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InstallationG lue Applicator

Installing the Glue Applicator:
1. Place the Glue Applicator on top of the Panel-Mint where it will be used.  Mount the motor on it's

mount if it is not in place.   Install the V belt between the motor and the main drive pulley if it is
off.

2. The sheet metal glue pan is equipped with a double bottom so that cold water may be circulated
through it and this should be connected to the water source with a flexible rubber hose.   This glue
pan will not stand any pressure and the water must be circulated in such a way that no pressure
over 5 PSI is exerted on the pan.  This glue pan may be very easily lowered for cleaning by re-
moving the two pins which hold it up, and the flexible hose makes it possible to do this without
any extra work.

3. The doctor roll on the Glue Applicator can be adjusted by moving the two screws which are
arranged to adjust the positions of the doctor roll bearings. In the top of these small doctor roll
bearings, are two slotted set screws. These must be removed weekly and oil must be put in for
lubricating the bearings of the doctor roll.   This is the only revolving part of the machine which is
not mounted on ball bearings and must therefore be lubricated frequently.

4. Extra rivets and extra cross angles are supplied with each machine. If the chain becomes loose in
time, it can be tightened by adjusting the bearing boxes at each end of the machine.   Oil the track
Of the machine daily where these rivets ride on the track.

5. All pieces set on edge on the conveyor between the two guard rails on the infeed side of the
Applicator will receive a coating of glue, as they are conveyed to the discharge side.

6. It is customary to set a large tub of water on a low stand directly under the glue pan, so the glue
pan can be lowered into the tub for washing.   After removing the glue pan, the glue roll is easily
removed by pulling on the "quick release" pin.  The glue roll and doctor roll can be cleaned with a
short bristle brush and so the drippings will drip into the tub  of water. It requires no more than 10
minutes to do a good cleaning job on the glue roll and glue pan.

7. The mechanisms of the Glue Applicator are protected by a slip clutch mounted on the geared stage
of the drive.  The slip clutch is factory set to allow slippage when the conveyor chain is held back
by hand.  After the machine has been placed in service, it may be necessary to adjust the clutch to
compensate for the added friction of dried glue, etc.   The gear guard will have to be removed to
make the adjustment.  Replace the guard when adjustment is complete.
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Introduction

We at James L. Taylor Mfg. Co. would like to thank you and your company for selecting the Taylor
PVA Glue Pump.  With proper care, your PVA Glue Pump will provide you with many years of
trouble-free service.

This manual contains important information about the installation, operation and maintenance of
your PVA Glue Pump.  We urge you to read it carefully, become familiar with the components and
features it describes, and follow its recommendations, to help make your gluing trouble-free and
productive.
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Installation



1/22 /01  V JL D 80-191.2

Safety Sheet

M AN U FAC TU R IN G  C O M P AN Y

JAMES L.

WARNING!

Lockout ALL
energy sources
before servicing.
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Installation

1. Attach the enclosure of the Catalyzed PVA Mixer to the frame of the glue applicator.
    Be sure that the static mixer is situated such that it will discharge into the glue pan of the applica-

tor.
2. Remove the plug from the large (2") bung on a 55-gallon drum of PVA resin and insert the resin

pump into the bung.  The resin pump should rest securely on top of the drum.  Connect one end of
the 1" resin tube to the outlet of the resin pump, and the other end onto the inlet of the mixer
assembly.

3. Place a 5-gallon pail of liquid catalyst on the floor, under the catalyst pump.
4. Remove the large cap from the top of the pail of catalyst.
5. Install the proper length of 1/4" clear tubing with strainer onto the pickup fitting of the catalyst

pump such that the strainer will reach to the bottom of the pail of catalyst. Feed the tube into the
pail of catalyst. Use the tube stiffener supplied to keep the tubing straight and the foot valve in an
uprite position.  This is Very Important!

6. Install a length of 1/4" clear tubing between the outlet of the catalyst pump and the catalyst line
tee fitting on the mixer assembly.  Tighten all fittings securely by hand.

