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Usage scope

AT A R RN T PVC 45 B LR R AL = 2k, AU B BT AR A R AE A0 4 F AL FE
HIEMT I PVC MRS OL. A I B AT I T HARPDRHUASFE A U B ik 2 51,
[FEF A2 m) A dE f i = A A R

The extrusion lien is PVC semi—skinning co—extrusion line, the instruction
describes the operation and use regulation just apply to process PVC material
condition. If the user process other material by himself, and so not the in the
range of the instruction described, at the same time the company will not take

any responsibilities for the consequence caused by this.

1.2 kg
Performance
ZA A =E R, A MEE 5~ 18mm, §I] & T 1220, HF AL~ & 400~450kg/h-
The machine production range, the sheet thickness 5—~18mm, the width is 1220,

the extruder output capacity 400—~450kg/h.

1.2, PVC HihE =& T{EStEnNFEEX
PVC extrusion line work and shipment environment requirement
RVFAE T EE: +5C~407C;
Allowance the environment air temperature: +5°C—~407C:
f#iziRE: —20C~55C;
The shipment temperature: —20°C ~55C;
FEXHEE: £ 90%, Jo#ERE;

The relative humidity: to 90%, no condensation;

A 2 T, AN ZH A, AEMESIRES T
The class of pollution: 2 class, don’ t install at the more dust, has

corrosion air places;

B EE: <1000 K, >1000 KZiPEEMEH, BFm 100 K, AEEESIFE 1%.

Sea level elevation: <1000 K, >1000 meters must reduce volume, rise up
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per 100 meters, the load capacity decline 1%.

1.3, HuJE
Foundation
A2 B (R 1D

The machine foundation drawing ( see as diagram 1)

1.4, HIHZR
The requirement of electric power
fitrp REUE A AT, BT IN-S REE  (3P/N/PE)
Supply electric system type: three phase and five line, TN-S system (3P/N/PE)
SAHEE: 440VE10% FAHAEE: 254VE10%
Three phase voltage: 440V+10% single phase: 254V+10%
FLRAIEE: 50HZ £5%

The electric power frequency: 50HZ+5%

1.5, MEZLHZIER
The input wire requirement
ZRAPT BEAEZBEIENE, BT B E & IR A 2R S
Require the user plant equip the electric cabinet, user plant electric house
to the equipment electric cabinet input wire specification:
1.80/156 FEHLAL: 3x120mn’+1X70mn’
80/156 extruder cable:3X120mm-+1X 70mm’
2.65/132 EHLAS: 3x70mn+1X50mm’
65/132 extruder cable: 3X70mm-+1X50mm’
3. RV H (KA HREREREY: 250kVA
The equipment (one production line) occupy the volume of transformer

about: 250kVA
1. 6. “IREK

Air power requirement
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1. 7.

SUEHE ST 0. 6~~0. 8MPa, 1EH LERTFESEL 1. 5m'/h.
Air power pressure 0.6~—~0.8MPa, regular work air consumption about

1. 5m'/h.
TKIREEK

Water source requirement

R TR BFKE 2 5 L/he KiE 22 m'/h, E770.3~0.4WPa , IEF K
IR<<35°C, mAC& AR Hts, BEKE @R 2", JFEHOb2d 2" BRiK—
P BEEKEANNR 2" KE.

When the machine working, the totally water consumption about 5L/h. Water
flow is 22 m'/h, pressure is 0.3~0.4MPa, the normal water temperature <<
35°C, equip with big pool or cooling tower, the main water inlet diameter
2" , and install a 2" ball valve at the entrance, the main water inlet

diameter is 2" water pipe.

.. PVC WM A = L2

PVC Co-extrusion sheet line structure and technology process

2. 15

(1)

(2

(3

Hey =2kt e (A7 e i B LB 1)

The machine structure (the production general arrangement see as figure 1)

R R 7 T2 B DA R AR o 4L

The machine mechanical parts mainly composed by below parts:

PR EHLETT: 80/156 HFihHL 1 &

The extrusion unit: 80/156 extruder 1
65/132 55l 1 &
65/132 extruder 1

TR HIT 1 E
The mould unit 1 set
T J5 i P 8 | 4% 14
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3

The mould lip temperature controller 1

(4) ER G HIT 15
Calibrator table unit 1
(5 e R B IR 15
(6) The calibrator table hydraulic station 1
(7 AT R 15
Vacuum system 1 set
(8) WA HTT 15
Cooling unit 1 set
(9 1&iz17] 1 &
Trimming unit 1 set
(10) FTEREEE 1E
Up and down coating device 1 set
(1D 25| BT 1 &
Haul off unit 1 set
(12) PRV AR E 15
Lengthways cutter device 1 set
(13) R 1E
Clockwise cutter 1 set
(14) HERL G 14
Stacker 1

(15) R R4
Electric control system
HAE R APLFE, ZSEE. EHLSIUE LR, DETH A BEES
“4ir; BABRKE AR (BB AR LZSEMAE ) MTEEriHfEiRkRE RS,
The electric parts adopt man-machine interface, frequency conversion control. The extruder
and downstream equipment mutual independence to control, the user easy to maintain the
electric in the future; It has the powerful formulation function (can store a mass of technical

parameter and formula) and impeccable fault warning system.
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2.2 B T 2R

Machine technology process

PVC Rl = f 8 =P R B E

——FRE e el ||

PVC material----- heat and extrusion-----mould to form shape----- calibrator

Y

table------ cooling bracket------ trimming device------ coating device-----haul off

= AR U TCEAS RN Z RS

The machine each units basic parameter and safety instruction guidance

3. 1. FH L CHASH L B/ T

The extrusion unit basic parameter and safety instruction guidance

3.1, BrbIEAZE

The extrusion basic parameter
A: JWZ80/156 HEFE SR HF LI AR S5

A: JWZB80/156 conical twin screw extruder technical parameter

B BTARZH

name Technical parameter
1. il

extruder

AR RS 4750mmX1550mmX2460mm
The size of apprance 4750mmX 1550mmX2460mm
BylEE 5000kg
The weight of machine 5000kg
FrhE 200-250kg/h
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The output capacity 200-250kg/h

T AL 75kw,

The main extruder AC motor 75kw

i PLC %l PID H % #75

The temperature control PLC control PID automatically adjustment
Hst SYE e ydlnt &

Loading method Spiral feeder

Pk B kL= A E T B R

The head of extrusion and flange connection | Connect by bolt

method

LT FAT LA HF BAkLF. RR, WA, KR, ik

Character are superior to the same industry

FAAR A AR L AR A R, FesE PELT,
5T, FER . TR

Good plastify « big production, reasonable
design, high precision, and adopt the good

elements and material. good stability, easy to

control, stability extrusion product.

HEXUE AT

Conical twin screws

HiT 80/156mm
diameter 80/156mm
ARKE 1815mm
The effective length 1815mm
i & 7 3K HETZ G &
Gears type Conical gear
IS 14.2kNm
Total torque 14.2kNm
Foid 1~36.9
speed 1-36.9




[
J" EL < PN = EF B ARAE 1% S H) 3 A FRE 2 &)

The nitride layer thickness

0.6~0.7
0.6~0.7

BEAT B N4 3

The core of screw heating method

HEAF AR IR IE A SZK-3

The screw core constant temperature SZK-3

HLIA

barrel

FHE ELIUS

Material barrel type unitary

n# 7 2 PLEEIRH RS, TRAMBIAN T, Stainil

Heating method A
The barrel adopt air cooling, specially use the
stamless cover, aluminum heater band

DL I #A B 5B

The barrel heating zones 5 zones

DUk RS 3Cr13 AN, JIEERRMmALE, M ER

The head of extruder connection cover

e
3Crl3 stainless, the surface chrome plating

treatment, the inner part adopt interflow type

BRIRE 0.6~0.7mm

Nitride layer thickness 0.6~0.7mm

e iE R 4t

Drive deceleration system

EIRB L) 75kw

Main drive motor power 75kw

EdHNLIEAR — 5725 a5 G AR A ER

Main motor work type

Three-phase asynchronous motor and gearbox

connection

R AL B

Main drive motor speed

30~1500r/min
30~1500r/min
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ok i FE I 3 WHCRIE, RAEAmAATES &

