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— . TLE 48 Page Introduction

1. = Main page
TE@EARSRENETE, TNRFHTHEDRL, REEMN, FES
i, BETESIE. WE 1 ZE 4 .
The main page is the main interface of equipment operation, which can make

action initialization, alarm reset, output statistics, speed calculation and so on. As

shown in Figure 1 to Figure 4.
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Figure 1
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Figure 2
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Auto/Manual Production Speedm
Batch Production “
Operation
Setup Current Production

Inching Cutter Empty Production
Feeding Cylinder
Welding Servo Position m MM
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Rotary Servo Position m °9 Total Production Output“ pes
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Figure 3
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2. T T1EIRAIAE: Key description of main page:

3. BT/ Nz VIIRIREEITIRS, EBESTEBmET i, &%

ERENECTERLEE, URTABIMET, FHIEMRRE BINETHNE
w& LR BRI TR TR E,
Auto/Single: Switch the running state of the equipment, and click "Auto™ for normal
production. If you need to check whether the operation is normal, you can click
"Single" and press "Start" on the touch screen or the start key on the equipment for
single operation.

4. BINETT REBITBINFX
Start: Equipment runs

5. {FILIETT: RBEILEBFIAX
Stop: Equipment normal stop

6. Fanfl: REMIALERE, —MEVLETHK, HEXEEMNTHRE, FTE
N 3
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RIS TTEITRE
Initialization: The equipment initialization is usually completed after the machine is
powered on or the fault reset is completed, and it is necessary to click Initialization
before running the equipment

7 EEA HREWELLE, ARRESTREZE, TERAENRE
Fault reset: When equipment failure occurs, the alarm can be cleared after the current
fault is eliminated

8. ZITHERE. UNETHHHTRE, NERKE, &
B IRERE, BEREF

Operation parameter setting: The operation parameters can be set, such as feeding

EEHCE, SR

)

length, first feeding length, clamping position, welding width, welding speed, etc
0. £ HE. TBEFIMREEITEE
Production speed: Can view the current equipment running speed
10. #iX=E: FREFIFEBREIHATEN, BRESENHITEVIRE
Batch output: When the current output of the equipment reaches the batch output, the
equipment will be automatically shut down
11, HEi~8. HRR&EFEITH
Current Output: Current equipment output count
12. BETE BTYETE
Clear output: Clear the current output
13. IREERYTNE: EFYFEEEARNE
Current position of welding servo: View the current position of welding servo
14. e fAREIMNE: EFELAREERMNE

Current rotary servo position: View current rotary servo position
4



15. ERIZHAILAA: GNE S, &6 A,

Panel key description: As shown in Figure 5 and Figure 6.

5
Figure 5

o | | 38XV

SENCHUANJIGUANG



12 1E R 85

6
Figure 6

BRAX REBIREHTX
Power: Equipment power
BEET BEETRSITR
Start: Equipment runs

F1EEfT. BREEBENTX
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Stop: Equipment normal stop

RIS 1R 220V BRTE7R

Power indication: 220V power indication
BERE . REREEGIETR

Fault alarm: Alarm buzzer indicator

AR TR, REER/EFL

Emergency stop switch: Press the key to stop the equipment urgently
TR T1Ea R Bahiesd

Work lighting: Start knob of workbench lighting

16. SF=hE mE Manual screen
AIZTE PO R & ENEMEH#H TR, SR Ek. WE 7
ZE 10 Fror
Can perform inching tests on various actions on the equipment, including

cylinders and servos. As shown in Figures 7 to Figures 10
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Figure 7
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Figure 8
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Receiving Cylinder O Welding Gripper 1

Catch CYL | O Welding Gripper 2

Flatten Cylinder

Rotating Clamp Cyl.