7. Set the catalyst pump stroke to 50%.  Set
the speed also to 50%.

8. Connect a water line (with shut-off valve)
to the mixer water inlet.

9. Mount the glue level probe support to the
frame of the glue applicator.  Insert the
probe (insulated from the support by a
short piece of 1/4" rubber tubing) and
adjust for proper glue level.  Attatch one of
the two level sensor electrical leads to the
probe, and the other to the edge of the glue
pan.

10. Plug the catalyst pump power cord into
the female resin pump power cord.

11. Plug the male resin pump power cord into
a 120V AC outlet.

C ata lyst
P ump

Backpressure
D evice

S tatic
M ixer

R esin
P ump
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S uction Tubing S tra ightener Installation
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P V A G lue P ump (G A) Installation

Installing the PVA Glue Pump:
1. Place a 55-gallon drum of PVA or aliphatic resin glue (white or carpenter's glue) close to the Glue

Applicator, as shown in the photo below.
2. Remove the 2" bung from the top of the drum.  Lift the PVA Glue Pump and guide the lift tube

into the drum.
3. Insert the two 3/8" studs with nuts into the 3/8" tapped holes adjacent to the glue pan.  Tighten the

nuts.  Slip the bracket over the two studs as shown in the photo below.
4. Insert the 5/16" stud into a 3/8" tapped hole (as shown) to hold the bracket when not in use.
5. Attach one end of the tube to the fitting on the Pump.  Insert the other end into the bracket on the

Glue Applicator.
6. Insert the probe, with the short length of rubber tubing acting as an insulator, into the bracket.

Slide the tubing up or down the probe to adjust its height.  The bottom of the probe will determine
the level of glue in the glue pan.

7. Attach one of the sensing leads to the probe.  Attach the other lead to one of the 3/8" studs in-
stalled in step #3.  Plug the free end of the sensing lead cord into the receptacle on the back of the
Pump.

8. Plug the PVA Glue Pump's power cord into a properly grounded and fused 110 volt, 1 phase
electrical outlet.

9. Turn the Pump on with its toggle switch and fill the glue pan.  Adjust the probe if necessary.

P V A R esin
(G lue)

P ump

G lue
R oll

P robe

Tube
S ensing Leads

5/16" S tud

Bracket

3 /8" S tuds
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Operation

Startup
1. Open the resin supply valve.
2. Open the catalyst supply valve.

Warning: If either of these two valves are closed when the mixer is turned on, extreme
pressures will result, possibly causing lines to rupture or pump motors to stall.  Be sure both
of these valves are open!

3. Make sure all other valves are closed.
4. Turn on the mixer (with the switch on the back side of the resin pump).

Shutdown
1. Turn off the mixer (with the switch on the back side of the resin pump).
2. Clean up (see the Clean-up section of this manual).

Resin Supply Valve

Catalyst Supply Valve
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Clean-Up

Clean-up of the Catalyzed PVA Mixer should be performed at the end of each working day.  Be-
cause of the integral water flushing system, the system is quite simple to clean up:

1. Turn off the mixing system.
2. Place an empty bucket underneath the static mixer.
3. Turn off the resin and catalyst supply valves.
4. Turn on the resin and catalyst flushing valves.
5. Turn on the water supply valve.
6. Turn off and on the resin flushing valve a few times to facilitate flushing of the catalyst line.
7. After approximately 30 seconds, or after the static mixer has been discharging only clear water for

a period of time, turn off the water supply valve.
8. Turn off the resin and catalyst flushing valves.

Catalyst Supply Valve

Resin Supply Valve

Catalyst Flushing Valve

Resin Flushing Valve

Periodically remove and disassemble the static mixer assembly and wash the elements and the
housing with hot water to remove any build up.
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Calibration

On Installation
The Catalyzed PVA Mixer has two pumps: the resin pump, which sits on top of a 55-gallon drum of
PVA resin, and the catalyst pump.  The flow rate of the resin pump is constant, so all calibration is
performed by adjusting the flow rate of the catalyst pump.  The catalyst pump has two adustment
knobs: one for speed and the other for stroke.  An initial (rough) calibration can be performed as
follows:

1. Set the catalyst pump STROKE to 50%.
2. For a 10% catalyst-to-resin ratio, set the catalyst pump SPEED to 50%.  For higher or lower

ratios, see the graph below:

Fine Tuning
1. Turn the 3-Way catalyst control valve to the check proportioning position.  This allows catalyst to

flow through the backpressure device, and prevents catalyst from flowing through through the
static mixer.  Only catalyst will flow through the backpressure device, and only resin will flow
through the static mixer.