The gearbox type Gear slow down, adopt hard surface and helical
connection

R 1A e BHRE A A, FH5 0 20CiMoTi

The reduction gearbox

Carburized and grind treatment, the material is

20CrMoTi

9Kz A B E T 5

Main drive motor regulate speed method

LA E, AR A ABB /A
AC inventor adjust speed, the inventor adopt

the imported ABB company

RS

Vented system

AR HRFKAZEHAETE

Vacuum pump type Direct connection water sealing vacuum pump
AEFHEIIIFE 4kw

Vacuum pump motor power Akw

ERBGE AL

Dosing feeder system

MR 3 e BIRR

Feeding method Dosing feeding

PRHIRAT H

Feeding screw rotation

0.5~30r/min

0.5~30r/min

HLFLIIE 0.55kw

The motor power 0.55kw

AL B 10~15001/min
The motor rotation speed 10~1500r/min
fEIRHAE RS

Constant oil tank system

JH N #AR  7 F 50~200° C
Oil heating temperature control scope 50~200° C

10
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IECNIRS 6kw
Heating power 6kw

iy 10L/min
flow 10L/min
TIEESN 0.2~0.3Mpa
Work pressure 0.2~0.3Mpa
ALY K

Heat exchange medium water

B: JWZ65/132 $EFAEFTH5 AL AR S

JWZ65/132 conical twin screw extrusion technical parameter

B "RARZE

name Technical parameter
1. Hrl

extruder

YR ST 4235mmX 1520mmX2450mm
The size of apprance 4235mmX1520mmX2450mm
EHER 4000kg
The weight of machine 4000kg
FHE 120-170kg/h
The output capacity 120-170kg/h
EHHL AL 37kw,
Main motor AC motor 37kw
i S A% PLC #%i| PID H 55 ¥
Temperature control PLC control PID automatically adjustment
ERE W iE
Feeding method Spiral feeder
Pk 5HkE = A 8 775 e R

11
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The head of extruder and flange connection

method

Connected by bolt

P [RAT L B %HF

The character are superior to the same industry

WMikir. MR, wit6HE, WEH, ik
AR SR F R AR A R, Ra e vEdT,
ZE1EH, FER. P

Good plastify . big production, reasonable
design, high precision, and adopt the good

elements and material, good stability, easy to

control, stability extrusion product.

HEXUEAT

Conical twin screw

BT 65/132mm
diameter 65/132mm
HRKE 1440mm
The effective length 1440mm

5 & I 3 HETNE &
The gears type Conical gears
g 2~32
Rotation speed 2~32
BRIRE 0.6~0.7mm
Nitride layer thickness 0.6~0.7mm

BRAT B N R 7 2K BEFF AR A SZK-3

The core of screw heating method The core screw part adopt constant SZK-3
HLIA

barrel

BHATE iR

Barrel type Unitary type

s 2 PLERA RS, TRAMEN TS, HFn
Heating method A
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Barrel adopt air cooling. specially use stamnless

cover, aluminum heater bands

DL N # B AR 4 B
Barrel heating zones 4 zones
DUk EREE 3Cr13 ANEAH, PRFEEKRMALER, MERHA

The head of machine connection cover

CR NI
3Crl3 stainless steel, the surface chrome
plating treatment, the inner parts adopt

confluence type

BRIRE 0.6~0.7mm

Nitride layer thickness 0.6~0.7mm

feahiiE R4

Drive reduction system

EIRBN LI 37kw

Main drive motor drive 37kw

ERHLLETR = AR 525 AL I AR AR R

Main motor work method Three-phase asynchronous connected with
gearbox

ERB L E 0~1500r/min

Main drive motor speed 0~15001/min

I FE I 2 WECIRGE, KRN HRIAES &

The gearbox type The gear reduction, adopt hard surface
connected with helical

R 1A e BN AR, #1508 20CtMoTi

Reduction gear Carburize and grind treatment, material is
20CrMoTi

AR A AL E 77 3 ST AR, AR A AR KA F ABB A H

Main drive motor regulation method

AC inventor regulate speed, inventor adopt

imported ABB company

13
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RS
Vented system

REFEAH HERAUKAFEHATE
Vacuum pump type Direct connection water sling sealing vacuum

pump

RAEREBEILIE 1.5kw
Vacuum pump motor power 1.5kw
ERLGFIRE
Dosing feeding system
PR 2 BRR
Feeding method Dosing feeding

PREHRAT 353

Feeding screw rotation

0.5~30r/min

0.5~30r/min

GDIREIES 0.55kw
Motor power 0.55kw

AL AL L 0~15001r/min
Motor rotation 0~15001/min
TEiR A RS

Constant o1l tank system

H MR 2 S 50~200° C
Oil heating temperature control scope 50~200° C
UIEENTIES 6lew
Heating power 6kw

s 10L/mim
flow 10L/mim
TIEEA 0.2~0.3Mpa
Work pressure 0.2~0.3Mpa
AT AT R K

Heat exchange medium water

14
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3. 2. LA CRA S R 2 E iR =

Mould unit basic parameter and safety instruction guidance

3.2.1. BEAMHEASHE
Mould basic parameter
AR, KifkE AR
Mould type: the foam board special mould
BEME: L AN
Mould material: good mould steel
MR 7 X
Heating zone: 7 zones
InEkIh . bkw/[X
Heating power: b5kw/zone
P A5 J R P 4 1 4 -
Mould lip control temperature controller
Nh: min S H
Medium: high temperature conductivity oil
M#GE: 50-160° C
Heating range: 50-160C
A AME -

Mould appreance:

15



@
TWELL 5 )1 o v » 425

4
_y
%
i
#
f
2}
A
L
Y
4

o

©
©

™%,
o
o8l
T
==
f=i=—=1
f=i=—"1

e

Jg} E@3 @@
]

3.2.2. BLHMER A%

Mould transportation and package
AR a LA AmaRE, Bt mEsiA L0 a ] geiniA e
AT -
The equipment before transportation must be carefully check the package, even
so , if the improper transportation may cause some parts damage.
WA= G RS B SRV B RITE R RS 8, BREETH-
When received the product should check the item whether according with send
list, and the package is good or not.
an SR A3 2 B IR
If the package have the damage:
« REREHIIE S FH A
Check the machine appearance damage or not
- REATASIA. BRI AL
Take photos ahout all the damage. scathe
B2 05 & 1L 12 fay i 32 B 45 2R -
If the equipment damage in the transportation:

16
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- RUKAEIZA
Contact the manufacture as soon as possible
o RAFIFEEME (CUEEIZ AR &IE R AN m Z 2R E)
Keep the package material well (in order the manufacture back the machine to the

company for checking)
iz E R AR 1 R B A R R a4 A R e i B AR AR SR B ) AR AR AN AT A
T, TR R R L
When return to repairing, please use the original package piece and material.
If the above package pieces can’ t use, please do as below:

< ERENAE AR R R A AR
Using the manufacture specialized production package pieces

« BMORTMHEREAR M TR, DBEk.
Each kinds of elements should be place in the same box, in case lose.
W& A LT R E -
The equipment not allowed place in the outdoor.
7 1) = N AR TIOR3 -
Recommendation the indoor environment:

«@E: 5C % 50°C(40°F £ 120°F)
Temperature: 5C-50C (40°F-120°F)

< WBEE: <T0%
Humidity: <70%

3.2.3. BLAMMA
Mould hoisting
a2 7~ T 1] 1]
Hoisting drawing:

17
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ORISR

The mould mouth protective frame

51 HAEANNT 600 ;

The point of view of mark 1 should be not less than 60° ;
- MENESEAEEIRS 2 B ORH HIKE&E;

Hoisting height should not be more than center line of mark 2 visual level height;
* br5 3 FriRRIAIAS MR KEUKP

The mark 3 referred the two rings should be roughly level.
1EAE:
Attention:

Anm it iR BEE Riziid P R A sE R R, FEESFEa R
7. FrEd P AER RS, HAREEEER&TRBHASEZIMAL, &
J& AL AT Em B 45 15 AT R mT BE RS = b T &

The mould 1s designed by our company has the die lip protective frame in the
transportation, please note dismantle and keep. Don’t injury the lip in the process of
dismantle, because the lip is the most position in the whole set, the quality of die lip

will be influenced by any tmy injury.

