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Training Confirmation Listing of Automatic Aluminum Spacer Bending Machine

ZIERRA L EHERR SR FE Installation. Debugging & Troubleshooting. Maintenance

BV Z Training content: %235 518 Installation&Debugging

BIERET
Signature of
operator

FEEF
Signature of
supervisor

BLEE 5 ML) %22 Installation of the rack and the head:

SNSRI, SRR R 2R R B BN R &0 7 1 Ac o, RS 40—50mm. 72 45 19 BN IBE [1R)RHAE P 25 T8
—E% 1300-1500mm HJ ELRER 2%, AEERIZE /0 2 652 %255 First discharge the nose part into position and
adjust the level. Then move the rack to the left end of the nose section, at a distance of 40-50 mm. A pair of
straight aluminum strips of 1300-1500 mm are placed in the corresponding troughs of the left and right
sections to make the butt joints neatly aligned

B WL 2SR BIAL I B 7K T Put the machine in place to adjust the level

B kL ZE 5% B BB Sk 5B 4 1) A2 g, BE S 40— 50mm Move the rack to the left end of the head section at a
distance of 40-50mm

T A0 PR BN LR P &0 — Bt 1300-1500mm (1) B [ 45 4% T R 2358 4348 2 X 28455 A pair of straight

aluminum strips of 1300-1500 mm are placed in the corresponding troughs of the left and right sections to




make the butt joints neatly aligned

BIEER SR, 464 {48 4E Material rack aluminum strip discharge, plug-in how to plug:

FLET DL 0 DR RS RS 4, ISR 52 B 6A,9A,12A,12A LA b I3t LT — AU RHH 9 6 LA
The rack can be placed with four specifications of aluminum strips at the same time, which are 6A, 9A, 12A,
12A or more from the outside. The innermost group of chutes is a common chute.

oSG B B, WSk E SR AFATEREL, AR L, S5 EE The plug should be inserted in
the middle position, the plug should be level with the aluminum strip or slightly sag, not upturned, otherwise it
will affect the material

BLZEGna] 5 kA% How to replace the trough:

W fub 5 e R RE BFEE TARREZ,  $%3h A Ji Sk bnas R L BT SR 2R AR IR K, A Tk 8 70 72 3
“CHORL” HZAL, BRI B ST A TR s R R sh B M AU RME AL B, AT TR . T aR Rk

1% B #% 3% B 715 L B Adjust the touch screen to the rectangular working mode, press the right arrow to mark

the aluminum strip inside the machine, and press the “refueling” button at the left end of the motive head
part with the right hand. After the rack is fixed, the left arm is moved to the corresponding rack. Position the

chute and release the button with your right hand. Manually send the aluminum strip to the conveyor belt
position

1B R GE N 25 1K) /F F Usage of the feed frame sensor:

JENEHE LR BA MRk, A BRI HAR SR BT T OB A MR RIT 5%, 2R s MORL 2R | /2) )

Whether there is aluminum strip in the induction trough, when there is no aluminum strip and the aluminum

strip leaves the left side sensor switch of the receiving material, the aluminum strip is hooked from the rack.

BRHE N 23 4E B 5187 The role and adjustment of the receiving sensor:

PR BA RN AR, 80 5RO B T /e i — AN A I R0, BT A RN g I 2 1k, N R S AT
LI I 1 Y [ 5 MR 22 457 B AR 15 BN R B A A TR 22 There are two sensors in the receiving position, which
will decelerate when the end of the aluminum strip leaves the left sensor, and stop when leaving the right
sensor. The sensing distance can be adjusted by adjusting the position of the fixing screw and adjusting the
sensing distance




U N 23 4 FH The role of U-type sensor:

R4 U RN EAESNIEA TR, REREASER, AR IEH A TN f A X A
N 2% 52 15 H 15 5 The machine will only work when the U-shaped sensor has a signal, the conveyor belt will be
pressed, and the sensor will be signaled when the machine is in a normal state but is not working