2. Turn on the mixer.
3. After the mixer has run for a few seconds,

place one plastic container under the
backpressure device and another container
under the static mixer.  Collect the catalyst
and resin in this manner for approximately
one minute, then remove the containers.

4. Turn off the mixer.
5. Weigh the collected catalyst and resin (sub-

tract the weights of the containers).
6. Divide the weight of the catalyst by the

weight of the resin.  Multiply by 100.  The
result is the % catalyst.

7. If the result is not not the desired catalyst/
resin ratio, adjust the catalyst pump SPEED
accordingly (the STROKE should always be
set at 50%), then repeat steps 3 through 7 until the desired ratio is obtained.

8. Turn on the valve that supplies catalyst to the static mixer.
9. Turn off the valve that supplies catalyst to the back pressure device.

20

1000 50

%  C ata lyst

C ata lyst P ump S peed (% )
[at 50%  S troke]

10
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OperationP V A G lue P ump

At the end of each day:
1. Turn off the PVA Glue Pump.
2. Remove the glue supply tube from the bracket on the Glue Applicator and plug the end of the tube

with the plug supplied.  Plugging the tube will prevent the glue from draining out and drying out
in the pump and tubes.

3. Remove the glue level sensing probe and clean the end that contacted the glue.

At the beginning of each day:
1. Remove the plug from the end of the glue supply tube and insert the tube into the bracket on the

Glue Applicator.
2. Insert the glue level sensing probe into the bracket on the Glue Applicator,
3. Start the Pump.  The sensing circuit will automatically turn the Pump off and on as the probe

contacts and breaks contact with the glue.  Adjustment of the glue level in the pan may be made
by sliding the rubber tubing up or down the probe, thus changing the height of the probe.



Maintenance

D80-17 .1
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MaintenanceP V A G lue P ump

Other than routine cleaning of the pump and glue level sensing probe, no maintenance is required for
the PVA Glue Pump.



Troubleshooting

D80-18 .1
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G lue Level S ensing U nit Assembly #128L  Wiring Diagram

James L. Taylor Mfg. Co.
P oughkeepsie , N .Y ., U .S .A.
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TroubleshootingP V A G lue P ump

Pump Will Not Run:
1. Check that the Pump is plugged in and that there is 110v, single phase power at the Pump.
2. Unplug the sensing lead cord from the Pump.  If the Pump then runs, there is probably a short in

the sensing circuit.  Check for a short in the sensing leads.
3. Remove the electrical panel from the Pump and plug the motor directly into an extension cord.  If

the Pump then runs, there may be a faulty switch in the sensing unit.

Pump Runs but Does Not Deliver Glue:
1. The valves in the Pump are probably obstructed.  Clean them by flushing the Pump's lift tube with

a water hose.  If this does not fix the problem, remove, clean, and replace the valves.

Pump Runs Continuously:
1. Check that there is good electrical contact between the sensing lead and the probe and between the

other sensing lead and the glue pan.  A build up of glue can sometimes inhibit good contact.
2. Unplug the sensing lead cord from the Pump.  Wet a fingertip and bridge the terminal strip on the

electrical panel.  The motor should turn off and on as contact is made and broken.  If not, the
sensing unit may be faulty.