18
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3.2.4. BLAMERAE
Mould operation
HEPTA % AaES
Note all the safety warning
< RAEE N AR AL R RENKRIRERER.

The operator should clear hoisting the mould device hoisting weight limit.

- BIFENARRE TEERGERE, €F. FEARA T S 2% B A .

Operator should clear that equipment running at extremely high temperature, in
hand. arm and face should wear enough protective articles.

PO LB 7 AR A R R KRR UEM S S5 EAT A e E— N E A
FHREE SHBABER)

On the attached sheet shows this pairs of mould parts number so that user reference.
(we suggest that user check the spare parts is consistent with manual firstly of
not)

« A BARRNEH 7 EiREET . ARENGRESL. RAUEEM BT
TA. (BURBERRNTNEFRHAS)

Mould was used high temperature grease when packing. There are the power wire.
rings and other all kinds of dismantle tools. (as the send list to inform the user)
< A AR ENERBA M. JFEEEREN R RE.

Use ring hang the mould out from the wrap box. And note the die lip protective
device.

REAESEA G N EE, FHRRRES S EEEA SERRERE TR, BAS
FRRE S S E RN PR R RGO

Put the mould on the frame, carefully adjust the height, make the mould connected
with body smoothly. The tighten of mould small car or not directly influence the
mould use condition.
< EERHIRA LA B E S BRI BN EE R T IR,

Connected the power wire with thermocouple and then check each power wire and

thermocouple connection is right or not.

19
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- AR SHESENER ERITe EREERELTR Y. MMEEMS AR
TEIRE

Check the control structure is standard or not and connection right, then check
the temperature set is appropriate or not. Heat the mould and distributor to
operation temperature.
o RN AR BRI B 2 D ORIE — N AT AR

When the mould heat to operation temperature at least keep one hour and then go
on production.

 ZRREE R IR L AR, XPINE R RIRLR B B AR L AT RARE . EE: 1T
SRR AR RAR 22 R R N AZ A0 B RO, R o (A AR 22 S T R U P iR, i
AN BEAE AT . VB BUSJE A B R 22 L OR 45 A R g B IR S

According to the given all kinds of screw torque, each parts screw of mould to
tighten the correction again after heating. Attention: tighten the big screw of
mould should follow the below order, in the middle of mould firstly twist and then
operate to both ends, the left and right operate alternately. At first stage, mould
lip tiny adjustment keep screw at loose status.
« AR VSR RO B, BATRACH b TR ORRI T A AL, R AT DR TE
2, AR CEAM R & aER (AL « 34 (brass) 55) I E R E AT A KA.

This mould has elasticity mould lip and shunt mandrel device, its stay the maximal
mouth when assembly, at this time according to the requirement, use soft gauge (soft
material product include(Al) . vellow copper (brass) ect.) measure and adjust its
opening size.
« MR ERRER SR S, B T AT

After finish the mentioned preparation process, then can undertake production.

3.2.5. BUSTHTT ARG

Mould lip adjustment system
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<
Installation

FML0 (M12) felriA iR 22 B i i B E ARG &AL, o R L2 e Rl Berh B B a2 B
Pefih ERA DY IR (ROFBR 22 B R FF AR AL SR )

Install M10(M12) tiny adjustment screw into the hole of mould, after rotated
screw into fine—tuning chunk till the screw lightly contact with body. (mould lip
tiny adjustment keep screw at loose status)
< B1F

Operation

B &R “T” TARFAT R IR L2, AZEA MM AR BORTFRTERE R TR, o 5
BARIR AR TIR 2 AR R 22 . T TEARCT VR T GO R 22 (S A3 4SS T 11 [B] FRA B TE Y
TR . WA RHEE A T RIEH O, R RO L B 20T 0o E
ke Z JE 1T (5 BE) T o 22 1 B B AN 58 70T 2 RN, AR Rt AR R
H R EAMETE I QRN A — SR A BB E RN AT R . FHIERARSEA
Tl % 22 A A AR AR 4 fi

Using the equipped with T type wrench to adjust screw, don’ t use the

reinforcing bar or big wrench ad just mould 1ip or screw. Change the broken adjusting

21
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screw and fine—-tuning screw in time. Using the T type wrench adjust fine-tuning
screw, make the gap of mould lip reach the preset value. At first adjusting, please
use micrometer measure the mouth size, adjusting the fine—-tuning screw until to
the preset value. After adjusting(dextrorotation) fine—tuning screw adjust the
whole breadth of opening size, use copper (design the mouth size)test. Until the
whole breadth of opening size uniform and meet design requirement when fished.
Please check each fine—tuning screw contact with body.
3.2.6. {RIFAI4E"
Maintenance and keep
1) —RAEE A4

Common cleaning and maintenance

s

Attention:

AT W5 A A AR B AR AR X A A TR B R (R BT 5 .
The manual is the only maintenance operation that for those who have
qualified technician concerned.
o FE B H A T R PR AZ I X B & RO ST B R AR A4
ZHY
At changing the product and every time stop production to examine
mould equipment clean thorough is necessary.
< 1 BRI R A T AR A 25 B B SR e 2R BRI AR
ARBIHAT -
Please note any resin and lubricant material removal destroyed all must
according to the local environment rules.
o CEAE PRI AR RS A A BR AR SR AR A IR R AR AN B R ARSI AT
Al RESIE R EE IR AL . Bk E) . NI RN IX R, A
R B0 7 i T L E 5 R TR N DR X B A JE 43R 22 A3 Skt

[
(3]
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At the process of production, the operation equipment. the temperature
cycle operation and equipment vibration may cause some connection
screw- loose adaptor. In order to avoid these components damage, every

time stop production shall be made maintenance staff to each

connection screws and equipment joint inspection.

2) Kyl

Turn off process

B WIRE . 490, 23 TAFARLZIAE Pk ISR RE 52 ARy
oL R AT
All the cleanness. maintenance. repair work must proceed in the
condition as below.

RHIHL 2

Shunt down the machine

 PFEFERIEF OSSR “OFF” fiz. CREERTIND

Make major power switch to “OFF ”  position. (cut off major

power)

R EEAN BRSO

Check the whole circuit is cut off or not.

3) PrENFEEE
Dismantle and clean
PrEN Sy A0 e & TAF
The remove site and preparation work
« FRERNAE R TR RO R ED . EER. B ANgEd. T E R E R T AT X
TAFIZ R ORFF iR i, 3 LR AR SR B -
Extruder mould should be in the special place dismantle. clean. overhaul. maintenance. The

place should be fully away from “rough part” production area. The work place should keep clean,
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and mat with corrugated board and rubber sheet.
c TAEXAMEE &M TR RLT] )T BE r GEfil. Bemsl s o HE &I R
PR R A BEA 7 B R () A
Work area should have all kinds of tools (screwdriver. wrench) . soft blade (copper. soft

aluminum) . clean and polish material, as well as have extrusion mould preheater.

o SREARERGE AR ED, DR TAE A it o YIRS BN R, LR
EmAE AR AFRE &SN 200C A A, Z/aE I mAmi AT a BUE, BRI TR K

Rez, PrEN PN . ERR VT RN, T BT ERERRERL, DRI
FERIRL . 2 )5 M M EEARTEMPER TAEX A, HFREFER B FEE. FH
LTE A Do ZBUASE R R B AR, RS IAGE AR TR P IR TS BT, T DA B A S s R
BAIEE, 0 Rk &R

Extrusion mould should dismantle at the high temperature, must work quickly to avoid

F

untimely cooling. When the extrusion on the extruder, heat the mould head temperature higher
than the production temperature about 20 C , then stop heating and cut off all power, quickly
loosen the screw on side plate, dismantle two side palte. When the mould stay at the high
temperature, loosen the fastening screw of the upper and nether mould, and the screw connected
with main extruder. Use the crane lift upper mould place at the near work area, and quickly clean
upper-nether mould. When clean runner must use soft blade and copper brush, clean up any resin
in the runner, can use paraffin or relevant solvent to clear, don’t use steel tool.

