to insert a space when entering data. 
 START button to begin the procedure. 
 STOP button cancels the operation and/or goes back to previous menu. 

 

Function 
button 

MENU 
button 

Arrow 
key 
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5.2 PRELIMINARY OPERATIONS 
 
Procedure: 

1. Place the key-cutting machine on a work bench. 
2. Connect the power lead to the mains (Ch. 3.3). 
3. Make sure the emergency button (K-fig. 5) is disabled. 
4. Check that the USB PEN is in its special holder. 
5. Turn the machine on with the master switch (Z-fig. 5) on the back. 

 to check or edit the machine parameters, go to the menu (Ch. 5.9). 
 set the required measuring unit (default is MILLIMETRES) 

6. When the machine is switched on the following MAIN SCREEN appears on the display. 
 
The main screen shows the Function icons as well as 
the following data: 

 Name of key-cutting machine 
 Machine serial number 
 SW version: machine program version
 DB version: Series database version 

on machine 
 MENU wording (flashing) 
 Date 
 Time 

 
 

 ->  ON 
Press button 1 to enable the USB PEN 

-> OFF 
Press button 2 to disable the USB PEN 

 

MAIN FUNCTIONS OF MENU 

F1 F1

F2 F2

F3 F3

F4 
 

F4
 

SEARCHES 
PC QUEUE 

ENGRAVING 
UPDATE 

CALIBRATION 
MAINTENANCE 

OPTIONS 
PROTECTED SSN  

  

 

Press the MENU button to view the whole list of the main functions in the 
machine program. 
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5.3 SEARCHES 
 
This function is the starting point for cutting keys and allows the operator to search for the key and/or system to 
be cut. 
Select one of the search fields and enter a known parameter, or select the system to be cut from a list of favorite 
data cards created by the user. 
 

F1

F2

F3

F4
 

F1 to access the “Search” menu. 

 

F1

F2

F3

F1 to change the search field (possible search modes). 
- SSN 
- Make 
- Code 
- Key blank 
- Description 

 F4

 
 

F1

F2

F3

F2 to enter: 
“List of Favorite Series”. 
A list of frequently used series from which to make a 
rapid choice. 
 
This list must be created by the user. 
(see Ch. 5.5.6) F4

 
 

F1

F2

F3

F3 to enable ( ) or disable ( ) the USB PEN. 
 
N.B.: Searches by code tables (Silca or User) are possible 
only with the USB PEN inserted and enabled. 
 
(see Ch. 5.11.9) 
 F4

  
 Description of graphics in Table 2 
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5.3.1 SEARCH BY MAKE 

 

Example: enter KABA in the make field (the initial K will do) and press ENTER. 
Scroll the list of systems with the arrow keys (up and down) to highlight the one required. 
 

  
 Description graphics in Table 2 

 
[20]   = number of KABA systems known to Silca and included in the machine database. 
 
5:8(4+4P)1-200 = description of series provided by SILCA 
 
The top window shows other information about the selected series. 

Press ENTER to confirm and enter in the required Lock System (SSN). 

 
 
 

5.3.2 SEARCH BY CODE, KEY BLANK AND DESCRIPTION 

Enter the known parameter into the relative field and press ENTER.  
A list will appear; scroll with the arrow keys until you select the required series. 
Press ENTER to enter the Lock System (SSN). 
 
 
 
 

5.3.3 SEARCH BY SILCA SERIAL NUMBER (SSN) 

Enter the known SSN into the relative field and press ENTER.  
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5.4 LOCK SYSTEM FUNCTIONS (SSN) 

From a search :  

F1

F2

F3

1. Highlight the required system. 
2. Press ENTER to confirm and enter into the selected 

Lock System (SSN). 
 
 

Description graphics in Table 2 
 
 

F1

F2

F3

F1 Key decoding function.  
 
F2 Engraving function. 
 
F3 Indirect Code Entry (if applicable). 
 
 
F4 to access other Functions (see Ch. 5.5) 

 F4

 
 

F1

F2

F3

F1 to add the system used to the Favorite Series List. 
 
F2 to view the key parameters in relation to the current axis. 
 
F3 to access the User Parameters menu. 

F4
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5.4.1 KEY DECODING 

From the SERACH function, select the SSN to use and press Button F1 for “Key decoding”. 
 

ATTENTION: IT IS NOT POSSIBLE to decode anodized aluminium keys, plastic keys or any 
                        other key that does not conduct electricity! 
                       For keys with these characteristics enter the direct cuts or the indirect code  
                       if the SSN in use allows this. 

 

Below are descriptions of all the stages necessary for decoding a key.  

 
INDICATIONS on display 
SSN: Silca Serial number associated to type of key 
Side: Side of key to be decoded 
Pins: Maximum number of cutting positions 
Lower Tracer Tower The operator must lower the Tracer Tower for decoding 

Clamp: R1  clamp to use for securing keys 
STOP position:   (possible references 0–1–2–3) for type of key in use. 
Clean the clamp. 
Place the original key in the clamp with the key stop up against the STOP position. 
Lower the shield and press START. 
 
When decoding is finished the display will show a new window with 4 columns giving, from left to right: 

FUNCTION BUTTONS after Decoding : 

F1

F2

F3

 
 F1 to scroll the key axes and view the values 

obtained by decoding. 
 F2 to cut the key using the measurements read 

(decoded). In this case you will have an exact 
copy of the original key. 

 F3 views the cutting symbols allowed by the 
SSN in question, with relative depths. 

 
 

 
Direct cutting symbol read, which may be alphanumeric (from top to bottom values decoded from 
the head to the tip). 
The symbol can be edited by pressing the corresponding key. 

 Theoretical depth values for the SSN. 
 Depth values read on the key during decoding 

 Difference found between the theoretical values and those read, expressed in hundredths of a 
millimetre. 

 Indicates that the depth read is higher or lower than the theoretical value. 
Press ENTER to confirm and go on to cutting the key. 
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5.4.2 KEY CUTTING 

A key is cut through one of these functions: 
1. Key decoding 
 

2. Entering cuts 
 
 

3. Search by indirect code 
 

5.4.2.1 KEY CUTTING BY DECODING 

From the Search Menu in use press Button F1 for “Key decoding” (see Ch. 5.4.1). 
After confirmation of decoding a new window will appear with indications for the cutting stages. 

 

F1

F2

F3

 
F1 for Manual adjustments. 

 
F2 for User parameters. 

 
F3 for Code entry. 

 
F4 views the values of Key decoding. 

 
(see Ch. 5.5) 

F4
 

 
INDICATIONS on Display 

SSN: Silca Serial Number associated to type of key. 
Clamp: Clamp R1 to use for securing the key. 
STOP position:   STOP 0 for the current type of key. 
Side and axis: Side and axis to be cut. 
Cuts: Combination of cuts on the side and axis selected. 
Cutter: Cutter to use for cutting the side and axis selected. 
Pieces: Number of keys to be cut. 
 
N.B.: If the cutter and/or clamp required are not available, press F2 to check whether the selected cutting system 
provides other possibilities. 
 

Key cutting PROCEDURE 
 Raise the safety shield. 
 Remove the original key.  
 Raise the Tracer Tower. 
 Fit the required cutter. 
 Clean the calibration plate and clamp and fit the key blank in line with the STOP indicated. 
 Lower the safety shield. 
 Enter the number of pieces (keys) to be cut. 
 Press START to begin cutting. 

 
When the first side has been cut, the display will ask for the key to be turned over before continuing.  
Pay attention to the side required.  
 
When you have carried out the instructions, press START to continue. 
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5.4.2.2 KEY CUTTING BY ENTERING CUTS 

From the Search Menu in use enter the cuts into the cut field (see Table 1). 
Only the depth symbols allowed by the SSN in use will be valid.  
 

F1

F2

F3

F1 Key decoding function. 
 

F2 Engraving function. 
 

F3 Code entry function. 
 

F4 to access other function buttons. 
 
(see Ch. 5.5) F4

 
 

INDICATIONS on Display 
SSN: Silca Serial Number associated to type of key. 
Clamp: Clamp R1 to use for securing the key. 
Axis  Cutting axis viewed 
Positions of cuts Maximum number of positions of cuts for the axis shown. 
Cuts: (........) field for entering cuts for the axis shown 

Depth symbols and values  Symbols for depths admitted with relative values (1/100 mm) for the 
axis shown. 

Pieces: Number of keys to cut. 
 

PROCEDURE for entering cuts 
With the cursor in the cut field, use : 
L/H-R/H arrow key to skip a position. 
Up-down arrow key to change cutting axis. 
CLEAR button to delete the value entered (cursor to the far left deletes the whole field; cursor to the far right 
deletes the last value entered only; cursor in intermediate position deletes the value it is on). 
After entering the cuts for all the axes included in the SSN in use, set the number of pieces (keys to cut).  
Press ENTER to continue. 
 

INDICATIONS on display and key-cutting PROCEDURE 
For the full cutting flow see paragraph 5.4.2.1  
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5.4.2.3 KEY CUTTING BY CODE 

From the Search menu enter the indirect cutting code into the field and press ENTER. 

 
 

Use the up-down arrow keys to scroll the list, select the required series and press ENTER. 
 

F1

F2

F3

F1 for Manual adjustments. 
 

F2 for User parameters. 
 

F3 for Code entry. 
 
(see Ch. 5.5) 

F4  
 

 
 

INDICATIONS on  display  and key-cutting PROCEDURE 
 
The code in use is shown next to the window header : “SSN :  16    1 ” 
 
At the end of the cutting operation press F3 to enter a new code. 
 
For the full cutting flow see paragraph  5.4.2.1  
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5.5 FUNCTION BUTTONS (CUTTING FLOW) 
 

5.5.1 MANUAL ADJUSTMENTS  
 

This function is used to make adjustments to the SSN in use. 

F1

F2

F3

F1 for positive values (+). 
 
F2 for negative values (-). 
 
F3 to delete the edited adjustments. 
 
R/h arrow key to move from field to field (X; Y; Z) 
Up-down arrow keys to move from axis to axis (axis 1 – 
axis 2 - … ) 
  

 
Positive value of X: moves cut to right of axis. 
Negative value of X: moves cut to left of axis. 
Positive value of Y: takes cut closer to STOP 0. 
Negative value of Y: takes cut away from STOP 0. 
Positive value of Z: makes cut deeper. 
Negative value of Z: makes cut less deep. 
Adjustment values for X, Y, Z (-30 to +30 hundredths of mm). 

 NOTIFICATION OF VARIATION. 
This flashing warning symbol appears inside the Manual Adjustment icon only when manual adjustments have been 
entered. 
 
 
 
 

5.5.2 USER PARAMETERS     
 

 
 

This function is used to select a clamp or cutter alternative to those included in the SSN in use. 

Not all SSNs view these parameters. 
 
F4 resets User Parameters. 
This function assigns a value predefined by Silca to all 
the User Parameters in the series. 
 

 
 

 NOTIFICATION OF VARIATION. 
This flashing warning symbol appears on the display only after a User Parameter has been edited. 
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5.5.3 CODE ENTERING      
 

This function is used to enter an indirect cutting code (if there is a code table available for the system in use). 

 
Enter the cutting code into the relative field. 
 
ENTER to start search. 
 

 

 
 

START to begin cutting. 
 

When cutting is complete press F3 to enter a new code. 

 
 
 
 

5.5.4 DECODING DATA  
 

Function active after decoding. Shows the data obtained from the last decoding operation. 
 
 
 
 

5.5.5 ENGRAVING FROM CURRENT SSN  
 

 
This function is used to go to the engraving mode. If an engraving template has been associated to the current 
SSN it will appear as selected. 
 

F1

F2

F3

F1 to go from Silca templates to User templates. 
 
 
 
F2 to highlight the SILCA key blanks associated to the SSN 
system in use. 

F4
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View SILCA key blanks that can be used for engraving and are 
associated to the SSN in use. 
 

 
 

 

ENTER to access the engraving function (see ENGRAVING). 
 
 
 
 
 
 

 
 

F1

F2

F3

F2 to associate the current engraving template to the SSN 
in use. 
The same button can also be used to disconnect the 
current engraving template from the SSN in use. 

F4
 

 

 

A special icon ( ) indicates that an engraving template has been 
associated to the current SSN. 

 
 

The advantage of this association: 
F4 to proceed with engraving the associated template after 
completing the key cutting cycle. 
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5.5.6 FAVORITE SERIES LIST UPDATE   
 

 
 

F1

F2

F3

From the system in use access can be gained to the 
function Favorite series list update using F1. 
 
The Favorite Series list is shown. 
The SSN in use can be added to the list. 
 
 

F4  
 

 

Numerical buttons (1 to 0) to enter the series in the list. 
CLEAR + numerical buttons (1 to 0) to eliminate a Series from the list. 

 
 
  

5.5.7 VIEW SERIES AXIS PARAMETERS  
 

 

F1

F2

F3

From the system in use access can be gained to the function 
with F2. 
 
 
The parameters relative to the cuts in the SSN in use are 
shown. 
 
 
 

F4
 

 

Available: 
1. Parameters referring to the key. 

(stem length/width and thickness). 
2. Name of cutter to use with angle and base of cut parameters. 
3. STOP for key in clamp. 
4. Measuring unit in use. 
5. Depth symbols and values 
6. Values for cut spacing (pitches). 

 
1

2

3

4 

5 6
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5.6 SPECIAL CASES 

5.6.1  CUTTING NOT ALLOWED 

Some Serial Numbers do not allow certain combinations of cuts. These can be combinations:  
 entered by the operator; 

this can happen only when there are no original codes or Silca tables and cuts are entered with depths  
that even if included in the data card values are not  compatible in the order given, as they do not agree 
with the manufacturer’s original parameters. 

 
 Read by the decoding procedure: 
 In this case the SSN selected for decoding is not compatible with the decoded key.  

 
 
Example: 
 
Enter SSN (681) 
Press ENTER. 
Enter cutting data (FAAFFF). 
 
Press ENTER. 
The Silca software calculates the validity of the data entered or 
decoded.  
If there is an inconsistency the following message appears: 

COMBINATION 
NOT ALLOWED 

 

 

 
 
 
 

5.6.2 DECODING NOT ALLOWED 
 

N.B. IT IS NOT POSSIBLE to decode anodized aluminium keys, plastic keys or any other 
key that does not conduct electricity! 

   
 
The decoding function is not enabled for some series. The icon on the display is not active. 
 
Why? 

 Agreement between manufacturer and Silca to reproduce 
exclusively by code. 

 To ensure the machine and tools work perfectly. 
 Critical decoding software parameters. 
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5.6.3 SEARCH BY SSN NOT ALLOWED 

In the SEARCH BY SSN function, enter the number and press ENTER. The following warning message may appear. 

              SSN not in the archive! 

The message may appear when: 
 

1. The SSN entered is not in the Silca archive. 
 
 
 

 
  
2. The SSN entered is in the Silca archive but has not been 

enabled by the User.  
 
SHIFT+F3 to enable search by all makes. 
To enable only the SSN required (see Ch. 5.12.3) 
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5.6.4 LIMITED ACCESS TO DATA (PROTECTED SYSTEMS) 
 
Silca has limited access to some of the SSNs in the database (relating to data cards, series or code tables) in 
accordance with agreements with certain manufacturers.  
 
The limits are applied to: 

 DATA CARD 
 SERIES (SSN) 
 CODE TABLES 

An SSN is protected if the symbol (*) appears on the description line. 
From the Search menu select the line involved: 
If a red padlock is shown the SSN is protected in all functions. 
If a red padlock and book are shown the SSN is protected regarding 
cutting by indirect code and enabled for the decoding function. 
If a green padlock appears the SSN is enabled for all the functions. 
 
Press ENTER to continue. 

 
 
 

 
 
 
 
 
See Table 2 for description of 
graphics 
 

 
To access protected data: 

1. apply to the manufacturer for authorization. 
2. communicate to Silca: 

 Key-cutting machine serial number XXXXXXXXXXXXX 
Read the serial number on the ID plate on the back of 
the machine or on the initial display. 

 Machine ID XXXXX 
Given in the password box. 

 ENABLING Code  XXXXXXXXXX 
Shown ONLY when access is sought to a protected SSN. 

Silca will issue a Password to enter into the relative field to enable 
cutting of the protected system. 
 

 

 
When the password has been entered successfully: 
 

 ENTER to save the password in the machine memory. 
Next time the protected data card is used the 
password will not be required. 

 
 STOP if you do not want to save the password in the 

machine memory. The SSN selected is enabled for 
the operation in progress. To access the data card in 
future a password will be required. 
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5.7 PC QUEUE FUNCTION 

THIS FUNCTION IS AVAILABLE ONLY WHEN USING THE MACHINE CONNECTED TO A PC 
The Triax QUATTRO key-cutting machine can be used with the SILCA KEY PROGRAMS program. This program can be 
used to send both cutting and engraving jobs. 
 
The jobs transmitted by the PC are read only and cannot be edited manually. Each line transmitted corresponds to a 
cutting (or engraving) step for one or more keys. 
For every cutting operation transmitted the number of pieces to work is set. When cutting is finished for the number 
of set pieces a “+” sign indicates that the cycle is over. 
 
 
From the initial display press F2 to enable the PC QUEUE function. 

F1

F2

F1 to view the data for the selected job (key blank and/or 
customer notes). 
 
F2 to select the first job in the queue not yet started or not 
fully completed due to an interruption. 
 
 

 
1 2 

3 4

5/6 

 
The data received from the PC are presented in the form of a list, for example: 

1. number of jobs received 
2. cutting codes received /Silca engraving template  
3. [*]  engraving jobs or a number indicating the SSN  
4. number of pieces to do 
5.  “+” indicates that the job HAS BEEN COMPLETED. 
6.  “-” indicates that the job HAS NOT BEEN COMPLETED. 

 
 
PROCEDURE 

1. select the job to be done and press ENTER. 
2. see the relevant chapters (cutting and engraving) for the sequence of operations. 

 
 
Cutting data received from the PC program cannot be edited manually. 
 
Engraving data received from the PC program cannot be edited with the exception of: 

 engraving depth  
 key thickness 

In any case editing is not saved. 
A job queue can be interrupted or the machine switched off. When starting again go to the “PC 
Queue” function to retrieve all the data in the queue (including the piece counter for each operation). 
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5.8 ENGRAVING 
 
The Triax QUATTRO key-cutting machine can use the R12 clamp and W146 cutter to engrave texts on various 
items, such as the head or stem of keys (flat, laser, dimple) or medals, plates, etc. 
The items can be in several types of material: aluminium, brass, steel, etc.  
Duration of the cutter depends on the hardness of the material to be engraved and the size of the text (number 
of lines) (see indicative table). 

* the keys and medals must be metal.  
Engraving on other materials (wood, paper, ceramics, etc.) is not allowed. 
* the maximum dimensions of the part to be engraved are: 38x40 mm (see fig. 21) 

 

5.8.1 ENGRAVING TEMPLATE PARAMETERS 

The key-cutting machine can be used without a PC, but with certain limitations. 
To make use of all the potential available it is advisable to use the special function included in the Triax 
Engraving Program (see machine accessories) and Silca Key Programs. 
Engraving templates are made up of the parameters defining an engraving job: 

No. of lines  Max  8 

Text alignment LH  - Centred  - RH 

Character height 1.5 mm to 10 mm 
(0.059” to 0.394”) 

Font One only 

Special functions 2 self-increasing functions (counters) 

Use of TOKENS with SKP and SSI  T0 – T7 

Possibility to engrave 2 sides of the key using the same template (front-back) Yes 

Key thickness 1 to 4 mm 
(0.039” to 0.157”) 

Engraving depth 5 to 30 hundredths of mm 
(0.002” to 0.012”) 

Clamp From those available (R12,…) 

Cutter From those available (146W, …) 
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5.8.2 FUNCTIONS FOR AN ENGRAVING TEMPLATE 
There are two types of templates: 

 Templates predefined by SILCA.  
 User templates.  

Function With PC 
program 

With TRIAX alone 

Use of predefined templates, i.e. over 200 templates relating 
to SILCA key blanks ready for use. 
 
The following can be edited but not saved in the machine 
memory: 
- contents of the lines of text 
- material thickness 
- engraving depth 

 
X 

 
X 

 
Creation of User templates 

 
X 

 

 
Use of User templates 

X X 
Transferred by SKP to a 
special archive on the 
machine  

 
Editing user templates  

X X 
Limited to: 
- contents of lines of text 
- material thickness 
- engraving depth 
- position of lines 
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5.8.2.1 ENGRAVING DEPTH: METHOD 

METHOD FOR MAKING AN ENGRAVING AT THE RIGHT DEPTH: 
 

A - for material whose thickness can be read by electric contact the cutter stops at the measurement 
read (by means of the electric contact function) on the key close to the first line of text to be engraved, 
then descends by a distance given in the set “depth” parameter. 

B - for material whose thickness CANNOT be read by electric contact the cutter stops at the 
measurement indicated by the “thickness” parameter for the engraving template, then descends by a 
distance given in the set “depth” parameter. 

 

A -  ELECTRIC CONTACT POSSIBLE on material to be engraved 

 

 

 
N.B. it is better to set the thickness value slightly lower than nominal (read by a centesimal gauge) to assist reading 
the measurement by electric contact. Example: if the item to engrave has a thickness of 2.00 mm (200 hundredths 
of mm) it is better to set a thickness value of 195 hundredths of millimetre. 

 

B -  NO ELECTRIC CONTACT with the material to be engraved 

 
 

 
 

N.B. the thickness setting must be as precise as possible to achieve good engraving. Read the thickness of the item 
to be engraved with a centesimal gauge and if necessary edit the thickness setting rather than edit the engraving 
depth. 
 



Operating Manual - English  Triax QUATTRO  

 

   
- 44 - Copyright Silca 2011  

1 

 

 

5.8.3 ENGRAVING PROCEDURE 

From the initial screen press F3 to enable the function. 
Button F1 (press once or twice) : 

 List of SILCA templates (installed on machine, only 2 lines can be engraved).  
 List of USER templates. User templates can be created only by PC with the “Triax Engraving Program” 

provided, then transferred to the machine. This list includes only templates created by the User. 

F1 F1

F2 F2

F3 F3

F4 
 

F4
 

   

Button F2 views the position and size of the text area on the selected template. 
The values shown cannot be edited for SILCA templates. 
 

F1 F1

F2 F2

F3 F3

F4 
 

F4
 

 
For user templates only the following values can be edited:  

 Dx= X coordinate of the top L/h vertex (see machine display above). 
 Dy= Y coordinate of the top L/h vertex (see machine display above). 
 Width=width of line (or area) of text. 
 Height=height of the line (or area) of text. 

 
F1 increases the value in the selected field 
F2 decreases the value in the selected field 
F3 deletes the value in the selected field 
F4 to go from viewing one area (or line of text) to another (when there are at least 2). 
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5.8.4 ENGRAVING: SILCA TEMPLATES 

From the list of Silca templates press a button with a letter of the alphabet to move selection to the templates 
whose names begin with that letter. 

Shift + arrow keys to scroll the list quickly. 
ENTER to select the template. 

 
 
Example: 
Name of template:  CS62 
Text to enter:                 1> SILCA 
   2> 2010 
 
Enter the text only with alphanumerical keys. 
Up and down arrow keys to move the cursor between the 2 lines. 
Press ENTER. 
  
Side:   front(1)/back(2) engraving side 
Reference:   reference for key engraving (0) 
Clamp:  name of clamp to use  
Cutter:  name of cutter to use 
Thickness*:  key or medal thickness (100/mm) 
Depth*:                engraving depth (100/mm) 
Pieces*:  number of pieces to do 
 
In the Thickness, Depth and Pieces (jobs) fields the value can be edited. Pay attention to the instructions in Ch. 
ENGRAVING DEPTH: METHOD. 
The data can be edited but not saved. 
Prepare the key-cutting machine for engraving in the way described on the display. 
Press START to begin engraving. 
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5.8.5 ENGRAVING: USER TEMPLATES 

The key-cutting machine can be used without a PC but with limitations. To use all the potential available it is 
advisable to use the special function included in the Triax Engraving Program (provided with the machine) and 
Silca Key Programs. 

Shift + arrow keys to scroll the list quickly. 

ENTER to select the template. 

 
 

  

F1

F2

F3

Example: 
Name of template :  IE 14 
Text to enter:      1> SILCA 
   2> SPA 
   3>[F1] 
 
F1 for counter function (3>[F1]) (see Ch. 5.8.5.1.1) 
 
N.B. Use only alphanumerical keys to edit the text. 
 
Up and down arrow keys to move the cursor between 
the 3 lines. 
Press ENTER. 
 

 

Side:   front(1)/back(2) engraving side 
Reference:   reference for key engraving (0) 
Clamp:  name of clamp to use  
Cutter:  name of cutter to use 
Thickness*:  key or medal thickness (100/mm) 
Depth*:                engraving depth (100/mm) 
Pieces*:  number of pieces to be done. 
 
In the Thickness, Depth and Pieces fields the value can be edited. Pay attention to the instructions in Ch. 
ENGRAVING DEPTH: METHOD. 
The data can be edited but not saved. 
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5.8.5.1.1. COUNTER FUNCTION 

F1 for counter function (3>[F1]): the values can be set when the cursor is 
in the field for the counter function. 

 
 
 
Example: 
Type of counter:  F 1  
Initial value:  (1), initial value of counter.  
Final value:  (100), finale value of counter. 
Increase:   (1), step increase of counter. 

 
Check all the counter values then press STOP.  
Prepare the key-cutting machine for engraving in the way described on the display. 
Press START to begin engraving. 

 
 

 

  
  
Example: 
With the Pieces value set above 1 the third line of the 
text will show on the counter the numerical value to 
engrave. 

Example: 
In the next jobs the numerical value to engrave on 
the third line is increased by the amount set in the 
counter function. 
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5.9 MACHINE DATA UPDATE 
 
This function is used to update machine data with a USB PEN. 
In this way the operator saves time for this operation. 
Machine data can be updated with a USB PEN if it is inserted and on (ON status). 
The following can be updated: 

 Machine software 
 USER Series 
 User engraving templates 

Scroll with the up-down arrow keys to select the required field. 
 

 Machine software   

F1

F2

F3

Check that the version on the USB PEN is more up-to-date 
than the version on the machine.  
 
Press ENTER. 
  
When the machine is being updated the display will go off 
for a few seconds and then come back on.  
Wait until data downloading is finished.  
The machine will restart from the initial display. 

 

 
  

 USER series  

F1

F2

F3

F1 to view the USER series on the USB PEN. 
 

F2 to view the USER series on the machine. 
 

 
  

F1 F1

F2 F2

F3 F3
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User engraving templates  

F1

F2

F3

 
 

F1 to view User engraving templates on the USB PEN. 
 
F2 to view User engraving templates on the machine. 

 
 

 

   

F1 F1

F2 F2

F3 F3

 
  

 
 

ATTENTION: 

 When Engraving templates are downloaded from a USB PEN all the user engraving templates 
already on the machine are lost. 