[F] 20 7 58 4 AN 144 B H 7 28 Timing belt replacement and adjustment of the elastic way:

Beti oy N BTGy, By 9 NENER Sy, N ER AL SN E T ANER S, T BB T I R SR B AL DY
A SR AT, A TR, TR TR RIET, 5 11 75 B A O ) [R) 25 5 56 A K 3] T MR 22 A T,
VAT 5k B R 22 The belt is divided into upper and lower parts, the upper part is the driven part, and the
lower part is the active part driven by the motor. When the lower part is adjusted, the four fixing screws of the
motor need to be loosened, and the top two and the top wire can be tightened. The upper part of the
adjustment needs to loosen the right side of the timing pulley twice to fix the tensioning screw on the right
side.

8.[A D W 5 1 22 25 5175 Timing pulley installation and adjustment

9.7 & F M L F B EB 4 B9 % 2% 75 20 Synchronous installation of the upper and lower parts of the
motherboard

5 Fr IR 58 377 7 How to replace the saw blade:

FH N 7N A ] e S 0 2 iR 22 5L, AR 47408 i G M g 22, e By B R R 22 & I 22 1), &8 i v i i
B HE 14 7 19] Use a hexagon socket to cut the left screw hole and use a wrench to screw the screw on the right
side of the saw blade. When installing, pay attention to the locking screw is the reverse wire. Pay attention to
the saw tooth direction when installing the new saw blade.

11.7]3L K5 #t Replacement of the cutter head:

12. 7] A7 B AN 1 5 Tool head position and depth adjustment: ¥ A5 & 1 [ 5 ANE 22 0 T84 T Sk Jia [f]
ERE, ISR A, A NI, JISkE TN ARR, AT SRR 22 81 Loosen the two screws in the
left figure and move the cutter head upwards. The cutter head is pressed down. When the downward
movement, the cutter head is pressed down and the screw is locked. tight.

13. 3¢5 & 100175 51E A Adjustment and function of pinch pressure




14,925 HL i) 58 42 77 2 How to replace the clamp block

BT IS 1AL HIAE F The function of the device switches on and off and the buttons:

SUFTFR « F I & 1 AN BT H S RO A IR S DU, 3% R 2T IFR, AT TR IR 41 g %
Emergency stop switch: Control device power-on and power-off When a sudden error occurs, press the
emergency stop switch to turn clockwise when it is turned on.

Ja 8 R AT AT 2UEIT -7 1 20 M8 4% — kS 3421 J5 315 & Start: Control device is turned on.
Open the emergency stop switch and pause for 20 seconds. Press the start button to start the device

g WA EME 1L T AE Pause: The device is temporarily stopped working

FAL: RIS TAERZ T — IR AL % £ 4k 22 T AF Reset: Press the reset button once the device is
paused to continue working

. L& B ISR HLES 2 & H SIS 7 Alarm: The machine beeps when there is an error in the device

fih 5 55 %N ThBE 3R A IKI/E FH The function of each function button of the touch screen:
£ WL BH 5 See the instructions for details

JSFI%INJ7 20 Size input method:
£ WL BH 5 See the instructions for details

FADIRER W, B MLHIHIE The purpose of each button in each function table:
VE WL 168545 See the instructions for details

fish 455 53 N 58 2 B ) R B A0 FH 1% Adjustment and use of internal parameters of the touch screen:
VEILIEEA See the instructions for details

BN 28 0 2 R K AE H] The name and function of each electrical component:
B 24V TFORHIE: AU 220V HLIEEL ¥ Al B 24V HL)A

DC 24V switching power supply: convert AC 220V power into DC 24V power.

LRI S LA S BTG

Power switch: The main power switch of the machine.