- AR AERER, HAGERESENHRE . 9FBEAaMEMAraT LEE K
i, FEE AR B A ] A 2408 DL EHIAERDARTS B . AR ECBe it R ik i A
R AR W AR HET

Cleaning after mould cooling, mould runner and sealing ring should use soft blade. millstone
and sand paper to clean and polish, other surface of mould can use soft and higher than 240#
sand paper to clean. Each assembly contact. non-contact surface all should be clean remains
resin.

FRTAERE M2 G, BRI AT AR AL . (R A AT NS A BRE R eiE R,
AR £ BN AR, B E AR ROE R 2.

After above work 1s finished, can process the assembling. Before assembling should check the
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runner fineness, must remove smaller scratch, sever injury should send factory to repair.
« FEFFERRIESRACHT, RIFRERERIEE AR, MEAsaEfE, DIRERFE
FRAE TAESLAE b DL A LA B 594R 5 feE .

Before the extrusion mould formally assembly, it’s better to coat runner with thin layer organic
silicon grease, like molybdenum stone or graphite grease, ensure extrusion mould is convenient
in the process of working and dismantle.

o BeMOR R R AR A RN A R BCE R, AL, ERAL T AR T R &
WRee, YHBERESHENE, G2 SIFREE N EITR & ERiEe.

When assembly should note assembly size accord with assembly requirement, after location,
when the mould stay cooling status tighten all the connection screw firmly, when the mould
connected with extrusion, heat temperature to operation temperature and then tighten all the
screw again.

Attention:

PRI AT — € EATA0RS & %A B R R TR R A 1E A . R4, B0 20
BEIEAR AL
Before the mould heated must carefully check every power wire connection

1s right or not. Beside, must check thermocouple.

FATEVHEBREEH AN A E AN evE. FH8, e EMXE&. alfeti
PR AT AT (IR22. 08k, ININEE. SI4kSE) N M. JAm BAKR e . YEIZET (E] fE]
ISR AT AN T B SRk A 7 i 83 4 A K ] R T E

We suggest that mould after use about six months should dismantle completely. clean, and
check related equipment. Should be replaced all the elements may have the fault (screw. bolt.
heat pin. lead line). But the specific maintenance. repair interval should depend on production
cycle and related issue to be determined.

4) YA IR A R Ak B A I
The common commission problem and dispose. note affairs

FREEAEA LR P R A 5 IR R R A S, G E, EEREAE
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BRI M. SUESTNANRER G 225, HWEERER], FERRT, SRHILEET
MR/ ESE, FAENEREERHASER.

Extrusion mould most easily happen the problem extrusion is not balance in the production,
influence the quality, even rejected parts after commission. The reason caused uniformity is
various, such as the temperature control, raw material formulation, the extrusion pressure of

extruder and so on, all aspects factor comprehensive influence lead to the result.

BULAE UK LA T T — AR 1R, 8L SR A B . U5 (A P kb A = i il b
%

N

Now, about these aspects general problem, make some explanation and illustration. It is

convenience to commission for the user in the production to refer.

o FERLET A IR AN ORI A — € S50, MRAE A = 1™ B 2R B R M E A IS R N A
B SXEREMSHENEEAEE, W ait A mEeEREmm. i
EERMEEY, FFET AR R IR EMAERR E A IRRERE T EA N A Z K
K, —MRAE 1-2° C EAZIERER, Bl 7XAEE, SR Al ge % f & Bl fRE A =2 A
SEPRRYIERE, NS EREERAEIN. EEERIRER, SFHILRE R s
SR E M REE.
Before starting machine, heat temperature and keep temperature must do well, according to the
plastic property of product to set the appropriate heating temperature. Every zones temperature
and extrusion pressure be controlled balance or not, influence the steady and uniformity of the
product very much. In the process of regulating temperature, need to note value of thermocouple
feedback and class thermometer on the mould has no big difference, general about 1-2 ° 1s
normal, beyond this range, it 1s very impossible the thermocouple measure the temperature 1s not
the mould actual temperature, should check whether the thermocouple put in place. After the
temperature be controlled balance, extrusion pressure of extruder control balance also is very
important.

o —REFFHEA SN, FFIRIR /A HEERLE B ROR AR R ST, SR LT E AR T
SIRE R, A EEIERE ST A SN A SRR A .

General extrusion is not uniformity, at the first time rarely regulate mould fine tuning bolt,
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after the temperature and extrusion pressure regulate to steady and uniformity, still has wave or
extrusion 1s not balance to consider to regulate mould.

FERTERARN, MEREXAETIEE, LR R

When regulate mould, should note each zones transition, to prevent regulating bolt seizure.

< BUSRIGOR, FAEEE IR R, HT R AR, P AR A i
HATEFEARAT 1. 00mm. F34b, T AFvF AMERR AR, R/ RE s XN 3
A7 3 AN PL BRI BRI .

The fine tuning of mould, at the same time should note the amplitude issue, regulate amplitude
1s not too big, choked flow pin and die lip regulate amplitude, we suggest that should not bigger
than 1.00mm.Beside, when regulate it’s not allowed to regulate single bolt, at least at the wave
area regulate more than 3 fine tuning bolt.

iR BT AR S, AR IR E RIS, sE SR A SR, AR AT
EFE PF DL A B B oy % SR 51 R Y

If the commission mentioned above all is tried, still have regular wave, or extrusion 1s not
balance, may be the extruder wave or pin of distributor caused.

TieFHHERILRZEE, AARRELIIREIRY A . HIREE, &% LAJEEEE
R R ALY R A R A TR, ZR R WA AR B IIRETANE R © EHE,
FREEFE 2.

No matter new or old mould, all has possible to happen seep material problem, the common
reason didn’t tighten the bolt at the seep material position, old mould may be some times
dismantle and clean damage sealing ring, if seep material heavily should stop production for
maintenance.

« Foh, BMARE —EEFR, FHEBES, &AM E R RS SR 5L
HH)E R A, R SRR,

Beside, the place of mould must be placed steady, and tighten well, or when production
produce vibration will influence the life of extruder screw, also influence the quality of product.

5) ZEEE

Safety warning

FERE IR, WIlSHR TN, 75 RS0 VR T R
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When connected with power, make sure earth line contacted ground, or not allowed put

through any power.

ZAEEMIPR N AR LR FFE AL E B, 808 IR S A SCVHT AR AT A4 B Y

di. k. AZSE Mk,

The sign of safety warning must remain at its position, after connected power wire not

allowed open any power plate. wire plate. line conduct and adaptor.

3. 3+

3.3.1.

S £ )

Calibrating table state

7E A 5 7 FH R % H = s AT E B R B E .

Calibrating table is the device to form the shape for the product come out.
R G HAME MSE RS HIL 4
Calibrating table appearance. basic parameter and maintenance

T 1600mm

Width: 1600mm

ERRERE: 4%

The quantity of calibrating plate: 4 pairs
ERWRME: RS

Calibrating plate drive:  hydraulic drive
ATRE: B ERR I ETRE
Vacuum device:  the first calibrating plate equipped the vacuum suction device
Vacuum pump drive power: 3KW

TE ARV A - KA

Calibrating cooling: ~ water cooling
ERHLAFFEE: 0.75kw I L

Calibrating clockwise move: O0.75kw gear motor



e M
Calibrating table appearance
3.3.2. EMEBI ARG
Calibrating table drive system
PEALE BT IS A AF . R RVAE AE AR AR AT RISC 28 1 EOE — A I AT AL, i
FRAHIES, EMTFIMEBaaE. FERAMTF s WHMEET. &EREs)
AR R e AT PR A AR Fesh et ar e WA TR 6 by FiEsh, MmsEdlEf e do
e LR
The system composed by former truckle component. behind truckle component. The former
truckle component direct connection with secondary worm gear and worm accelerate machine,
drived by manual wheel, achieve the manual and motor-driven move function. The behind
truckle component is passive. The system composed by former. behind truckle slide component
and leading screw. Turn the leading screw former. behind truckle relative to the calibrating table

up and down sliding, to accomplish adjust the central height of calibrating table.

