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CLEANING THE KM FLOAT SWITCH

The float switch on the KM unit serves two mgor
functions in the operationd sequence. Thissmple
switch, provides an automatic reset, low water safety
protection. It dso, Sgnasthe control board to initiate
the harvest cycle when afull batch of iceisformed on
the evaporator plates.

Since the float switch islocated in the water reservoir
system, it is susceptible to scale or calcium build-up.
KM series cubers include a built -in power flush for the
float switch housing. This flushes scae and sediment
back into the reservoir through the boot connector. The
sediment can then be removed by the overflow at the
end of the harvest cycle.

The float switch power flush occurs during the pump-
out cycle. Whenever necessary, it can be adjusted to
occur either every cycle, or every 2th, 5th, or 10th
cycle. In most cases, the factory setting for this
adjusment is every 10th cycle. This adjustment
provides cleaning flexibility. To make the pump-out
adjustment, use control board dip switches #5 & 6.
With these switches in the ON OFF position the pump-
out will occur every cyde providing maximum cleaning
for the float switch and reservoir.

In bad water aress, it iscommon to collect heavier
deposits in the bottom of the float boot connector. A
crust of scale may form in the boot and connector tube.
If you find thet scdleis collecting you should drain the
water system, remove the boot and thoroughly clean the
sediment and scale from the boot, connector tube and
the hole leading to the reservoir. Make sureto rinsethe

remaining scae flakes from the reservoir so that it does
not cause additiona problems.

If the float, housing, and shaft are scaled up you can
clean them by soaking them in ice machine cleaner.
Either turn the float upside down, plug the stand pipe
holes and pour in the cleaner or fill a container and stand
the float switch in it for awhile.

Oncethefloat is clean and rinsed, check the operation
with an ohm meter. Remember, when the float is up the
switch should be closed. When thefloat is down the
switch should be open. Obvioudy you should replace a
defective float switch however, a thorough cleaning will
usualy correct agticky float switch problem.

ALPINE BOARD DIP SWITCH NUMBER 7 & 8
Dip switches number 7 & 8 on the Alpine control board
are specid application switches. The indructions state
that these two switches should remain in the OFF
position when the unit isin operation. Falureto
have 7 & 8 in the correct position will result in severd
different scenarios.

(1 will take time to explain these scenarios only to make
you aware of the symptomsif ether switchis
accidentdly left on.)

Dip switch # 7 is connected to thered K- 4

connector. Thisisaspecia control circuit which will not
dlow the bin contral to shut the unit down in the middle
of afreeze cycle. Thisconnector isused only ina
bagger gpplication. Thisisthe only gpplication in which
K-4 should be connected. Y ou should never place a



jumper acrossK - 4 and try to operate the unit as
erratic operation will occur.

If #7 isturned to the on pogtion the unit will sart

up and maintain norma operation aslong as K-4 is not
connected. If ajumperisplacedonK-4and#7is
ON, the unit will not gart.

Dip switch # 8 is the board check-out switch. It isused
when conducting the detailed board check-out
procedure provided in the individud KM service
manud. If # 8 isswitched to the ON podtion with a
full reservoir (float switch closed), the unit will remainin
the 1 minutefill cycle. 1t will react the same asalow
water safety gtuation. If the reservoir is empty (float
switch open) the unit will not sart.

If both# 7 & 8are ON the unit will not start. There
may be other scenarios which could occur. The
important thing to remember is, double check both
7 & 810 assure they arein the normal OFF pogtion.

SERVICEQ& A
Question: The customer complains that the bin is never
full. Wheredo | gart ?

Answer: by Keith Johnson: This problem is common
to any service technician who has serviced an ice
machine before. It can be caused by various reasons or
dtuations.  Frd, you must determine if the machine
shutting off prematurely or just not producing enough
ice.

If the unit is not running when you arrive on the job Ste
check for incoming power and water. Turn the power
off and back on again to check for a machine “locking
out” on high temperature safety. If the suction line
temperature exceeds 127°F, the machine will stop
operation and will not reset itsdf. This Stuation can be
caused by a number of problems. Hot water bleeding
into the cold water circuit during the evening hours, or a
machine gticking in harvest too long. This should be easy
to diagnose because the machine requires manua reset
to start.

Next check for an open bin control with a voltmeter.
Check if the bin contral is broken, out of calibration or
operating intermittently due to sticking contacts?

You may aso have a refrigeration problem such as an
under charged dgtuation or an expanson vave
misfeeding. Thiswill require checking system pressures
and comparing them to factory data provided in the
Tech- Spec’s pocket guide. Now that you know the
refrigeration and dectricd  system ae operating
normdly, you must determine how much ice this
machineis actudly producing.

On this cdl, a traned service technician must never
assume that the ice machine or bin is properly szed. To
determine how much ice the unit is producing perform a
smple production check as follows:

1. Timeacycle from the sart of one freeze cycle
to the start of another freeze cycle.

2. Divide 1440 (tota number of minutes in twenty
four hours) by totd cycle time. Thiswould give
you the total number of cydesin atwenty four
hour period.

3. Catch and weigh this batch of ice. Thisis a
little more difficult on larger units, I've found a
bus pan or afive gdlon bucket works well and
are usudly reedily available (better ask firgt!).

4. Multiply the batch weight by totd cydes in
twenty four hours to determined your tota
twenty four hour production.

Next, compare this production to a production chart
and determine if the machine is producing the proper
amount of ice under your operating conditions. Y ou will
find this information on the performance data charts
provided in the Tech-Spec’s pocket guides. If
production is within ten percent, bottom line is the
mechine is doing al it can do. Your cusomer may be
using more ice than the machine can produce, thus the
bin is never full. The cusomer may date that they hed
more ice in the bin in the pad, this is where the
investigation comes into play. You must determine if the
cusomers volume of business increased, or if the
mechine or bin is actualy to smdl for this application.



AsK questions, collect data and investigate. Resolving
this problem requires being alittle like Sherlock Holmes
investigating the case of the dreaded “ bin never full”.
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