 Only the user engraving templates on the USB PEN are downloaded. 
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5.10 CALIBRATION FUNCTIONS 
For the following components the machine comes with a “self-calibration” system which uses special templates 
and procedures: 
CLAMPS  
TRACER TOWER 
 
The CUTTERS do not need an automatic calibration system; however, if the operator wishes s/he can make 
certain variations (see CUTTER CALIBRATION). 
The ADAPTERS do not need an automatic calibration system; however, if the operator wishes s/he can adjust key 
cutting values (see ADAPTER CALIBRATION). 
In the events shown in the table it may be necessary to repeat one or all the calibration operations on the 
clamps in your possession. This operation is semi-automatic and requires careful attention to the instructions 
below. 
 
These adjustments must be made when the following events occur: 
 CALIBRATION TABLE 

EVENT CLAMP calibration 
TRACER TOWER 

 calibration 
Photocell replacement YES YES 

Electronic circuit board replacement YES YES 

Sensor replacement YES YES 

Ball screw replacement  * YES YES 

Tracer Tower decoder replacement or maintenance NO YES 

 

F1

F2

F3

From the initial screen press MENU. 
 
F1 to enable the function. 

F4
 

 
 

 

CLAMP CALIBRATION 
 

CUTTER CALIBRATION 
 

ADAPTER CALIBRATION 
 

TRACER TOWER AUTOMATIC CALIBRATION 


 

 

 



Operating Manual - English  Triax QUATTRO 

 
 

 Copyright Silca 2011                                                              - 51 - 

   
 

 

 

5.10.1 CLAMP CALIBRATION  

F1

F2

F3

 
F1 to access the list of clamps provided by Silca. 
Select the clamp to be calibrated. 
 
Press ENTER. 
 

F4
 

 
Press START to proceed with automatic calibration. 
 

 
 
Press ENTER, the display will show the message on the right here. 
 
Make sure tracer point U103 is fitted. 
N.B.  Carefully clean the clamp and calibration plate 

 

ATTENTION! 
ELIMINATE SWARF FROM 
CALIBRATION PLATE AND 

CLAMP  
Press START to proceed with calibration. 

 

  

When calibration is finished the display shows the differences in the 
values read. 
 
Calibration will be accepted only if the size of the variations is between 
+40 and -40 hundredths of millimetre. 
 
Press ENTER to confirm. 
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5.10.2 CUTTER CALIBRATION 

F1

F2

F3

 
F2 to enable the cutter calibration function. 

F4
 

 
CUTTERS do not need an automatic calibration system. 
 
N.B:  

 the type of material and length can be edited where 
applicable. 

 it is good practice to set the type of material for the cutters 
in your possession. In this way spindle speed will be 
appropriate for the cutter required by the SSN in use.  
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5.10.3 ADAPTER CALIBRATION 

F1

F2

F3

F3 to enable the adapter calibration function. 
 
Select the adapter to be calibrated and press ENTER. 
 

F4
 

 
 
 

F1

F2

F3

 
F1 for positive values (+). 
F2 for negative values (-). 
F3 to delete the adjustments made. 
 
 

F4
 

Positive value of Y: takes cut closer to stop. 
Negative value of Y: takes cut away from stop. 
Positive value of X: moves cut to the right of the axis. 
Negative value of X: moves cut to the left of the axis. 
Positive value of Z: lowers the cut from the axis.  
Negative value of Z: raises the cut from the axis. 
Adjustments to Spaces/Depths/Heights (-50 to +50 hundredths of mm). 
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5.10.4 AUTOMATIC CALIBRATION OF TRACER TOWER DEVICE 
 
The TRACER TOWER decoding device holds 2 types of tracer points: U102TT and U103TT.  
These 2 tracer points are used by Triax QUATTRO, as a stand-alone or with a PC, to decode almost all the 
systems/locks known by Silca S.p.A. 
Use of the TRACER TOWER speeds up and simplifies the cutting of original keys. 
The operator can avoid: 

 searching for and choosing the appropriate decoder; 
 replacing the cutter with a tracer point to start decoding; 
 replacing the tracer point with the cutter when decoding is over, to prepare for cutting the key. 
 

The machine program is prepared to perform calibration and decoding with either the TRACER TOWER or a 
tracer point fitted in the place of the cutter. 
Simply enable or disable the TRACER TOWER from the “OPTIONS” menu. 
The TRACER TOWER must be CALIBRATED before use. 
The TRACER TOWER calibration procedure is carried out only with clamp R1 already calibrated. 

Manual adjustments and settings from -30 to +30 hundredths of mm. 
 
 
Press START to proceed. 

 
 
Set clamp R1, lower the Tracer Tower. 
 
N.B.  Carefully clean clamp R1. 

 

ATTENTION! 
ELIMINATE SWARF FROM 

CLAMP R1. 

 
START to proceed with calibration. 

 

 
When calibration is finished the display will show the differences in the 
values read. 
 
Calibration will be accepted only if the size of the variations is between 
+50 and -50 hundredths of millimetre. 
 
ENTER to confirm. 
STOP to cancel 
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5.11  MAINTENANCE 
From the initial screen press MENU and then F2 to enable the function. 
 
Use the “Up/down” arrow keys to position the cursor and choose the 
option by pressing ENTER, or press the key relating to the option 
number directly. 
 
N.B. If the test conditions are not in place, contact Silca After-Sales Service. 
 

 
 

5.11.1 SPINDLE (TEST)  

 

 

 

Lower the safety shield and press START for a few seconds to 
start up the spindle. 
 
To perform the TEST the following conditions are necessary: 
Data card status:    OK 
Alarm code:     0 
Warning code:  0 
Cover enabling: ON 
Communication status:  ON 
 
Other parameters can be seen when the spindle is on (e.g. RPM; %; Volt; 
°C). 
 
F4 to view the information about the spindle motor activation card to 
send to Silca if required. 
 

   

 
    
 
   F4  

 

5.11.2 AXIS MOTORS (TEST)  

Follow the instructions on the display and check that the carriage for the 
axis in question moves (X; Y; Z). 
Axis B: optional clamp (R13). 
 
N.B. During these tests all the limit switch controls are disabled; take care 
not to take the carriage up against the mechanical stops. 
 

 
5.11.3 DIGITAL INLETS (TEST)  

Cover microswitch: raise or lower the cover and check on the display 
that the indication goes from OFF (with cover up) to ON (with cover 
down). 
Electric contact: use a metal object to create a connection between the 
cutter and clamp and check on the display that the indication goes from 
OFF to ON.  
Tracer Tower microswitch: raise and lower the TRACER TOWER and 
check sensor status: 
ON: up and idle. 
OFF: down or decoding position. 
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F4 to go to the next page indicating the active inlets. 
 
 

5.11.4 DIGITAL OUTLETS (TEST)  

Up-down keys to go to the required fields. 
 
START to go from OFF to ON.  
For Lamp 1/Lamp 2 the lamp (comprising two rows of leds) will go on 
momentarily. 
 
N.B. Test (Output…) can only be performed with feeder (or other optional 
devices) fitted. 
  
 

5.11.5 KEYPAD (TEST)  

Press all the buttons, one at a time (except STOP), and check on the 
display that the same circled button appears for each button pressed. 
 
Press the STOP button last to quit the test. 
 
 

 
 

5.11.6 DISPLAY (TEST)  

Press ENTER a number of times to check that the background colour 
changes. 
 
Press STOP to quit the test. 
 

 
 
 

5.11.7 SERIAL PORT (TEST)  

Check that the indication on the display is OFF.  
 
Fit the special connector (Z4) provided into the machine serial port. 
 
Press START and check on the display that the indication goes from OFF 
to ON. 
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5.11.8 MACHINE ZEROS  

The machine is prepared with a “self-calibration” system which uses a template (provided) and special 
procedures.  
 
THE MACHINE ZEROS PROCEDURE MUST BE CARRIED OUT ONLY WHEN THE FOLLOWING EVENTS OCCUR: 

 

EVENT MACHINE ZEROS 
CLAMP 

calibration 
TRACER TOWER 

calibration 
Photocell replacement YES YES NO 

Electronic circuit board replacement YES YES YES 

Sensor replacement NO YES NO 

Ball screw replacement YES YES NO 

Tracer Tower decoder replacement or maintenance NO NO YES 

 

PRELIMINARY OPERATIONS 
1. Switch off the machine and disconnect from mains. 
2. Remove back plate. 
3. Loosen the grub screws securing the photocell disk for Y (G) and Z (L) axes. 
4. Remove bottom plate. 
5. Remove the X axis carriage cover by loosening the 3 screws (B5) and pull out in the direction given, then 

remove the belt cover. 
6. Loosen the grub screws securing the X axis photocell disk. 
7. Reconnect the power lead. 
8. Switch on the machine and follow the procedure described below. 

N.B. the operation to load "machine zeros" must be carried out by following the instructions below.      
After this operation keys cannot be cut or decoded because the machine program will require all clamps 

to be re-calibrated! 

PROCEDURE 

Select Machine zeros and press ENTER. 

 
 

 

Remove the clamp from its support and fit the template (Z5 – wording 
towards operator) all the way into the dovetail guide and secure by 
tightening the grub screw. 
 
Press ENTER. 
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Remove the cutter and fit the calibration pin (6x40mm) in its place: 
make sure it is pushed all the way up to the mechanical stop. 
 
Press ENTER. 

 
 

 

Check that the template (Z5) and calibration pin are in the position 
shown in Fig. 23. 
 
Lower the safety shield and press START. 
 

 
 
 

 

Z5 

 
 

Fig. 23 
 

The machine takes the axes into the predefined position. 
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PHOTOCELLS 

 
 
(**) If the template is not properly positioned an ERROR message will appear. 
 
Photocells ON, press START to proceed. 
Photocells OFF, regulate as follows: 

 upper carriage (X) photocell: turn the X axis disk manually until the TZX description on the display goes 
from OFF to ON. 

 lower carriage (Y) photocell: turn the Y axis disk manually until the TZY description on the display goes 
from OFF to ON. 

 Vertical carriage (Z) photocell: turn the Z axis disk manually until the TZZ description on the display goes 
from OFF to ON. 

To view and work on photocells (see Ch. 7.10) 
 
 
SENSORS 

 
Sensors ON, press START to proceed. 
Sensors OFF, regulate as follows: 

 Upper carriage (X) sensor: raise the safety shield and use the hex key to loosen the grub screw (H7); 
slowly move the rod (H6) manually in both directions until you find the point at which it goes from OFF 
to ON. 
Secure the rod by tightening the grub screw (H7). 

 Lower carriage (Y) sensor: tip the machine onto its side. Loosen the sensor plate fixing screw (E4) and 
move the plate manually until the description on the display goes from OFF to ON. 
Fix the plate by tightening the screw (E4), or loosen the nut (E3) and turn the sensor until the 
description on the display goes from OFF to ON. Tighten the nut (E3). 

 Reposition the machine on the work bench and lower the safety shield. 
 Vertical carriage (Z) sensor: loosen the nut locking the rod sensor and turn the rod manually until the 

description on the display goes from OFF to ON. 
Tighten the nut; lower the safety shield. 

 The “Machine zero” values are read by electric contact. 
To view and work on the sensors (see Ch. 7.9) 
 
ENTER to confirm, only if the previous parameters were all ON. 
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STOP to cancel the operation and not confirm the edited data. The 
previous values remain valid (already in the machine memory). 
 
N.B. If the calibration values read exceed the limits allowed, an error 
message will appear. Repeat the Machine Zeros procedure more carefully. 
 
ENTER to confirm the MACHINE ZEROS procedure. 
All the clamps in your possession must be re-calibrated. 
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5.11.9 ARCHIVE MANAGEMENT  
 
The ARCHIVE MANAGEMENT function is used to manage the 
data employed for machine diagnosis: 
HISTORIC EVENTS 
or to save/reset: 
SERIES PARAMETERS  
 
During its normal operation the machine records many events 
relating to the main ERRORS/ALARMS that occur.  
This information can be downloaded to an EVENT.LOG file in the 
USB PEN by means of the EXPORT HISTORIC EVENTS function.  
The EVENT.LOG file can be sent to the After-Sales Service so any 
problems when operating the key-cutting machine can be better 
understood. 
 
When using SILCA or User series the operator can edit some of 
the parameters, such as the cutter, clamp, manual adjustments, 
etc.  
The EXPORT PARAM. function can be used to save these 
parameters on the USB PEN (as a backup copy) and load them 
onto the machine memory with the IMPORT SERIES  PARAM. 
function, or use them on another Triax QUATTRO key-cutting 
machine. 
The DELETE SERIES PARAM. function eliminates all these data.  
 
N.B: Perform the “HISTORIC EVENTS” operation ONLY
 if the MACHINE IS NOT WORKING PROPERLY and
 after consulting the After-Sales Service. 
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5.12 OPTIONS 
From the initial screen press MENU and then F3 to enable the function. 
There are 4 machine option windows to select by pressing F1. 
Hold down F4 to retrieve the original parameters set by Silca S.p.A. 
 
Machine parameters/options that can be forced to the original manufacturer’s value: 
Rapid velocity:   5000 
Measuring unit:  millimetres 
Date format: DD/MM/YY 
Time format: 0-24 
Keypad inversion: NO 
Quick menu: NO  
Use Tracer Tower: YES 
Make preselection: ALL 
 

 

5.12.1 MACHINE OPTIONS [PAGE 1/4] 
The display shows: Preferences 
Current language: use the arrow keys (r/h-l/h) to select the 
required language, then press ENTER to confirm. 
Measuring unit: use the arrow keys (r/h-l/h) to select the 
required measuring unit (mm=millimetres, inch.=inches), then 
press ENTER to confirm. 
Quick menu: if enabled (=YES) used in heavy operating flows to 
skip some of the steps and speed up the required procedure. 
Keypad inversion: function normally disabled: use the arrow 
keys (r/h-l/h) to select your choice (YES or NO) then press ENTER 
to confirm. 
This operation is used to invert the function of the 
alphanumerical keys. 
“Keypad inversion” disabled: 
to digit number 3: press 3/K 
to digit letter K: press SHIFT + 3/K 
“Keypad inversion” enabled: 
to digit number 3: press SHIFT + 3/K 
to digit letter K: press 3/K 
 
Use Tracer Tower:  

 if the Tracer Tower is enabled (=YES) the program will 
always give instructions to position the Tracer when 
necessary and will oblige the user to employ the tracer 
point only in special cases of exceptional sizes that 
cannot be managed.  

 If the Tracer Tower is disabled (=NO) the program will 
check that it is in the up position (safe) and will give 
instructions to fit the appropriate tracer point for the 
type of key. 
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5.12.2 MACHINE OPTIONS [PAGE 2/4]  

The display shows: Machine data 
Model: machine model. 
Serial number: the serial number shown on the ID plate on the back 
of the machine. 
Keys cut: cutting done. 
O.S. version: version of machine Operating System. 
Carriage speed 
Rapid velocity: the speed with which the carriages go towards the 
cutting area before starting to cut. The set speed is for ideal 
conditions, but the operator can change it to a minimum of 1000 and 
a maximum of 5000.  

 

  

5.12.3 MACHINE OPTIONS [PAGE 3/4]  

 

F1

F2

F3

Used to filter searches by code through selection of the 
most important makes. 
In this way the number of SSNs involved in the search can 
be reduced. 
Operators can create their own partial filters.  
 
F4 to enable or disable all makes. 
Press “CLEAR” to cancel the selection. 
 
[193] – total number of makes 
[4/193] – partial number of makes (selected by user) 
 
The standard machine setup enables searches through all 
makes as soon as one is selected. 
 

 
  F4

 

 

5.12.4 MACHINE OPTIONS [PAGE 4/4] 

The display shows: Clock 
 
Date and time formats: use the arrow keys (r/h-l/h) to select the 
format required for the DATE (DD/MM/YY by default, or MM/DD/YY or 
YY/MM/DD) and TIME (0 – 24 by default or am – pm). 
Press ENTER to confirm. 
Preset date and time: use the up/down arrow keys to enter the field 
to be edited.  Use the arrow keys (r/h-l/h) to go to the item to be 
edited. Edit by using the numerical keys and press ENTER to confirm.  
For overall validation of the edited string press F4. The same data in 
the preset section will also be shown in the lower part of the screen. 
Battery status: CHARGED 
Automatically reads battery status: charged or discharged. The battery 
is used for the date function only. 
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5.13 PROTECTED SSN (DISABLE) 

F1
From the screen press MENU and/or F4 to enable the 
function. 
 
List of protected systems already enabled. 
They can be protected again. 
 
 
Use the arrow keys (up and down) to select the protected 
system already enabled.  
F1 to protect the SSN again. 

  

 
The display shows another message requiring confirmation of removal: 
 
STOP to quit the operation without editing. 
 
ENTER to confirm. 

 

After confirmation the display will show. 
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6 Triax QUATTRO MESSAGES 

6.1 WARNINGS 
 

The key cannot be cut if the combination entered is not 
complete. This is a feature of keys for vehicles. 
 

ATTENTION 

Cutting combination not 

complete!   

Please enter all cuts. 
 

 
  

To use the TRACER TOWER to decode it must be enabled. 
Check the setting in the OPTIONS menu and choose YES. 
 

ATTENTION 

TRACER TOWER disabled! 

Verify the settings in the  

OPTIONS menu 
 

 
  

The selected series can be used only by entering a valid 
indirect code. The cut insertion function is not accessible.
 

ATTENTION 

An indirect code is needed to  

access the series. 

Do you want to proceed? 

No=STOP      Yes=ENTER  
 

ATTENTION 

The jaw is not calibrated! 

By pressing ENTER you can only  

consult the cards data 

  
 

The messages warn the user that to cut a key with this 
series a different clamp must be fitted, or the clamp 
involved must be calibrated. This operation must be 
performed before using the series. Press ENTER to 
consult the series data, but without cutting the keys. 
 

ATTENTION 

In order to use the series the 

jaw needs to be removed. 

Pressing ENTER you can only  

consult the cards data  
  

The message appears when data is loaded onto the 
machine by a USB-PEN older than those in the machine 
memory. 
 

ATTENTION 

An older data version has been  

detected on the USB PEN: 

do you still want to continue? 

No=STOP     Yes=ENTER  
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The message indicates that neither SILCA or the user has 
created an engraving model for the key blank selected. 
 

ATTENTION 

No engraving model has been  

created for the selected key  

blank 

  
 

ATTENTION 

Models have been modified by  

the User: by proceeding all  

changes will be lost 

STOP=Cancel     ENTER=Continue  
 

The procedure for loading user engraving models from a 
USB PEN overwrites all the user models stored on the 
machine. Editing of the text or the text position will be 
lost. 
To keep the edited templates stored on the machine use 
the SKP program or the Free Engraving program provided 
with the machine.  
 
 
 
 

ATTENTION 

This operation will overwrite 

all User models previously  

saved in the machines memory. 

 

Not to lose any changes made  

to the User templates, please  

use the Silca Key Programs to  

transfer the engraving models. 

  
  

The text inserted on the LINE shown at the end of the 
message is outside the set rectangle (or area). Reduce 
the number of characters or increase the width of the 
rectangle. 

ATTENTION 

Entered text exceeds maximum   

area that is reserved for  

engraving! 

See row:  
  

The OPTIONS menu can be used to choose which makes 
of cylinders to search through for a lock system (SSN) by 
key blank, code, description, etc. If by mistake all the 
makes are disabled the search will give no results.  
 

ATTENTION 

 

Select at least one MFG! 

  

            [ENTER]  
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The procedure in the ENGRAVING function for 
positioning the line of text has not been successfully 
completed. Please repeat. 
 

ATTENTION 

Text tracking area position has 

not been acquired 

 

 [ENTER] to continue  
  

Message for the OEM version without tracer point U102 
for dimple keys 

ATTENTION 

 

The Tracer Tower is missing  

tracer U102 

See operating manual.  
  

6.1.1 USB PEN NOT CONNECTED OR WITHOUT REQUIRED DATA 

ATTENTION 

The code table has not been   

found: verify that USB PEN is  

plugged in and activated 

  
 

The required data have not been found on the USB PEN; 
check that the pen is connected and contains the data. If 
the contents of the USB PEN have been deleted by 
mistake, use the WinTransfer/SRS program to re-load the 
data by means of the special function. 

ATTENTION 

 

Data not found or 

USB PEN not inserted 
 

 
  

6.1.2 MESSAGES LINKED TO PRESENCE OR USE OF MOTORIZED CLAMP 

ATTENTION 

Jaw replacement requires the  

machine to be switched off 

 

  
 

 
IMPORTANT 
To fit a motorized clamp, for example the R13 tilting 
clamp, observe the procedure below: 

 Switch off the machine 
 Fit the motorized clamp 
 Connect the special cable to connector B on the 

right-hand side of the machine  
 Switch on the machine 

 
ATTENTION 

 

Switch off the machine and  

remove the JAW: 

  



Operating Manual - English  Triax QUATTRO  

 

   
- 68 - Copyright Silca 2011  

1 

 

 

6.2 ERROR MESSAGES 

General message. 

ERROR XX 

 

INTERNAL ERROR  

. . .  

  
  

The message warns that the machine has reached a Z 
axis measurement over the limit allowed. 
If the problem persists contact After-Sales Service.  
 

ERROR 1 

 

Depth limit exceeded! 

 

  
  

The machine automatic calibration procedure has read 
adjustment values exceeding the tolerance established 
by SILCA. Repeat the procedure and pay attention to all 
the operations required. If the problem persists contact 
After-Sales Service.  
 

ERROR 2 

Tolerance limit exceeded during 

calibration.  Repeat the  

operation. 

See operating manual.  
  

The spindle rotation release lever is out of line. 
 

ERROR 3 

Check tool installation and  

stop lever position! 
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ERROR 4 

ERROR Z AXIS 

  

No contact made! 

  
ERROR 5 

ERROR X AXIS 

  

No contact made! 

  

A wrong operation has been performed in one of the 
machine calibration procedures: 

 Machine zeros 
 Clamp calibration 
 Detection of cutting/decoding plate with a 

clamp different from the one required 
 
 

ERROR 6 

ERROR Y AXIS 

  

No contact made! 

  
  
The machine has detected an unexpected contact during 
a movement. The causes could be: 

 An obstacle during a movement: remove the 
obstacle 

 A long offcut is creating a bridge between the 
tool and the fitted key: clean all the swarf off the 
machine and repeat the operation. 

 An offcut is creating a bridge between the 
TRACER TOWER and the machine: carefully clean 
any swarf off the TRACER TOWER. 

 

ERROR 7 

 

Faulty contact made. 

Press START to reset axes! 

  

  

Check that: 
 the fitted tool is the one required for the 

operation in progress  
 the length of the tool in use is that set up in the 

list of cutters (CALIBRATION -> F2 menu) 
 

ERROR 8 

 

Tool too long or not properly  

installed! 

  
  

The password entered is wrong. Check that you have 
entered the password issued by SILCA or apply to SILCA 
for a password. 

 
 

ERROR 9 

 

The number of attempts have  

been exceeded! 

Restart the machine.  
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The problem occurs after replacing the machine mother 
board.  
The machine memory has no MACHINE ID. Use the 
WinTransfer/SRS program to do a CONNECTION TEST. 
 

ERROR 10 

 

Machine ID not set! 

  

See operating manual.  
  

An error has occurred when calculating the cuts or 
searching by code. Make a note of the error and the 
condition which caused it and advise After-Sales Service. 
 

ERROR 43 

INTERNAL ERROR 

Error in searching data or in   

cutting calculation. 

See code:  
  

An error has occurred in calculating the engraving path. 
Make a note of the error and the condition which caused 
it and advise After-Sales Service. 
 

ERROR 13 

Error in calculating  

engraving process! 

Code: 

  
  

Error in loading data onto the machine with the USB-
PEN. Please repeat the operation to reload the data onto 
the USB-PEN. If the error persists, make a note of it and 
the condition which caused it and advise After-Sales 
Service. 
 

ERROR 16 

Error during data updating  

procedure via USB PEN. 

 

Error code:  
  

The message indicates that the machine has skipped 
some steps during the job.  
The user should check the key just cut and if necessary 
repeat the entire cutting process for the last key cut. 

ERROR 17 

Loss of steps detected! 

  

Repeat this job? 

No=STOP     Yes=ENTER  
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6.2.1 MESSAGES LINKED TO PRESENCE OR USE OF MOTORIZED CLAMP 

  
ERROR 14 

OPERATION NOT ALLOWED! 

To use the jaw, switch off the 

machine, connect the jaw and 

restart.  
 

Rapidly connecting or disconnecting the motorized clamp 
cable with the machine on is very dangerous because it 
could damage the electronic circuit board. 
 
IMPORTANT 
To fit a motorized clamp, for example the R13 tilting 
clamp, carry out the procedure below: 

 Switch off the machine 
 Fit the motorized clamp 
 Connect the special cable to connector B on the 

right-hand side of the machine  
 Switch on the machine 

 

ERROR 15 

OPERATION NOT ALLOWED! 

Jaw not connected. 

Switch off the machine, connect 

the jaw and restart.  
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6.3 ALARM MESSAGES 

  

The temperature for the mother board has exceeded the 
setting. Check the cooling fan (see TROUBLE SHOOTING) 
 

ALARM 1 

TEMPERATURE ALARM  

Mother board temperature 

too high 

Switch the machine off!  
  

Indicates that the fuse has been cut out due to a short 
circuit in an inlet or outlet (see TROUBLE SHOOTING) 

ALARM 2 

I/O POWER ALARM  

 Check F4 fuse 

 

  
  

Indicates a short circuit on the port (IN/OUT) (see 
TROUBLE SHOOTING) 
 

ALARM 3 

DIGITAL OUTLET  

PROTECTION ALARM 

Switch off the machine! 

  
  

The message indicates faulty functioning of the axis 
involved in the clearing procedure. 
Clearing sensor or photocell not working. 
Repeat the operation a number of times. If the problem 
persists contact After-Sales.  
 

ALARM 9 

Axis movement not completed  

during resetting phase!  

 

  
  

This message appears when an application on the PC 
tries to transfer data to the machine in the wrong 
format. 
Check whether there is a more recent version of the 
program used by the PC. 
 

ALARM 10 

Data format received from PC is 

not compatible with the machine  

SW version. 

See operating manual.  
  

This happens when the wrong machine SW (i.e. not 
specifically for the machine model) is downloaded. 
 

ALARM 11 

 

Machine hardware version is not

compatible with the installed 

program.  
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It is important to replace the battery as allows LOG 
events to be saved with the right date/time. 
 

ALARM 12 

 

Flat clock battery: 

see operating manual for  

replacement.  
  

Download a more up-to-date SW version. 
 

ALARM 13 

 

Machine firmware is more 

up to date than the software 

in the USB PEN !  
  

6.3.1 MESSAGES ABOUT SPINDLE 

  

The message indicates that there is no connection 
between the mother board and driver board.  
The problem could be caused by the mother board or the 
connection cable between the mother board and spindle 
driver board or by the spindle driver board.  

ALARM 5 

SPINDLE DRIVER ALARM 

No communication between mother

board and spindle drive. 