3.3.3. MG PRI MAEAIZ G
Calibrating table unit hoisting and transportation
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1. ¥k
Hoisting

£ B T TR 15 DL AR S, 78 B R R M
PR, R M 5E R G 2 (B -85 R PE R T, ARG AL 28R i i A b il A
Calibrating table hoisting need to bear more than 15 tons sling to hoisting, in the process
of hoisting please attention the protection of mould surface, and separated by soft something
between the harness and calibrating table, in case the appearance of machine get scratch in
the process of hoisting.
2. i
Transportation
B, AU AR A S E e R AR AR . [RIRS, BhibfEisim i
In the transportation, must firmly fixed the three roll calendar in the package box. At the
same time, to prevent the scratch in the transportation.
3.3.4. ERGHITRERAL
Calibrating table unit in the position
ER G AL R AR A 2 BRI 34T . RIEA R ER, BSHigih R Em B E
HuTED, SRS R E R G A
Calibrating table in the position and the whole machine proceed at the same time. According
to the production line layout, place the guide rail according to the ground plot on the ground,
then the calibrating table in the position.
3.35. wMGHILEHR R
Calibrating table unit structure character
R G EZEAHR. ERATHM . PRSI, RS AENAE. R G BaRE.
ER G LA R R R B
Calibrating table mainly has frame. upper mould adjustment system. down mould support
system. synchronization elevator mechanism. calibrating table move system. calibrating table
central height adjustment system. control system etc. composed
1. PR RSt SR A, TR e AU AR T A, SRR B AR

Frame composed by foundation and wallboard. foundation welding by profile steel.
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~ EEETHLM, Xt EmABERSEATSE, AlfRE EITAYER BRI
Upper adjust organization, support the upper mould, to ensure the upper mould can
regulate up and down.

3. BRI, X NIRRT, AlfE R AR R —

Upper mould adjust organization, support the down mould, for the down mould have a
standard.

. EREHHMAG: BEEREGEE, WA 0.75kw.

Calibrating table shift system: through the gear motor, drive motor power 0.75kw.
3.3.6. R G R LR ARLE

Calibrating table unit safety operation

ER G TEERZEN AR RN . —REWE &&REREE 2. B S R ERER
fER RS MR EMA R %22, HIRRLL T2 FEE:

Calibrating table mainly used for keep shape of sheet. It’s the critical parts to influence
product quality. Calibrating table right operation has relation with the product quality and
operator safety. Please do as below step:

D FEHLAT, HhEREHRAMMAAANRERATREREYE..

Before starting machine, please check mould heating and cooling system firstly, vacuum
system is unimpeded or not.

2) MOt iR E R ST LA, RiE T iR A S5 H SRS £ — /K m..

Please check the elevator mechanism of calibrating table when the first time running
machine, make sure the down face mould and the mould lip of mould head at the same
level.

3) B EKERIRZE T RGUHE HOE R Lt KR, PREAR RGERAKE. VIXITHIE
B A K L ALBE A 2 5 & /KPR AR BE [7] —

Check the water roller control system tube connection and water input condition, make
sure the system certain water pressure. At the first running machine please check the
water pump motor rotation whether accordance with water pump mark rotation.

4) FIAE e B G RUE AR, Bt B ARLIER . AR 2 E 0L, R 2%
BRI B EBUERLNERIER TR
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Using the hydraulic station of calibrating stable at the first time, please check the motor
rotation firstly. Check the oil tube safety condition, make sure oil tube and pump valve in
the oil way is well. Check the hydraulic cylinder is right or not.

33.7. ERGBIERS

Calibrating table hydraulic system

a) Mk
General

R RGAENIR. & T RS BNERERIE S KRR m, EAE LIBRESRE,
Wtk /35, BAEE, ERRESRA. CESMTLEREE.

The hydraulic system act as a helping role has a great influence in the
mechanical. metallurgy industries, it has the steady work status, output uniform,
convenient operation, flexible control etc. characteristic. Have been proved in
various industries.

b) WBUERG EEHARSH
The main technical parameter
A% TAFHJ] P=6.5~12Mpa
System work pressure P=6.5~12Mpa
TAEH#E)I P B =6.0Mpa
Work roller pressure p minus =6.0Mpa
* AZEubiR s J1 8 16Mpa, ASFFHCI ] 8 R AE A .
% The pump maximum pressure is 16Mpa, not allowed used overpressure for a long time.
A4 LAFHiE Q=11.5L/min, AR,
The system work flow Q=11.5L/min, not adjustable
| HL ik DC24V
Control voltage: DC24V
RYGHE: AC440V 8.8A 50Hz
System voltage: AC440V 8.8A 50Hz
TAEABE: ISO VG 46 471 i i

Work medium: ISO VG 46 wear resistance hydraulic oil
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WA R £ 1000
The volume of oil tank: about 100L.
BUE R G0
The main element of hydraulic system
1) HHLRAL I B BIHL. MR SR HRAh AR AL AR
The motor and pump unit---composed by motor. vane pump. frame. coupling
WEIHL: E EE ThEE: kW A 8.8A440V/50Hz P44 F5jE: 1440r/min
Motor: made in China shanghai power: 4dKW  current: 8.8A 440V/50Hz P44
rotation speed: 1440r/min
2. J7% HA YUKEN 7, %5 PV2R1-8-F-RAA-40
Vane pump: original product made in Japan, type PV2R1-8-E-RAA-40
NFRHER 8ml/r e 77 A A {H 5 F 9 A £ (7]
Nominal output volume 8ml/r rotation direction see at the end of shaft
extension is clockwise direction
2) FEHIRALR -, . R W, E R4 R
Control valve composed by valve chuck . solenoid direction valve . relief valve .
reducing valve. one-way valve etc.

KHSMAR G, N, S8R, 5T R . WREEELAE, RiE
AR, FrAEZEENES HA YUKEN =& . BAARR SRR LR TR A,

Adopt composition valve design, little volume, light weight, convenient to install and
maintain. Valve chuck through the nickel plating treatment, make sure no rust; all the valve
1s the original product made in Japan. Specific type see as schematic diagram.

3) BATHLA--- KL
Executive organization---cylinder
4) fReRflfr---&he
Energy storage---accumulator
HZRERRANE . NXQ—L10/200-H
The accumulator type: NXQ—L10/200-H
5) B eSS R K

Back oil filter---filter element should be replaced half year one time
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A% : RFA-63x20L-Y,  JESAS: FAX-63x20
Type: RFA-63x201-y, filter element type: FAX-63x20
6) AT A A s PR A
Oil tank and other hydraulic accessory
AR Y50 LV A vt B e I
The specification see at the hydraulic pump general assembly drawing
- BUERG TAREEE
Hydraulic working principle
HAL SR Bl 5, AWl X R U, B R SER PR, SN
T2 R Ut I 1R O 9] S A o

The motor drive the oil pump rotation, have the negative pressure in the absorb oil
area, the oil under the air inhalation into pump, oil exhaust form the pump through the

relief valve port back to the oil tank.

ARGH-BEAEAOREGBIEET, BRGAENTTERREAENDRBCER &N
2L EIRETALRT (12Mpa), BHLFIETAE, REGHERAMH; BRFEAREEES
[ 1RV E AL SR RSB (6.5Mpad, HHLEZNEZ), HAMELH.

The system controlled by electro connecting pressure gauge to stop or start, when the
system pressure rise to the high position set by the electro connecting pressure gauge---red pin
position (12Mpa), the motor stop work, system get the oil by accumulator; when the system
pressure down to the low position set by electro connecting pressure gauge---green pin
position (6.5Mpa), motor start automatically, again and again.