Replacement parts may be identified and ordered from the parts sheets at the back of this manual.
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G lue Level S ensing U nit Assembly  Wiring Diagram



Parts List

D80-19 .1



8/25 /97  jdg (1  of 8 ) D 128-9 .1

M etering P ump Parts List
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M etering P ump Parts List
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M etering P ump Parts List
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M etering P ump Parts List
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M etering P ump Parts List
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M etering P ump Parts List
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M etering P ump Parts List
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M etering P ump Parts List
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Liquid H andling Assembly Parts List
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Liquid H andling Assembly Parts List
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M odel 128020 C ata lyzed P V A M ixer  Parts List
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M odel 128020 C ata lyzed P V A M ixer  Parts List
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M odel 128020 C ata lyzed P V A M ixer  Parts List
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M odel 128020 C ata lyzed P V A M ixer  Parts List

Key # Part Name Description Quantity
1. TU BE R U 06.1 3 /8  x 1 /4  x 1 /16  R ubber Tube 1 '
2 . C LAQ U .20 G E 1710 M ale  Q uick C lamp 1
3. BU S H .1 6-N -3-4  S tra in R elie f Bushing 3
4. W AS H FL04 1/4" F la t W ashers 4
5. N U TH X 04.20 1/4-20  H ex N ut 6
6 . W AS H LO 04 1/4" Lock W ashers 6
7. S C R H H 0412 1/4  x 3 /4  H ex H ead C ap S crews 6
8. 128-35 Assembly - Bracket - G lue  Feed Tube 1
9. 128-7 Assembly - Base 1
10. M O TG R .127 3M 127 D ayton G ear M otor 1
11. S C R S S 0505 5/16  x 5 /16  S ocket S et S crews 1
12. 128-61 C am S pecia l 1
13 . W AS H LO 04H I 1 /4" H icollar Lock W asher 2
14. S C R S H 0408 1/4" x 1 /2" S ocket H ead C ap S crews 2
15. C LAH O .20 #5220 H ose C lamp 2
16. 128-62-Length Assembly - G lue  Feed Tube (S tate  Length) 1
17. S C R P H .1008A 10 x 1 /2  Type A P an H ead S crew 2
18. IN TE R LO C K.10 IL-003 Interlock P lug 1
19. S W ITC H AP .1 L40A C ircle  F  Applicator S witch 1
20. LIG .IN 10 #1050-C -1  125V  R ed Lite 1
21. 128-69 Arm Asembly - Bearing 1
22. 128-102 Assemblyl - S ensing U nit 1
23 . W IR E R C 183S J 18-3S J R ubber C over W ire 4 '
24 . C O R D .04 1W 364 S upply C ord 1
25. C O N TC .5269 #5269C  C onnector 1
26. C O N TR E LS .1AR E LS  W /R elay 1  Level Liquid S ensing 1
27. 128-33 C ord - S ensing 1
28. 128-12 P robe 1
29. 128-121 Bracket - Long 2
30. C O U C O 12 3/4" C opper C oupling 1
31. BALLS S 14 7/8" D ia . S ta inless S tee l Ball 2
32 . 128-45 Body - Foot V alve 1
33. S C R P H .1006AS 10 x 3 /8" Type A S ta inless S crew 2
34. S C R H H 0412 1/4  x 3 /4  H ex H ead C ap S crews 6
35. W AS H LO 04 1/4" Lock W ashers 6
36. 128-57 Assembly - C ylinder 1
37. N U TH X 04.20 1/4-20  H ex N ut 6
38. 128-51 P iston 1
39. R IN G O 622729 #622729 "O " R ing 1
40. S C R S H .103210 10-32  x 5 /8  S ocket H ead C ap S crews 2
41. N U TH X .0632S S 6-32  S ta inless H ex N ut 1
42. C O U C O 2412 1 1 /2  x 3 /4  C opper C oupling 1
43. S C R R H .063232 6-32  x 2  R ound H ead S ta inless S crew 1
44. 128-70 S eal C ylinder 1
45. 128-72 Tube - P iston R od 1
46. 128-73 Assembly -  P iston R od 1
47. E LBC O 00122 3/4" C opper D rop E ar E lbow 1
48. 128-71 Tube - O utput 1
49. N IP P V C 1248 3/4" x 3" N ipple  P V C  Threaded 3
50. TE E P V C 12TH 3/4" P V C  S C H  80 Threaded Tee 3
51. N IP P V C 0012 3/4" Threaded S C H  80 C lose N ipple 4
52. V ALV E P V C 12BU 3/4" P V C  S ocket U N  Ball V a lve 2
53. F IT .437 1 Barb x 3 /4  M P T S tra ight F itting 1
54. 140-121 Bushing 1
55. C AP R E TAIN E R C ap R eta iner 1
56. M IX E R .10 60/0029-A/50  S tatic M ixer 2
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M odel 128020 C ata lyzed P V A M ixer  Parts List