See operating manual  
  
Effect :    Motor not turning 
Cause :   Short circuit on spindle motor or board 
                              power loss. 
   Driver damaged. 
  Check AZ motor board connectors  
   
 

ALARM 6 

SPINDLE DRIVER ALARM  

Spindle speed not detected : 

motor locked 

See operating manual  
  

Effect :                  Free-running motor does not reach the 
                               rotation speed required for cutting 
Cause :    Motor  not working 
  Driver board not working  
  Driver board with wrong parameters. 
 

ALARM 7 

SPINDLE ALARM  

Spindle rpm not reached after 

activation! 

See operating manual  
  
Effect :                 Motor under excessive strain during 
  cutting 
Cause :                 Cutter does not cut. 
  The combination rpm/cutting speed
  is not compatible: select a more suitable 
                              combination. 
 

ALARM 8 

SPINDLE ALARM  

Excessive cutter strain during 

cutting! 

See operating manual  
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Generic alarm relating to the spindle driver board. 
If the problem persists contact After-Sales Service. 

ALARM 4 

SPINDLE DRIVER ALARM 

Code: 00000000 

See operating manual 

[ENTER] to reset alarm  
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7 CLEANING AND MAINTENANCE 
 

7.1 CLEANING 
 Do not clean the machine with alcohol. 
  Keep the working parts of the machine as clean as possible, removing swarf with a brush. 
 Never use compressed air to clear swarf off the work area; it could cause offcuts to clog the working 

parts. 
 Never use oily products or solvents to clean the painted surfaces, clamps and electric and electronic 

connection points.  
 

7.2 MAINTENANCE 
N.B. In the event of repairs or replacement of parts for maintenance, the "CE" mark is guaranteed only 
if original spare parts provided by the manufacturer are used. 
 
The Triax QUATTRO key-cutting machine does not need special maintenance but it is good practice to check and 
if necessary replace parts subjected to wear and substitute electric/electronic parts (fuses, circuit boards, etc.) 
when they are not working properly.  
Parts can be replaced by the operator observing the instructions. 
N.B. For normal maintenance of burnished mechanical parts we suggest using lubricants or protective products
  such as WD40 or similar.  Do not apply them to the parts used for electric contact (clamps, decoders, 
                 cutters,  calibration templates...). Do not let the product come into contact with the electronic parts. 
 
Before starting any type of maintenance (checks or replacements) read the following warnings: 

 Do not carry out any maintenance operations with the machine on  
 Always disconnect the power lead  
 Follow the instructions in the manual to the letter 
 Use original spare parts (see “spare parts sheet” provided with the machine). 
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7.3 TROUBLE SHOOTING 

FAULT CHECK PROBABLE CAUSE 

a) emergency button activated 

b) general fuses cut out on power socket  

c) ON switch on back of machine in OFF position  

d) power lead disconnected 

YES 

e) fuse F4 or F3 cut out 

b) connection cable between display and electronic circuit board badly 
placed 

The machine is on 
but there is nothing 
on the display: 

check that 
the fan on the 
back of the 
machine is 
working: 

NO 

c) display faulty 

a) the closed safety shield is not touching the safety microswitch properly. 

b) fuse F6 or F7 on the motor circuit board cut out. 

c) motor cable is not properly inserted into the connector 

d) electronic circuit board faulty.  

The cutter motor is 
not turning: 

 

e) fuse F5 cut out 

Check the cut-out fuse F2 on the circuit board. 

Check the X-Y-Z axis motors with test digital inlets 

Check the X axis connection cable 

The connection cables for the X-Y-Z axes to the circuit board are not properly fixed or 
the connectors are not inserted properly 

Display shows the 
words “Cutting or 
decoding in progress, 
etc..” but the X-Y-Z 
axes are not moving 
and no buttons are 
enabled. 

 

Electronic circuit board faulty. 

a) the closed safety shield is not touching the microswitch properly The display shows 
the message “close 
safety shield” when 
it is already closed 

 

b) fuse F4 on the control circuit board cut out 

a) the keypad connector is not properly inserted in the interface circuit board 

b) the connection cable between the keypad/display unit and circuit board is not 
properly inserted into the relative connectors 

c) keypad faulty 

The keypad is not 
working (partially or 
entirely) 

 

d) control circuit board faulty 

The earth wire on the (F3) Tracer Tower is disconnected or broken (Fig. 49) 

The earth wire (J3) in the X axis carriage is disconnected or badly secured 

The connecting wire to the J14M connector on the circuit board is not properly 
inserted into the relative connector. 

Control circuit board faulty. 

When decoding or 
calibrating the tracer 
point on the TRACER 
TOWER device 
repeatedly strikes 
the clamp or key. 

 

The keys used have no electric conductivity (Ultralite anodized aluminium keys, 
plastic keys...) 
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The earth wire (C2) on the cutter shaft is disconnected or broken (Fig. 50) 

The connecting wire to the J14M connector on the electronic circuit board is not 
inserted properly into the relative connector. 

There is swarf on the top part of the cutter shaft. 

When calibrating the 
clamp or decoding 
the U103 tracer 
point repeatedly 
strikes the 
calibration plate. 

 

Control circuit board faulty. 

a) connection wire between the 9-pin serial port (or USB) and the circuit board badly 
inserted or disconnected 

b) serial cable (or USB) between key-cutting machine and computer is faulty or 
disconnected 

c) computer serial port (or USB)  faulty 

The key-cutting 
machine cannot 
communicate with 
the computer. 

 

d) control circuit board faulty 

not 
working 
 

a) fan faulty or badly connected 
b) control circuit board faulty 

The display shows 
the message 
“TEMPERATURE 
ALARM Switch off 
the machine”. 

Check that 
the fan on the 
back of the 
machine is 
working: 

working     a) control circuit board faulty 

Use tests digital inlets to check the photocell sensor. 

Check fuse F4 on the circuit board. 

Check the X axis connecting wire (J1). 

The X axis upper 
carriage moves to 
the left or right and 
knocks against the 
machine limit switch. 

 

Control circuit board faulty. 

Use tests 6 and 9 to check the photocell sensor. 

Check fuse F4 on the circuit board. 

The Y axis lower 
carriage moves 
towards the 
operator or the front 
part and knocks 
against the machine 
limit switch. 

 

Control circuit board faulty. 

Use tests 7 and 10 to check the photocell sensor. 

Check fuse F4 on the circuit board. 

The Z axis carriage 
moves upwards and 
knocks against the 
machine limit switch, 
or moves 
downwards and 
knocks against the 
clamp. 

 

Control circuit board faulty. 

Check lever position. The display shows 
the message 
“Spindle ALARM 
check and fit tool 
and position locking 
lever”. 

 

Check for swarf on the top part of the cutter spindle 
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7.4 BELT REPLACEMENT AND TIGHTENING 
 

ATTENTION: before performing this operation lower the tracer tower so that the tracer points 
are not in a dangerous position for the operator. 

1. Turn off the master switch and disconnect the power lead. 
2. Loosen the 3 screws and remove the belt cover. 

 tightening: 
- increase tension on the belt by loosening the 4 screws (C1, C2, C3, C4) with the Allen wrench 
provided and pushing the pulley back. Tighten the 4 screws. 

 replacement: 
  - remove the belt and replace 

3. Replace the belt cover and secure with the 3 screws. 
 

 
 

C1 

C2 C4C3
 

Fig. 24 
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7.5 CHECKING AND REPLACING FUSES 
Check fuses with a continuity measuring instrument (tester, ohmmeter, multimeter, etc.) as they may appear intact to 
the eye even though they are electrically faulty. Every fuse must be replaced with another one of the same value (in 
Amps) and type (rapid or delayed), as indicated in the manual. 
There are 9 fuses on the Triax QUATTRO key-cutting machine. 

 2 fuses:  
               4 Amps delayed (230V)  - 6,3 Amps delayed (100V) - 5 Amps delayed (120V) 
 
Located on the power socket on the back of the machine, 
next to the switch, these protect the machine from voltage 
surges and possible short circuiting. 
Check and replace if necessary, following these instructions: 

1. Switch off the machine and disconnect the power 
lead. 

2. with the aid of a screwdriver open the socket flap, 
remove the fuses and replace if necessary. 

 

 
Fig. 25 

 3 fuses: F2, F3, F4 : 
F2:   6.3 Amps delayed 
 Protect the step motors and their electronic controls (+32V d.c.) 
F3  4 Amps delayed 
 Protect the logic circuits for controlling the microprocessor circuit board (+5V d.c.) 
F4  2 Amps delayed 
 Protect the digital outlet circuits for the low voltage controls and sensor inlets (+24V d.c.) 
Situated on the electronic circuit board inside the base, they protect the circuit board from possible short circuiting.  
Check and replace if necessary, following these instructions: 

1. switch off the machine and disconnect the power lead. 
2. remove the bottom metal plate. 

Check the fuses and replace if necessary in the following way: 
1. to remove the fuse: 

use your fingers to press the cap on the fuse holder and turn anticlockwise. 
2. to fit a new fuse: 

take care that the fuse is properly positioned, press the cap on the fuse holder and turn clockwise. 
  

F5 
 

 

 

 

F4

F3 F2 
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 1 fuse: F5 :  

                1.6 Amps delayed (230V) - 2 Amps delayed (100V/120V) 
Protects the main electronic circuit board transformer. 
Situated in the bottom of the base. 

   

 

F5 
 

 2 fuses: F6, F7 :   
                  

1 fuse: F6 :  8 Amps delayed 
               Protects motor power. 
1 fuse: F7 :  315mA delayed 
               Protects the motor circuit board. 
Situated on the motor circuit board at the rear of the base. 
 
 

 

Motor circuit 
board 

 

 
 
 

F7 

F6
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7.6 KEYPAD/DISPLAY REPLACEMENT 
1. Switch off the machine and disconnect the power lead. 
2. Loosen the 2 fixing screws (F1) and remove the display stand  
3. Detach the cable and earth wire from the keypad  
4. Loosen the keypad fixing nuts and remove the keypad from its stand 
5. Fit the new keypad/display by repeating the operations described above, in reverse order 

 
 

F1
 

Fig. 26 
 

 

 
 

 

 

Fig. 27 
 

 

 
Fig. 28 
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7.7 ACCESS TO REAR COMPARTMENT 
To access the rear compartment follow the instructions below: 

1. switch off the machine and disconnect the power lead. 
2. loosen the 6 screws (B1) fixing the back metal plate and remove. 

 B1

 
Fig. 29 

 
 

7.8 ACCESS TO BOTTOM PART 
To access the bottom part of the machine, follow the instructions below: 

1. switch off the machine and disconnect the power lead. 
2. turn the machine onto its back. 
3. loosen the 8 fixing screws (D1) and remove the bottom metal plate  

 
 

D1
 

Fig. 30 
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7.9 SENSOR REPLACEMENT 

7.9.1 REPLACING SENSOR FOR LOWER AXIS (Y) 

1. switch off the machine and disconnect the power lead. 
2. loosen the 2 fixing screws (F1 - Fig. 26) and remove the display stand  
3. detach the keypad cable and earth wire as shown in Fig. 28. 
4. remove the bottom metal plate (ACCESS TO BOTTOM PART). 
5. loosen the two fixing screws and remove the transformer plate. 
6. disconnect the lower Y axis sensor connector from the circuit board.  

ATTENTION: DO NOT LOOSEN SCREW (E4)! 
7. loosen the nut (E 3), unscrew the sensor from the plate and remove (Fig. 31). 
8. loosen the 3 screws (E1-Fig. 32) and remove the lower carriage front cover  
9. place the new sensor in position and screw down until it almost touches the screw (E2), then lock the 

nut (E3). 
10. connect the sensor connector to the circuit board. 
11. replace the transformer plate, lower metal plate and display stand by performing the same operations 

in reverse order. 
 

 E2

E3E4

Y axis sensor 

 
Fig. 31 

 
 
Drawing references for SENSOR REPLACEMENT AND REGULATION (see MACHINE ZEROS). 

 
 

E1
 

Fig. 32 
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7.9.2  REPLACING SENSOR FOR VERTICAL AXIS (Z) 
 

1. Switch off the machine and disconnect the power lead. 
2. Remove rear metal plate (see ACCESS TO REAR COMPARTMENT). 
3. Remove belt cover 
4. Disconnect the sensor connector (G3) from the circuit board  
5. Loosen the nut (G1), unscrew the sensor from the plate and remove 
6. Place the new sensor in position, screw down until it almost touches the pin (G4) and secure with the 

nut (G1). 
7. Connect the sensor connector to the circuit board. 
8. Replace the rear metal plate and belt cover. 

 
 

G2

G1

G3

 
Fig. 33 

 
Drawing references for SENSOR REPLACEMENT AND REGULATION (see MACHINE MACHINE ZEROS). 

 
 

G5 

G4 

 
Fig. 34 

 

 
 

G1 

G5
G4 

Z axis sensor 

 
Fig. 35 
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7.9.3 REPLACING SENSOR FOR UPPER AXIS (X) 

1. Switch off the machine and disconnect the power lead. 
2. Raise the safety shield. 
3. Disconnect the upper axis connection cable (H2) from the carriage. 
4. Remove the upper axis carriage cover by loosening the 3 locking screws (H1) and pull out in the direction 

given. 
5. Disconnect the sensor connector (H4). 
6. Loosen the grub screw (H5) with the allen wrench provided. 
7. Remove the faulty sensor (H3) and place the new sensor in position until it almost touches the pin below 

(H6) and tighten the grub screw (H5). 
8. Connect the sensor connector (H4). 
9. Replace the upper axis carriage cover. 
10. Connect the upper axis cover cable (H2) to the carriage. 

 H1 

H2

 
 
 

Fig. 36 

 H4 H3

H5
 

Fig. 37 
 

Drawing references for SENSOR REPLACEMENT AND REGULATION (see MACHINE ZEROS). 

 

H6 

X axis sensor

 
Fig. 38 
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7.10 PHOTOCELL REPLACEMENT 

7.10.1 REPLACING PHOTOCELL FOR LOWER AXIS (Y) 

1. Switch off the machine and disconnect the power lead. 
2. Remove the rear metal plate (see ACCESS TO REAR COMPARTMENT). 
3. Loosen the 2 photocell fixing screws (I1) and remove. 
4. Disconnect the photocell cable (I2). 
5. Connect the cable to the new photocell. 
6. Place the photocell in position and secure with the screws (I1). 
7. Calibrate the machine (CALIBRATION FUNCTIONS). 

 

I2 

I1

 
Fig. 39 

 
 

REGULATION PHOTOCELL DISK (see MACHINE ZEROS) 

 

 

 

Photocell 

Photocell disk
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7.10.2 REPLACING PHOTOCELL FOR UPPER AXIS (X) 

1. Switch off the machine and disconnect the power lead. 
2. Disconnect the upper axis connection wire (H2) from the carriage. 
3. Remove the upper axis carriage cover by loosening the 3 locking screws (H1) and pull out in the direction 

given.    
4. Disconnect the photocell cable (H6) and sensor cable (H3). 
5. Loosen the screw (H8). 
6. Loosen the 2 screws (H7) on the photocell support and pull out of carriage. 
7. Place the new board in position on the carriage and tighten the 2 support screws (H7). 
8. Connect the photocell cable (H6) and sensor cable (H3).  
9. Connect the upper axis connection wire (H2) to the carriage. 
10. Calibrate the machine (CALIBRATION FUNCTIONS). 

 H1 

H2

 
 
 
 

Fig. 40 
 
 

 
 H6 

H7

H8

H3

 
Fig. 41 

 

 

REGULATION PHOTOCELL DISK (SEE MACHINE ZEROS) 

 

 

 

Photocell

Photocell disk
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7.10.3 REPLACING PHOTOCELL FOR VERTICAL AXIS (Z) 

1. Switch off the machine and disconnect the power lead. 
2. Remove the rear metal plate (see ACCESS TO REAR). 
3. Loosen the two screws (J1) and remove the microswitch support plate. 
4. Disconnect the photocell and sensor cable (J3). 
5. Loosen the 2 photocell fixing screws (J2) and remove. 
6. Place the new photocell in position and secure with the screws (J2), connect the two cables (J3). 
7. Replace the microswitch support plate and secure with the screws (J1). 
8. Secure the rear metal plate. 
9. Reconnect the power lead and Switch on the machine. 
10. Calibrate the machine (see CALIBRATION functions). 

 
 

J1

 
Fig. 42 

 

J2

J3

 
Fig. 43 

 
 
 

REGULATION OF PHOTOCELL DISK (SEE MACHINE ZEROS) 

 

 

 

 

Photocell 

Photocell disk
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7.11 ELECTRONIC CIRCUIT BOARD REPLACEMENT 
 
1. Switch off the machine and disconnect the power lead. 
2. Access the rear compartment. 
3. Disconnect all the wires from the circuit board. 
4. Loosen the nuts (N1) and remove the circuit board. 
5. Fit the new board onto the threaded pins and tighten the nuts (N1). 
6. Connect all the wires (each connector is polarized and its position cannot be changed). 
7. Close the bottom compartment. 
8. Carry out the calibration operations (see MACHINE ZEROS; CLAMP ; AUTOMATIC CALIBRATION OF TRACER 

TOWER DEVICE). 
 
 

 

 
 

 

 

N1 

 

Fig. 44 
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7.12 MOTOR CIRCUIT BOARD REPLACEMENT 
 
1. Switch off the machine and disconnect the power lead. 
2. Access the rear compartment. 
3. Disconnect all the wires from the circuit board connectors. 
4. Loosen the 3 fixing screws (M4). 
5. Remove the circuit board and replace with a new one. 
6. Tighten the three fixing screws (M4). 
7. Connect all the wires to the circuit board connectors (each connector is polarized and its position cannot be 

changed). 
8. Close the rear compartment. 

 

 

M4 
 

Fig. 45 
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7.13 CHECKING AND REGULATING SAFETY MICROSWITCHES 
1. Remove the rear metal plate. 
2. Check the wires connecting the two microswitches (J4). 
3. Check that the “Digital Inlets-Cover Micro” test is successful. 

 
If not, check that the cam (J6) makes the two microswitches click. If necessary, regulate the cam as 
follows: 

 
4. Remove the belt cover and lower the safety shield (V). 
5. Use the 2.5mm T wrench to loosen the grub screw (J5). 
6. Hold the wrench in the seat for the grub screw (J5), turn the cam (J6) until the microswitches click. 

 

J1

J4

 
Fig. 46 

 
 

 

J6

J5

 
Fig. 47 
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7.14 SAFETY MICROSWITCH REPLACEMENT 
1. Remove the rear metal plate. 
2. Loosen the two screws (J1) and remove the microswitch support plate (Fig. 46). 
3. Disconnect the wires connecting the two microswitches (J4). 
4. Loosen the two nuts (J7) and replace the faulty part. 
5. Secure the microswitches with the two nuts and connect the two wires (the wire marked SX on the left 

and the wire marked DX on the right). 
6. Replace the microswitch support plate with the screws (J1) without tightening them. 
7. Adjust the position of the plate so that when the safety shield (V) is moved the microswitches click. 
8. Secure the microswitch plate by tightening the screws (J1). 

 

 

J7
 

Fig. 48 
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7.15 U102TT-U103TT DECODING DEVICE REPLACEMENT (TRACER TOWER) 
1. Loosen the screw (K1) or (K2) according to the decoder to be replaced. 
2. Remove the broken decoder from its seat. 
3. Place the new decoder in the seat and align with the top part of the TRACER TOWER . 
4. Tighten the screw (K1) or (K2) according to the decoder to be replaced. 
5. Calibrate the Tracer Tower. 

 
 

K1K2

F3 

 
 

Fig. 49 
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7.16 TRACER TOWER MICROSWITCH REPLACEMENT 
1. Remove the belt cover and lower the safety shield (V). 
2. Loosen the two screws (L1) and remove the microswitch support plate. 
3. Disconnect the two wires (L2) on the microswitch. 
4. Connect the two wires (L2) to the new microswitch. 
5. Secure the support plate with the two screws (L1). 
6. Before tightening the two screws (L1) adjust the position of the microswitch and check it with the 

special test. 
 

 

L1 L2 C2
 

 
Fig. 50 

 
 

7.17 BATTERY REPLACEMENT 
Replacing the battery is a simple operation but must be carried out with care. 
1. Disconnect the power lead from the key-cutting machine 
2. Gain access to the bottom compartment. 
3. Use pliers with insulated tips to grip the battery and pull it out, taking care to push towards the pressure 

tab to remove from its shaped housing. 
4. Use the pliers with insulated tips to introduce the new battery, inclining it and pushing against the tab to 

help it enter the shaped housing. 
5. Close up the machine and connect to the mains.. 
6. Reconfigure the date and time on the machine 

ATTENTION:  risk of explosion if battery is replaced by an incorrect type. 
  dispose of used batteries according to the instructions (8). 

 
 

 
Fig. 51 
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8  DECOMMISSIONING 
To decommission the machine it must be made unusable by: 

1. deactivating the power supply; 
2. separating the plastic parts from the metal parts; 
3. removing the lithium battery from the electronic circuit board. 

Dispose of the lithium battery in the special collection containers (see chap.7.17) 
After doing the above, dispose of the waste in compliance with the current directives in the country where the 
machine is located. 
Waste disposal 
CEE regulations lay down special methods for disposing of waste (**). 
Machine 
Triax QUATTRO is not only a durable machine, but is also re-usable.  
Recycling is a good environmentally friendly practice. 
Packing 
The packing in which the Triax QUATTRO machine is transported is made of cardboard and wood and may 
therefore be recycled as packing if unbroken, or as fuel for burning (wood-fuelled heat production) if 
disassembled. 
Attention! When disassembling the crate, pay attention to the nail tips as these remain exposed. Beat them 
down with a hammer so they are bent into the wood and made harmless, or remove them completely and put 
on one side to be disposed of in an authorized scrap yard. 
Packing is considered solid urban waste and should not be thrown out but taken to a special collection centre. 
Waste from key-cutting 
Residue deriving from key cutting is classified as special waste, but can be included in solid urban waste (SUW) 
as metaI scourers. This waste must be disposed of in the special collection centres according to its classification 
by current laws in Italy and the European Union. If it is contaminated or contains harmful-noxious substances 
which transform the metal residue included in SUW into harmful-noxious substances, it is included in the lists of 
the appendices to current regulations in Italy and the European Union for waste disposal. 

 
 

INFORMATION TO USERS 
Under the terms of art. 10 of Directive 2002/96/CE dated 27/01/2003 

regarding waste from electric and electronic equipment (WEEE), 
 

The symbol shown above is also attached to equipment and indicates that it has been placed on the market and must 
be separated and disposed of when no longer wanted (including all components, sub-assemblies and consumables 
that are an integral part of the product). 
Please contact SILCA S.p.A. or any other subject on the national registers of other countries in the European Union for 
information about waste disposal systems for the equipment.   Household waste (or of similar origins) can be disposed 
of by the separate urban waste collection system. 
When purchasing new equipment of an equivalent kind the unwanted equipment can be given back to the dealer.   
The dealer will then contact the authority responsible for collecting it. 
Separate waste collection of unwanted equipment and its forwarding to treatment, recovery and environmentally 
friendly disposal makes it possible to avoid potential negative effects on the environment and human health, and 
assists recycling and recovery of materials. 
Unauthorized disposal of the product by the user is punished by the application of fines established by the countries 
which have received Directives 91/156/CE and 91/689/CE. 
(**) wastes are substances or objects deriving from human activity or natural cycles which are discarded, or 
intended to be discarded.   
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9 AFTER-SALES SERVICE 
Silca provides full service to purchasers of the Triax QUATTRO machine. To ensure total safety for the operator 
and the machine, any operations not specified in this manual shall be carried out by the manufacturer or in the 
special Service Centres recommended by Silca. 
On the back cover of the manual there is a list of the manufacturer’s addresses; the following page lists the 
addresses of specialized Service Centres. 

9.1 HOW TO APPLY FOR AFTER-SALES SERVICE 
The warranty attached to the Triax QUATTRO machine guarantees free repairs or replacement of faulty parts 
within 24 months of purchase. Any other operation shall be agreed by the user with Silca or its Service Centres. 
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VITTORIO VENETO  10/12/2010 
 
 
 
CE DECLARATION OF MACHINE COMPLIANCE 
 
      
 
 
SILCA S.p.A. -    VIA PODGORA 20 ( Z.I.) 
31029 VITTORIO VENETO (TV) - (ITALY) 
TEL.    0438 9136    -    FAX.    0438 913800 
 
Declares under its own responsibility that the Key-cutting machine model   
 
 

                  TRIAX  QUATTRO 
 
 
complies with the requirements of the following European Directives: 
 
 
 
European Union DIRECTIVE 2006/42/CE (Machines)  
and with the   EN 12100 – 1      /    EN 12100 – 2    Standards   
 
 
European Union DIRECTIVE 2004/108/CE (Electromagnetic Compatibility)   
and with the   EN 55022     /   EN 55024  
                       EN 61000 – 3 – 2    /   EN 61000 – 3 – 3  /  EN 61000 - 6 - 2    Standards                         
 
 
 
European Union DIRECTIVE 2006/95/CE (Low Voltage)        | 10 |  
and with the   EN 60950 – 1     /      EN 62233   Standards                                                                                           
 
 
General  Manager  Basic  Production  Center 
 

 
 



 

 

 
 
 
 
 

 
 
 

SILCA S.p.A. 
Via Podgora, 20 (Z.I.) 

31029 VITTORIO VENETO (TV) 
Tel. 0438 9136  Fax 0438 913800 

E-mail: silca@silca.it 
www.silca.biz 

 
 
 

In the United Kingdom 

SILCA Ltd. 
6 Lloyds Court - Manor Royal 

CRAWLEY RH10 9QU 
Tel. +44 1293 531134 
Fax +44 1293 531108 

E-mail: sales@silcaltd.co.uk 
www.silcaltd.co.uk 

 
 

In Germany 

SILCA GmbH 
Siemensstrasse, 33 

42551 VELBERT 
Tel. +49 2051 2710 

Fax +49 2051 271172 
E-mail: info@silca.de 

www.silca.de 
 
 

In France 

SILCA S.A.S. 
12 Rue de Rouen 

Z.I. de Limay - Porcheville 
78440 PORCHEVILLE 
Tel. +33 1 30983500 
Fax +33 1 30983501 
E-mail: info@silca.fr 

www.silca.fr 
 
 

In Spain 

SILCA KEY SYSTEMS S.A. 
C/Santander 73A 

08020 BARCELONA 
Tel. +34 93 4981400 
Fax +34 93 2788004 

   E-mail: silca@silca.es     
www.silca.es 

 
 

In the Netherlands 

H. CILLEKENS & ZN. BV 
Metaalweg, 4 

6045 JB ROERMOND 
Tel. +31 475 325147 
Fax +31 475 325148 

E-mail: info@hcillekens.nl 
www.hcillekens.nl 

 
 

In India 

MINDA SILCA Engineering Ltd. 
Plot no.37, Toy City, 

GREATER NOIDA (U.P.) - 201308 
Tel: +91 9871397630/31 
Fax: +91 120 2351301 

E-mail: info@mindasilca.in 
www.mindasilca.in 

 
 
 
 

Members of the Kaba Group 

 



045 HD

INSTRUCTION MANUAL
IMPORTANT! Read these instructions before you use your new 045 HD Key Machine.