Cutter Cylinder Coding Cylinder

Receive Clamping Cyl. Pusher Cylinder
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Figure 9
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Feeder Servo Forward Welding Servo Forward Inching Welding

Feeder Servo Reversal Welding Servo Reversal Nitrogen Outgassing
Cutter Cylinder ] ] ]
Welding Servo RZ. Feeding After Inching

I' otation Servo Forward
Function
I tation S R l Parameters
Rotation Servo Reversa . e
Welding Servo Position m MM

I Rotation Servo RZ. | Rotation Servo Position

10
Figure 10

17. & & E M Setting screen
ZABET, UXNREMNENENE, B EXENMEHEHTIEE,
WO N ERIZI TS EAITIRE, WE 11 ZE 14 Fir
The delay time, timeout time and compensation angle of equipment action can be
adjusted, and the servo operation parameters can also be set, as shown in Figure 11

to Figure 14

o | | 38XV

SENCHUANJIGUANG



10
16

2B I 202'/02/

BH R R SER{EEE JEER R FE B
HE ¥ & F S L3 4F B [|) BB S B 7 FE B
7] S L 3h 4E B [ 7% ST B 47 FE B
FEXFSHZERE FE S S B i FE B
FEXRFSE 23 ERE Eh{EB I E
B3} 120 BR 3 7 FE B
T ¥ {20 IR B 45 R B
15 3% {50 IR ) 45 E B

RAARRE 0 BWEER |RER

11
Figure 11
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Figure 12
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setting 1 | 2021 /02

Material Clamping Action Time m S Traction Material Shortage Delay m S
Rotating Gripper Action Time Material Receiving In Place Delaym S
Cutter Cylinder Action Time

Welding Gripper 1 Action Time m g Flattening Cyl In Place Delay

Welding Gripper 2 Action Time m g Action Timeout

Product Cylinder Action Time ms Feeding Servo In Place Delay

Welding Material Shortage Delayms Rotary Servo In Place Delay

Flattening RZ. Delay EXJ s Welding Servo In Place Delay

Laser Alarm Delay m S
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Figure 13

Feeder Servo Rotation Servo Welding Servo
Setting Setting Setting

Lazer N.O. Alarm Use Output CYL Reach

Frequency Conversion Channel 1
Laser Channel 3

start Weld Length [J[J{OJ MM start Weld Power [SOID
0.0 0.0 _

Welding Length MM Welding Power

14
Figure 14
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18. 10 5#= 10 monitoring
ZEEPINEENMERAGLE RNESRSHTEER BTREREE
SEGIER. WE 15 £F 22 fiR,
The signal status of all input and output points of the equipment can be viewed to

check whether the equipment signal is normal. As shown in Figures 15 to 22.
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Figure 15
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Figure 16
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Figure 17
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10 k5414 I 2021/02/16
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Figure 18
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PLC Host Input Table
X0 Catch CYL Origin X10 @ Output CYL Origin

X1 Catch CYL Reach X11 @) Lack of Traction1

) Vi Side Move CYL Origin X12 @ Material Shelf Upper Limit
X3 Side Move CYL Reach X13 @ Material Shelf Running
X4 Output CYL Reach X14 @ Lack of Welding

X5 Flatten CYL Origin X15 @) Rotation Servo Origin

X6 Flatten CYL Reach X16 @ Welding Servo Origin

X7 Cutting CYL Origin X17 @ Welding Servo Pos. Limit

19
Figure 19
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PLC Extension Module Input Table
@ Start

Stop

Emergency Stop

Feeder Servo Error
Rotation Servo Error
Welding Servo Error
Detect Photoelectrical Eye

Laser machine Error

20
Figure 20

PLC Host Output Table
Feeder Servo Pulse Y10 & Catch CYL

Rotation Servo Pulse Y11 @ Side Move CYL

Welding Servo Pulse Y12 @) Receiving Clamping Cyl.
Send Servo Direction Y13 @ Rotary Gripper Clamp Cyl.
Rotation Servo Direction Y14 @) Cutting Cylinder

Welding Servo Direction Y15 @) Flattening Cylinder

Alarm Indication

Frequency Conversion Out.

21
Figure 21
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PLC Expansion Module Output Table

Welding Gripper 1 Y010 & Nitrogen Outgassing
Welding Gripper 2

Pusher Cylinder

Servo Error Reset

Welding Start

Coding Cylinder

Modulation Start

22
Figure 22

19. FRZE = E Alarm screen
ZEEIUFEEE LBERRENREFTR, AREMRHATERERRZ
EXREHITEAN. 0E 23, 24 P76
This screen can store the alarm situation after the equipment is powered on, and
another reset key can reset the equipment after troubleshooting. As shown in

Figure 23 and Figure 24
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Figure 23
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Trigger Date Trigger Time