Key # Part Name Description Quantity
57. TE E P O LY P 0404 1/4  x 1 /4  P olypr x P olypr 2
58. C O U P O LY P R 04F 1/4  X  1 /4  Female  P olypr C oupling 6
59. V ALV E 04P V C .2 1/4  P V C  U niversa l V a lve 3
60. 128-120 Bracket - S hort 3
61. P U M P ZZ.06 #28053 Injector C heck V alve 1
62. E LBP O LY P 0402 1/4  x 1 /8  P olyprtube x M P T E lbow 2
63. 128-126 C oupling S pecia l P V C 1
64. P LU G P V C 12 3/4" P V C  P lug 1
65. 128-107 M ixer Adapter 1
66. E LBP V C 1280TH 3/4" P V C  E lbow S C H  80 1
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D ayton M otor  Parts List



7/9 /04  V JL (2  of 10) D 128-25 .2

D ayton M otor  Parts List
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D ayton M otor  Parts List



7/9 /04  V JL (4  of 10) D 128-25 .2

D ayton M otor  Parts List



7/9 /04  V JL (5  of 10) D 128-25 .2

D ayton M otor  Parts List
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D ayton M otor  Parts List
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D ayton M otor  Parts List
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D ayton M otor  Parts List
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D ayton M otor  Parts List
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D ayton M otor  Parts List
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M odel 128014 P V A G lue P ump  Parts List
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M odel 128014 P V A G lue P ump  Parts List

Key # Part Name Description Quantity
101. BALLS S 14 7/8" D ia  S ta inless S tee l Ball 2
102. BU S H S .1 Bushing - S tra in R elie f 6N 3-4 1
103. C LAQ U .20 G E -1710 M ale  Q uick C lamp 1
104. C LAH O .20 C lamp - 5220 1
105. C O U C O 2412 1 1 /2" x 3 /4" C opper R educe C oupling 1
106. M O TG R .127 3M 127 D ayton G ear M otor 1

M O TG R .128 G earmotor - 3M 128,30  R P M , 115 V olt 1
107. N U TH X .0632S S N ut - 6 -32  H ex S ta inless 1
108. N U TH X 04.20 1/4-20  H ex N ut 4
109. R IN G O 622729 #622729 "O " R ing 1
110. S C R R H .063232 S crew - 6 -32  x 2  R .H . S ta inless 1
111. S C R P H .1008A S crew - #10  x 1 /2  Type A S elf Tapping 2
112. S C R P H .1006AS S crew - #10  x 3 /8  Type A S ta inless 1
113. S C R H H 0412 1/4" x 3 /4" H ex H ead C ap  S crew 6
114. S C R S H .103210 S crew - 10-32  x 5 /8" S ocket H ead C ap 2
115. S C R H H 0580 5/16" x 5" H ex H ead C ap S crew 1
116. S C R S S 0505 5/16" x 5 /16" S ocket S et S crew 1
117. 128-116 3/4" C opper D rop E ar E lbow 1
118. S C R S H 0408 S crew 1 /4  x 3 /8  S ocket H ead C ap 2
119. C O U C O 12 C oupling 3 /4" S weat C opper 1
120. TU BE R U 06.1 Tubing - 1 /4  R ubber S pecify Length
121. W AS H FL04 W asher - 1 /4" F la t 4
122. W AS H LO 04 W asher - 1 /4" Lock 4
123. S P G 12.094.2 S pring - 3 /4  x 4  x .094  C ompression 1
124. 128-84 Bar - E lbow M ounting 1
125. 128-89 C am 1
126. 128-7 Assembly - Base 1
127. 128-32 P lug - G lue  Feed 1
128. 128-62-Length Assembly - G lue  Feed Tube (S tate  Length) 1
129. 128-101 Assembly - Bracket - G lue  Feed Tube 1
130. 128-12 P robe - S ensing 1
131. 128-98 Assembly S ensing U nit 1
132. 128-85 Bushing 2
133. 128-70 S eal - C ylinder 1
134. 128-51 P iston 1
135. 128-71 Tube - O utput 1
136. 128-83 Tube - P iston R od 1
137. 128-88 Assembly - P istion R od 1
138. 128-86 Assembly - Bearing 1
139. 128-87 Tube - S pring G uide 1
140.
141. 128-33 C ord - S ensing 1
142. 128-45 Body - Foot V alve 1
143. 128-57 Assembly - C ylinder 1
144. C O N TR E LS .1AR E LS  W /R elay 1  Level Liquid C ontrol 1
145. 128-35 Assembly - Bracket - G lue  Feed Tube 1
146. 128-38 P robe S ensing 1
147. 128-56 Assembly - V a lve 1