Ensure that all safety recommendations are followed!
See page 3 for instructions.



This manual applies specifically to the 045 HD
Performance Series key machine. It properly identifies your
model and assures you will receive correct parts, if and
when you require replacement parts. Retain this manual in
a safe place. If ownership of this machine is transferred,
this service manual should accompany the machine.

When seeking service information about this machine,
refer to Model No. 045 HD and the part number desired
(see pages 6 to 8). Note that many parts are not inter-
changeable with other ILCO machines.

2

CONTENTS
Warranty ..............................................................................2
Safety information ................................................................3
Introduction / unpacking ......................................................4
Operating parts (illustrated)..................................................5
Operating parts identification (names and part numbers) ..5
Exploded view ......................................................................6
Exploded view parts list / unpacking / test keys ..................8
How to duplicate keys ..........................................................9
The cutting operation / replacing the cutter ......................12
Adjustments ........................................................................13 

KABA ILCO warrants to the original buyer of any
new model 045 HD machine that it will repair or
replace, at its option, any part of any machine which
proves, to the reasonable satisfaction of KABA ILCO,
to have defects arising from the faulty manufacture
of the machine or from defective material or compo-
nents, during a period of one (1) year from the date
of shipment of the machine by KABA ILCO, provid-
ed that the machine is returned by prepaid transport
to KABA ILCO or to its authorized representative
before the expiry of the warranty period together
with a detailed description of the alleged defect(s).
KABA ILCO may, at its discretion, elect to refund the
purchase price allowable to the part affected, or to
issue a credit if the price therefore remains unpaid.

KABA ILCO sells precision-made machines. The
buyer assumes all risks, and KABA ILCO shall not be
liable for any reason, if the machine has been sub-
jected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with KABA ILCO printed instructions or operated
beyond its rated capacity shall not be covered by this
or any other warranty.

Any and all warranties made by KABA ILCO on any
machine, product, or component thereof shall be effec-
tive only if and for so long as the buyer complies with
all payment obligations pursuant to the buyer’s accept-
ed and acknowledged order. Failure to meet such pay-
ment obligations shall void all warranties and not
extend the period of time for which such machine,
product of component thereof is warranted irrespective
of whether or not payment is eventually made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness
for a particular purpose or latent defects. The buyer
releases KABA ILCO from any liability for any reason
other than a breach of its warranties hereunder.

The liability of KABA ILCO shall in no case, includ-
ing negligence, exceed the purchase price of the
defective machine, nor shall KABA ILCO be liable for
any personal injuries, property damage or conse-
quential damages.

Use only genuine KABA ILCO replacement parts on
this machine!

Serial number : _______________________________

ONE YEAR LIMITED WARRANTY



Electrical safety
• (115 Volt models) Your machine is designed to oper-

ate using 120 Volt A. C. 60 Hz. electrical current. It is
supplied with a three-prong power plug which should
be used with a properly grounded three-prong outlet
only. Do not defeat the safety purpose of the plug by
modifying or using with non-grounded outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under warranty,
contact KABA ILCO at the address printed on the
cover. (KABA ILCO also offers repair service for out-
of-warranty machines. Contact KABA ILCO for
details.)

• Always unplug the machine before removing the hood
or changing the cutter wheel.

WARNING – SAFETY NOTICE

3

IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for informa-
tion on how to properly operate it. The likelihood of acci-
dents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the possibility

of eye injury while operating or in the immediate
vicinity of key cutting equipment.

• Always turn machine off before making adjustments
or inserting or removing keys.

• Machine should be located in an area accessible only
by authorized operators. Location must be such that
customers and other personnel are not subject to
potential injury from “flying chips”.

• Do not defeat safety features built into your machine.
Removal or modification of safety shields, cutter
guards, and other safety devices should be strictly for-
bidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation. The
operator should take care to ensure that loose-fitting
clothing, long hair, etc. are kept from the area of
machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be operated
according to the Operator’s Manual. All other uses are
strongly discouraged as potentially dangerous, and
should not be attempted! Such use will immediately
void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown, ground-

ing provides a path of least resistance for electric cur-
rent to reduce the risk of electric shock. This machine
is equipped with an electric cord that has an equip-
ment-grounding conductor and a grounding plug. The
plug must be plugged into a machine outlet that is
properly installed and grounded in accordance with
all local codes and ordinances.

• Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

• Improper connection of the equipment grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the equip-
ment-grounding conductor. If repair or replacement of
the electric cord or plug is necessary, do not connect
the equipment grounding conductor to a live terminal.

• Check with a qualified electrician or service personnel
if the grounding instructions are not completely
understood, or if in doubt as to whether the machine
is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords immediately.



Congratulations! 
You’ve purchased a superior key cutting machine.

INTRODUCTION / UNPACKING
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Your 045 HD key machine has been shipped to you in a
sturdy, specially cushioned container to prevent the pos-
sibility of damage during handling and shipment. Once
the machine is removed from the carton, it should be set
up on a level workbench and wiped free of all rustproof-

ing oil. The machine is adjusted at the factory and test
keys have been cut on it, but it is recommended that you
check the adjustments to make sure they have not
slipped or shifted during transit (see page 13 “Adjusting
for depth of cut”).

The Model 045 HD manual Performance Series key
machine you've just purchased incorporates the latest
improvements in design for key duplicating machines of
its type.

This machine features exclusive four-way vise jaws
designed to accommodate virtually any standard cylinder
key without the need for adapters. 

Even double-sided automotive keys can be duplicated
with ease; the four-way jaws include stations ideally suit-
ed to gripping these keys and is capable of gripping them
in the groove or milling for enhanced clamping perfor-
mance when necessary.

Accurate, easy to operate and maintain, the model 045
HD delivers excellent performance at an economical

Unpacking instructions

The 045 HD has been engineered to duplicate cylinder
(paracentric) keys. It is not intended or designed for any
other purpose. The machine operator assumes all liabili-
ty when using this machine in a manner inconsistent with
its stated design purpose. Refer to page 3 for complete
safety information before operating the machine.

KABA ILCO strongly recommends the use of protective
eye glasses or goggles when operating this machine, or

when in the vicinity of the machine while it is being oper-
ated. Protective eye wear prevents injuries! The machine
should be turned off before loading or unloading keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting wheel
as this will cause damage to the cutter, jaw, or carriage.

Safety

CAUTION! DO NOT DESTROY OR DISCARD THIS SPECIAL SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.



Part no. Identification

024B-1 Carriage
025-3X Vise jaw assembly
025-8 Wing nut

045-23 Carriage shaft
P-X23MC P-X23MC cutter
814-00-51 Nylon brush

045-49 Cutter guide (stylus)
045-55A Adjusting screw
040-56 Key gauge

025-62A On/Off switch
045-86X Safety hood assembly
045-87 Safety shield

OPERATING PARTS
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Key gauge
Safety shield

Nylon 
brush

On / Off
power switch

Carriage 

Vise jaw
assembly

Operating parts identification

Wing nut

Safety hood assembly

Carriage
shaft

Cutter guide

Depth 
Dial



EXPLODED VIEW
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EXPLODED VIEW
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Ref. Part no. Description

1 045HD-1 Carriage
1X 045HD-1X Carriage assembly

2 025-2 Carriage stud
3X 045HD-3X Vise jaw assembly (Super Jaw 3)

4 025-4 Vise jaw spring
6X 025-6X Thrust bearing set

8 025-8 Wing nut
9X 040-9X Carriage handle

20 040HD-20 Cutter shaft bearings
21 025-21 Carriage shaft bushing
23 045HD-23 Carriage shaft
32 024B-32 Button head. screw, 10-24 x 3⁄8"

36 025-36 Cutter nut, N-4
37 025-37 Cutter spacer; left
38 P-X23MC P-X23MC cutter
40 040HD-40 Cutter shaft
41 025-41 Cutter shaft pulley 
43 814-00-51 Nylon brush
45 024-45 Brush bolt washer, 5⁄16

46A 025-46A Hex head screw, 5⁄16-18 x 3⁄4

47 025-47 Motor pulley 2" - 3L
48 025-48 V-Belt, 3L-180
49 045-49 Cutter guide (stylus)
50 040-50 Carriage stop

52 040-52 Socket hd. screw 8-32 x 1-1/2"
53 045-53A Cutter guide binding washer
54 045-54 Cutter guide binding screw

55A 045-55A Adjusting screw

56 040-56 Key gauge
57 024B-57 Key gauge bracket
58 024B-58 Key gauge dowel pin
59 025-59 Key gauge housing

60 025-60 Cap screw, 8-32 x 1⁄2"
61 025-61 Circuit Breaker, ETA 1658

62A 025-62A On/Off switch
65 045HD-65 Machined base

68 040-68 Electrical cover
70 040-70 Rubber mount
74 040-74 Truss head screw, 8-32
75 040-75 Motor, 1⁄4hp,115V

Ref. Part no. Description

79 024B-79 Key gauge spring
84 024B-84 Clip

86X 045HD-86X Safety hood assembly
87 045HD-87 Safety shield

89 045-89 #10 Lockwasher
90 025-90 Nut, #10-32
91 024B-91 Power cord
92 024B-92 3 wire motor cable

100 040HD-100 Cutter spacer; right
101 025-101 Motor pulley set screw
106 040-106 Chip tray
109 025-109 Bearing washer

110 025-110 Wave washer
129 040-129 Locking nut (8-32)
146 040-146 Power cord strain relief
150 040-150 Switch screw (6-32 x 1/4")
151 040-151 Set screw (8-32 x 3/8")
160 025-160 Caution label
163 045-163 Hood Screw
171 025-171 Cutter pulley set screw, 3⁄8" -18

181 024B-181 Key Gauge Spacer - Left
182 024B-182 Key Gauge Spacer - Right
183 040-183 1/4-20 Lockwasher
184 040-184 1/4-20 Hex Nut

186 045-186 6-32 x 3/8" set screw
187 045-187 dowel
188 045-188 dowel spring
189 045-189 Adjustment dial

190 045-190 Cutter guide label
194 045-194 #10 flat washer
195 045-195 10-32 x 1/2" Button hd. screw
198 045-198 7/16-14 x 3/4" set screw

199 045-199 1/2-20 x 1/2" set screw
IM 045HD-IM Instruction manual
NS 025-240 220V 1⁄4 HP motor

EXPLODED VIEW PARTS LIST
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Refer to pages 6-7 for illustration



HOW TO DUPLICATE KEYS
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Proper key cutting techniques

Even though your 045 HD key machine is designed to
make key cutting fast, efficient and accurate, operator
skill is important. The actual mechanics of placing keys
within the vise jaws is simple to learn, but there are some
basics that must be followed. A properly adjusted key
machine used by someone who ignores good key cutting
techniques will NOT produce a good key. The way a per-
son clamps a key into the vise jaws is critical to the accu-
racy of the duplicated key.

Remember - the real purpose of a duplicate key is to
operate the lock for which it was intended. If customers
return keys, you should reexamine your cutting tech-
niques and adjustment of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of each vise
jaw. Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin film
of oil can be applied to it. The carriage should be free
to move without binding.

4. NEVER touch the shoulder of a key to the side of the
cutter guide. This will cause the shoulder of the key
blank to touch the side of the cutting wheel. When
this happens, some of the metal will be cut away from
the shoulder of the key blank. If the resulting dupli-
cated key is duplicated two, three, four times over, an
error will accumulate and cause a non-operating key.
Do not grind away the shoulder.

5. Don't run the cutter into the vise jaw; this will dull the
cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects or
instruments blunt it. This cutter is a precise cutting
tool and should be handled with care.

7. Lubrication requirements for your new “HD”
Performance Series key machine are minimized through
the use of sealed, permanently lubricated cutter spindle
bearings. The carriage shaft however, should be inspect-
ed on a routine basis, and wiped with a dry, clean cloth
to remove any chip buildup that occurs. After cleaning,
application of a dry film lubricant is recommended for
maximum service life; spray type lubricants that dry
completely once applied are fine. Depending on usage,
the machine’s 1/4 hp motor may require lubrication
once annually. Refer to the label on the motor for lubri-
cation details and recommended interval.

Test keys

A series of cut keys are supplied with your machine. These
keys were cut on your machine and represent the result of
our quality inspectors' work before approving your
machine for shipment. The keys are reproductions of fac-
tory dimensioned pattern keys and are accurate to .002" or
less. Save these keys and use them as standards to check
the accuracy of cuts in the keys you make. Duplicating a
key and then using a key micrometer or caliper to compare
the actual depth of the cuts on both the duplicate and the
pattern key will allow you to see if your machine is cutting
too deep or too shallow, thus indicating that an adjust-
ment of the cutter guide is necessary.

Unpacking

The 045 HD key machine is shipped completely assem-
bled except for the carriage handle. Upon unpacking the
machine, locate the carriage handle and thread it into
the carriage.



HOW TO DUPLICATE KEYS
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Using the four-way vise jaws (cont.)

To obtain the best gripping action possible, it is neces-
sary to assure that the proper vise jaw position is select-
ed for each key you duplicate. The vise positions are
explained below and proper usage shown in figure 2.

Standard - for holding regular cylinder keys, such as
house keys, single sided automotive keys, padlock keys,
with one or two shoulders.

Narrow - for holding the 1092B and other narrow width
keys.

Wide - for holding the Ford double-sided keys and simi-
lar types, either primary or secondary. When positioning
the keys in the vise jaws, lay the key so that its center
ledge is flat against the top surface of the jaw.

X - Ideal for holding most double-sided convenience
keys used on most current automobiles. Grip these keys
by the grooves rather than the blade edge where the cuts
are located (see Fig. 2).

To reposition the vise jaws, as from Standard to Wide,
first loosen the wing nuts. Then lift upward on the top
and bottom of each vise jaw as a complete unit to raise
them above their seat in the carriage. Rotate the jaws
until the chosen vise position is facing toward the rear of
the machine and lower the jaws back into contact with
the carriage. Both left and right vise jaws should be rotat-
ed to the same position.

Figure 2

Figure 1

General key duplication procedures

WARNING: Do not install or remove keys unless the
off/on switch is in the OFF position! Always wear eye
protection when operating this machine!

There are four procedures that the machine operator per-
forms to insure proper duplication of a key:
1. Selection of the proper key blank. Compare the head,

length, and key blank's cross section (width, angle,
and location of grooves) with the key to be duplicat-
ed to assure that a proper match has been made.

2. Ensuring both four-way vise jaws have been placed in
the proper position for the type of key to be duplicat-
ed. See “Using the four-way vise jaws” section of this
manual.

3. Proper alignment of the pattern key and blank key
within the vise jaws. See “Aligning keys in the vise
jaws”.

4. Actual duplication of the pattern key; which can be
properly accomplished only after the previous steps
are performed.

Using the four-way vise jaws

Your 045 HD is equipped with the KABA ILCO versatile
Four-way, Super Jaw 3 vise jaws. They feature four
unique clamping surfaces to securely grip virtually any
typical cylinder key (see Fig. 1).

Rotate both
jaws as a set

Using standard position Using X position

Using wide position Using narrow position

Super Jaw 2 
vise jaw shown

gripping a typical
automotive key 
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Aligning keys in the vise jaws
Keys without shoulders

On keys such as the Ford double-sided key, which do
not have a conventional shoulder, the tip of the key is
used as the aligning point (see Fig. 4). Clamp the blank
key in first and move the machine carriage to the left.
Lower the key gauge and position the carriage so the tip
of the Ford key touches the key gauge. Install and align
the pattern key in the left vise jaw in the same manner.

“Best” and “Falcon” type keys do not have a conven-
tional shoulder but have a recessed tip and the key
gauge is used to align the recessed tips. After clamping
the blank key, the carriage is moved to the left so that the
key gauge can be lowered to contact the recessed tip sur-
face. The pattern key is aligned in the left vise jaw and
positioned to contact the edge of the key gauge in the
same manner.

Aligning keys in the vise jaws 
Keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 

Both the pattern key and the key blank must be properly
aligned and securely clamped in the vise jaws. To do this,
slide the machine‘s carriage assembly towards the right and
position the appropriate key blank in the carriage’s RIGHT
vise jaw with the head of the blank pointing to the left.

Ensure that the shoulder of the key blank is located
approximately 1⁄8” to the left of the vise jaw‘s left edge.
Holding the key blank firmly and level against the jaw,
tighten the wing nut. Position the pattern key in the car-
riage‘s LEFT vise jaw in a similar manner only this time
allowing a 1⁄4” gap between the shoulder of the key and
the edge of the vise jaw.

Next lower the key gauge and position the carriage so
that the left edge of the gauge’s RIGHT prong contacts
the edge of the key blank’s shoulder (see Figure 3).
Loosen the wing nut securing the pattern key and repo-
sition the key so that its shoulder is in contact with the

left edge of the LEFT prong of the key gauge.

Check to ensure that the pattern key and blank
key‘s shoulders are snug against the key gauge and
both keys are positioned level (not tilted) in the
vise jaws. Retighten the wing nut.

Figure 3

Aligning shoulders of keys with key gauge

Figure 4

Use of gauge with various key types

Shoulder

Tip

Recessed tip
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General Operating Sequence

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 
1. Rotate both vise jaws to the station suitable for the

key being duplicated.
2. Insert the blank key and pattern key into the vise jaws

using the appropriate method described under
“Aligning Keys in the Vise Jaws”. Be sure that both
keys are laying level in the vise jaws and are not tilt-
ed.

3. Lower the key gauge to align the keys using an appro-
priate method as described under “Aligning Keys …”
found in the previous section (see page 10).

4. After the keys are aligned, return the gauge to its “up”
position.

5. Press the off/on
switch to the “on”
position.

6. Lift the carriage
with both hands
(see Figure 5).

7. Move the carriage
to line up the cutter
guide with the
shoulder of the pat-
tern key, then shift
slightly away from
the shoulder. Do
not permit the cut-
ter to touch the shoulder of the key blank.

8. Press in on the carriage, while guiding it to the left.
Carefully trace the cuts of the pattern key with the
cutter guide. The cutter will make a corresponding cut
in the key blank. When the cut closest to the tip of the
pattern key has been traced, retrace the cuts by guid-
ing the carriage to the right. This will clear away any
metal not removed during the initial pass over the key
blank.

9. Press the off/on switch to the “off” position. Remove
the blank key. Press the switch to the “on” position
and remove any burrs that remain by contacting the
key lightly against the deburring brush. Return the
switch to the “off” position.

10. Operating Tips - When duplicating a key, avoid
an irregular jerking motion in the movement of the
carriage. Acquire a smooth steady motion, using both
hands on the carriage to guide it. Apply the same
degree of pressure each time a key is duplicated.
Excessive pressure may cause “over-cutting”. It is
sometimes best to practice on a few keys until the
operator learns to impart a steady, uniform pressure
to the carriage.

Figure 5

Replacing the Cutter

The P-23XMC cutter used on this machine is 21⁄4” in
diameter, .093” thick and has a 1⁄2” hole. It’s a milling cut-
ter, made out of high speed steel. It has a flat left side,
which is excellent for making deep cuts, when these cuts
are next to the shoulder, such as on GM, Chicago, etc.
No warranty is placed on the cutter, operators should
treat it with care and avoid harsh usage. Do not force the
carriage up, causing the key blank to bang into the cut-
ter, and do not apply heavy pressure when cutting. Also,
do not let the cutter run into the vise jaw; this will dull
the cutter quickly.

As with any metal cutting instrument, the P-23XMC will
dull with usage. There are three ways to tell when a cut-
ter is dull and requires replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - a dull cutter will emit a shrill sound as it runs

across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key. If
this buildup is heavy, the cutter is dull. A sharp cutter
leaves little or no burrs.

To replace the cutter, use two wrenches, one 3⁄4" wrench
for the cutter nut and one 1⁄2" wrench for the cutter shaft.
Set the two wrenches in position and loosen the cutter
nut. Note that the cutter nut has a reverse thread and
turns downward to loosen. Remove the spacer washers
and the dull cutter. Install the new cutter, the washers,
and the nut.
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Adjusting for depth of cut

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It's imperative
that the key guide and the cutter be in the same plane,
that is, aligned to each other. If the cutter guide protrudes
further than the cutter, the resulting cuts in a key blank
will be too shallow and the duplicate key will not work.
Likewise, if the cutter guide is behind the cutter, the cuts
in the key will be too deep (see Fig. 6).

To check the depth adjustment, insert two identical key
blanks into the vise jaws, setting them flat in each vise.
(It is not necessary to align the blanks.) Then, raise the
carriage, positioning the left blank against the cutter
guide and the right blank against the cutter. Next, turn
the machine pulley by hand and note the right key blank.
The cutter should just barely graze the key blank when
the adjustment is correct.

No cutter is perfectly round so make one complete rota-
tion of the cutter before changing adjustment. There will

Figure 6

Depth Adjustment
Dial

Binding
screw

Adjustment is
correct when

both key blanks
touch

Figure 7

Carriage stop
adjusting screw

be a high point on the cutter; the adjustment should be
made to the high point. If the cutter does not touch the
key blank after one rotation, proceed to change the ad-
justment.

To adjust the cutter guide,
loosen the binding screw
on top of the cutter guide
slightly. (see Fig.  7 & 8).
Once you have loosened
this screw, the depth
adjustment dial can be
rotated to the left (to
decrease depth of cut) or
to the right (to increase
depth of cut). Again,
proper adjustment will be
achieved when the cutter

just barely grazes the key blank before it while the cut-
ter guide is in contact with the other key blank. Retighten
the binding screw once the calibration process is com-
pleted. Recheck after tightening to assure that adjust-
ment did not shift.

Each calibration mark on the depth adjustment dial is
equivalent to approx. .0015” (1 1/2 thousandths of an
inch). As you can see, this system can allow for very pre-
cise adjustment of your new key machine. In fact, if you
have a key micrometer or dial caliper available, you can
adjust your machine with “factory accuracy”.  To do this,
you would simply duplicate a key and measure cuts on
both the “pattern key” and the duplicate key for com-
parison. This would show any deviation that existed and
whether the duplicate cuts were too deep or too shallow
and by how much. With this information, you can use
the depth adjustment dial on your machine to calibrate
your machine for best possible accuracy. This is very
important as many locks are designed with close fit tol-
erances and the keys you duplicate are often themselves
copies; functional but just barely so. The more accurate
your key machine is adjusted, the closer your duplicates
will match their originals, resulting in fewer non-func-
tional miscuts!

It is very important to understand that adjusting your
machine is not a “one time” procedure. As the cutter on
your machine wears down, the machine must be adjust-
ed to compensate. It is good shop practice to check you
machines’ depth adjustment every 2-4 weeks, based
upon your store’s key cutting volume and readjust as
necessary. You will find that re-calibration is seldom
needed, but by checking and correcting BEFORE cus-
tomers begin returning miscut keys, you will create a rep-
utation for your store as a “good place” to have keys
duplicated.

Figure 8 Depth
Dial

Binding
Screw

Carriage
Stop

Binding
Plate
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ADJUSTMENTS

Adjusting for spacing

There is no adjustment for spacing. However, if a key
gauge assembly is ever replaced, the key gauge must be
fitted to the machine after it has been installed. To do
this, first install a pattern key and key blank and align
these against the cutter guide and cutter. Then lower the
key gauge and file the appropriate finger of the gauge to
allow contact with the shoulder of both keys.

Adjust the Carriage Stop

The purpose of the carriage stop is to prevent the cutter
from hitting into the right vise jaw. The stop is a nut and
bolt and is  adjustable. To check the adjustment, raise
carriage (without keys in vise jaws) and rotate the cutter
by hand. The cutter should not contact the vise jaw.
When the carriage stop is properly adjusted, there
should be a space of .008" between the vise jaw and the
cutter (this is about the thickness of an ordinary busi-
ness card). Do not allow a greater distance since this
many affect the depth of cut.

Cleaning

Your machine should be kept clean of all filings and
dust. The most critical areas are the carriage jaws and
shafts. A one inch paint brush is ideal to brush these
areas of the machine. The shafts should be wiped peri-
odically with a lightly oiled cloth. We suggest brushing
the jaws often as even a single filing can alter the accu-
racy of the machine.
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040 HD

INSTRUCTION MANUAL
IMPORTANT! Read these instructions before you use your new 040 HD Key Machine.

Ensure that all safety recommendations are followed!
See page 3 for instructions.



This manual applies specifically to the 040 HD
Performance Series key machine. It properly identifies
your model and assures you will receive correct parts, if
and when you require replacement parts. Retain this
manual in a safe place. If ownership of this machine is
transferred, this service manual should accompany the
machine.

When seeking service information about this machine,
refer to Model No. 040 HD and the part number desired
(see pages 6 to 8). Note that many parts are not inter-
changeable with other KABA ILCO machines.
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KABA ILCO warrants to the original buyer of any
new model 040 HD machine that it will repair or
replace, at its option, any part of any machine which
proves, to the reasonable satisfaction of KABA ILCO,
to have defects arising from the faulty manufacture
of the machine or from defective material or compo-
nents, during a period of one (1) year from the date
of shipment of the machine by KABA ILCO, provid-
ed that the machine is returned by prepaid transport
to KABA ILCO or to its authorized representative
before the expiry of the warranty period together
with a detailed description of the alleged defect(s).
KABA ILCO may, at its discretion, elect to refund the
purchase price allowable to the part affected, or to
issue a credit if the price therefore remains unpaid.

KABA ILCO sells precision-made machines. The
buyer assumes all risks, and KABA ILCO shall not be
liable for any reason, if the machine has been sub-
jected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with KABA ILCO printed instructions or operated
beyond its rated capacity shall not be covered by this
or any other warranty.

Any and all warranties made by KABA ILCO on any
machine, product, or component thereof shall be effec-
tive only if and for so long as the buyer complies with
all payment obligations pursuant to the buyer’s accept-
ed and acknowledged order. Failure to meet such pay-
ment obligations shall void all warranties and not
extend the period of time for which such machine,
product of component thereof is warranted irrespective
of whether or not payment is eventually made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness
for a particular purpose or latent defects. The buyer
releases KABA ILCO from any liability for any reason
other than a breach of its warranties hereunder.

The liability of KABA ILCO shall in no case, includ-
ing negligence, exceed the purchase price of the
defective machine, nor shall KABA ILCO be liable for
any personal injuries, property damage or conse-
quential damages.

Use only genuine KABA ILCO replacement parts on
this machine!

Serial number : _______________________________

ONE YEAR LIMITED WARRANTY



Electrical safety
• (115 Volt models) Your machine is designed to oper-

ate using 120 Volt A. C. 60 Hz. electrical current. It is
supplied with a three-prong power plug which should
be used with a properly grounded three-prong outlet
only. Do not defeat the safety purpose of the plug by
modifying or using with non-grounded outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under warranty,
contact KABA ILCO at the address printed on the
cover. (KABA ILCO also offers repair service for out-
of-warranty machines. Contact KABA ILCO for
details.)

• Always unplug the machine before removing the hood
or changing the cutter wheel.

WARNING – SAFETY NOTICE

3

IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for informa-
tion on how to properly operate it. The likelihood of acci-
dents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the possibility

of eye injury while operating or in the immediate
vicinity of key cutting equipment.

• Always turn machine off before making adjustments
or inserting or removing keys.