24
Figure 24
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— . _E® & Power-on Preparation

L ®REEXEZTE], TN IO f25#LTERNME, WwaEHSEH, N
JEFHAREEFIRMRTIANATRAZE, BEXNNIZHR NHREER
AESEXR FNAESHAKEN, TURERMAUEENELTIES
RS, ERINMIRBREZRSZ R, JHIT T —DRE

Before the equipment is officially put into operation, it is necessary to check
whether 10 points are in the correct position. If the position is correct, can see in
the manual interface that all the lights under the original point are green, and when
the corresponding key is pressed, the original point signal goes out, and when the
in-place point signal light is green, you can determine that the original point and
the in-place point are in a normal state. After confirming that the servo is in a
normal state, you can proceed to the next operation;

2. ZHRE, AREEEE, N=MIRMNRE, MERE, BERE OTERESD

HITIRE, FEINEERBELRENZERSNERIAAE, EREE, SRET

NEFZE, BREFELE TEA—ETSHRE EHPNZTSEEXE

PHITIERRE, REEENE 25 2E 32 iR,

I

Parameter settings. Set the speed, acceleration, deceleration and zero return speed
of the three servos. It is necessary to set the parameters such as the in-place time,
timeout time and alarm delay of each action according to the actual situation.
Finally, it is necessary to correctly set the relevant pictures of operation parameters
in the "Main Page-Operation Parameter Setting" picture. The setting pictures are

shown in Figures 25 to 32;

18
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Figure 25
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Figure 26

Y& 2 {5 BR

BITEE 0.0 MM/S
i E 0 MS
BURE 0 MS
A 0.0 mw/s | BERBRRE
LEE 0.0 MM

B ZEE] 0.0 MM/S G RE S H
B ZEE2 0.0 MM/S

R RRIES |

i i
RAERE 1085 T R
27

19



Figure 27

X =10l x]

BT8R

& 28

Figure 28

Feeder Servo

1st Speed 0.00

Run. speed 0.00 H Feeder Servo forward H

Acceleration 0
_— Feeder Servo reversal

Inch. Speed
‘ ‘ Cutter Cylinder H

29
Figure 29

Rotation Servo

First Speed 0.  Deg./S Secondspeed 0.0 °IS
Acceleration MS

Inch. Speed . ~ Deg./S
Cur.Position . MM/S Rotation Servo forward
RZ.Spd. 1 . ~ Deg./S
RZ. Spd. 2 . Deg./S
Offset Speed ] ~ Deg./S H Rotation Servo RZ. H

Fotation Servo reversal‘
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30
Figure 30

=101 x|

2021/02/16

Welding Servo

Run Speed 0.0 MM/S
Acceleration 0 MS
Deceleration 0 MS
Inch. Speed 0.0 MM/S ‘Weling Servo Reversall
Position 0.0 MM

Pz sk ;40'0 MM/S H Weling Servo RZ. I

RZ. Spd. 2 0.0 MM/S

31
Figure 31

‘Weling Servo Forward I

=3 E I e 3
Operation Parameter Setting

)
00
000
000
e

.
3. MR ERIE, AXTEA LRSI VIR %R, [ESRREM, ZF#HTER
SMRIE, FRIETH, MRRE LAZETEIIASE, B ESERHRE.

Initialization: Click the "Initialization™ key on the main page, and the cylinders

will be reset in turn, and then servo reset operation will be carried out. When the

operation is completed and the shutdown state is displayed in the upper left corner
21
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of the touch screen, the equipment can be ready to start.

32
Figure 32

= . KE Alarm

HIREREN, FELEASEAERELENER By AERENREE,
FALEFRENELE, JREEMEENEMNRE.
When the alarm occurs, the current alarm will appear at the top of the screen,
which can also be viewed on the alarm page. After handling the equipment failure,
you can click the reset key to reset the failure.
T XX SHRRFRIRE. ERETEEERNE EXEURE 10 =&
HMGEFHMEEEE0E, WEHNE NFEREERFAEGHE. WE 11
FRr7ms
1. XX cylinder origin/moving point alarm: Check whether the cylinder has action first.
If there is no action, check whether there is any problem with 10 point output and

relay output. If there is action, check whether the sensor is faulty. As shown in Figure

1-1.