AR MR 2R v R B TR 4R ) R IRy DC24V . S HUHLR B R, YVT R

(DSG-01-2B3B-D24-70) EJiE L, JEILMA iR (MBR-01-H-30), REiEI%1E L
HEBRELEARGM (12Mpa) B, BHFIE, YV RE, BENRGREREMLT
RERZE . BEREUER (GCT-02L) WAL T XRIARE, RAELEBFEETEZREN
A RBEFT T -

The hydraulic pump station solenoid valve controlled voltage 1s DC24V. When the motor
start, YV7 solenoid valve (DSG-01-2B3B-D24-70) through the electric, through the relief

valve (MBR-01-H-30), system pressure rise up slowly to the position of electro connecting
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pressure gauge (12Mpa), the motor stop, YV7 no electric, the whole system due to the
accumulator stay the keep pressure state. At this time, stop valve (GCT-02L) should stay
closed state, only when repair the pump station need to release pressure can open the valve.

YV3. YV6 Hif[® (DSG-01-2B2A-D24-70) £ %4t LIER —EH AL FidRE, H
AY ARG 2IEWREFBR, RS TIE----E E RS E I EMEED .

YV3. YV6 solenoid valve (DSG-01-2B2A-D24-70) get through the electric when the
system working, only when the system scram or power cut, two valves start work----through
the accumulator separate the rollers automatically.

bR EAERRA A T EE B LR (DSG-01-3C2-D24-70) KA, 24 YV,
YV4 GERE RS BE; YV2. YVS BHEEFEEAH; TR ES 7@ Eim

(MRP-01-C-30) SEHL. HiJ BE N 6MPa. . FF LIERS i M mEL s, s i
TEBRPN 8 MRFATIME (PT-03) F&EHHEI (—4) TIERE.

Up - down roller folding . separating mainly controlled by solenoid wvalve
(DSG-01-3C2-D24-70), when the YV1. YV4 get through power two rollers separate; YV2.
YVS5 get through power the two rollers fold; the rollers pressure controlled by relief valve
(MRP-01-C-30) to achieve. Out of plant set 6MPa. Up and down roller separate controlled by
two cylinders, via the eight one-way valve (PT-03) in the regulation tube make the two
cylinder synchronization.

d). BIERGEERRF
Hydraulic system operation program
® JrpluidEs

The preparation before the starting machine
AL E - RN 2 ALUR T = EE Y 80%.
Liquid level of oil tank confirmation: hydraulic oil added to the 80% of the liquid thermometer.
HALFL e - LB, EALR R A A [a) I B s b M 6 Sk 7 1]
Motor rotation direction confirmation: when the motor start, the fan blade in the end of motor

tail fairing rotation is clockwise or according to the label direction.

PR B FIE AT, A5 WK Bl 28 T pe A !
Prohibit no oil or inversion rotation running, or will cause the oil pump brake!

® RGSHMAT
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System parameter commission
ARGUE I -
System pressure regulation:

VAT LI < IR - Fa T B ER B, A 4mm NS AR TTRRAT, B A T E
S, WA EARE R ESRER. ARGEN GRITED WEN 12Mpa,
TAEES GEER) #5E N 6Mpa-

Regulate the relief valve. reduce valve---loosen the unblocking nut, use 4mm socket head
wrench to regulate the screw, under the clockwise direction regulate the pressure to rise up, under
the anticlockwise direction regulate the pressure to decline; after regulating blocking the nut
firmly. The system pressure (relief valve) set at 12Mpa, work pressure (reduce valve)set at 6Mpa.

HLEE U IR

Electro connecting pressure gauge:

il — e TR E R S AR A — A%, BaamitikEnE 2 E8s, &
iR R 2 E 6.5 4 BEAIRE AERRE iR, ASRTETS.

Using straight screwdriver lightly press the regulation button at the middle of electro
connecting pressure gauge, move the red pin to the 12 position and green pin to the 6.5 position;
the actual pressure pointer is the black one, unadjustable.

B AR RN B UE T B0E -

The nitrogen pressure set in the leather bag of accumulator:

EREARALARNEENR UL ARGTE LTI 5.5~6.0Mpa. A BB N

7R m . BAEHEREMH “HRed” 1
Use the special aeration tool examine the nitrogen pressure in the leather bag: the system
pressure 1s 5.5~6.0Mpa. If not enough should add the nitrogen gas. Specifically see attached the
chapter “accumulator” behind
R FAZ B CAR R, JEW BRI, W, W en 2R T
BEAT T !
When the machine out of plant all the parameter already set, in theory don’t need

regulate, if need regulate, please proceed regulating after understanding theory!

e)~ vl Wi B HERR
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Pump station commeon fault eliminate

o1l cause bubble

PR N % IC RS I fF Bx J7 &
Fault state Phenomeno Reason Eliminate
n analysis method
WM BEL A3 K ek /N 7 PEL A
01l absorption Reduce oil
R RESK resistance 1s small absorption
Cavitation in @ =R RN resistance
= the pump The diameter of oil B RHE T
£ absorption 1s small Enlarge the oil
i W T DX 5 28 tube diameter
= The o1l screen of 5 Ve U R B B
N o1l absorption was Cleaning or
Big blocked replacing oil
noise  of IR, iR screen
pump X JNFATH R
Low temperature. Heat the oil
low viscosity liquid
EELESUIURVS PRI A
Fast rotation speed Slow down the
of pump rotation
RS AL SR
The bad quality of Change the oil

AR
<
Air mixed into

the oil

MR ek R S
The adaptor of oil
absorption has a
leakage

RALANE

Liquid level in not
enough

HES R SRR
A

Shaft seal suction

air

TRk, EH

wnt
R

Tighten adaptor-
replace sealing
AL
Adding the liquid
level
REmHEAE, B
B

Coatmg the

yellow to check-

replace
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[F].Ca PR 22 [ o BN F
LIRS . HYLERIZE 0.1mm
Pl R R AT

A B IhE, a0kl fi& T2 2 5 T 7R
K TH AR AR
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SN

I
Pressur
e fault

TEN. E
AR

No pressure <

pressure 18
sufficient

A A gk vk
=l

Regulation is
not  forming
linear

proportion

GNINER

Motor inversion
WALAE

The liquid level is
not enough

il PR R
ki

Absorption oil
mouth leak gas .
didn’t absorb oil
MEFIRATS
Air mixed into the
oil liquid

RS ESUNCIN ]
A

0Oil liquid
temperature is too
high. low viscosity
JE 77 [0 e b
Pressure valve fault
R JUiFEER, it
DN

Pump . component

wear, big leakage

A H A EETE
Have other
unloading
passageway

AR F A
Change the
rotation

N2 iR
Adding the oil
Pk, Bl

s
e

Tighten the
adaptor . replace
sealing

B AR
HEUN

Release air. not

allowed the mix

mnto
PEAR IR . S
i

Lower the oil
temperature
change oil liquid
TR
I

Cleaning or

change pressure
valve

F ez
Changing or
repairing

AR AR BRI Ay 38
]

Check and
eliminate
unloading

passageway
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REARF. RAEE
Voltage
discrepancy N
insufficient voltage
RSB TR AE
Valve core stopped

by foreign thing

ENATR JE 771 [ B A REAL
The pressure Pressure valve core Cleaning the
can’t decline locked valve
Hfaf I IE A E REIEp b EREL 7
Locking the Clear the
unloading unloading
passageway passageway
i RRESKR ek /N 7 PEL A
= MEANTIEE The pump Decrease oil
V4 1% cavitation absorption
i The HRPIRBATS B IR R IR AN
Flow msufficient Air mixed into the =
fault flow  caused oil liquid Prevent the air
out of control B R A mixed into oil
Valve core stopped TE L IR
by something Cleaning valve
foreign core
TOIFIL L B i fiZ2 2R =i B 6
YN Repairing or
Element wear changing
excessively . Dbig
leakage
i 18 [ R Aoz 1 TEHIESHRA mAEHES
[A] Selector valve No control signal Input control
%] has no action mput signal
7 FR, B K 4 =Kk % i 58 4 Sk Ffirh R
i AR Make the plug
Selector Electromagnet plug contact well
valve contact undesirable S R LI 2
P, T 22 [l lge P Replacing  the
Magnet coil magnet coil

fifn N IE 7 LK
Input correct
voltage
VA LIRS
Cleaning valve

core

EHEE
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SR B 57 BT I Changing  the
Spring fatigue or spring
break

). WS R4ET RIF

The maintenance of hydraulic station
© g, B RIFIIR, BLRE TR

Establishing . perfect maintenance record, set up the inspection regulation.
@ XTBUERGRIMIL. R Wl K E AR dR T IR A

For the hydraulic system leakage . cleanness . noise and accumulator have regular

inspection
® hiRiLAm GEIL 80°C), HhmEFI IR Lond SR, KRG ARG R LI Fdn.