• Machine should be located in an area accessible only
by authorized operators. Location must be such that
customers and other personnel are not subject to
potential injury from “flying chips”.

• Do not defeat safety features built into your machine.
Removal or modification of safety shields, cutter
guards, and other safety devices should be strictly for-
bidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation. The
operator should take care to ensure that loose-fitting
clothing, long hair, etc. are kept from the area of
machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be operated
according to the Operator’s Manual. All other uses are
strongly discouraged as potentially dangerous, and
should not be attempted! Such use will immediately
void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown, ground-

ing provides a path of least resistance for electric cur-
rent to reduce the risk of electric shock. This machine
is equipped with an electric cord that has an equip-
ment-grounding conductor and a grounding plug. The
plug must be plugged into a machine outlet that is
properly installed and grounded in accordance with
all local codes and ordinances.

• Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

• Improper connection of the equipment grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the equip-
ment-grounding conductor. If repair or replacement of
the electric cord or plug is necessary, do not connect
the equipment grounding conductor to a live terminal.

• Check with a qualified electrician or service personnel
if the grounding instructions are not completely
understood, or if in doubt as to whether the machine
is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords immediately.



Congratulations! 
You’ve purchased a superior key cutting machine.

INTRODUCTION / UNPACKING
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Your 040 HD key machine has been shipped to you in a
sturdy, specially cushioned container to prevent the pos-
sibility of damage during handling and shipment. Once
the machine is removed from the carton, it should be set
up on a level workbench and wiped free of all rustproof-

ing oil. The machine is adjusted at the factory and test
keys have been cut on it, but it is recommended that you
check the adjustments to make sure they have not
slipped or shifted during transit (see page 13 “Adjusting
for Depth of Cut”).

The Model 040 HD Auto/Manual Performance Series
key machine you've just purchased is a dual function: 1)
it will duplicate keys automatically at the press of a button
and 2) it will duplicate keys manually. This dual capabili-
ty gives you the freedom to select the type of action best
suited for the key being duplicated.

The 040 HD is a proven approach to a long time problem
in the retail store - how to handle a customer’s needs
while having to cut keys at the same time.  With the 040
HD, the operator can depress a button and walk away,
returning later to get the finished key.  It will turn waiting
time into product time, permitting your people to wait on
customers more quickly and to ring up that cash register
more frequently.

For those occasions when manual cutting of a key is
required, such as a worn or broken key, you can use the
040 HD by operating it as a conventional manual dupli-
cator, There are no complicated or involved procedures to
follow for either the manual or the automatic mode.

Featuring exclusive Super Jaw 3 four-way vise jaws, the
model 040 HD is designed to accommodate virtually any
standard cylinder key without the need for adapters. Even
double-sided automotive keys can be duplicated with
ease; the four-way jaws include stations ideally suited to
gripping these keys and is capable of gripping them in the
groove or milling for enhanced clamping performance
when necessary. (See illustration on page 11)

UNPACKING INSTRUCTIONS

The 040 HD has been engineered to duplicate cylinder
(paracentric) keys. It is not intended or designed for any
other purpose. The machine operator assumes all liabili-
ty when using this machine in a manner inconsistent with
its stated design purpose. Refer to page 3 for complete
safety information before operating the machine.

KABA ILCO strongly recommends the use of protective
eye glasses or goggles when operating this machine, or

when in the vicinity of the machine while it is being oper-
ated. Protective eye wear prevents injuries! The machine
should be turned off before loading or unloading keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting wheel
as this will cause damage to the cutter, jaw, or carriage.

SAFETY

CAUTION! DO NOT DESTROY OR DISCARD THIS SPECIAL SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.



of the cutter before changing adjustment. There will be a
high point on the cutter; the adjustment should be made to
the high point. If the cutter does not touch the key blank
after one rotation, proceed to change the adjustment.

To adjust the cutter guide, loosen the binding screw on
top of the cutter guide
slightly. (see Fig.  9 & 10).
Once you have loosened
this screw, the depth
adjustment dial can be
rotated to the left (to
decrease depth of cut) or
to the right (to increase
depth of cut). Again, prop-
er adjustment will be
achieved when the cutter
just barely grazes the key

blank before it while the cutter guide is in contact with
the other key blank. Retighten the binding screw once
the calibration process is completed. Recheck after tight-
ening to assure that adjustment did not shift.

REPLACEMENTS AND ADJUSTMENTS

REPLACING THE CUTTER
The P-CU20 cutter  used on this machine is 2 1/4” in
diameter, .250” thick (1/4”) and has a 1/2” hole. It’s a
milling cutter, made out of high speed steel.  It has a flat
left side, which is excellent for making deep cuts, when
these cuts are next to the shoulder, such as on GM,
Chicago, etc. No warranty is place on the cutter.
Operators should treat it with care and avoid harsh
usage. Do not force the carriage up, causing the key
blank to bank into the cutter, and do no apply heavy
pressure when cutting.  Also, do not let the cutter run
into the vise jaw; this will dull the cutter quickly.

As with any metal cutting instrument, the P-CU20 will
dull with usage. There are three ways to tell when a cut-
ter is dull and required replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - a dull cutter will emit a shrill sound as it

runs across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key.
If this buildup is heavy, the cutter is dull.  A sharp
cutter leaves little or no burrs.

To replace the cutter, use two wrenches, one 3/4” wrench
for the cutter nut and one 1/2” wrench for the cutter
shaft. Set the two wrenches in position and loosen the
cutter nut. Note that the cutter nut has a reverse thread
and turns “downward” to loosen. Remove the spacer
washers and the dull cutter. Install the new cutter, the
washers and the nut in the order they were removed.

ADJUSTING FOR DEPTH OF CUT

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It's imperative
that the key guide and the cutter be in the same plane,
that is, aligned to each other. If the cutter guide protrudes
further than the cutter, the resulting cuts in a key blank
will be too shallow and the duplicate key will not work.
Likewise, if the cutter guide is behind the cutter, the cuts
in the key will be too deep (see Fig. 8).

To check the depth adjustment, insert two identical key
blanks into the vise jaws, setting them flat in each vise.
(It is not necessary to align the blanks.) Then, raise the
carriage, positioning the left blank against the cutter
guide and the right blank against the cutter. Next, turn
the machine pulley by hand and note the right key blank.
The cutter should just barely graze the key blank when
the adjustment is correct.

No cutter is perfectly round so make one complete rotation

Figure 8

Depth Adjustment
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Binding
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Adjustment is
correct when
both key 
blanks touch

Figure 10

Carriage stop
adjusting screw

Figure 9 Depth
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Binding
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THE CUTTING OPERATION
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9. Move the carriage to line up the cutter guide with the
shoulder of the pattern key, then shift slightly away
from the shoulder. Do not permit the cutter to touch
the shoulder of the key blank.

10. Press in on the carriage, while guiding it to the left.
Carefully trace the cuts of the pattern key with the
cutter guide. The cutter will make corresponding
cuts in the key blank.

11. When the cut closest to the tip of the pattern key has
been traced, retrace the cuts by guiding the carriage
to the right. This will clear away any metal not
removed on the initial pass over the key blank.

DUPLICATING PROCEDURE - 
Automatic Mode

WARNING: Do not install or remove keys unless
the off/on switch is in the off position.

1. Install the pattern key and key blank in the vise
jaws as described in steps 1-6 of “Manual
Mode”.

2. Slide the carriage all the way to the right.
3. Press the off/on power switch to its “on” posi-

tion.
4. Pull down on the carriage handle while pulling

out on the carriage trigger (Fig. 7). This will
enable the carriage tension spring to lift the car-
riage into cutting position. (EASE the carriage
into cutting position. DO NOT allow it so
“slam” forward.) Once eased into position,
remove your hand from the carriage handle; the

carriage spring will supply the necessary pres-
sure to cut a key.

5. Depress the auto start switch and hold it
depressed for a least two seconds.  The drive
motor will start and the carriage will begin mov-
ing to the left.

6. The carriage will make only one pass in front of the
cutter. When it has completed this pass, the drive
motor will turn off.

7. Press the off/on power switch to its “off” position.
8. Pull down on the carriage handle to lower the car-

riage. When the carriage snaps into its latched posi-
tion, remove the cut key from the right vise jaw.

9. Depress the off/on power switch, which will cause
the demurring brush and cutter to rotate. Press the
cut key against the rotating brush to remove any
burrs of chips that may be present.

Figure 7
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THE CUTTING OPERATION

GENERAL OPERATING SEQUENCE

WARNING: Do not install or remove keys unless
the off/on switch is in the off position.

The 040 HD key machine can be used in either a manu-
al or automatic mode simply by altering steps in the
operating procedure. For either manual or automatic
operation, the pattern key and blank key are loaded
using the same steps.

To duplicate keys using the manual mode, press the
off/on switch to the “ON” position. Then the cutting
operation is performed with the operator holding the car-
riage up to the cutter guide and cutter while moving the
carriage sideways. The cutting operation should begin at
the cut closest to the head of the key with the operator
carefully tracing each cut in turn until they have traced
the cut closest to the tip.

To duplicate using the automatic mode,  load the pattern
and blank key, then pull down on the carriage while
pulling gout on the carriage trigger. This will enable the
operator to ease the carriage up into cutting position with
cutting pressure automatically applied. With the off/on
switch in the auto position, the cutting operation will
begin once the automatic actuator switch is depressed.

DUPLICATING PROCEDURE - 
Manual Mode

WARNING: Do not install or remove keys unless
the off/on switch is in the off position.

Use this procedure when the manual mode is selected:
1. Slide the carriage to its extreme right position.
2. Rotate both vise jaws to the station suitable for the

key being duplicated.
3. Insert the blank key in the right vise and tighten the

wing nut. Be sure the key is laying flat in the vise jaw
and is not tilted up or down.

4. Lower the key gauge and move the blank key so that
the shoulder of the key contacts the right finger of the
key gauge. Leave the key gauge in this position (Fig. 5)

5. Insert the pattern key into the left vise jaw, pushing
it into the jaw until it’s shoulder butts against the left
finger of the key gauge. Tighten the wing nut to
secure the pattern key.

6. Lift the key gauge to its up position.
7. Press the off/on switch to the “manual” position.
8. Lift the carriage with both hands (Fig 6.)

Figure 4

Using standard position Using X position

Using wide position Using narrow position

Super Jaw 3 
vise jaw shown

gripping a typical
automotive key 

Figure 5

Aligning Shoulder of Keys with Key Gauge

Figure 6

Duplicate
by tracing
from head
to tip of key



“Best” and “Falcon” type keys to not have a convention-
al shoulder but have a recessed tip and the key gauge is
used to align the recessed tips.  After clamping the blank
key, the carriage is moved to the left so that the key
gauge can be lowered to contact the recessed tip surface.
The pattern key is aligned in the left vise jaw and posi-
tioned to contact the edge of the key gauge in the same
manner.

USING THE SUPER JAW 3 
FOUR-WAY VISE JAWS

Your 040 HD is equipped with the KABA ILCO versatile
Four-way, Super Jaw 3 vise jaws. They feature four
unique clamping surfaces to securely grip virtually any
typical cylinder key (see Fig. 3).

Standard - for holding regular cylinder keys, such as
house keys, single-sided automotive keys, padlock keys,
with one or two shoulders.

Narrow - for holding the 1092B and other narrow width
keys.

Wide - for holding the Ford double-sided keys and simi-
lar types, either primary or secondary. When positioning
the keys in the vise jaws, lay the key so that its center
ledge is flat against the top surface of the jaw.

X - Ideal for holding most double-sided convenience
keys used on most current automobiles. Grip these keys
by the grooves rather than the blade edge where the cuts
are located (see Fig. 4 on next page).

To reposition the vise jaws, as from Standard to Wide,
first loosen the wing nuts. Then lift upward on the top
and bottom of each vise jaw as a complete unit to raise
them above their seat in the carriage. Rotate the jaws
until the chosen vise position is facing toward the rear of
the machine and lower the jaws back into contact with
the carriage. Both left and right vise jaws should be rotat-
ed to the same position.

HOW TO DUPLICATE KEYS
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Figure 3

ALIGNING KEYS IN THE VISE JAWS

Both the pattern key and key blank must be aligned to
each other and must be securely clamped in the vise
jaws. To do this, slide the machine carriage towards the
right and clamp the appropriate blank key in the right
jaw and tighten the wing nut (Do NOT over-tighten).
Lower the key gauge and position the blank key so the
shoulder of the key contacts the left side of the right
hand key gauge finger (See Fig. 1). Insert the pattern key
in the left vise jaw until it’s shoulder contacts the left key
gauge finger. Tighten the wing nut (do NOT over-tight-
en). You can now proceed to cut.

On keys such as the Ford double-sided key, which do
not have conventional shoulder, the tip of the key is used
as the aligning point (see Fig. 2). Clamp the blank key in
first and move the machine carriage to the left. Lower the
key gauge and position the carriage so the tip of the
blank key touches the key gauge. Install and align the
pattern key in the left vise jaw in the same manner.

Rotate both top and
lower jaws as a set

Figure 1

Aligning Shoulder of Keys with Key Gauge

Figure 2

SHOULDER

TIP

RECESSED TIP

Use of gauge with various key types



HOW TO DUPLICATE KEYS
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Even though your 040 HD key machine is designed to
make key cutting fast, efficient and accurate, operator
skill is important. The actual mechanics of placing keys
within the vise jaws is simple to learn, but there are some
basics that must be followed. A properly adjusted key
machine used by someone who ignores good key cutting
techniques will NOT produce a good key. The way a per-
son clamps a key into the vise jaws is critical to the accu-
racy of the duplicated key.

Remember - the real purpose of a duplicate key is to
operate the lock for which it was intended. If customers
return keys, you should re-examine your cutting tech-
niques and adjustment of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of each vise
jaw. Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin film
of oil can be applied to it. The carriage should be free
to move without binding.

4. NEVER touch the shoulder of a key to the side of the

cutter guide. This will cause the shoulder of the key
blank to touch the side of the cutting wheel. When
this happens, some of the metal will be cut away from
the shoulder of the key blank. If the resulting dupli-
cated key is duplicated two, three, four times over, an
error will accumulate and cause a non-operating key.
Do not grind away the shoulder.

5. Don't run the cutter into the vise jaw; this will dull the
cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects or
instruments blunt it. This cutter is a precise cutting
tool and should be handled with care.

7. Lubrication requirements for your new “HD”
Performance Series key machine are minimized through
the use of sealed, permanently lubricated cutter spindle
bearings. The carriage shaft however, should be inspect-
ed on a routine basis, and wiped with a dry, clean cloth
to remove any chip buildup that occurs. After cleaning,
application of a dry film lubricant is recommended for
maximum service life; spray type lubricants that dry
completely once applied are fine. Depending on usage,
the machine’s 1/4 hp motor may require lubrication
once annually. Refer to the label on the motor for lubri-
cation details and recommended interval.

TEST KEYS

A series of cut keys are supplied with your machine. These
keys were cut on your machine and represent the result of
our quality inspectors' work before approving your
machine for shipment. The keys are reproductions of fac-
tory dimensioned pattern keys and are accurate to .002" or
less. Save these keys and use them as standards to check
the accuracy of cuts in the keys you make. By measuring
across the cuts with a micrometer, you’ll be able to see if
your machine is cutting too deep or too shallow thus indi-
cating that an adjustment of the key guide is necessary.

OPERATING HANDLES

The 040 HD key machine is shipped completely assem-
bled except for the carriage handle. Upon unpacking the
machine, locate the handle and thread it into the car-
riage. Note that the handle threads into the carriage in
the area directly above the trigger assembly. Then, cut
the nylon band holding the carriage rigid and let the car-
riage drop to its down position.  At this point, you should
be able to slide the carriage right to left easily. If there is
any binding that prevents the carriage from sliding side-
ways, do NOT force the carriage.  Instead, plug in the
power cord and depress the ON button to start the cutter
rotating. This will relocate the automatic cam (which
may have been creating the binding action) to the start-
ing position and thus free the carriage.

PROPER KEY CUTTING TECHNIQUES



Ref. Part no. Description

1 040HD-1 Carriage
1X 040HD-1X Carriage assembly

2 025-2 Carriage stud
3X 045HD-3X Vise jaw assembly (Super Jaw 3)

4 025-4 Vise jaw spring
6X 025-6X Thrust bearing set

8 025-8 Wing nut
9X 040-9X Carriage handle

11 040-11 Trigger Pin
11X 040-11X Trigger Assembly

16 040-16 Carriage torsion spring
17 025-17 Washer

18 025-18 Screw. 10-32 x 1/2”
20 040HD-20 Cutter shaft bearings
21 025-21 Carriage shaft bushing, right
22 040-22 Carriage shaft bushing, left

23 040HD-23 Carriage shaft
24 040-24 Friction Reducer
36 025-36 Cutter nut, N-4
37 025-37 Cutter spacer; left

38 P-CU20 P-CU20 cutter
40 040HD-40 Cutter shaft
41 040HD-41 Cutter shaft pulley (2”)
43 025-43 Nylon brush

45 025-45 Brush bolt washer, 5⁄16

46A 025-46A Hex head screw, 5⁄16-18 x 3⁄4
47 025-47 Motor pulley 2" - 3L
48 040HD-48 V-Belt, 3L160

49 040-49 Cutter guide (stylus)
50 040-50 Carriage stop
52 040-52 Socket hd. screw 8-32 x 1-1/2"
53 040-53A Cutter guide binding plate

54 045-54 Cutter guide binding screw
55 045-55A Adjusting screw
56 040-56 Key gauge
58 040-58 Key gauge dowel pin
59 025-59 Key gauge housing
60 025-60 Cap screw, 8-32 x 1⁄2"
62 025-62A On/Off switch
65 040HD-65 Base machined

68 040-68 Electrical cover
69 040-69 Set Screw 10-24 x 3/8”
70 040-70 Rubber mount
74 040-74 Truss head screw, 8-32

75 040-75 Motor, 1⁄4hp,115V C/S
79 040-79 Key gauge spring
84 024B-84 Crescent ring

86X 040HD-86X Safety hood assembly

Ref. Part no. Description

87 040HD-87 Safety shield
90 025-90 Nut, #10-32
91 040-91 Power cord
92 040-92 motor cable

98 040-98 Cam motor screws
100 040HD-100 Cutter spacer; right
101 025-101 Set screw, 1/4-20x1/4”
106 040-106 Chip tray

108 040-108 Carriage Bumper
109 025-109 Bearing washer
110 025-110 Wave washer
123 040-123 Screw, #4-40x1/2”

129 040-129 Locking nut (8-32)
135 040-135 Cam
137 040-137 Set screw, #10-32 x 3/16”
138 040-138 Gear motor (115V)

140 040-140 Gear motor cam
141A 040-141A Micro switch plate

144 040HD-144 Automatic cycle switch
146 040-146 Strain relief for power cord

150 040-150 Switch screw (6-32 x 1/4")
151 040-151 Set screw (8-32 x 3/8")
153 040HD-153 Switch panel label
158 040-158 Key gauge label

160 025-160 Caution label
161 040-161 Key Gauge guard
162 040-162 Key Gauge guard Screws
163 045-163 Hood Screw

164 040-164 Cam follower block
165 040-165 3932 x 1/2 dowel pin
166 044-166 Cam follower pin
169 040-169 Carriage Label

171 025-171 Cutter pulley set screw, 3⁄8" -18
181 024B-181 Key Gauge Spacer - Left
183 040-183 1/4-20 Lockwasher
184 040-184 1/4-20 Hex Nut

186 045-186 6-32 x 3/8" set screw
187 045-187 dowel
188 045-188 dowel spring
189 045-189 Adjustment dial

190 045-190 Cutter guide label
191 040-191 Switch plate (adjustable)
192 040-192 Switch plate screws
193 040-193 Switch plate washer

194 045-194 #10 flat washer
195 045-195 10-32 x 1/2" Button hd. screw
NS 040HD-IM 040 HD Instruction Manual

EXPLODED VIEW PARTS LIST
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Refer to pages 6-7 for illustration
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Part no. Identification

040-1 Carriage
025-3X Vise jaw assembly
025-8 Wing nut

040-9X Carriage Handle
040-11X Trigger
040-23 Carriage shaft

CU20 P-CU20 cutter
814-00-51 Nylon brush
040-49A Cutter guide (stylus)

040-50 Carriage Stop
040-56 Key gauge
040-62 On/Off power switch

040-86X Safety hood assembly
040-87A Safety shield
040-144 Auto Start Switch

OPERATING PARTS

5

Key gauge

Safety shield
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REPLACEMENTS AND ADJUSTMENTS

ADJUSTING FOR SPACING

There is no adjustment for spacing. However, if a key
gauge assembly is ever replaced, the key gauge must be
fitted to the machine after it has been installed. To do
this, first install a pattern key and key blank and align
these against the cutter guide and cutter. Then lower the
key gauge and file the appropriate finger of the gauge to
allow contact with the shoulder of both keys.

ADJUST THE CARRIAGE STOP

The purpose of the carriage stop is to prevent the cutter
from hitting into the right vise jaw. The stop is a nut and
bolt and is  adjustable. To check the adjustment, raise
carriage (without keys in vise jaws) and rotate the cutter
by hand. The cutter should not contact the vise jaw.
When the carriage stop is properly adjusted, there
should be a space of .008" between the vise jaw and the
cutter (this is about the thickness of an ordinary busi-
ness card). Do not allow a greater distance since this
many affect the depth of cut.

CLEANING

Your machine should be kept clean of all filings and
dust. The most critical areas are the carriage jaws and
shafts. A one inch paint brush is ideal to brush these
areas of the machine. The shafts should be wiped peri-
odically with a lightly oiled cloth. We suggest brushing
the jaws often as even a single filing can alter the accu-
racy of the machine.

Each calibration mark on the depth adjustment dial is
equivalent to approx. .0015” (1 1/2 thousandths of an
inch). As you can see, this system can allow for very pre-
cise adjustment of your new key machine. In fact, if you
have a key micrometer or dial caliper available, you can
adjust your machine with “factory accuracy”.  To do this,
you would simply duplicate a key and measure cuts on
both the “pattern key” and the duplicate key for compar-
ison. This would show any deviation that existed and
whether the duplicate cuts were too deep or too shallow
and by how much. With this information, you can use
the depth adjustment dial on your machine to calibrate
your machine for best possible accuracy. This is very
important as many locks are designed with close fit tol-
erances and the keys you duplicate are often themselves
copies; functional but just barely so. The more accurate
your key machine is adjusted, the closer your duplicates
will match their originals, resulting in fewer non-func-
tional miscuts!

It is very important to understand that adjusting your
machine is not a “one time” procedure. As the cutter on
your machine wears down, the machine must be adjust-
ed to compensate. It is good shop practice to check your
machines’ depth adjustment every 2-4 weeks, based
upon your store’s key cutting volume and readjust as
necessary. You will find that re-calibration is seldom
needed, but by checking and correcting BEFORE cus-
tomers begin returning miscut keys, you will create a rep-
utation for your store as a “good place” to have keys
duplicated.
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044 HD

INSTRUCTION MANUAL
IMPORTANT! Read these instructions before you use your new 044 HD Key Machine.

Ensure that all safety recommendations are followed!
See page 3 for instructions.



This manual applies specifically to the 044 HD
Performance Series key machine. It properly identifies
your model and assures you will receive correct parts, if
and when you require replacement parts. Retain this
manual in a safe place. If ownership of this machine is
transferred, this service manual should accompany the
machine.

When seeking service information about this machine,
refer to Model No. 044 HD and the part number desired
(see pages 6 to 8). Note that many parts are not inter-
changeable with other KABA ILCO machines.

2
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KABA ILCO warrants to the original buyer of any
new model 044 HD machine that it will repair or
replace, at its option, any part of any machine which
proves, to the reasonable satisfaction of KABA ILCO,
to have defects arising from the faulty manufacture
of the machine or from defective material or compo-
nents, during a period of one (1) year from the date
of shipment of the machine by KABA ILCO, provid-
ed that the machine is returned by prepaid transport
to KABA ILCO or to its authorized representative
before the expiry of the warranty period together
with a detailed description of the alleged defect(s).
KABA ILCO may, at its discretion, elect to refund the
purchase price allowable to the part affected, or to
issue a credit if the price therefore remains unpaid.

KABA ILCO sells precision-made machines. The
buyer assumes all risks, and KABA ILCO shall not be
liable for any reason, if the machine has been sub-
jected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with KABA ILCO printed instructions or operated
beyond its rated capacity shall not be covered by this
or any other warranty.

Any and all warranties made by KABA ILCO on any
machine, product, or component thereof shall be effec-
tive only if and for so long as the buyer complies with
all payment obligations pursuant to the buyer’s accept-
ed and acknowledged order. Failure to meet such pay-
ment obligations shall void all warranties and not
extend the period of time for which such machine,
product of component thereof is warranted irrespective
of whether or not payment is eventually made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness
for a particular purpose or latent defects. The buyer
releases KABA ILCO from any liability for any reason
other than a breach of its warranties hereunder.

The liability of KABA ILCO shall in no case, includ-
ing negligence, exceed the purchase price of the
defective machine, nor shall KABA ILCO be liable for
any personal injuries, property damage or conse-
quential damages.

Use only genuine KABA ILCO replacement parts on
this machine!

Serial number : _______________________________

ONE YEAR LIMITED WARRANTY



Electrical safety
• (115 Volt models) Your machine is designed to oper-

ate using 120 Volt A. C. 60 Hz. electrical current. It is
supplied with a three-prong power plug which should
be used with a properly grounded three-prong outlet
only. Do not defeat the safety purpose of the plug by
modifying or using with non-grounded outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under warranty,
contact KABA ILCO at the address printed on the
cover. (KABA ILCO also offers repair service for out-
of-warranty machines. Contact KABA ILCO for
details.)

• Always unplug the machine before removing the hood
or changing the cutter wheel.

WARNING – SAFETY NOTICE
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IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for informa-
tion on how to properly operate it. The likelihood of acci-
dents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the possibility

of eye injury while operating or in the immediate
vicinity of key cutting equipment.

• Always turn machine off before making adjustments
or inserting or removing keys.

• Machine should be located in an area accessible only
by authorized operators. Location must be such that
customers and other personnel are not subject to
potential injury from “flying chips”.

• Do not defeat safety features built into your machine.
Removal or modification of safety shields, cutter
guards, and other safety devices should be strictly for-
bidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation. The
operator should take care to ensure that loose-fitting
clothing, long hair, etc. are kept from the area of
machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be operated
according to the Operator’s Manual. All other uses are
strongly discouraged as potentially dangerous, and
should not be attempted! Such use will immediately
void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown, ground-

ing provides a path of least resistance for electric cur-
rent to reduce the risk of electric shock. This machine
is equipped with an electric cord that has an equip-
ment-grounding conductor and a grounding plug. The
plug must be plugged into a machine outlet that is
properly installed and grounded in accordance with
all local codes and ordinances.

• Do not modify the plug provided - if it will not fit the
outlet, have the proper outlet installed by a qualified
electrician.

• Improper connection of the equipment grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the equip-
ment-grounding conductor. If repair or replacement of
the electric cord or plug is necessary, do not connect
the equipment grounding conductor to a live terminal.