22
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1-1
Figure 1-1

2 XX EfREE: SleENNERESERNRERES, WEEREKNHE
WP EEN NN EEHGREE. SRR RS ERESLIE, NE 1-2
FFrom o

2. XX servo fault: First check the alarm fault code of the corresponding servo driver
panel, and look through the servo driver manual to check the corresponding
fault code to eliminate the fault. Or contact our company for after-sales

cooperation. As shown in Figure 1-2.
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1-2
Figure 1-2

3 REVRUREXR-—EENNME, KERERLEGHE. ME 1-83 .
3. The equipment initialization rotating clamp keeps rotating, and check whether the

rotating origin is faulty. As shown in Figure 1-3.

1-3
Figure 1-3

LM ERIRE: eERIREINBETXEAHE. SEBEINAER. Site
BELMFERESE B HED, WEEPFBHREN N REEHREE. SRR

\

NI EFEESAE, NE 14, 1-5 Fior,

|

4. Buffer upper limit alarm: Check whether the proximity switch started by the
material rack is faulty. Causing the motor not to feed. Or check whether the inverter
panel shows fault codes, and look through the instructions to find out the
corresponding fault codes to eliminate faults. Or contact our company for after-sales
cooperation. As shown in Figures 1-4 and 1-5.

24
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& 1-5

Figure 1-5
6. AAMIEB IR W TEFR:

6. Normal startup state of laser machine: as shown in the following figure:

o« € 26
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I AE HEAIRE !

The laser machine does not give light and does not give an alarm:
ARERNE—AYANRE 10V RSB EREEE. (10 RN 1V EE)
1-6 Ffr7r.

The universal meter checks whether the 10V analog voltage of the touch screen of the

all-in-one machine is normal. (10 power corresponds to 1V voltage) as shown in

Figures 1-6.

« €N 27
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1-6
Figure 1-6

MICHEZER, FTAERRRHEENRE R RACMEFRENNREENEK,
WE 1-8 Frir,
Connect the laser machine to the computer, and open the monitoring software to see if

the power display matches the power set by the laser touch screen. As shown in Figure

1-8.
o=
o €N 28
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1-8
Figure 1-8

KERERESHI 24V BEEARE - MIRFTI R IET N E 24V B,
Kl 1-9,1-10 Fror.

Check whether the 24V voltage of the enable signal is stable. The touch screen can
only measure 24V voltage by manually clicking out the light, as shown in Figures 1-9

and 1-10.

= EnE

2021/02/16

X a1 AR IE 5% R E ARIESS

EEEEES | AR |
__7SE | [EEABEE

| st fABRIE S |
| et T, ) (MY
| iEtt RS T S 0.0 [

TEE FHEE RRRE [o}.:% WEER [JTRER

1-9
Figure 1-9

BT
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K 1-10
Figure 1-10

HANIRE, AREARKVNKNEREIEAES, BFIALERGRETANE,
N 1-12,1-13 Fror,
Laser alarm, check the water level & temperature of the chiller is abnormal, and then

open the monitoring software to check what fault, as shown in Figure 1-12, 1-13.

cFad. 4 4 0 4~
% s -_ 4
L TR 4+

. , '

wrEnxaE EEE - -
aiacl E1oks & 00 L execg EEZEE

Cionr f i

1-12
Figure 1-12
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1-13
Figure 1-13

7 . AIKAEEANIE:  Troubleshooting of chillers:
WALIRIP: REBKA, BKUSASRTREIREZ, 0E 1-14 7w,

Liquid level protection: Check the water level to see if it is lower than the yellow mark

line. As shown in Figure 1-14.

A
o« € 31

-y

aul | [iRX e

SENCHUANJIGUANG



1-14
Figure 1-14

METRKRP: REREFXREERRETK, KRALSEFLE., WA 1-15 Ff

32
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7INo

Flow lower limit protection: Check the flow switch & replace the flow switch, and

contact the company for after-sales treatment. As shown in Figure 1-15.

1-15
Figure 1-15

RKVBEAR T, RERRSKINEZESRAN. (BETrFERETHLTIF
FURZS) Al 1-16 Frors.

The temperature of the chiller will not drop. Check whether the panel chiller is not
turned on. (The display screen shows that it is in the boot state during operation) as

shown in Figure 1-16.

33
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1-16
Figure 1-16

RIKUBEEAR EF (THEHEX) BUIRERK, MMERKILKYEERS

The temperature of the water chiller will not rise (in snowy areas). Put out some cold

water and add some warm water to make the water chiller run.

mELRRIP, BKRASERLHE.

Flow ceiling protection, contact the company for after-sales treatment.