WA EE S, MEEERESRGEE MO IR, ARG, —BhiRd&E
RN .

Oil temperature 1s too high (exceed 80°C), may accelerate sealing aging and element
wear, greatly shorten the system working life. Such as motor start continually,
should pay attention to the position of the system whether have leakage, deal with
in time, once the o0il temperature is too high stop machine to check.

a) WEMG o™ E, HICERERMNE, NMEHEGEHR; RN ERERE —FE#R
—ix.
Oil liquud has seriously pollution, have stench metamorphic phenomenon, should
replace the hydraulic oil; In theory, hydraulic oil should change one time in half year.
b) LA AP i R e, NAIE A = kG S B B ER A, DLREREXR
k.
In the process of work have strange noise, should check the noise source and then stop
machine at once, in case not cause more damage.
c) sheam WA RN FERN, BAEFERLEMH “Saeas” .
The nitrogen in the accumulator should often examine, specifically see at the attached
chapter “accumulator” behind.
RABUL R AL SRR R B A RMR, N 5 o).
Check the hydraulic station valve bank. choke plug and pipe adaptor whether have the

leakage phenomenon, should replace the sealing element.
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(3 Wil B s ARG B R REEE R EA . RREE AR RS
IEW, WmaRE, NEEsESRt.
Solenoid directional valve movement whether flexible. return orifice check valve speed
adjustment whether effective.
@3- Fh 3e it 28 A -4 3 #ie— X . Relief valve pressure adjustment whether normal, if have
something strange, should examine or replace element.
W BE 45 - MF-04
Oil absorption filter: MF-04
[l 28 25 . FAX-63x20
Oil return filter: FAX-63x20
2). AL 45
Accumulator usage and maintenance
© 23
Installation
AN ENZRWE EEE R, NETHPRE, URENEA —ETE.
BRI E: HREA LA E M RN EE R b, SRR EEMAG AN EE
IR e 2 2ERIE, IR, A RO R SR LA A . SRR SRR 2 AN
VA, L L AR B IR & e AR b B A 0 = T B . AR AR 2ok E
TE 5 HE 2
Accumulator should be installed by air valve upwards in theory, in order to convenient
maintenance and check, at the air valve position should leave some space. The accumulator fixed:
the accumulator should be installed on the bracket or sliding firmly. Between the accumulator
and pipe system should be set stop valve or ball relief valve, can for the aeration. regulate speed
oil outlet or stop machine for a long time. The one-way valve should be installed between
accumulator and hydraulic pump, when the motor stop working to prevent the pressure oil store
in the accumulator backwards. Have to adopt welding method fix accumulator.
HAM R
The nitrogen fulfill
BRERTAERRA A B NS AT B RR. EREAR R R R A AL
ERERHTRA. MRZRWEM. W EFRERESA S RN EREAME. WNENtRid
AR TR EAREARRIEZ 2R, NELHTZELE, FEEH
A MUE A /7. fERB AR MG AT, I RiiRE. WAL (50
TA (5 CQJ-25-15000 NEARRLEAKA L, ARKREE LN 5.5-6.0Mpa.
AR (R LAATHERSBHITAS. RMRIENSSEERS EOFEmREN.

\
“
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IR AR E RS A E VR T R UM S AR, AT DU I e 1 A 2 R 2R AT R
AAEEE, MNRARURMERSZNED, EETFRITATRIRTR, TUR&EER
ErhRaE, REETFRALA.
The accumulator prohibit fulfill oxygen.compressed air or other flammability ., corrosive gas.
Before fulfill the nitrogen must inspect the accumulator. For the not installation nameplate .
nameplate fall off not easy to recognition accumulator type. steel impression mark is not
complete or not recognition . there’s some defect on the shell can’t guarantee use safely,
should be deal with before this, stop using or find out the regulated working pressure. When
fulfill the nitrogen should be proceeded slowly, in case broken capsule. Please use special
aeration tool (type CQJ-25-1500) for the capsule of accumulator fulfill nitrogen, the system
fulfill nitrogen pressure is 5.5~6.0Mpa. Aerating tool used for accumulator capsule fulfill
nitrogen. check the aeration pressure or change the pressure already store in the accumulator.
If the aerated accumulator maximum pressure lower than the nitrogen bottle maximum
pressure. can through the relief valve aerate for the accumulator. Finishing the aeration,
should turn off the nitrogen bottle and accumulator port, then open aeration tool air bleeder,
release the air in the high pressure rubber pipe, then dismantle the aeration tool.
TR DA EBAEBNAEBUE RBEIE It 5L T .
Note: the operation above should be proceeded under the hydraulic system without
pressure.
(@ A4
Repair and maintain
RARS: SRSBRER, ThERARERESE K —Ak, 87—k ¥%5E,
FERE—X —FE, BERE-R. ERRE DRFREEAZSE, HFAR R
MR . & EEERINBN DA EER g B E - Eub i, JF
EBIERER —E R KREE VRERENR. RS HELER, 5%/ E
AR, RIFUWEEAREN, EARBHICREE TR, ZIEENERSERERZE, 5
HRIMEERETHURNEE, REeREN. HAMATUARRTAEERERUE
71, BEEE - RA S SR IERBERERSTARIEA, ERARGHT
[REAGIE, MESTHRAS. AREARAERS, URLEH, HiFEhaRER
TR . HEREARFINRH, BREEEL . HNARN, BIEJFERGCEM.
HTFERSALIEEEAN, FHARRTABRGERERENRS, REARFE.
Examine the leakage: after set the accumulator, check the capsule pressure one time in one
week; after one month, every month one time; after half year, check one time in a half year; one

year later, check once in a year. Regular examine can keep the best usage condition, find out
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leakage as soon as possible and repair to use.

h) B )

Supplementary rules

BRI RAREAS, ERIERE. RGARZE, NFREENTR. BLE
%%"F“Fﬁ#ﬂ?j%i‘%zilﬂikmﬁi) BREREANLIREREARUENREN GRS

£ /1T EE .
The accumulator prohibit aerate oxygen, in case cause the explosion. Before the system
commission, should exhaust the air in the tube. Through the accumulator bottom exhaust spiral

or stop valve to finish. Before using the accumulator should check the capsule nitrogen pressure

whether accord with the aerate pressure certain value.

3. 4. RHRIEFICHASH S PR T

Cooling convey unit basic parameter and safety operation guidance
R HIARE R AR RN R G HORABM BT EHE R . SIEL
Cooling device mainly purpose finalize the design. haul off the sheet come out from the

calibration table.

Ty

— T T

ERREEEEERRRRAN

R

ERRREEERRRRRRR

U S y b eyl
& HFEZE R ER

3.4.1. AHEXEEAZLEHSE

Cooling convey basic structure parameter
PHIZEKE: 8m

Cooling bracket length: 8m

RERFEMAE: & 70X 1500mm
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Cooling roller specification: & 70X 1500mm
AEREME: BEe. SR, Rmit.
Cooling roller material: aluminum alloy. oxidation treatment. polished syrface.
3.4.2. RHERRAET MRFF
Cooling roller bracket maintain and keep
« RRERGE A BTN BRBI S5, At AT BB R R
Before using the roller should coat antirust oil, with cotton cloth package protection measures.
- AR N F R ERARDA LR, Uit AMRE. SREXRDA NG
b R Xl Ok, Al e AERD B AT EETE . b A S AR
When using roller should often check the surface whether have the corrosion and scratch, in
case damage sheet surface. When the roller surface have tiny corrosion and scratch, can use

metallographic paper to polish it. When necessary change roller.