• Check with a qualified electrician or service personnel
if the grounding instructions are not completely
understood, or if in doubt as to whether the machine
is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords immediately.



Congratulations! 
You’ve purchased a superior key cutting machine.

INTRODUCTION / UNPACKING
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Your 044 HD key machine has been shipped to you in a
sturdy, specially cushioned container to prevent the pos-
sibility of damage during handling and shipment. Once
the machine is removed from the carton, it should be set
up on a level workbench and wiped free of all rustproof-

ing oil. The machine is adjusted at the factory and test
keys have been cut on it, but it is recommended that you
check the adjustments to make sure they have not
slipped or shifted during transit (see page 13 “Adjusting
for depth of cut”).

The Model 044 HD manual Performance Series key
machine you've just purchased incorporates the latest
improvements in design for key duplicating machines of
its type.

This machine features exclusive four-way vise jaws
designed to accommodate virtually any standard cylinder
key without the need for adapters. 

Even double-sided automotive keys can be duplicated
with ease; the four-way jaws include stations ideally suit-
ed to gripping these keys and is capable of gripping them
in the groove or milling for enhanced clamping perfor-
mance when necessary.

Accurate, easy to operate and maintain, the model 044 HD
delivers excellent performance at an economical price!

Unpacking instructions

The 044 HD has been engineered to duplicate cylinder
(paracentric) keys. It is not intended or designed for any
other purpose. The machine operator assumes all liabili-
ty when using this machine in a manner inconsistent with
its stated design purpose. Refer to page 3 for complete
safety information before operating the machine.

KABA ILCO strongly recommends the use of protective
eye glasses or goggles when operating this machine, or

when in the vicinity of the machine while it is being oper-
ated. Protective eye wear prevents injuries! The machine
should be turned off before loading or unloading keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting wheel
as this will cause damage to the cutter, jaw, or carriage.

Safety

CAUTION! DO NOT DESTROY OR DISCARD THIS SPECIAL SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.



Part no. Identification

024B-1 Carriage
025-3X Vise jaw assembly
025-8 Wing nut

045-23 Carriage shaft
P-CU20 P-CU20 cutter
814-00-51 Nylon brush

045-49 Cutter guide (stylus)
045-55A Adjusting screw
040-56 Key gauge

025-62A On/Off switch
045-86X Safety hood assembly
045-87 Safety shield

OPERATING PARTS
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Key gauge
Safety shield

Nylon 
brush

On / Off
power switch

Carriage 

Vise jaw
assembly

Operating parts identification

Wing nut

Safety hood assembly

Carriage
shaft

Cutter guide

Depth 
Dial



EXPLODED VIEW
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EXPLODED VIEW
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Ref. Part no. Description

1 044HD-1 Carriage
1X 044HD-1X Carriage assembly

2 025-2 Carriage stud
3X 045HD-3X Vise jaw assembly (Super Jaw 3)

4 025-4 Vise jaw spring
6X 025-6X Thrust bearing set

8 025-8 Wing nut
9X 040-9X Carriage handle

20 040HD-20 Cutter shaft bearings
21 025-21 Carriage shaft bushing
23 044HD-23 Carriage shaft
32 024B-32 Button head. screw, 10-24 x 3⁄8"

36 025-36 Cutter nut, N-4
37 025-37 Cutter spacer; left
38 P-CU20 P-CU20 cutter
40 040HD-40 Cutter shaft
41 040HD-41 Cutter shaft pulley (2”)
43 814-00-51 Nylon brush
45 024-45 Brush bolt washer, 5⁄16

46A 025-46A Hex head screw, 5⁄16-18 x 3⁄4

47 025-47 Motor pulley 2" - 3L
48 040HD-48 V-Belt, 3L160
49 045-49 Cutter guide (stylus)
50 040-50 Carriage stop

52 040-52 Socket hd. screw 8-32 x 1-1/2"
53 045-53A Cutter guide binding washer
54 045-54 Cutter guide binding screw

55A 045-55A Adjusting screw

56 040-56 Key gauge
57 024B-57 Key gauge bracket
58 024B-58 Key gauge dowel pin
59 025-59 Key gauge housing

60 025-60 Cap screw, 8-32 x 1⁄2"
61 025-61 Circuit Breaker, ETA 1658

62A 025-62A On/Off switch
65 044HD-65 Machined base

68 040-68 Electrical cover
70 040-70 Rubber mount
74 040-74 Truss head screw, 8-32
75 040-75 Motor, 1⁄4hp,115V

Ref. Part no. Description

79 024B-79 Key gauge spring
84 024B-84 Clip

86X 044HD-86X Safety hood assembly
87 044HD-87 Safety shield

89 045-89 #10 Lockwasher
90 025-90 Nut, #10-32
91 024B-91 Power cord
92 024B-92 3 wire motor cable

100 040HD-100 Cutter spacer; right
101 025-101 Motor pulley set screw
106 040-106 Chip tray
109 025-109 Bearing washer

110 025-110 Wave washer
129 040-129 Locking nut (8-32)
146 040-146 Power cord strain relief
150 040-150 Switch screw (6-32 x 1/4")
151 040-151 Set screw (8-32 x 3/8")
160 025-160 Caution label
163 045-163 Hood Screw
171 025-171 Cutter pulley set screw, 3⁄8" -18

181 024B-181 Key Gauge Spacer - Left
182 024B-182 Key Gauge Spacer - Right
183 040-183 1/4-20 Lockwasher
184 040-184 1/4-20 Hex Nut

186 045-186 6-32 x 3/8" set screw
187 045-187 dowel
188 045-188 dowel spring
189 045-189 Adjustment dial

190 045-190 Cutter guide label
194 045-194 #10 flat washer
195 045-195 10-32 x 1/2" Button hd. screw
198 045-198 7/16-14 x 3/4" set screw

199 045-199 1/2-20 x 1/2" set screw
IM 044HD-IM Instruction manual
NS 025-240 220V 1⁄4 HP motor

EXPLODED VIEW PARTS LIST
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Refer to pages 6-7 for illustration



HOW TO DUPLICATE KEYS
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Proper key cutting techniques

Even though your 044 HD key machine is designed to
make key cutting fast, efficient and accurate, operator
skill is important. The actual mechanics of placing keys
within the vise jaws is simple to learn, but there are some
basics that must be followed. A properly adjusted key
machine used by someone who ignores good key cutting
techniques will NOT produce a good key. The way a per-
son clamps a key into the vise jaws is critical to the accu-
racy of the duplicated key.

Remember - the real purpose of a duplicate key is to
operate the lock for which it was intended. If customers
return keys, you should reexamine your cutting tech-
niques and adjustment of the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of each vise
jaw. Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin film
of oil can be applied to it. The carriage should be free
to move without binding.

4. NEVER touch the shoulder of a key to the side of the
cutter guide. This will cause the shoulder of the key
blank to touch the side of the cutting wheel. When
this happens, some of the metal will be cut away from
the shoulder of the key blank. If the resulting dupli-
cated key is duplicated two, three, four times over, an
error will accumulate and cause a non-operating key.
Do not grind away the shoulder.

5. Don't run the cutter into the vise jaw; this will dull the
cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects or
instruments blunt it. This cutter is a precise cutting
tool and should be handled with care.

7. Lubrication requirements for your new “HD”
Performance Series key machine are minimized through
the use of sealed, permanently lubricated cutter spindle
bearings. The carriage shaft however, should be inspect-
ed on a routine basis, and wiped with a dry, clean cloth
to remove any chip buildup that occurs. After cleaning,
application of a dry film lubricant is recommended for
maximum service life; spray type lubricants that dry
completely once applied are fine. Depending on usage,
the machine’s 1/4 hp motor may require lubrication
once annually. Refer to the label on the motor for lubri-
cation details and recommended interval.

Test keys

A series of cut keys are supplied with your machine. These
keys were cut on your machine and represent the result of
our quality inspectors' work before approving your
machine for shipment. The keys are reproductions of fac-
tory dimensioned pattern keys and are accurate to .002" or
less. Save these keys and use them as standards to check
the accuracy of cuts in the keys you make. Duplicating a
key and then using a key micrometer or caliper to compare
the actual depth of the cuts on both the duplicate and the
pattern key will allow you to see if your machine is cutting
too deep or too shallow, thus indicating that an adjust-
ment of the cutter guide is necessary.

Operating Handles

The 044 HD key machine is shipped completely assem-
bled except for the carriage handle and the lever handle.
Upon unpacking the machine, locate the carriage handle
and thread it into the carriage in the area directly above
the trigger assembly. Then, cut the nylon band holding
the carriage rigid and insert the lower end of the lever
handle into the hole in the pinion shaft (located at the
front of the machine on the left side). Tighten the set
screw on the front of t pinion shaft to secure the lever
handle. Refer to page 5 if unsure of handle placement.



HOW TO DUPLICATE KEYS

10

Using the four-way vise jaws (cont.)

To obtain the best gripping action possible, it is neces-
sary to assure that the proper vise jaw position is select-
ed for each key you duplicate. The vise positions are
explained below and proper usage shown in figure 2.

Standard - for holding regular cylinder keys, such as
house keys, single sided automotive keys, padlock keys,
with one or two shoulders.

Narrow - for holding the 1092B and other narrow width
keys.

Wide - for holding the Ford double-sided keys and simi-
lar types, either primary or secondary. When positioning
the keys in the vise jaws, lay the key so that its center
ledge is flat against the top surface of the jaw.

X - Ideal for holding most double-sided convenience
keys used on most current automobiles. Grip these keys
by the grooves rather than the blade edge where the cuts
are located (see Fig. 2).

To reposition the vise jaws, as from Standard to Wide,
first loosen the wing nuts. Then lift upward on the top
and bottom of each vise jaw as a complete unit to raise
them above their seat in the carriage. Rotate the jaws
until the chosen vise position is facing toward the rear of
the machine and lower the jaws back into contact with
the carriage. Both left and right vise jaws should be rotat-
ed to the same position.

Figure 2

Figure 1

General key duplication procedures

WARNING: Do not install or remove keys unless the
off/on switch is in the OFF position! Always wear eye
protection when operating this machine!

There are four procedures that the machine operator per-
forms to insure proper duplication of a key:
1. Selection of the proper key blank. Compare the head,

length, and key blank's cross section (width, angle,
and location of grooves) with the key to be duplicat-
ed to assure that a proper match has been made.

2. Ensuring both four-way vise jaws have been placed in
the proper position for the type of key to be duplicat-
ed. See “Using the four-way vise jaws” section of this
manual.

3. Proper alignment of the pattern key and blank key
within the vise jaws. See “Aligning keys in the vise
jaws”.

4. Actual duplication of the pattern key; which can be
properly accomplished only after the previous steps
are performed.

Using the four-way vise jaws

Your 044 HD is equipped with the KABA ILCO versatile
Four-way, Super Jaw 3 vise jaws. They feature four
unique clamping surfaces to securely grip virtually any
typical cylinder key (see Fig. 1).

Rotate both
jaws as a set

Using standard position Using X position

Using wide position Using narrow position

Super Jaw 3 
vise jaw shown

gripping a typical
automotive key 



THE CUTTING OPERATION
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Aligning keys in the vise jaws 
Keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 

Both the pattern key and the key blank must be properly
aligned and securely clamped in the vise jaws prior to dupli-
cation. The correct procedure to do this follows.

1. Move the carriage lever to the left as far as possible (See
Fig. 3).

Figure 3 Figure 4

2. Assure that both vise jaws are rotated to the correct posi-
tion for the type of key being duplicated.

3. Place the key blank in the right hand jaw. Position it so
that it is parallel with the front portion of the jaw (see Fig.
4).  Tighten wing nut lightly.

4. Swing key gauge down to rest on the blade of the key
blank. Slowly move carriage lever clockwise to the right
until the should of the key blank butts up against the
edge of the key gauge (See Fig. 5).

5. Use index finger to press down on the front edge of the
key blank while loosening wing nut. Retighten securely
after assuring that the key blank is contacting key gauge
and is properly seated in the vise jaw.

6. Position pattern key in the left vise jaw repeating the pro-
cedure described in step 4.

Figure 5

Lift Up

Shoulder
Shoulder

Key Guage

7. Check to ensure that the pattern key and blank key’s
shoulder are snug against the key gauge and both keys
positioned level (not tilted) in the vise jaws. Return key
gauge to the “up” position. The key is now properly
aligned for duplication.

Aligning keys in the vise jaws
Keys without Shoulders 

On keys that don’t have a conventional shoulder, such as
the Ford double-sided key, the tip of the key is used as the
aligning point. With keys of this type follow this procedure.

1. Assure that both vise jaws are rotated to the correct posi-
tion for the type of key being duplicated.

2. Position the key blank in the right hand jaw. For most tip
gauged automotive keys, position the blank so that the
tip is roughly 1/4” left of the jaws right edge. Tighten the
jaws wing nut securely.

3. Move the carriage lever to the left so that the key gauge’s
right hand “finger”, with gauge lowered, is just forward
of the key blank’s tip.

4. Insert the customer’s key (pattern key) in a similar man-
ner in the left hand jaw. Then position both the cus-
tomer’s key and the key blank so that their tips are both
in direct contact with the left edge of the key gauge fin-
gers (See Fig. 6).

Tip
TipFigure 6

5. After both the customer’s key and blank key are aligned,
left key gauge to it’s raised position.

6. If a key is cut on both sides, after duplicating “side one”
rotate and proceed with “side two” using the same align-
ment procedure. In the case of Ford keys as well as mot
double-sided European and Japanese double sided
keys, only the blank needs to be rotated as the cuts are
the same on both sides.

7. Refer to page 12 for additional information covering the
actual key duplication process.



THE CUTTING OPERATION / REPLACING THE CUTTER
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General Operating Sequence

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. Always wear
eye protection when operating this machine.
1. Rotate both vise jaws to the station suitable for the

key being duplicated.
2. Insert the blank key and pattern key into the vise jaws

using the appropriate method described under
“Aligning Keys in the Vise Jaws”. Be sure that both
keys are laying level in the vise jaws and are not tilted.

3. After the keys are
aligned, move the car-
riage lever to the right
(clockwise) until the
cutter guide is slightly
left of the cut closest to
the head of the pattern
key (see Fig. 7)

5. Press the off/on switch
to the “on” position.

6. Push down on the
carriage handle while
pulling out on the carriage trigger (See Fig. 8). 

This will allow you to ease the carriage up into cutting
position. Take care to ensure that the carriage does
not “slam’ forward as this will result in probable cut-
ter damage. Remember, best results are obtained if
the cutter guide makes initial contact slightly left of
the cut closest to the head of the pattern key. Do not
permit the cutter to touch the should of the key blank.

Figure 8

Figure 7

Trigger (pull out to
release)

Carriage
handle

6. The carriage movement is controlled by the carriage
lever. Using slow moderate speed, smoothly move the
carriage lever to the left (counter clockwise). Avoid
using an erratic, jerking movement! Once the cutter is
at the tip of the key, move the carriage to the right by
moving the carriage lever clockwise. This will result in
a second cutting pass over the key blank. STOP
before cutter contact with the shoulder of the blank
occurs.

7. Press the  off/on switch to the off” position and remove
finished key by pushing down on the carriage handle
until the trigger clicks into place. Then loosen wing nut
to remove duplicate key.

8. To deburr the key, turn the machine on, and position the
cut key lightly against the rotating deburring brush.

Replacing the Cutter

The P-CU20 cutter used on this machine is .250 in diam-
eter, .093” thick and has a 1⁄2” hole. It’s a milling cutter,
made out of high speed steel. It has a flat left side, which
is excellent for making deep cuts, when these cuts are
next to the shoulder, such as on GM, Chicago, etc. No
warranty is placed on the cutter, operators should treat it
with care and avoid harsh usage. Do not force the car-
riage up, causing the key blank to bang into the cutter,
and do not apply heavy pressure when cutting. Also, do
not let the cutter run into the vise jaw; this will dull the
cutter quickly.

As with any metal cutting instrument, the P-CU20 will
dull with usage. There are three ways to tell when a cut-
ter is dull and requires replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - a dull cutter will emit a shrill sound as it runs

across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key. If
this buildup is heavy, the cutter is dull. A sharp cutter
leaves little or no burrs.

To replace the cutter, use two wrenches, one 3⁄4" wrench
for the cutter nut and one 1⁄2" wrench for the cutter shaft.
Set the two wrenches in position and loosen the cutter
nut. Note that the cutter nut has a reverse thread and
turns downward to loosen. Remove the spacer washers
and the dull cutter. Install the new cutter, the washers,
and the nut.
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Adjusting for depth of cut

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It's imperative
that the key guide and the cutter be in the same plane,
that is, aligned to each other. If the cutter guide protrudes
further than the cutter, the resulting cuts in a key blank
will be too shallow and the duplicate key will not work.
Likewise, if the cutter guide is behind the cutter, the cuts
in the key will be too deep (see Fig. 9).

To check the depth adjustment, insert two identical key
blanks into the vise jaws, setting them flat in each vise.
(It is not necessary to align the blanks.) Then, raise the
carriage, positioning the left blank against the cutter
guide and the right blank against the cutter. Next, turn
the machine pulley by hand and note the right key blank.
The cutter should just barely graze the key blank when
the adjustment is correct.

No cutter is perfectly round so make one complete rota-
tion of the cutter before changing adjustment. There will

Figure 9

Depth Adjustment
Dial

Binding
screw

Adjustment is
correct when

both key blanks
touch

Figure 10

Carriage stop
adjusting screw

be a high point on the cutter; the adjustment should be
made to the high point. If the cutter does not touch the
key blank after one rotation, proceed to change the ad-
justment.

To adjust the cutter guide,
loosen the binding screw
on top of the cutter guide
slightly. (see Fig.  10 &
11). Once you have loos-
ened this screw, the depth
adjustment dial can be
rotated to the left (to
decrease depth of cut) or
to the right (to increase
depth of cut). Again,
proper adjustment will be
achieved when the cutter

just barely grazes the key blank before it while the cut-
ter guide is in contact with the other key blank. Retighten
the binding screw once the calibration process is com-
pleted. Recheck after tightening to assure that adjust-
ment did not shift.

Each calibration mark on the depth adjustment dial is
equivalent to approx. .0015” (1 1/2 thousandths of an
inch). As you can see, this system can allow for very pre-
cise adjustment of your new key machine. In fact, if you
have a key micrometer or dial caliper available, you can
adjust your machine with “factory accuracy”.  To do this,
you would simply duplicate a key and measure cuts on
both the “pattern key” and the duplicate key for com-
parison. This would show any deviation that existed and
whether the duplicate cuts were too deep or too shallow
and by how much. With this information, you can use
the depth adjustment dial on your machine to calibrate
your machine for best possible accuracy. This is very
important as many locks are designed with close fit tol-
erances and the keys you duplicate are often themselves
copies; functional but just barely so. The more accurate
your key machine is adjusted, the closer your duplicates
will match their originals, resulting in fewer non-func-
tional miscuts!

It is very important to understand that adjusting your
machine is not a “one time” procedure. As the cutter on
your machine wears down, the machine must be adjust-
ed to compensate. It is good shop practice to check you
machines’ depth adjustment every 2-4 weeks, based
upon your store’s key cutting volume and readjust as
necessary. You will find that re-calibration is seldom
needed, but by checking and correcting BEFORE cus-
tomers begin returning miscut keys, you will create a rep-
utation for your store as a “good place” to have keys
duplicated.

Figure 11 Depth
Dial

Binding
Screw

Carriage
Stop

Binding
Plate
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ADJUSTMENTS

Adjusting for spacing

There is no adjustment for spacing. However, if a key
gauge assembly is ever replaced, the key gauge must be
fitted to the machine after it has been installed. To do
this, first install a pattern key and key blank and align
these against the cutter guide and cutter. Then lower the
key gauge and file the appropriate finger of the gauge to
allow contact with the shoulder of both keys.

Adjust the Carriage Stop

The purpose of the carriage stop is to prevent the cutter
from hitting into the right vise jaw. The stop is a nut and
bolt and is  adjustable. To check the adjustment, raise
carriage (without keys in vise jaws) and rotate the cutter
by hand. The cutter should not contact the vise jaw.
When the carriage stop is properly adjusted, there
should be a space of .008" between the vise jaw and the
cutter (this is about the thickness of an ordinary busi-
ness card). Do not allow a greater distance since this
many affect the depth of cut.

Cleaning

Your machine should be kept clean of all filings and
dust. The most critical areas are the carriage jaws and
shafts. A one inch paint brush is ideal to brush these
areas of the machine. The shafts should be wiped peri-
odically with a lightly oiled cloth. We suggest brushing
the jaws often as even a single filing can alter the accu-
racy of the machine.
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Machine. Ensure that all safety recommendations are followed! See page 2 for 
instructions. 
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This manual is registered and applies specifically to the 
machine which carries this serial number. It properly 
identifies your model and assures you will receive correct 
parts, if and when you require replacement parts. Retain 
this manual in a safe place. It’s the only one of its kind. If 
ownership of this machine is transferred, this service 
manual should accompany the machine. 

 
When seeking service information about this machine, 
refer to Model No. 008B and the part number desired 
(see pages 6 to 8). Note that many parts are not 
interchangeable with other KABA ILCO machines. 
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ONE YEAR LIMITED WARRANTY 
 

KABA ILCO warrants to the original buyer of any new 
model 008B machine that it will repair or replace, at 
its option, any part of any machine which proves, to 
the reasonable satisfaction of KABA ILCO, to have 
defects arising from the faulty manufacture of the 
machine or from defective material or components, 
during a period of one (1) year from the date of 
shipment of the machine by KABA ILCO, provided 
that the machine is returned by prepaid transport to 
KABA ILCO or to its authorized representative before 
the expiry of the warranty period together with a 
detailed description of the alleged defect(s). KABA 
ILCO may, at its discretion, elect to refund the 
purchase price allowable to the part affected, or to 
issue a credit if the price therefore remains unpaid. 

KABA ILCO sells precision-made machines. The 
buyer assumes all risks, and KABA ILCO shall not be 
liable for any reason, if the machine has been 
subjected to improper installation, improper use, 
improper or inadequate maintenance, negligence, if 
any unauthorized modification or alteration is made 
to the machine, or in case of accident. For greater 
certainty, any machine not operated in accordance 
with KABA ILCO’s printed instructions or operated 
beyond its rated capacity shall not be covered by this 
or any other warranty. 

Any and all warranties made by KABA ILCO on any 
machine, product, or component thereof shall be 
effective only if and for so long as the buyer complies 
with all payment obligations pursuant to the buyer’s 
accepted and acknowledged order. Failure to meet 
such payment obligations shall void all warranties and 
not extend the period of time for which such machine, 
product of component thereof is warranted irrespective 
of whether or not payment is eventually made. 

These warranties are in lieu of and not in addition to any 
other warranty of condition, expressed or implied, 
including without limitation merchantability, fitness for a 
particular purpose or latent defects. The buyer 
releases KABA ILCO from any liability for any reason 
other than a breach of its warranties hereunder. 

The liability of KABA ILCO shall in no case, including 
negligence, exceed the purchase price of the defective 
machine, nor shall KABA ILCO be liable for any 
personal injuries, property damage or consequential 
damages. 

Use only genuine KABA ILCO replacement parts on 
this machine! 

Serial number :   
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IMPORTANT - Please read carefully before operating machine. 

 
Safety begins with education, and continues with proper 
application. All personnel who operate your machine 
should read the supplied Operator’s Manual for 
information on how to properly operate it. The likelihood 
of accidents and miscuts will be greatly reduced. 

 
General Safety 

• Safety glasses must be worn to reduce the possibility 
of eye injury while operating or in the immediate 
vicinity of key cutting equipment. 

• Always turn machine off before making adjustments or 
inserting or removing keys. 

• Machine should be located in an area accessible only 
by authorized operators. Location must be such that 
customers and other personnel are not subject to 
potential injury from “flying chips”. 

• Do not defeat safety features built into your machine. 
Removal or modification of safety shields, cutter 
guards, and other safety devices should be strictly 
forbidden. 

 
 

• At no time should the mechanically-driven parts of the 
machine be touched while it is in operation. The 
operator should take care to ensure that loose-fitting 
clothing, long hair, etc. are kept from the area of 
machine operation. 

• Your machine has been specially designed and built 
for key cutting purposes only and should be operated 
according to the Operator’s Manual. All other uses are 
strongly discouraged as potentially dangerous, and 
should not be attempted! Such use will immediately 
void the machine’s warranty. 

• Some states have specific age restriction concerning 
the operation of certain types of equipment. Check 
local and state ordinances for compliance. 

 
 

Electrical Safety 

• (120 Volt models) Your machine is designed to 
operate using 120 Volt A. C. 60 Hz. electrical current. 
It is supplied with a three-prong power plug which 
should be used with a properly grounded three-prong 
outlet only. Do not defeat the safety purpose of the 
plug by modifying or using with non-grounded outlets! 

• To reduce risk of fire or electrical shock, do not expose 
or operate machine in damp or wet locations. 

 
 

• Electrical problems should be referred to qualified 
repair technicians. If the machine is under warranty, 
contact KABA ILCO at the address printed on the 
cover. (KABA ILCO also offers repair service for out- 
of-warranty machines. Contact KABA ILCO for 
details.) 

• Always unplug the machine before removing the hood 
or changing the cutter wheel. 

 
 

Grounding Instructions 

• In the event of a malfunction or breakdown, grounding 
provides a path of least resistance for electric current 
to reduce the risk of electric shock. This machine is 
equipped with an electric cord that has an equipment- 
grounding conductor and a grounding plug. The plug 
must be plugged into a machine outlet that is properly 
installed and grounded in accordance with all local 
codes and ordinances. 

• Do not modify the plug provided - if it will not fit the 
outlet, have the proper outlet installed by a qualified 
electrician. 

• Improper connection of the equipment-grounding 
conductor can result in a risk of electric shock. The 
conductor  with  insulation  that  has  a  green  outer 

 
 

surface (with or without yellow stripes) is the 
equipment-grounding conductor. If repair or 
replacement of the electric cord or plug is necessary, 
do not connect the equipment-grounding conductor to 
a live terminal. 

• Check with a qualified electrician or service personnel 
if the grounding instructions are not completely 
understood, or if in doubt as to whether the machine is 
properly grounded. 

• Use only 3-wire extension cords that have 3-prong 
grounding plugs and 3-pole receptacles that accept 
the machine’s plug. 

• Repair or replace damaged or worn cords 
immediately. 

 
 

WARNING – SAFETY NOTICE
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Technical Data 
   Power Supply:   230V – 50Hz 
     120V – 50/60Hz 
 
   Maximum Absorbed Power:  230V:2Amp. 160Watt 
    120V:4Amp. 160Watt 
 
   Cutter Motor:  Single Phase and Speed 
 
   Cutter:   HSS Steel 
 
   Tool Speed:   8000 rpm 
 
   Mass (Weight):  4.5 Kg (10 lbs) 
 
   Noise Level:   Less than 70db(A) 
 
 

Graphics on the 008B Machine 
 

 

 

 

 

Obligatory use of safety 
goggles 

Read instructions before 
use 

 
 

• At no time should the mechanically-driven parts of the 
machine be touched while it is in operation. The  

 

Environmental Condition 
To ensure that the best use is made of the 008B key-cutting 
machine, certain parameters must be borne in mind: damp, 
badly ventilated sites should be avoided. 
The ideal conditions for the machine are: 

- temperature: between 10°C (50°F) and 40°C (104°F); 

- relative humidity: 60% circa; 

- room illumination: approximately 500 Lux 

 

 

 

 

 

 

 

 

 

 

 
 

   

 

 
 

Rotating cutter warning Earth connection 

     GENERAL INFORMATION 
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Congratulations! 