Parts Order Form

D 80-109.15 /5 /89  KR Q

1. Sold to:
C ompany __________________________
Address ___________________________
Address ___________________________
C ity _______________________________
S tate  _____  Z ip _____________________
Y our N ame _________________________
P hone #  ___________________________
Fax #  ______________________________
P urchase O rder #  ___________________

2. Ship to:
C ompany __________________________
Address ___________________________
Address ___________________________
C ity _______________________________
S tate  _____  Z ip _____________________
Attention: ___________________________
P hone #  ___________________________
Fax #  ______________________________
P urchase O rder #  ___________________

5. Fax, Mail, or
Phone your Order to:

James L. Taylor M fg. C o.
P .O . Box 712

108 P arker Avenue
P oughkeepsie , N Y  12601

P hone: (845) 452-3780
Fax: (845) 452-0764

Quantity Part Name (see  parts list) Description Price (each)

3. Parts Needed:

4. Preferred Shipping Method:
(check one)

U P S  R egular Truck C ustomer P ickup
U P S  N ext D ay Air C arrier: _____________ O ther:_______________

Air F re ight



FeedbackD 80-100.2

fold
& tape

P O S TAG E  W ILL BE  P AID  BY  AD D R E S S E E

ENGINEERING DEPT
JAMES L TAYLOR MFG CO
108 - 128 PARKER AVE.
POUGHKEEPSIE NY 12601

N ame ______________________________________
C ompany ______________________________________
Address ______________________________________

C ity _________________ S tate  ____  Z ip ________
NO POSTAGE
NECESSARY

IF MAILED
IN THE

UNITED STATES

F IR S T C LAS S  M AIL  P E R M IT  N O . 728   P O U G H KE E P S IE , N Y
BUSINESS REPLY MAIL

W e at the  James L. Taylor M anufacturing C ompany are  committed to providing you, our
customer, with the  finest edge gluing machinery possible .  W e'd like  to hear from you as to
what we 're  doing right, what we 're  doing wrong, and how we might improve in order to
serve  you and the  woodworking industry best in the  coming years.  After setting up your
machine, we would appreciate  your filling out the  following form and returning it to Taylor.
W e thank you in advance for your comments.

1 . W hich Taylor gluing machine have you most recently purchased?

C lamp R ack C onveyorized G lue Applicator C ata lyzed P V A M ixer
C lamp C arrier Automated G lue Applicator S team H eated P anel-F lo
Automated C lamp C arrier P late  S preader S team H eated P anel M int
D ual Automated C lamp C arrier G lue P ump E lectric P anel M int
O pti-S izer M ix-M izer O ther:

2 . H ow would you rate  your overa ll satisfaction with this machine so far?

E xcellent C omments: ___________________________________________________________
        G ood                    _____________________________________________________________________

Fair _____________________________________________________________________
P oor _____________________________________________________________________

3. H ow would you rate  the  insta lla tion/operation manual?

E xcellent C omments: ___________________________________________________________
G ood _____________________________________________________________________
Fair _____________________________________________________________________
P oor _____________________________________________________________________

4. W hat improvements would you like  to see  Taylor make to future  machines like  yours?

C omments:  _____________________________________________________________________________
_______________________________________________________________________________________

5. W hat new machines would you like  to see  Taylor develop in the  future?

C omments:  _____________________________________________________________________________
_______________________________________________________________________________________