LS TS, Wi, SUME MRS AL R &I 1T

AC contactor: used to turn on, disconnect the line, or frequently control the operation of the motor and other




equipment.
AR LI 2% I FE SR A AR R FATL
Servo motor controller: Precise control of the servo motor by electrical signals.
PLC:FR 7 12 il 4 I T il A7 1 1 4% AR 7
PLC: A program controller is used to store programs that control devices.
AkELAR: JELE PLC BAE 45 i
Relay: control through the PLC signal on and off

B2 A2 Training content: B HERR 5 1R

Troubleshooting. Maintenance

BIERZF
Operator's
signature

FEEF
Signature of
supervisor

REe A B AT Adjustment of aluminum wheel position:

A AETB SRR O] LR TR Se BN E, ARG ZE AR BEe] LA TR R R R S, A e R
Vb k) H A AL B Loosen the cylinder lock nut to adjust the up and down position of the aluminum wheel.
Loosen the cylinder rod nut to adjust the front and rear distance of the aluminum wheel. The aluminum strip
is in the middle of the groove of the aluminum wheel

FRECAN AR AR BHPI R T What to do if the aluminum doesn’t hood or stuck the material :

Az) 8L Not hooked

B} LN #5% [N 4k The rack sensor flashes

) ) BRI G R AR B R, RN R ), a7 HL G I 26 B 7% A The solenoid valve of the
control cylinder is damaged or stuck without reversing, and the solenoid valve coil is checked for no electricity.
+ &} Material stuck

$E26725 i Bl A7 B AS43E The aluminum strip is bent or not in position




JEMR ZE MR /NS 1 B K The platen gap is too small, the aluminum strip does not slide down
5L B A E1E The aluminum wheel position is not suitable

6A 2 BRI AT Adjustment of 6A aluminum strip:

M 6A B2k TN E bU BT, FE A RN 25 5y B, Spmae | — | Ea, fEH 6A sk — R
WER R BAEGENALE, SBIH T mNINBL a4 BRI, FimsEBmm K7 @415 50
Because the width and height of the 6A aluminum strip are relatively close, it is easy to flip during the material
feeding, and a metal pressure plate is separately installed. When using the 6A aluminum strip, it must be
noted whether the secondary pressure plate is in the proper position, and the lower end of the metal block is
just close to the aluminum strip. Surface, the upper end of the gap is slightly larger to facilitate the sliding of
the aluminum strip

FLZLF LA FE Maintenance of the rack:
4 H B S PR IE T W Wipe the rails and apply lubricant every week

1R 2 B HRAS IR 87 A1 S AN S 55 1 1 19 The feeding clamp plate is not smooth and the adjustment of the
aluminum strip is not tight:

K B A 5 AR5 B S A2 5 A FAT Check for rust or if the guides are not parallel
AHELAE S H4E IE ' Whether the cylinder is stretched normally

BB IR BE AT AR 1% 48 45 1 5 Adjustment of the feeding rack without parallel transmission of aluminum
strips:

15 R A A AT I ] DLIE kI LA 47 1Y 1 15 0 22 78 A% 1E 1T When the feeding is not parallel, the
adjustment screws in these parts can be corrected in parallel

BRI A EHE T The adjustment of the feeding frame without movement:
IERHEK N 7% {55 Feed sensor has no signal
BBV, HLE IR A BI1E Feed cylinder, solenoid valve does not move




IERLEBE IR FE Maintenance of the feeding parts:
SUEL AR, AR — IR KIE N I The transmission parts such as guide rails are often
wiped, and the lubricant is applied once a week.

R EA A ELATREABIAL 15 Adjustment of the positioning of the cylinder is not in place:
KBS ELAFYE1# & check the cylinder expansion speed

KBS ELE RS 2 5 A M 3L Check if the cylinder connecting parts are loose.

¥ BN S5 M A R AR B Check if the mechanical structure is stuck

RSk YE S AR ER 2 ANE [5) — i FE 1 1 Adjusting the height of two aluminum strips when the aluminum
strip is tightened:

K B 25 2 752 HH Check if the aluminum strip is bent

6 B AR 2k AR 15 ST HE SR M B RE R 49 A& 5 E [F]— 151 2 Check if the aluminum strip conveying support member
and the receiving part are at the same height.