You’ve purchased a superior key cutting machine. 
 

The model 008B manually operated key machine you’ve 
just purchased incorporates the latest improvements in 
design for key duplicating machines of its type. 

The machine features two-way vise jaws designed to 
accommodate virtually any standard cylinder key, limiting 
the need  for  adapters.  Even double-sided automotive 
keys can be duplicated with ease. The reverse side of the 

vise jaw is ideally suited to gripping these keys and is 
capable of gripping them in the groove or milling for 
enhanced clamping performance when necessary (see 
illustration on page 9). 

Accurate, portable, easy to operate and maintain, the 
model 008B delivers excellent performance at an 
economical price! 

 
 

Unpacking Instructions 
 

After removing your 008B key from the shipping carton, it 
should be set on a level workbench and wiped free of all 
rust proofing oil. The machine is adjusted at the factory 
and test keys have been cut on it, but it is recommended 

that you check the adjustments to make sure they have 
not slipped or shifted during transit (see page 12 
”Adjustment For Depth of Cut”). 

 

 
Safety 

 
The 008B has been engineered to duplicate cylinder 
(paracentric) keys. It is not intended or designed for any 
other purpose. The machine operator assumes all liability 
when using this machine in a manner inconsistent with its 
stated design purpose. Refer to page 3 for complete 
safety information before operating the machine. 

KABA ILCO strongly recommends the use of protective 
eye glasses or goggles when operating this machine, or 
when  in  the  vicinity  of  the  machine  while  it  is  being 

operated. Protective eye wear prevents injuries! The 
machine should be turned off before loading or unloading 
keys. 

When the key machine is operating, be careful not to 
bump the vise jaw or carriage against the cutting wheel 
as this will cause damage to the cutter, jaw, or carriage. 

Refer to pages 6 and 7 for illustrations. 

 

Test Keys 
 

A series of cut keys are supplied with your machine. 
These keys were cut on your machine and represent the 
result of our quality inspectors work before approving 
your machine for shipment. The keys are reproductions 
of factory dimensioned pattern keys and are accurate to 
within .002” or less. You can save these keys and use 
them as standards to check the accuracy of cuts in the 

keys you make. Duplicating a key and then using a key 
micrometer or caliper to compare the actual depth of the 
cuts on both the duplicate and the pattern key will allow 
you to see if your machine is cutting too deep or too 
shallow, thus indicating that an adjustment of the cutter 
guide is necessary. 

 
Bench Mounting 

 
The model 008B is designed to be portable and thus 
easily moved from location to location as the need arises. 
There is however, a provision for securing the machine to 
a work bench or other suitable mounting surface. Simply 

install the supplied wood screws through the 3 
countersunk holes on the top surface of the machine 
base when a more permanent installation is desired. 

INTRODUCTION / UNPACKING 
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Operating Parts Identification 
 

Part No Identification 

008-1 
008-3X 
008-8 

Carriage 
Vise Jaw Assembly (2)  
Anatomic Knob (2) 

008-23 Carriage Shaft 
008-38 23RF Cutter 
008-49 Cutter Guide (stylus) 

008-55 Adjusting Screw 
008-56 Key Gauge 
008B-86 Safety Hood  

008-34 Deburring Brush 
008-48 Drive Belt 

OPERATING PARTS
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EXPLODED VIEW 
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EXPLODED VIEW
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Refer to pages 6-7 for illustration 
 

Ref. Part No. Description Ref. Part No. Description 

1 008-1 Carriage 55 008-55 Adjusting Screw 
1X 008-1X Carriage Assembly 56 008-56 Key Gauge
2 008-2 Carriage Stud 58 008-58 Key Gauge Shaft 
3X 008-3X Vise Jaw Assembly 60 008-60 Key Gauge Screw (M4X12)

4 008-4 Vise Jaw Spring 62 008B-62 Off/On Power Switch 
6X 008-6X Washer (ID8XOD24X2)  65 008-65 Main Base, Machined 
8 008-8 Anatomic Knob 73 008-73 Key Gauge Lock washer, (M4)
20 008-20 Cutter Shaft Bushing 74 008-74 Safety Hood Screw, (M5x10)

23 008-23 Carriage Shaft 75 008B-75A 115V Motor Assy. (008A version) 
36 008-36 Cutter Shaft Screw (M5x19 LH) 76 008-76 Motor Mounting Screw (M5x14)
37 008-37 Cutter Spacer 77 008-77 Set Screw (M5x6) 
38 008-38 23RF Cutter 79 008-79 Key Gauge Spring 

40 
41 
43 

008B-40
008-41 
008-34 
 

Cutter Shaft 
Cutter Shaft Pulley 
Deburring Brush 
 

86 
160
175
176

008B-86 
008-160 
008-175 
008-176 

Safety Hood/Belt Guard 
Caution Label 
Mounting oval head wood screw, (M5x45) 

Cutter Guide Pin 

47 008-47 Motor Pulley 177 008-177 Safety Hood Washer 
48 008-48 Drive Belt NS 008-IM Instruction Manual 
49 008-49 Cutter Guide, (stylus) NS 12V motor with connecting cable 
53 008-53 Binding Washer NS 008A-66 Main Base, machined 
54 008-54 Cutter Guide Binding Screw 

 
 
 

Proper key cutting techniques 

Even though your 008B key machine is designed to make 
key cutting efficient and accurate, operator skill is 
important. The actual mechanics of placing keys within 
the vise jaws is simple to learn, but there are some basics 
that must be followed. A properly adjusted key machine, 
used by someone who ignores good key cutting 
techniques will NOT produce a good key. The way a 
person clamps a key into the vise jaws is critical to the 
accuracy of the duplicated key. 

Remember - the real purpose of a duplicate key is to 
operate the lock for which it was intended. If customers 
return keys, you should reexamine your cutting 
techniques and adjustment of the machine. 

Here are some important operating tips: 
1. Vise jaws - clean them regularly so that no metal chips 

lie under the keys. It is essential that both keys lie flat 
across the entire width of each vise jaw. Neither key 
should be tilted. 

2. Do NOT use pliers or other tools to tighten the vise 
jaws. Firm hand pressure is sufficient. 

3. Keep the carriage shaft free of metal chips. A thin film 
of oil can be applied to it. The carriage should be free 
to move without binding. 

4. NEVER touch the shoulder of a key to the side of the 
cutter guide. This will cause the shoulder of the key 
blank to touch the side of the cutting wheel. When this 
happens, some of the metal will be cut away from the 
shoulder of the key blank. If the resulting duplicated 
key is duplicated two, three, four times over, an error 
will accumulate and cause a non-operating key. Do 
not  grind away the shoulder. 

5. Don’t run the cutter into the vise jaw; this will dull the 
cutter, and reduce cutter efficiency. 

6. Keep the cutter clean. Don’t let any foreign objects or 
instruments blunt it. This cutter is a precise cutting tool 
and should be handled with care. 

7. Lubrication of moving parts is important. The carriage 
spindle should be lubricated with a thin film of oil, 
removing excess with a clean dry cloth. The 
lubrication procedures should be performed every 2-3 
weeks depending upon machine usage. (5-7 drops of 
a lightweight machine oil such as “3-in-1” or equivalent 
is sufficient.) 

EXPLODED VIEW PARTS LIST 
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Using the two-way vise jaws 

Your 008B machine is equipped with versatile Super Jaw 
1 two-way vise jaws. Their unique clamping surfaces will 
securely grip virtually any typical cylinder key, while 
reducing the need for adapters. 

The vise jaws have two clamping surfaces; standard and 
“X”. The standard position is identified by a 1⁄4” wide slot 
milled into the vise surface. The “X” position is identified 
by the presence of the letter X stamped on the upper half 
of the vise jaw. When choosing which position to use 
observe the following guidelines: 

Standard position — for holding regular cylinder keys 
such as house keys, single-sided automotive keys, 
padlock keys, with one or two shoulders. Also used for 
“Ford style” double-sided keys which do not have a 
groove along the center of the key blade. 

X position — Ideal for holding most double sided 
convenience keys used on many current automobiles. 
Grips these keys by the grooves rather than the blade 
edge where the cuts are located (see fig. 1). 

 

 
 

To rotate the vise jaws from one position to the other, 
loosen the wing nuts three or four turns from the “closed” 
position. Using the thumb and forefinger, grasp the 
bottom section of each vise. 

Lift this section up and 
free of the carriage. 
Rotate the vise jaws one- 
half turn and reseat lower 
section into groove of 
carriage (see fig. 2). Both 
vise jaws must be rotated 
to the same position; 
standard or X! 

How and when to use straight wires 

Occasionally, you may encounter keys with rounded or 
wide milling (grooves) that tend to tip in the vises when 
the wing nuts are tightened. If this occurs, you should 
position a “straight wire” (supplied in the machine’s tool 
pack) into the milling or groove closest to the back of the 
key (see fig. 3A). With the straight wire positioned as 
shown, insert the key in the vise and tighten the wing nut 
to secure it in place. This will prevent tilting from 
occurring. An alternate method is to use the “X” side of 
the vise jaws to grip the milling of such keys. 

 

 
 

Some narrow keys with deep cuts require the straight 
wire to be placed under the key. This raises the key out 
from the vise to prevent the cutter from contacting the 
vise jaws when making the deep cuts (see fig. 3B). 

Figure 3A 

Figure 1 

HOW TO DUPLICATE KEYS

Figure 2 
 
 
 
 
 
 
 

 
Lift… 
rotate… 
reseat 

Figure 3B 
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Aligning keys in the vise jaws 
Keys with shoulders 

WARNING: Do not install or remove keys unless the 
off/on switch is in the off position. 

Both the pattern key and the key blank must be properly 
aligned and securely clamped in the vise jaws. To do this, 
slide the machines’ carriage assembly towards the right 
and position the appropriate key blank in the carriage’s 
RIGHT vise jaw with the head of the blank pointing to the 
left. 

Ensure that the shoulder of the key blank is located 
approximately 1⁄8” to the left of the vise jaw‘s left edge. 
Holding the key blank firmly and level against the jaw, 
tighten the wing nut. Position the pattern key in the 
carriage‘s LEFT vise jaw in a similar manner only this 
time allowing a 1⁄4” gap between the shoulder of the key 
and the edge of the vise jaw. 

Next lower the key gauge and position the carriage so 
that the left edge of the gauge’s RIGHT prong contacts 
the edge of the key blank’s shoulder (see fig. 4A). 

 

 
 

Loosen the wing nut securing the pattern key and 
reposition the key so that its shoulder is in contact with 
the left edge of the LEFT prong of the key gauge. 

Check to ensure that the pattern key and blank key‘s 
shoulders are snug against the key gauge and both keys 
positioned level (not tilted) in the vise jaws. Retighten the 
wing nut. 

Aligning keys in the vise jaws 
Keys without shoulders 

On keys such as the Ford double-sided key, which do not 
have conventional shoulder, the tip of the key is used as 
the aligning point (see Fig. 4B). Clamp the blank key in 

 

 
 

first and move the machine carriage to the left. Lower the 
key gauge and position the carriage so the tip of the Ford 
key touches the key gauge. Install and align the pattern 
key in the left vise jaw in the same manner. 

“Best” and “Falcon” type keys do not have a conventional 
shoulder but have a recessed tip and the key gauge is 
used to align the recessed tips. After clamping the blank 
key, the carriage is moved to the left so that the key 
gauge can be lowered to contact the recessed tip 
surface. The pattern key is aligned in the left vise jaw and 
positioned to contact the edge of the key gauge in the 
same manner (see Fig. 4C). 

Figure 4B 
Tip 

Figure 4A 

Shoulder 

THE CUTTING OPERATION 

Figure 4C 
Recessed tip
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General Operating Sequence 

WARNING: Do not install or remove keys unless the 
off/on switch is in the off position. 
1. Rotate both vise jaws to the station suitable for the 

key being duplicated. 
2. Insert the blank key and pattern key into the vise jaws 

using the appropriate method described under 
“Aligning Keys in the Vise Jaws”. Be sure that both 
keys are laying level in the vise jaws and are not tilted. 

3. Lower the key gauge to align the keys using an 
appropriate method as described under “Aligning 
Keys …” found in the previous section (see page 10). 

4. After the keys are aligned, return the gauge to its “up” 
position. 

5. Press the off/on switch to the “on” position. 
6. Lift the carriage with both hands. 
7. Move the carriage to line up the cutter guide with the 

shoulder of the pattern key, then shift slightly away 
from the shoulder. Do not permit the cutter to touch 
the shoulder of the key blank. 

8. Press in on the carriage, while guiding it to the left. 
Carefully trace the cuts of the pattern key with the 
cutter guide. The cutter will make a corresponding cut 
in the key blank. When the cut closest to the tip of the 
pattern key has been traced, retrace the cuts by 
guiding the carriage to the right. This will clear away 
any metal not removed during the initial pass over the 
key blank. 

9. Press the off/of switch to the “off” position. Remove 
the duplicate key. Press the switch back to the “on” 
position, and lightly contact the duplicate key against 
the deburring brush to remove any residual material 
from the key cuts. 

10. Operating Tips - When duplicating a key, avoid an 
irregular jerking motion in the movement of the 
carriage. Acquire a smooth steady motion, using both 
hands on the carriage to guide it. Apply the same 
degree of pressure each time a key is duplicated. 
Excessive pressure may cause “over-cutting”. It is 
sometimes best to practice on a few keys until the 
operator learns to impart a steady, uniform pressure 
to the carriage. 

Replacing the Cutter - 
UNPLUG MACHINE BEFORE PROCEEDING 

The 23RF cutter used on this machine is 21⁄4” in diameter, 
.250” thick (1⁄4”) and has a 1⁄2” hole. It’s a milling cutter, 
made out of high speed steel. It has a flat left side, which 
is excellent for making deep cuts, when these cuts are 
next to the shoulder, such as on GM, Chicago, etc. No 
warranty is placed on the cutter, operators should treat it 
with care and avoid harsh usage. Do not force the 
carriage up, causing the key blank to bang into the cutter, 
and do not apply heavy pressure when cutting. Also, do 
not let the cutter run into the vise jaw; this will dull the 
cutter quickly. 
As with any metal cutting instrument, the 23RF will dull 

with usage. There are three ways to tell when a cutter 
is dull and requires replacing: 

1. Time - a dull cutter takes longer to make the cuts. 
2. Sound - a dull cutter will emit a shrilly sound as it runs 

across the key blank. 
3. Burrs - a dull cutter will not cut away the metal but will 

roll it away. When this occurs, there will be a buildup 
of metal burrs on the underside of the key. If this 
buildup is heavy, the cutter is dull. A sharp cutter 
leaves little or no burrs. 

To replace the cutter: 
1. Remove screw which holds hood in place and remove 

hood. 
2. To remove the cutter, loosen cutter shaft screw using 

allen wrench supplied with machine. IMPORTANT: 
This is a left hand screw. Remove by turning in a 
clockwise direction. Screwdriver slot is provided on 
the opposite end of the shaft to aid in removal. 

3. Remove old cutter and replace with new one. Be 
careful to replace washers properly. Diagram below 
shows placement of washers with standard 23RF 
cutter and optional slotter. 

REPLACEMENTS AND ADJUSTMENTS

 
 
 
 
 

 
23RF cutter 

 
 
 
 
 
 
 
 
 

Slotter (optional, order 27X kit) 
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Adjusting for depth of cut 

To ensure safety, UNPLUG machine from its power 
source before adjusting for depth of cut. It’s imperative 
that the key guide and the cutter be in the same plane, 
that is, aligned to each other. If the cutter guide protrudes 
further than the cutter, the resulting cuts in a key blank 
will be too shallow and the duplicate key will not work. 
Likewise, if the cutter guide is behind the cutter, the cuts 
in the key will be too deep (see Fig. 6). 

 

 

To check the depth adjustment, insert two identical key 
blanks into the vise jaws, setting them flat in each vise. It 
is not necessary to align the blanks. Then, raise the 
carriage, positioning the left blank against the cutter 
guide and the right blank against the cutter. Next, turn the 
machine pulley by hand and note the right key blank. The 
cutter should just barely graze the key blank when the 
adjustment is correct. 

No cutter is perfectly round so make one complete 
rotation of the cutter before changing adjustment. There 
will be a high point on the cutter; the adjustment should 
be made to the high point. If the cutter does not touch the 
key blank after one rotation, proceed to change the 
adjustment. 

To adjust cutter guide, loosen set screw on top of the 
guide. With a flat screwdriver, turn adjusting screw in (to 
increase depth of cut) and/or out (to decrease depth of 
cut). Again, proper adjustment is achieved when the 
cutter barely grazes the key blank. 

Maintenance 

1. The carriage spindle should be lubricated periodically 
by wiping lightly with an oily rag. The cutter shaft is 
lubricated by the oil impregnated bronze bearings. 
After extended use, these bearings should be 
lubricated with a light machine oil applied to their end 
to assure continued smooth operation. 

2. Keep the model 008B clean. The cutter should be kept 
free of filings and dirt. A wire brush may be used for 
this purpose, being careful not to chip or dull the 
cutter. The motor should also be free of filings. 
Compressed air is recommended for cleaning the 
motor. 

3. The machine should be picked up by the base, not the 
carriage … as tempting as it seems. Alignment of the 
carriage is critical for accurate duplication of keys and 
this type of handling is not suggested. 

 

Replacing the drive belt 
UNPLUG MACHINE BEFORE PROCEEDING 

1. Remove screw which holds hood in place and remove 
hood. 

2. Using allen wrench supplied with machine, loosen 
both set screws located in cutter shaft pulley. 

3. Slide cutter shaft to the left and remove cutter shaft 
pulley and belt. 

4. Place new belt and pulley in position and slide the 
cutter shaft back to the right. Before tightening (2) set 
screws in cutter shaft pulley, make sure cutter and 
pulley are snug against bronze bearings in left 
supporting post. This insures minimum end play. 

 

Replacing the Deburring Brush 
UNPLUG MACHINE BEFORE PROCEEDING 

1. Remove safety hood for easier access. 
2. Grasp existing deburring brush (using a shop cloth will 

provide added grip). 
3. Loosen and remove retaining bolt to release existing 

brush. 
4. Install new brush and reinstall/retighten retaining bolt. 

 
Cleaning 

Your machine should be kept clean of all filings and dust. 
The most critical areas are the carriage jaws and shafts. 
A one inch paint brush is ideal to brush these areas of the 
machine. The shafts should be wiped periodically with a 
lightly oiled cloth. We suggest brushing the jaws often as 
even a single filing can alter the accuracy of the machine. 

Figure 6 

REPLACEMENTS AND ADJUSTMENTS 
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INSTRUCTION MANUAL
IMPORTANT! Read these instructions before using the new 029A Key Machine.

Ensure that all safety recommendations are followed!

®



This manual is registered and applies specifically to
the machine which carries this serial number. It
properly identifies your model and assures you will
receive correct parts, if and when you require
replacement parts. Retain this manual in a safe place. 

If ownership of this machine is transferred, this

service manual should accompany the machine.
When seeking service information about this machine,
refer to Model No. (which is 029A) and the part
number desired (see pages 6 to 8). Note that many
parts are not interchangeable with other ILCO
UNICAN machines.
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ILCO UNICAN warrants to the original buyer of any
new model 029A machine that it will repair or
replace, at its option, any part of any machine which
proves, to the reasonable satisfaction of ILCO
UNICAN, to have defects arising from the faulty
manufacture of the machine or from defective
material or components, during a period of one (1)
year from the date of shipment of the machine by
ILCO UNICAN, provided that the machine is
returned by prepaid transport to ILCO UNICAN or
to its authorized representative before the expiry of
the warranty period together with a detailed
description of the alleged defect(s). ILCO UNICAN
may, at its discretion, elect to refund the purchase
price allowable to the part affected, or to issue a
credit if the price therefore remains unpaid.

ILCO UNICAN sells precision-made machines. The
buyer assumes all risks, and ILCO UNICAN shall
not be liable for any reason, if the machine has been
subjected to improper installation, improper use,
improper or inadequate maintenance, negligence, if
any unauthorized modification or alteration is made
to the machine, or in case of accident. For greater
certainty, any machine not operated in accordance
with ILCO UNICAN’s printed instructions or
operated beyond its rated capacity shall not be
covered by this or any other warranty.

Any and all warranties made by ILCO UNICAN on
any machine, product, or component thereof shall be
effective only if and for so long as the buyer complies
with all payment obligations pursuant to the buyer’s
accepted and acknowledged order. Failure to meet
such payment obligations shall void all warranties
and not extend the period of time for which such
machine, product of component thereof is warranted
irrespective of whether or not payment is eventually
made.

These warranties are in lieu of and not in addition to
any other warranty of condition, expressed or implied,
including without limitation merchantability, fitness
for a particular purpose or latent defects. The buyer
releases ILCO UNICAN from any liability for any
reason other than a breach of its warranties
hereunder.

The liability of ILCO UNICAN shall in no case,
including negligence, exceed the purchase price of the
defective machine, nor shall ILCO UNICAN be liable
for any personal injuries, property damage or
consequential damages.
Use only genuine ILCO UNICAN replacement parts
on this machine!

Serial number : ____________________

ONE YEAR LIMITED WARRANTY



Electrical safety
• (120 Volt models) Your machine is designed to

operate using 120 Volt A.C. 60 Hz. electrical
current. It is supplied with a three-prong power
plug which should be used with a properly
grounded three-prong outlet only. Do not defeat the
safety purpose of the plug by modifying or using
with non-grounded outlets!

• To reduce risk of fire or electrical shock, do not expose
or operate machine in damp or wet locations.

• Electrical problems should be referred to qualified
repair technicians. If the machine is under
warranty, contact Ilco Unican at the address
printed on the cover. (ILCO UNICAN also offers
repair service for out-of-warranty machines.
Contact ILCO UNICAN for details.)

• Always unplug the machine before removing the
hood or changing the cutter wheel.

WARNING – SAFETY NOTICE
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IMPORTANT - Please read carefully before operating machine.

Safety begins with education, and continues with proper
application. All personnel who operate your machine
should read the supplied Operator’s Manual for
information on how to properly operate it. The likelihood
of accidents and miscuts will be greatly reduced.

General safety
• Safety glasses must be worn to reduce the

possibility of eye injury while operating or in the
immediate vicinity of key cutting equipment.

• Always turn machine off before making
adjustments or inserting or removing keys.

• Machine should be located in an area accessible
only by authorized operators. Location must be
such that customers and other personnel are not
subject to potential injury from “flying chips”.

• Do not defeat safety features built into your
machine. Removal or modification of safety shields,
cutter guards, and other safety devices should be
strictly forbidden.

• At no time should the mechanically-driven parts of
the machine be touched while it is in operation.
The operator should take care to ensure that loose-
fitting clothing, long hair, etc. are kept from the area
of machine operation.

• Your machine has been specially designed and built
for key cutting purposes only and should be
operated according to the Operator’s Manual. All
other uses are strongly discouraged as potentially
dangerous, and should not be attempted! Such use
will immediately void the machine’s warranty.

• Some states have specific age restriction concerning
the operation of certain types of equipment. Check
local and state ordinances for compliance.

Grounding instructions
• In the event of a malfunction or breakdown,

grounding provides a path of least resistance for
electric current to reduce the risk of electric shock.
This machine is equipped with an electric cord that
has an equipment-grounding conductor and a
grounding plug. The plug must be plugged into a
machine outlet that is properly installed and
grounded in accordance with all local codes and
ordinances.

• Do not modify the plug provided - if it will not fit
the outlet, have the proper outlet installed by a
qualified electrician.

• Improper connection of the equipment-grounding
conductor can result in a risk of electric shock. The
conductor with insulation that has a green outer 

surface (with or without yellow stripes) is the
equipment-grounding conductor. If repair or
replacement of the electric cord or plug is
necessary, do not connect the equipment-grounding
conductor to a live terminal.

• Check with a qualified electrician or service
personnel if the grounding instructions are not
completely understood, or if in doubt as to whether
the machine is properly grounded.

• Use only 3-wire extension cords that have 3-prong
grounding plugs and 3-pole receptacles that accept
the machine’s plug.

• Repair or replace damaged or worn cords
immediately.



PAGE HEADING
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CONSIGNES DE SÉCURITÉ
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IMPORTANT : Veuillez lire attentivement ce qui suit avant d'utiliser la machine.

Sécurité générale:
• Toujours porter des lunettes de protection lorsque vous

vous trouvez à proximité de la machine à tailler les clés
en marche ou lorsque vous l’utilisez afin de réduire tout
risque de blessures aux yeux.

• Toujours arrêter la machine avant de la régler ou
d’insérer ou de retirer des clés.

• Placer la machine dans un endroit réservé uniquement
aux utilisateurs. cet endroit devra être tel que la
clientèle et le reste du personnel seront protégés contre
les risques de projection de copeaux susceptibles de
causer des blessures.

• Ne pas modifier aucun dispositif de sécurité installé sur
cette machine. Il est strictement défendu de modifier ou
d’enlever l’écran de protection, les protecteurs de la
fraise ou tout autre dispositif de sécurité. 

• Ne jamais toucher aux pièces mécaniques
d’entraînement lorsque la machine fonctionne.
L’utilisateur ne doit pas non plus porter des
vêtements amples et doit avoir les cheveux attachés
lorsqu’il se trouve à proximité de la machine. 

• Cette machine a été conçue et fabriquée
uniquement pour tailler des clés et doit être utilisée
tel que décrit dans le guide d’utilisation. Il serait
dangereux d’essayer d’utiliser cette machine à
d’autres fins. Ceci aurait pour conséquence de
rendre nulle la garantie de la machine. 

• Certaines provinces imposent des restrictions d’âge
pour certains types de machines. Vérifier auprès
des autorités locales et provinciales pour être
conforme à la loi.

Directives de mise à la terre

• Advenant le mauvais fonctionnement ou une panne de
la machine, la mise à la terre fournit un trajet de
moindre résistance pour le courant afin de réduire tout
risque de chocs électriques. Cette machine est munie
d’un câble électrique équipé d’un conducteur de
protection et d’une fiche de terre. La fiche doit être
branchée à une prise de courant correspondante
adéquatement installée et reliée à la terre conformément
aux codes et aux règlements locaux.

• Ne pas modifier la fiche. Si elle ne correspond pas à la
prise, vous adresser à un électricien pour installer la
prise adéquate.

• Le raccordement inadéquat du conducteur de protection
peut entraîner des risques de chocs électriques. 