BAELREE, REKR, NE, EEVNESELEEEZTT, RETROESETM,
MITBRRAZ KA L, Nl 1-17 Fros.

Media upper limit alarm, check whether the water flow, fan and compressor are
running normally, check whether the filter element is too dirty, and give priority to

removing dust from the chiller, as shown in Figure 1-17.

34

o | | 38XV

SENCHUANJIGUANG



e 1-17
As shown in Figure 1-17

CRNSBRERMNNESE Sensor Alarm and
Corresponding Cylinder

T. BRI RR&E AR, HBERN RN SREPENT, ME 2-1 2 2-3
Fir7m s

1. If the origin-moving point of the receiving cylinder fails, adjust the inductor to light

up the living room, as shown in Figures 2-1 to 2-3.

k
HI7ISEL

IS SIS 2950 G N SRS
zeaclh Bl ks 8 00 LI REL~R
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2-1
Figure 2-1

2-2
Figure 2-2

36

o | | 38XV

SENCHUANJIGUANG



2-3
Figure 2-3

2 MBER = & RifE, ARy RN T =EFEPENT, WNE 2-4 2 2-6
PR,

2. Side-shift cylinder origin & moving point failure, adjust the sensor induction light to

light up in the daily life, as shown in Figures 2-4 to 2-6.

37
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|

&l 2-4
Figure 2-4

2-5
Figure 2-5

38
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2-6
Figure 2-6

3. R RHRA&E AT E, FBRNHFENT=EFPRIT, WE 2-7 2 2-9
FRr7ms
3. Flatten the cylinder origin & moving point fault, and adjust the sensor induction
light to light up in the daily life, as shown in Figures 2-7 to 2-9.
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2-7
Figure 2-7

2-8
Figure 2-8
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2-9
Figure 2-9

AITIBHIR StfE, AN SRS =RESREIT, WE 2-10 3| 2-12 A=,

4. Cutter cylinder origin failure, adjust the sensor induction light on the living, as

shown in Figure 2-10 to 2-12.
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2-10
Figure 2-10

2-11
Figure 2-11
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2-12
Figure 2-12

5 HERISETRAME, HRSETRER R, DR R R R
o] gnE 2-13 %) 2-15 Frow,

5. The origin of the push cylinder is faulty, the push cylinder is in the middle of the
welding clamp, and the inductor can be adjusted to light up in the daily life as shown

in Figure 2-13 to 2-15.
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2-13
Figure 2-13

2-14
Figure 2-14

sw‘ 5

<
Y N —fr—

AR 2-15
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Figure 2-15

6 . (FEERRltE, EEICBRACRENERIT], WE 2-16,2-17 Frr,
6. In case of welding material shortage, adjust the photoelectric red light to the steel

ring, as shown in Figure 2-16 and Figure 2-17.

F@E@A |

| r— | g 4 00 M
xR S

l——— "_'— stz ML e W 25
Y.
FEEE

o xiqo) e IRh w

2-16
Figure 2-16

2-17
Figure 2-17

7 RIRERRE, SRR E RN TSR ERNEEE, WA 2-18 AR

7. When the material rack is short of materials, adjust the position of the photoelectric

45
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eye to shine on the steel strip or adjust the induction distance, as shown in Figure 2-18.

2-18
Figure 2-18

8 RIZREREME KETHNESRE, AEEEAXBRNVESEBRELTX,
A 2-19 Fror,
8. If the upper limit of the material rack fails, check whether the frequency conversion
gives an alarm, adjust the sensing position of the proximity switch or replace the

proximity switch, as shown in Figure 2-19.

2-19
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Figure 2-19

9. BERR&RAMRE, BEEEFXENES, WE 2-20 .
9. For welding origin-limit fault, adjust the induction distance of proximity switch, as

shown in Figure 2-20.

>
v
£
y?
-
o
-
5
.