KBS AR BN, BeRb i 8 S ifi Bl ) AN P check whether the gap is too small, the unevenness
caused by overlapping when receiving materials

Rl E W BUR 2 A 2B A 75 Adjustment of the gap between the two aluminum strips after receiving the
material:

R fuh B R PR D R B S B K S U /)N Adjust the take-off deceleration distance parameter in the
touch screen to reduce the parameter

R} £FF Receiving parts maintenance:
SUEL DL ER, AR — IR KIE N I The transmission parts such as guide rails are often
wiped, and the lubricant is applied once a week.

[ 25 71 B P R 5 Timing adjustment of the belt deviation:
fa A e LA R M, FTFREIIX AN e, B BRGA AN G, A2 SR e 1) 18] e i8 22 2 15




FABN S WERASE AL EN IR, f 2 A% 16 7 5l 2 75 B5 451 Check which transfer wheel is deflected, turn
the pulley by hand to see if there is any shaking, check |f the fixing screw of the bearing seat is loose, if not,
disassemble the conveying mechanism, check if the conveying short shaft is worn.

[F] 20 1 AN ELZRAL 1E AR 25 A 15 Timing belt adjustment without linear transmission of aluminum strips:
ikt b SCHERON RLAE R, 85 1 19 AR 22 A R B L B U IS 0 AT AR b A ) s 5 0
The support plate on the conveyor belt is controlled by the cylinder. By adjusting the length of the screw rod
or the air supply pressure of the cylinder, the pressing force of the upper pressure plate can be adjusted

s AR e P SR AME AR R T A SE R R B, W e R T R R AR S, W B
T IX PR AR 22 FF SRR 15 e AR = B The height of the lower pressing plate should be consistent with all
the supporting wheels of the entire conveying beam. If the height is too high or too low, the aluminum bar
may be bent, and the height of the lower clamping plate can be adjusted by the two screw rods.

[E] 25 A 88 IR - 77 Synchronous belt gear maintenance:
BERERNE, EERY, BB EiRKEE H Check the gears every week to see if the debris needs to
be applied.

RV ML TAER) JEEE The principle of sawing the part of the motor:

WA T MG, s By s, EEoh 1.2, YRR EVIBHE &R, BLEshiE A ER s
PIES Ay 1e) B FHEZ) w) DLd o AT A A 3 2 3k 8 13 T BRI B2 This figure shows the saw sawing method. The
saw blade is driven by the belt and the speed ratio is 1:2. When the aluminum strip needs to be cut, the motor
starts to push the sawing part upward through the cylinder. The lifting speed can be adjusted through the
speed regulating joint of the cylinder.

PEVVER ARV ML FAEIALFE  Handling of sawing motor jam when sawing aluminum strip:

¥ 254 Fr ML 75 BB 46 Check if the saw blade motor is worn.

VT B S AL RSk, AT UIRI L B IR R AR, AL BTSN A
RE KPR . 25 B ML BE J5 B ) 1E] Adjust the speed of the cutting motor to move the cylinder up and down by
adjusting the debugging joint of the motor moving cylinder. The speed of moving the motor up and down can
not be too fast. The start time is reserved for the motor




P A LM AN W2, T 13k BT The angle of the corner is not beautiful and the aluminum strip
breaks the adjustment of the cutter head:

WS I R ) Sk T BRI s A A 7] Sk T 2 75 OK B8, T A AR EE bR LT BE Adjust the depth of the
cutter head when breaking; check if the tip of the cutter head is too wide and can be sanded with sandpaper
or grinder.