Le conducteur dont la surface extérieure de l’isolant est
verte (avec ou sans rayures jaunes) constitue le
conducteur de protection. Si le câble électrique ou la
fiche doit être réparé ou remplacé, ne pas brancher le
conducteur à une borne sous tension.

• Vérifier auprès d’un électricien ou du personnel de
service si vous ne comprenez pas les directives de mise
à la terre ou si vous avez des doutes quant à la mise à
la terre adéquate de la machine.

• Utiliser seulement des prolongateurs trifilaires munis
de fiches et de prises tripolaires acceptant la fiche de la
machine.

• Réparer ou remplacer immédiatement les câbles
endommagés ou usés.

La sécurité commence avec la prévention et se
poursuit en agissant prudemment. Tout le personnel
qui utilisera cette machine devrait lire le guide
d’utilisation fourni afin de savoir comment faire
fonctionner la machine. Les chances d’accidents et de
clés mal taillées seront grandement réduites. 

Sécurité électrique :
• (Modèles 120 volts) Cette machine est conçue pour

fonctionner à l’électricité sur du 120 V-c.a. à une
fréquence de 60 Hz. La machine est munie d’un câble
électrique à fiche tripolaire lequel ne doit être utilisé
qu’avec une prise de courant tripolaire. Ne pas
modifier la fiche du câble et ne pas l’utiliser dans une
prise de courant non reliée à la terre (polarisée).

• Afin de réduire les risques de feu ou de chocs
électriques, la machine ne doit pas être exposée à
l’humidité ou à l’eau.

• Seuls des techniciens qualifiés doivent procéder
aux réparations d’ordre électrique. Si la machine
est sous garantie, communiquer avec ILCO
UNICAN (adresse, no de téléphone et no de
télécopieur sur la page couverture). ILCO UNICAN
offre également un service de réparation pour les
machines dont la garantie est expirée. 

• Toujours débrancher la machine avant d’enlever le
couvercle ou de changer la fraise.



INTRODUCTION
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Congratulations! 
You’ve purchased a superior key cutting machine.

Your 029A key machine has been shipped to you in a
sturdy, specially-cushioned container to prevent the
possibility of damage during handling and shipment.
Once the machine is removed from the carton, it
should be set up on a level workbench and wiped free

of all rustproofing oil. The machine is adjusted at the
factory and test keys have been cut on it, but it is
recommended that you check the adjustments to make
sure they have not slipped or shifted during transit
(see page 18 “Adjusting for depth of cut”).

The model 029A code/duplicating machine is designed
for maximum versatility and convenience. Its “dual
function” design allows the operator to originate a key
by code where necessary, or duplicate an existing key
when available.

The machine features exclusive four-way vise jaws
designed to accommodate virtually any standard
automotive key without the need for adapters. Even

double sided automotive keys can be duplicated or code
cut with ease; the four-way jaws include stations ideally
suited to gripping these keys and is capable of gripping
them in the groove or milling for enhanced performance
when necessary (see illustration on page 12.)

Accurate, easy to operate and maintain, the model 029A
delivers excellent performance at an economical price!

Unpacking instructions

The 029A has been engineered to duplicate/code cut
cylinder (paracentric) keys. It is not intended or
designed for any other purpose. The machine operator
assumes all liability when using this machine in a
manner inconsistent with its stated design purpose.
Refer to page 3 for complete safety information before
operating the machine.

ILCO UNICAN strongly recommends the use of 
protective eye glasses or goggles when operating this

machine, or when in the vicinity of the machine while
it is being operated. Protective eye wear prevents
injuries! The machine should be turned off before
loading or unloading keys.

When the key machine is operating, be careful not to
contact the vise jaw or carriage against the cutting
wheel as this will cause damage to the cutter, jaw, or
carriage.

Safety

CAUTION! DO NOT DESTROY OR DISCARD THIS VALUABLE SHIPPING CARTON. 
STORE IT CAREFULLY IN A SAFE PLACE. THIS CARTON SHOULD BE USED
WHENEVER THE MACHINE IS MOVED OR SHIPPED.

5



OPERATING PARTS
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Safety Hood Cut Combination Display
Key

Gauge

Carriage

Wing
Nut

Vise Jaws

Carriage Handle

Off/On Switch

Deburring
Brush

Cutter

Safety Shield

Depth
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OPERATING PARTS
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Part No. Identification
024B-1 Carriage
029A-3X Vise Jaw Assembly (2)
025-8 Wing Nut (2)
045-23 Carriage Shaft
CU29 CU29 Cutter
814-00-51 Deburring Brush
029A-49 Cutter Guide (stylus)
025-55 Adjusting Screw
029A-56 Key Gauge
025-62A Off/On Switch
029A-86X Safety Hood Assy.
029A-87 Safety Shield

OPERATING PARTS
IDENTIFICATION

Refer to page 6



EXPLODED VIEW
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EXPLODED VIEW
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EXPLODED VIEW PARTS LIST
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Ref. Part no. Description

1 024B-1 Carriage
1X 024B-1X Carriage assembly
2 025-2 Carriage stud
3X 029A-3X    Vise jaw assembly
4 025-4    Vise jaw spring
6X 025-6X    Thrust bearing set
8 025-8    Wing nut
9X 040-9X    Carriage handle
20 025-20 Cutter shaft bushing
21 025-21 Carriage shaft bushing
23 024-23  Carriage shaft
32 024B-32 Button head. screw, 10-24 x 3/8”
36 025-36  Cutter nut, N-4
37 025-37  Cutter spacer
38 CU29    CU29 cutter

40A 025-40A   Cutter shaft
41 025-41  Cutter shaft pulley
43 814-00-5 Nylon brush
45 025-45  Brush bolt washer, 5/16
46A 025-46A   Hex head screw, 5/16-18 x 3/4
47 025-47  Motor pulley 2” - 3L
48 025-48  V-Belt, 3L-180
49 029-49  Cutter guide (stylus)
53 025-53  Cutter guide binding washer
54 029-54  Cutter guide binding screw
55 025-55 Adjusting screw
56 029A-56 Key gauge
57 024B-57 Key gauge bracket
58 024B-58 Key gauge dowel pin
59 025-59  Key gauge housing
60 025-60  Cap screw, 8-32 x 1/2”
61 025-61  Circuit Breaker, ETA 1658

62A       025-62A   On/Off switch
65 045-65 Main Base, machined
68 040-68  Electrical cover
70 040-70  Rubber Mount
74 040-74  Truss head screw, 8-32
75 040-75  Motor, 1/4hp,115V
79 029A-79 Key gauge spring
82 025-82  Oil cup

Ref. Part no. Description

86 029A-85 Safety hood with 029A decal
86X   029A-86X  Safety hood assembly
87 029A-87 Safety shield
88 029A-88 Shield screws, 10-32 x 1/2
89 045-89  Lock washer, #10
90 025-90  Nut, #10-32
91 024B-91 Power cord
92 024B-92 3 wire motor cable
101 025-101 Motor pulley set screw
106 040-106 Chip Tray
107 029A-107 Spacer
109 025-109 Bearing washer
110 025-110 Wave washer
146 040-146 Power cord strain relief
150 040-150 Switch screw (6-32 x 1/4”)
151 040-151 Set screw (8-32 x 38”)
160 025-160 Caution label
163 045-163 Hood screw
170 029A-170 Bushing Spacer
171 025-171 Cutter pulley set screw, 3/8” -18
172 029A-172 Cut Combination Display
173 029A-173 Cutter Guide Screw
174 029A-174 Cutter Guide Lock Screw
175 029A-175 Depth Knob Retaining Screw
176X 029A-176X Cutter guide Block Assy.
183 040-183 1/4" Lock washer
184 040-184 1/4-20 Hexnut
194 045-194 #10 Flat washer
195 045-195 10-32 x 1/2” Button hd. Screw
198 045-198 7/16-14 x 3/4” set screw
199 045-199 1/4-20 x 1/2” set screw
IM 029A-IM   Instruction manual

NS 040-240  220V 1/4 HP motor

Refer to pages 6-7 for illustration



UNPACKING
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TEST KEYS

A series of cut keys are supplied with your machine.
These keys were cut on your machine and represent the
result of our quality inspectors' work before approving
your machine for shipment. The keys are reproductions
of factory-dimensioned pattern keys and are accurate to
.002" or less. Save these keys and use them as
standards to check the accuracy of cuts in the keys you
make. Duplicating a key and then using a key
micrometer or caliper to compare the actual depth of the
cuts on both the duplicate and the pattern key will allow
you to see if your machine is cutting too deep or too
shallow, thus indicating that an adjustment of the cutter
guide is necessary.

UNPACKING

The 029A key machine is shipped completely assem-
bled and pre-adjusted. Upon unpacking the machine,
locate the nylon band securing the carriage assembly
and cut it to allow the carriage to drop to its normal
“down” position. At this point, you should be able to
slide the carriage sideways.

Even though your 029A key machine is designed to
make key cutting fast, efficient and accurate, operator
skill is important. The actual mechanics of placing
keys within the vise jaws is simple to learn, but there
are some basics that must be followed. A properly
adjusted key machine used by someone who ignores
good key cutting techniques will NOT produce a good
key. The way a person clamps a key into the vise jaws
is critical to the accuracy of the duplicated key.

Remember - the real purpose of a duplicate or code cut
replacement key is to operate the lock for which it was
intended. If customers return keys, you should
reexamine your cutting techniques and adjustment of
the machine.

Here are some important operating tips:
1. Vise jaws - clean them regularly so that no metal

chips lie under the keys. It is essential that both
keys lie flat across the entire width of each vise
jaw. Neither key should be tilted.

2. Do NOT use pliers or other tools to tighten the vise
jaws. Firm hand pressure is sufficient.

3. Keep the carriage shaft free of metal chips. A thin
film of oil can be applied to it. The carriage should

be free to move without binding.
4. NEVER touch the shoulder of a key to the side of

the cutter guide. This will cause the shoulder of the
key blank to touch the side of the cutting wheel.
When this happens, some of the metal will be cut
away from the shoulder of the key blank. If the
resulting duplicated key is duplicated two, three,
four times over, an error will accumulate and cause
a non-operating key. Do not grind away the shoul-
der.

5. Don't run the cutter into the vise jaw; this will dull
the cutter, and reduce cutter efficiency.

6. Keep the cutter clean. Don't let any foreign objects
or instruments blunt it. This cutter is a precise
cutting tool and should be handled with care.

7. Lubrication of moving parts is important. An oil cup
is provided to keep the cutter shaft bearings well
lubricated.  The carriage spindle should be lubricated
with a thin film of oil and wiped free of chip build up.
The lubrication procedures should be performed
every 2-3 weeks depending on usage. (5-7 drops of a
lightweight machine oil such as “3-in-1” or
equivalent is sufficient for the oil cup.)

PROPER KEY CUTTING TECHNIQUES



The highly versatile ILCO UNICAN 029A is capable of
creating a key from a code number (cutting by code), or
copying a customer's existing key (duplicating). The
ultimate goal in either application is to produce an
accurately cut key that smoothly operates in the lock
cylinder it is intended. While the goal is the same, there
are important differences between code cutting and
duplicating. Please read the following sections of this
manual carefully!

Using the four-way vise jaws

Your 029A is equipped with the ILCO UNICAN versa-
tile four-way vise jaws. They feature four unique
clamping surfaces to securely grip virtually any typical
cylinder key (see Fig. 1).

IMPORTANT: The correct vise jaw positions to use for
all lock applications covered by your 029A key machine
are listed in the Application Guide accompanying this
manual.  It is important, especially for cutting keys by
code, that the vise jaw positioning indicated in the
Application Guide be used to assure accurate results.

A - For holding double-
sided keys by gripping their
center groove(s).

B - For holding single-sided
automotive keys, as well as
most house and padlock
keys.

C - For holding certain keys,
such as most “Ford types”
by gripping along their
edge, allowing the “center
ridge” of the key to rest against the face of the vise.

Code - Specific to the left side vise jaw, this position is
used only when cutting keys by code. All spacing keys are
clamped using this position except for those used for
cutting single sided keys. Refer to the Application Guide
for vise jaw positioning instructions for specific key types.

To reposition the vise jaws, as from A to B, first loosen
the wing nuts. Then lift upward on the top and bottom
of each vise jaw as a complete unit to raise them above
their seat in the carriage. Rotate the jaws until the
chosen vise position is facing toward the rear of the
machine and lower the jaws back into contact with the
carriage. Both left and right vise jaws should be rotated
to the same position, except when cutting by code.

FOUR WAY VISE JAWS

12

Figure 1  Rotate both jaws as a set

Using A
position

Using B
position

Using C
position



Aligning keys in the vise jaws for duplication
Keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 

After positioning the vise jaws to the proper setting, both
the pattern key and the key blank must be properly
aligned and securely clamped in the vise jaws. To do this,
slide the machine‘s carriage assembly towards the right
and position the appropriate key blank in the carriage’s
RIGHT vise jaw with the head of the blank pointing to
the left.

Ensure that the shoulder of the key blank is roughly
aligned with the red mark on the vise jaw face. Verify
that the key blank is held level (not tilted), then
tighten the wing nut. Position the “original” or pattern
key in a similar manner into the LEFT vise jaw.

Next , lower the key gauge and position the carriage so
that the edges of the gauge contact the shoulders of
both the original and blank key at the same time.
You may have to loosen the wing nut securing one of
the keys and reposition it slightly. It is important
that the shoulder of both keys are in contact with
the gauge at the conclusion of this step.

Aligning keys in the vise jaws for
duplication
Keys without shoulders

On keys such as the Ford double-sided key, which do
not have a conventional shoulder, the tip of the key is
used as the aligning point (see Fig. 3). Clamp the
blank key in first and move the machine carriage to
the left. Lower the key gauge and position the carriage
so the tip of the key blank touches the key gauge.
Install and align the pattern key in the left vise jaw in
the same manner.

KEY ALIGNMENT - DUPLICATING
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Figure 2 - Aligning shoulders of keys with key gauge

Figure 3Key Gauge

Shoulder 
of key

Key Gauge
Tip 

of key
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THE CUTTING OPERATION

WARNING: Do not install or remove keys unless
the off/on switch is in the off position. 
1. Set machine in duplication mode. This is

accomplished by positioning the depth knob in to
its deepest cut position. (This is the last number,
usually the highest, encountered as you rotate the
depth knob away from you.) At this point, push in
on the cutter guide until it stops and tighten the
locking screw in that position (See Fig. 4)

2. Rotate both vise jaws to the station suitable for the
key being duplicated.

3. Insert the blank key and pattern key into the vise
jaws using the appropriate method described
under “Aligning Keys in the Vise Jaws”. Be sure
that both keys are laying level in the vise jaws and
are not tilted.

4. Lower the key gauge to align the keys using an
appropriate method as described under “Aligning
Keys …” found in the previous section (see page 10).

5. After the keys are aligned, return the gauge to its
“up” position.

6. Press the off/on switch to the “on” position.
7. Lift the carriage with both hands (see Figure 5).

8. Move the carriage to line up the cutter guide with
the cut closest to the head on the pattern key. Do
not permit the cutter to touch the shoulder of key
blanks with shoulders.

9. Press in on the carriage, while guiding it to the left.
Carefully trace the cuts of the pattern key with the
cutter guide. The cutter will make a corresponding
cut in the key blank. When the cut closest to the tip
of the pattern key has been traced, retrace the cuts
by guiding the carriage to the right. This will clear
away any metal not removed during the initial pass
over the key blank. Again, on keys with shoulders,
do not allow the cutter to contact the shoulder.

10. Press the off/on switch to the “off” position.
Remove the blank key. Press the switch to the
“on” position  and remove any burrs that remain
by contacting the key lightly against the deburring
brush. Return the switch to the “off” position.

11. Operating Tips - When duplicating a key, avoid an
irregular jerking motion in the movement of the
carriage. Acquire a smooth steady motion, using
both hands on the carriage to guide it. Apply the
same degree of pressure each time a key is
duplicated. Excessive pressure may cause “over-
cutting”. It is sometimes best to practice on a few
keys until the operator learns to impart a steady,
uniform pressure to the carriage.

Position
Depth Knob
to its last
number

Push on cutter
guide and
tighten lock
screw

Figure 4

Figure 5



INTRODUCTION: In addition to duplicating keys the
model 029A using optional accessories, has the
capability of cutting keys by code.

The previous section covered the procedures used to
duplicate a key from an existing copy. Code cutting,
does not require a key to copy. Instead, notches (cuts)
are made in the key blank based upon the code
number supplied with the original key. Often this
number is found on an accompanying tag or break-off
tab. If this number is known, the original key is not
needed. But you do need the proper code chart, which
is a numerical listing of key code numbers. Listed
beside each key code number on the chart will be a
corresponding series of digits which is the key cut
combination for that particular code; in short, the
actual cuts which should appear on a given key.

There are two critical dimensions in code cutting -
spacing of the cuts and depth of the cuts. Spacing
refers to where the cuts are placed along the blade of the
key “laterally”. The component which controls the
spacing dimension when cutting a key by code using the
model 029A is call a spacing key. Spacing keys are
either “tip stop” or “shoulder stop” in design (see Fig.
6). This indicates how a particular spacing key and key

blank should be aligned prior to cutting. The series of
cuts found on a spacing key are numbered and
correspond to the correct order in which cuts will be
made to the key blank. This will be fully explained later.

Depth refers to how deeply the notch (cut) is made
into the blade of the key. The
component which controls
the depth dimension for code
cutting purposes is called the
depth knob (see Fig. 7).
There are a series of numbers
which circle a depth knob.
These digits correspond to
the digits found beside a code
number on a code chart.

IMPORTANT: Refer to the Application Guide to
determine which specific spacing key and depth
knob to use for a given application. Each spacing
key is stamped with “SK” - followed by a 3 digit
number; depth knobs are stamped with letters to
aid in identification.

CUTTING KEYS BY CODE - PROCEDURES

Application Guide

The Application Guide that accompanies your
machine is a very important item when cutting keys by
code. Its most important function is to specify which
depth knob, spacing plate, and key blank is required
for a specific lock application. It also will indicate the
proper vise jaw position required to properly grip the
key blank for code cutting.

Changing the Depth Knob

When referring to the Application Guide you may find
that the key you wish to make requires a depth knob
different from the one already on the machine. Changing
the depth knob is easy; simply remove the retaining
screw (see Fig. 8) and slip the current depth knob off by

pulling it to the left. Install the selected knob by aligning
the slot on its right side with the pin projecting up from
the shaft it attaches to. Reinstall the retaining screw
finger tight, and the change is complete.

Vise Jaw Positioning

The 029A is equipped with “four-position” vise jaws.
The proper vise position to use (Code, A, B, etc.) will be
indicated in the Application Guide for each key listed.
It is IMPORTANT to remember that both vise jaws
should be set to the positions indicated in the booklet.

CUTTING KEYS BY CODE
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Retaining Screw

Depth
Knob

Shoulder gauged spacing key

Tip gauged spacing key

Figure 6

Figure 7

Figure 8



KEY ALIGNMENT - CODE CUTTING
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Aligning keys in the vise jaws for code
cutting keys with shoulders

WARNING: Do not install or remove keys unless
the off/on switch is in the off position.

One difference between duplicating keys and code
cutting them is that the vise jaws are not always
positioned to the same stations or sides. The LEFT
and RIGHT vise jaws should be positioned to the
settings indicated in the Application Guide.

After positioning the vise jaws to the proper setting,
both the spacing key and the key blank must be
properly aligned and securely clamped in the vise
jaws. To do this, slide the machine's carriage assembly
towards the right and position the appropriate key
blank in the carriage's RIGHT vise jaw with the head
of the blank pointing to the left.

Ensure that the shoulder of the key blank is roughly
aligned with the red mark on the vise jaw face. Verify
that the key blank is held level (not tilted), and tighten
the wing nut. Position the appropriate Spacing Key in
a similar manner in the Left vise jaw.

Next, lower the key gauge and position the carriage so
that the edges of the gauge contact the shoulders of
both the Spacing Key and the blank key at the same
time. You may have to loosen the wing nut securing
one of the keys and reposition it slightly. It is
important that the shoulder of both keys are in
contact with the gauge at the conclusion of this step.

Aligning keys in the vise jaws for code
cutting keys without shoulders

On keys such as the Ford double sided key, which do
not have a conventional shoulder, the tip of the key is
used as the aligning point (see Fig. 10). Clamp the
blank key in first and move the machine carriage to

the left. Lower the key gauge and position the carriage
so the tip of the Ford key touches the key gauge.
Install and align the spacing key in the left vise jaw in
the same manner.

Figure 9

Figure 10

Edge of
Gauge

Shoulder
of key

Red
Mark



THE CUTTING OPERATION
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To make the process of cutting by code easier to
understand follow the step-by-step example provided
below.

WARNING: Do not install or remove keys unless the
off  /on switch is in the off position!

Scenario: A key needs to be cut by code from key code
#10J4 for a General Motors vehicle. The proper code
chart for this code series has been accessed and it
indicates the key cut combination for key code 10J4 is
355331. With this information known, it is possible to
continue the steps needed to create a working key from
this number.
1. Refer to the Application Guide and “look up” by

vehicle brand and model the code series containing
the code number needed. The Guidebook will list the
proper Depth Knob, Spacing Key, key blank, and vise
jaw position for the application selected.

2. Install the depth knob indicated by the Application
Guide onto the model 029A. In the example above,
the specified Depth Knob is “A”.

3. Rotate both vise jaws to the position specified (wide).
4. Ensure that the cutter guide lock screw is loosened

to allow the guide to spring forward (see Fig. 11).
5. Clamp the Spacing Key (SK-100) and key blank

specified for the intended application into the vise
jaws.  (Refer to Application Guide for proper vise jaw
positioning.)

6. Lower the key gauge to align the spacing key and key
blank using the appropriate method as described
under “Aligning keys…” found in the previous section
(see page 17).

7. After they are aligned, return the gauge to its “up”
position.

8. The key cut combination for the sample key is
355331. Enter this number on the key cut display (see
Fig. 12). This device provides an easy to read display
of the number and can be referred to as the key is cut.
You are now ready to begin cutting the key!

9. Press the off/on switch to the “on” position.

10. Rotate the Depth Knob to the number that
corresponds to the first number of the desired key
cut combination. In our example, 355331, this
number would be “3’(see Fig. 13).

11. Lift the carriage with both hands and position it so

that the cutter guide is directly in front of the cut
on the Spacing Key marked “1” (see Fig. 14).

12. Apply moderate pressure to enable the cutter

guide to enter into the “1” cut on the spacing key.
As you apply pressure, the cutter guide, which is
spring loaded, will retract enabling the key blank
to contact the cutter and thus create the first cut of
the key cut combination. Use a “straight in -
straight out” cutting action.

13. Allow the carriage to return to its  “rest” position.

Depth Knob

Depth Index Mark

Figure 11 - Loosen Cutter Guide Lock Screw to allow guide
to spring forward for code cutting

Figure 12 - Rotate thumb wheels on display to change
numbers shown

Figure 13

Figure 14

Cutter Guide
Lock Screw

Spacing
Key

Cutter Guide
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Replacing the Cutter

The CU29 cutter used on this machine is 2 1/4" in
diameter. It is specially designed for versatility and can
be used to duplicate and code cut most automotive
type keys. No warranty is placed on the cutter,
operators should treat it with care and avoid harsh
usage. Do not force the carriage up, causing the key
blank to bang into the cutter, and do not apply heavy
pressure when cutting. Also, do not let the cutter run
into the vise jaw; this will dull the cutter quickly.

As with any metal cutting instrument, the CU29 will
dull with usage. There are three ways to tell when a
cutter is dull and requires replacing:
1. Time - a dull cutter takes longer to make the cuts.
2. Sound - A dull cutter will emit a shrill sound as it

runs across the key blank.
3. Burrs - a dull cutter will not cut away the metal but

will roll it away. When this occurs, there will be a
buildup of metal burrs on the underside of the key.
If this buildup is heavy, the cutter is dull. A sharp
cutter leaves little or not burrs.

To replace the cutter, use two wrenches, one 3/4" wrench
for the cutter nut and one 1/2" wrench for the cutter
shaft. Set the two wrenches in position and loosen the
cutter nut. Note that the cutter nut has a reverse thread
and turns clockwise to loosen. Remove the spacer
washers and the dull cutter. Install the new cutter, the
washers, and the nut. Please note that the machine
should be unplugged from its power source and the
hood removed before performing this procedure.

Adjusting for Depth of Cut

To ensure safety, UNPLUG machine from its power
source before adjusting for depth of cut. It is imperative
that the cutter guide and cutter operate in the same
plane, that is, aligned to each other. If the cutter guide
is adjusted too far forward, the resulting cuts in a key
blank will be too shallow and the keys cut will not
work. Likewise, if the cutter guide is “behind” the
cutter, the cuts in the key will be too deep.
1. To check the depth adjustment, insert two

identical key blanks into the vise jaws ensuring that
they are positioned flat (not tilted) in the vise jaws.
It is not necessary to align them with the key gauge
for this procedure.

2. Rotate the depth knob to its deepest cut position.
3. IMPORTANT: Press in on the cutter guide until it

stops and tighten the cutter guide lock screw (see
Fig. 15).

REPLACING THE CUTTER/ADJUSTMENTS

14. Rotate the Depth Knob to the number that
corresponds to the second number of the desired
key cut combination. In our example 355331, this
number would be “5”.

15. Repeat step 12, but position the cutter guide into
the “2” cut on the spacing key instead. In essence,
the numbered cuts on the spacing key correspond
to the proper location where each cut of the key
cut combination should be placed. Therefore, the
third cut of key cut combination 355331, which is
a “5”, will be created using the #3 position on the
spacing key and so on. Remember the Depth
Knob controls the depth of a cut, the Spacing
Key determines its location!.

16. Once each cut of the key cut combination has
been produced onto the key blank, remove it after
first ensuring the machine's off/on switch is in the
“off” position. In the case of a double sided key,
reclamp the spacing key and key blank as was
initially done.  Repeat steps 9-16.

17. To deburr the completed key, press the off/on
switch to the “on” position and contact the key
lightly against the deburring brush. Return the
switch to the “off” position.

Figure 15

Position
Depth Knob
to its last
number

Push on cutter
guide and
tighten lock
screw
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4. Raise the carriage, positioning the blank on the left
against the cutter guide and the right blank against the
cutter. Turn the machine pulley by hand and note the
right blank. The cutter should barely graze the key
blank when the adjustment is correct (see Fig. 16).

NOTE: No cutter is perfectly round so make one
complete rotation of the cutter before changing
adjustment. There will be a high point on the cutter;
the adjustment should be made to the high point. If
the cutter does not contact the key blank after one
rotation, or contacts excessively, proceed to change
the adjustment.

5. To adjust the cutter guide, slightly loosen the
binding screw (see Fig. 17).

6. With a flat screwdriver, turn the adjusting screw in
(to increase cut) and/or out (to decrease depth of
cut). Again, proper adjustment is achieved when
the cutter barely grazes the key blank.

7. Retighten the binding screw to complete the
adjustment.

Depth knob
set to deepest

cut

Cutter
guide

Binding
Screw

Cutter Guide
Lock Screw

Figure 16 - Adjustment is correct when both keys touch

Figure 17

Adjusting
Screw
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