> -t
-
-~
#
%
®
.
=
-~
Z
=
£ -
= 4
#
&
-
%
3
= =
=
>
£
=
e =
=
=
>
=
E
-
e
=
E
=
>
=
F
-
>
&
=
F
-
>
-
&
-
-
-
3
-
4
=
-
-
- 4
-’
=3
=
-
>4
-
=
-2
¥
-2
- 2
-
=
;-
-
e
x

2-20
Figure 2-20
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10 . BEmERBNEN, KEMRFEEENEE SR &PLC THBHAE
BIRHHIR, HieEBRMNEEETASZH, WA 2-21,2-22 fr,

10. When welding touch screen communication timeout, check whether the
communication line on the back of touch screen is loose & whether the
communication port of PLC host is loose and damaged, or check whether the whole

communication line will be damaged, as shown in Figures 2-21 and 2-22.
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2-21
Figure 2-21
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. SN EFFAIEEETS ZE Troubleshooting for Steel
Strip Production

AN

CBRERHCE, EERESEERERSHEEIMN, RERREEGE
REREEHKBRARETH NN, LEERFRFIEERXRZFZRER, K&
Zh S

b
a
/
FH
P

ﬁ

3

1. The length of the first feeding, check whether the operating parameters are too low,
check whether the rubber wheel is pressed, check whether there are oil stains on the
surface of the rubber wheel-iron roller, check whether the rubber strip of the receiving
clamp hand-rotating clamp is worn, and check whether the rubber wheel is worn.
2 . SRk, EHERERAZEFTT, AR, ENHEER
EEER, REERFEEER.
2. Bow the steel strip high, check whether the rear retaining ring is parallel to the rear
limit, or adjust the front limit, check whether the burr of the steel strip is too large, and
whether the rotating clamp strip is worn.
3.WH VO, REFHEBRERAEEFST, AR, wENHEVIEE
FEEITKR, REXRFEEZELTFREFZEEMR REEFEENTEER
%, BOtFIITR, BRERSTAT, BEEFENESEEINT, REL
TRFHREEL E TRINREEESEERESEINTEAR, KaEMeEIIO
AT

3. V-port of steel strip, Check whether the rear retaining ring is parallel to the rear limit,

P

Or adjust the front limit, Check whether the burr on the steel strip section is too large,
Rotary clamping strip & welding clamping hand strip is worn, check whether

flattening is aligned, whether welding seam is pressed well, laser manual dotting to see
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whether welding seam is uneven, whether welding clamping hand clamping material
rubs against steel strip, check whether there are cracks in upper and lower clamping
hand dovetail grooves & upper and lower splint dovetail grooves, which lead to tight
steel strip pressing, and inching feeding to check whether knife edges are parallel.

4 W ER, BEREEMERERNEEWRL, IFE&LAZTROSEERER
KE 10 DMzF LR, BE TOMIEENSEL TANMARLE, FLEFNT
WIARI ], REREXREFEEEBMSBOERKE, RREGEBRTE.

4. Steel strip stacking, look at the welding touch screen to show which side of steel
strip stacking, reduce the parameters on the upper side of the weld seam, and gradually
reduce the first feeding length by 10 wires. Fine-tune the outer hexagon screw on the
lower side of the receiving cylinder under the weld seam, and loosen the nut and
fine-tune it first. Check whether the rotary clamp strip is worn, which leads to the
length of feeding and whether the rubber wheel is seriously worn.

5 IREEREE, REERZEGER KERSSFEHEXERIT Z&ERIN
mid K, ERSELT TRV BR Z AR HuERD ],

5. The steel strip is indented and deformed, check whether each rubber strip is worn,
check whether the parameters are too much for the first time & the receiving steel strip
is too long, and relax the screws under the receiving cylinder for fine adjustment.

6 NTHHIE KREANLAHKAREEENTEET L, RENTEEE V AR
RE, DERERBEFEHE REARSRESBREIRE,

6. The steel strip is pulled and exploded. Check whether the laser red spot is in the
center of the weld seam of the steel strip, check whether the steel strip has V-port or is
impenetrable. Excessive power will also lead to pull and explosion, and high and low

focusing point will lead to virtual welding or false welding.
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7. mERAE, RERTWEELEET RERSERRNEELEE TESLE
TRFHRIEE, BRRAEEAINMESERAR, EFER& ETRFHH
THRSERAE, EXFERIESTRIAYS,

7. If the steel strip is not blown white, check whether the nitrogen machine is running
normally, check whether the nitrogen solenoid valve is working normally or whether
the air outlets of the upper and lower clamps are blocked. If the nitrogen pressure is
too large or too small, it will also lead to blown white. If the flattening block & oil
stains on the upper and lower clamps, it will also lead to blown white. If the distance
between the upper clamps is too wide, it will lead to uneven blowing.