SMUAS A TG,  FTER A RE R EA TR E A EIL% The outer side is not smooth and has pits.
Adjust whether the pinch tube is not flat or loose

Yr M 5 X e HIASY Folding angle super wide adjustment of the pinch tube:

FRHE T 25 5 ) A S 95 95 FE N 1% /N T 0.2mmThe width of the corner of the aluminum frame after bending
should be less than 0.2mm

S T KT I EUE 2 T T ZE L If the super-wideness is greater than this value, it will affect the butyl
rubber

K & Je & 2 B fn g, I DLdE 249 % 32 5 & /) Check the pinch tube for looseness and adjust the pinch
pressure appropriately

YA/ B IO M HT AT AT The adjustment of the double pits occurs at the corners:

BT AN SE RIS R 3 25 JT SR A RS, R ORAE 3T 25 I 70 Sk Tl i £E 477 25 2 AR 1 [0 Adjust the angle of
the bending head when there is a double fold, to ensure that the tip of the cutter head is at the center of the
bending radius when bending

ERSAXTHEUF LLJE . P i) 4 AR b B 5 After the aluminum strips are docked, the adjustment of the
insertion angle when bending is performed:

KB 2 75 A KA A& 3E Check if the piece is too loose

R IAANAT, FKIAMAINE, EFEIEAATHE, M8 BN REM L B /A4FAT The two sides of
the pinch tube are not parallel , the left side is loose and the right side is tight. When the bending is
performed, the aluminum strip slips, and the upper and lower clamp tubes are adjusted to make the upper
and lower sides parallel.

FEHE R ~F A AT A ST Aluminum frame size does not match the adjustment:




K& Goit ROF A AT & A A, W 2R 2 B30 2 48 [R) 2 72 T B ik 455 B 1) 2 8 check whether the
statistical size does not match whether there is a regularity, if each is the same error adjustment touch screen
parameters

W R AR A A BT R S ASh T, B ED K E R 7] If there is no regular check to see if the timing
belt is loose, the timing belt can be tightened.

firh 45 57 22 5% () AL FE Touch screen black screen processing:

KA B 5 25 A 24V HBIE, LREGZ SR Check if the touch screen has 24V power supply and whether
the insurance is burnt out

WIRIEH R K 4EM5 If the normal contact factory repair

fih 455 5# AN S5 S AL BE The touch screen does not start processing:

i 5 S5 PLC IR T IR, WERIEFEKR] ZK4E12 Check if the communication between the touch
screen and the PLC is normal, if the factory contact is repaired normally

fuh 45 5 AN REBIFI AL BE Touch screen is not sensitive to processing:
BER) K B IR] 4E{& Contact the factory or return to the factory for repair

25.HL 28 o B s AL PR Failure of electrical components

26/ 1L LI ) 1) i PR AL B Cylinder solenoid valve troubleshooting:

UL RSB RALRE R, R U E G EE S E . At S HME Rk
{E 0] OB S G TR 28 3F 15 3575 The cylinder is not telescopic. Check if the two air inlets are in series. If
the air is replaced, replace the piston seal. Check if the telescopic rod is stuck. If it is stuck, the cylinder can be
disassembled to check and clean the stain

R . ANrn] A REREIEY ZERGHEA RERGES RME 7] LU GRS 2RSS
15t Solenoid valve Does not change direction Check if the power supply is normal Whether the coil is burnt out
Check if the spool is stuck. The spool can be disassembled to clean the stain of the valve plug

W SRS UG TEHE I AL FE No action after device startup:
FAUGE A St ST 7 %8, WRFTFEMANEIE » IASEE)EZ A7 Do not click the “Run” button after

booting. If you need to add data, reset it after joining.
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i U DI 2 B IEH, WA R SHLas A2 TAE Check if the U-shaped photoelectric switch is normal.
No signal will not work.

KBTS 0BG L IT R 2 T A {5 5 Check if the photoelectric switch of the bent part has a signal
62 RV T R BRI S 52 B IES , BRESE A S SIS A 2 T/E Check if the signal is normal when the

foot switch is stepping on. When the pedal is not signaled, the machine will not work

S EL LR P57 Maintenance of cylinder solenoid valve:
A =AM E R F e G A IEEM,  8REUKK The oil mister of the triplet in the intake

air is often checked for oil, and the gas is released every day.

HH R 1R 5 SO i B0 G B R] BLAR T B V5 151 When the solenoid valve and the cylinder are stuck, the
stain can be removed.
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