8 . NWIENE, HCMIRFEINRESIEM, BEEHOCARIPER ESTASE
FERARASEHENALE,

8. The steel strip is impenetrable, and the power of the laser touch screen gradually
increases. Check whether the protective lens of the laser head is damaged or there are
white spots and black spots that lead to abnormal light output.

9. R¥EXRR, KRERELEARNSEGEESEERN, FHRENT,

9. The rotary clamp leaks air, check whether the rubber band of the small cylinder
inside the rotary clamp is worn and replace it.

10 NN, KERNERUEEENTAESEER, RIEREERERE
BT, Es|HiEESthESENTERHER ek &R T,

10. If the steel strip is blocked, check whether the front and rear limits depend on the
tight steel strip to cause the material to become warped, and inching the feeding to see
iIf it hits the receiving clamp hand. If the traction iron roller is too high, it will also

cause the steel strip feeding to hit the rotating clamp-receiving clamp hand.

11, SEHEFRE, RERERAIREARE HUEEISFBHETFE
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HRE IR, BEREHURNISEEE,

11. The cylinder action is unstable, check whether the air pressure is too low &
unstable, or the cylinder string air leads to abnormal air inlet and outlet or cylinder
damage, and check whether the solenoid valve is blocked.

12 FEREYAER, RETHATASEETRE, RERR TR B
B XS RIBIRERKE, L XBIA, FHRAIT,

12. If the rear feeding motor does not feed, check whether the frequency conversion of
the main electric box shows fault, check whether the proximity switch started by the
rack below the rack shines on the iron block of the rack, or the proximity switch is
damaged and replaced.

13 . B FiEIREX REEERAESTASERANEMNE,

13. When the welding clamp hand hits the rotating clamp, check whether the welding
origin is damaged and causes the origin to change its position.

14 . BRRESTENSETAE, HEEMVIAURBELEER, [RINBNRHE
—F—FE KREIOKEEESEELEE, BFEEREFUESRERER.

14. Take a few steps to stop in the automatic state, change the fault reset initialization
to a single mode, press the start key step by step, check whether the 10 monitoring
signals are normal, and then check whether the operating parameters are set
incorrectly.

15 BEYMERSEGEIL, BEARSERLE, (O RIUSEEEIA X B
Plae, BFEREIRAIE, )

15. The touch screen parameters of welding machine are disordered, and contact the

N

company for after-sales treatment. (Note: It is strictly forbidden to start the machine if

the parameters are disordered, or cause too fast collision.)
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16 . ERIEBIRGIE, RELF/NOSTLERLSBRNFRE, HEHK
4%,

16. If the feeding photoelectric eye fails, check whether the optical fiber detection port
will be stained with dust, resulting in unstable detection, or replace the optical fiber
line,

17 . OI7TITIRIIAlr, REVITIZEBRAEN, SF[ENEEREEHS,

17. The cutter cuts the material continuously, and check whether the cutter is worn and

not sharp, or the air pressure is insufficient & the cylinder is strung with air.

N BREVE&LKILERFEZ%ET Maintenance of
Welding Machine & Water Chiller

1. B —EER& AT, BENaRD (DR TR R EHIR)

1. Slide block & screw rod oil regularly for one week to clean up the dust on the
machine (reduce the surface damage of rubber-tyred iron roller)

2. EH—RERERSERSESHEK, KEHK, ROBEERESEIRIE,

2. Check whether there is water in the air storage tank regularly for one week, drain
water in time, and reduce the damage of solenoid valves and cylinders.

3. MBEBZNHREZIVURESELE, KUMALNER,

3. Check whether the buffer effect is normal, and replace it in time if it is damaged.

4 AEHREEIBRZBEGE R,

4. Check whether the screws and nuts of each cylinder are loose from time to time,

5. RIKNMEH— A ER—RAFK, BE=DA#B—XK,

5. The chiller regularly changes the purified water once a month and the filter element
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once every three months.

6 . RKHEH—TRABERIKL, MURAZKIBEARLES,

6. The chiller regularly cleans up dust once a month to avoid abnormal heat dissipation
of the chiller.

7. EHREREEAXKERES I LS ZHRSBURNALE,

7. Regularly check whether the photoelectric eyes of each proximity switch are stained

with excessive oil stains, resulting in abnormal induction.

A REABREBRENEARNRSAE, MA BN BITEAM

2022 £ 2 A% —hR
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