Wk, LR B

S
3.5. AR REALSH A REH#EES

Scrap edge fixed width unit basic parameter and safety operation guidance
Vi sE sE B B H 2R b, EEAR R AR E M AT, DLRE TR
Scrap edge fixed width unit fixed on the cooling bracket, main purpose is scrap
the sheet on the bracket, and fixed width and sort it.
3.5. 1. PIE R ITCHASH
Scrap edge fixed width basic parameter
V)i 5E % AME R

Scrap edge fixed width outside view
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VIJIREL: 2 H

Knife class number: 2 group

VIJ1k M (5RAMD: 60 E

Knife included angle(with sheet): 60 degree

VITVER4EATAE:  120mm

Knife flexible distance: 120mm
3.5.2. DI, e A

Scrap edge. fixed width operation

< SE
Fixed width

Fob e SE oy VIR, 8 IV L2 AR 7 U0 T ROAL BRI R A A R SE I
When scraping the sheet and separate it, through adjusting the lead screw device
knife position to control the sheet width.
lpul
Scrap edge
B IR E, SRR R ORIz ] A A 8 7 E.
Through adjusting knife position, lock the fixed screw to control sheet
segmentation.
3.5.3. DAL Lepy
Scrap edge safety protection
T VAR I A AR R EEAR, AR AL T A DU TR R BEIE TR A A
AE I 5 AR AT s AR TR AR AT T Fy, R BRI, HIBAEZ 2 A BB NKHLTT .
Due to the scrap edge blade is very sharp, prohibit finger etc. part contact
blade and the sheet movement around blade! Package the blade with the cotton cloth

or other thing when blade is not used, coated the antirust oil, and place in the
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safety position it’ s not easy hurt people.

FEPRRIEAET, WEETIR, &if PR HFBHEZ 2 A SR NF T, PLakithF
R, FEEEFREEYIART AT R AR E S A EARAT, Bk TR ET R RA B
ik T

In the process of dismantling, please attention to the blade, firstly
dismantle the blade and place in the safety place which not easy hurt people, in
case scratch finger, prohibit use hard thing beat lead screw and other element.

Inspection regular tighten screw, prevent due to the screw loosen cause accident.
3.6 EG| HILRASEH N ZABMAERS

Haul off unit basic parameter and safety operation guidance

A= 5] BTG BT A AR A (A BT IS B SR 3 7T .
Haul off unit is extrusion the finish product conveying upwards original power.
3.6.1. FE5IHIEASHE
Haul off unit basic parameter

ERM L T RS

Rubber roller material: nitrile rubber

R EE: ©250mmX1600mn

rubber roller diameter: @ 250mmX1600mm

AR E: 6 Xt

Rubber roller quantity: 6 pairs

FEHLIIE: 7. 5KW

Motor power: 7.5KW

SEHFE: 12— ©100X 100

Cyvlinder specification: 12— ® 100X 100

T RUELRE]

Up and down method: pressure gas drive

3.6.2. A5 HLIY M3 AE

Haul off unit hoisting and transportation
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1. ¥
Hoisting

— RS PLE) PR A 4 MDA ER)MER, —IRESIHLE RS 3 BELL ER MR, 1%
RmEEmE 0 FEFTRD.

Haul off unit for once hoisting must use burden more than 4 tons sling, haul off
unit for second must use burden more than 3 tons sling, according to the hoisting

drawing to hoist (see as below).

T
g —

” %&ﬁ %%% ﬁ&
ol sl e z@@ %ﬂ]) %
A NS BV A N B
* : a & fan) ) ‘P‘
Q
il !_ I ::—1:_: # |

GEGIbIIR AL

Haul off unit view outside
2+ &k
Transportation
G| e IE i fE P, K22 91 HLE i 7R QLA T - 9B ki fnid A2 Hh A S AR R 4 03
WA R AT AR
The haul off unit in the process of transportation, should fixed it in the
package hox. To prevent the haul off unit roller in the process of transportation

damage the surface, must take protective measures for roller.
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3.6.3. A5IHLA A ERAE
Haul off unit safety operation
1. 25 HLIFHLAT A &

The preparation before start haul off unit

VLRI PR, ESFREEI. TR TR AEE, FHgs5 R, 2IT)s Fa)iEi
[, »3ETRER. REJLK BEEIIERAAEEGRE. EAEETLIERE
N, Fteils, St iEin FE, WA R RIEEiRE AT <
TR, XA ERP.

Before start machine open the air source, check the air power pressure. Start
manual one-way valve, rise up roller. To the top position, change direction by manual
valve, push down the roller separately. Again and again, inspect the haul off press
roller right and left cylinder whether synchronization. (right and left cylinder
has different pressure during work, sheet will be wandering, affect the smooth of
plate cutting, may make the sheet deformation.) According to the actual condition
regulate the cylinder relief wvalve, make the right and left cyvlinder
synchronization.

2« BNz 2R
Haul off unit safety operation

JERLES, SertiEaEs k. BRAR EMAMFEEIN, NEAM, BaEs El
RIEE T AT hAR.

When starting machine, firstly rise up roller. Make the sheet on the bracket come across the
haul off unit, tensioning the sheet, start haul off unit motor and then press down the haul off
roller.

3. 6. 4. FESIHLIRIFFAGES
Haul off unit maintain and keep
Z5|PIEIEERIEH RS, LAUE RIFMYEy . 4 RIR 7 iE:

Haul off unit in the normal process of working, must regular maintain. The

maintenance method:

1. FERIRAE AT 300—600 /N Ja, Nl — Ik, S5 R Rl 2315 4, T vl g R v R
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At the first time, using after 300-600 hours later, should change oil one time,

Eﬂ

change should be proceeding at the reducer stop, the lubricating oil not cooling
exhaust the used oil. The lubricating oil is N220.

2. FEIIWL B AR, FREEER T AR INEE R, B2 EE R NS A AHE
AR, FFRE BRI R 2 R AR

The bearing pedestal used in the haul off unit, every half year need to add

the lubricating oil from the nozzle, until the lubricating oil from the sealing and
exhaust orifice discharge, and clean the redundant oil on the bearing pedestal.

3 MEIDIRES, KA GE A & SRR M S e, Mg WfE A AR PR e AR R i v
R Ie, e AR AT ARRY . KIS AHFHL & SRR I E AL, 75 (50 FE B B (R AP e
i, LAEEEE E .

The material should be rubber, used for long time will make the nitrile roller
surface scale formation, should use the oily lotion clean the roller regular. Stop
the machine for a short time, need to take package measures to roller. Stop machine
for a long time, the roller surfacewill aging, need to do relative protective measures.

If the transition aging, must repair or change it.
3. 7. I CRAS R 28T
Coating device basic parameter and safety operation guidance

3.7. 1. BRRENHREEARASH
Coating device constitution and technical parameter
R E RSBk, BRI, RTRRE, BARHTIREFHR.
Coating device is composed by air shaft, magnetic powder brake. nip roller
device, movement adjustment device etec.
BRI E AR

Coating device basic technical parameter

BRI EBET: 400mm
The maximum unreeling device diameter: 400mm
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Sk KA $79-d 81

Air shaft rise diameter: & 79-d 81

Rl EER Ve NER 1500mm

The air shaft effective length: 1500mm

Ky ) B A A 50N. m

Magnetic powder brake torque: 50N. m

TAL: AT A

Work station: double position

3.7.2. KIMEWIEINEE

Coating device view outside

i

e

D
b
%2%4

e
P
=

3]

i
2

& — G & g
3.7.3 S5k A &

Structure character and constitution

1) SR R TSR BE N IR, CE HE I Py AR R e AL R BT, SR T RY
5| PR R HATICE - VIRBSKRERIER A F sk s s iA . AR E A
HEHTE. BIELTE. BA%PFRE.

Structure character: the unreeling device is no power structure, unreeling

shaft through the bearing fixed on the frame, through the haul off behind
produce force to unreeling. Material tension control adopt manual tension
controller to adjust. This device has the performance structure simple.

operation convenient. maintenance easy etc.
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2) WA EL YR LT, HT MR AR, RRER AR, @
S ERHBR T A TR, MR B AR, il I R 3 AR AT

A KBl BB R Bl I A 28 5 R E
The structure is located on the machine frame, used to finish the upper film
unreeling, the device use flatulence axis to expand paper tube, Through the
back wrinkled by expanding away knit flattening roller polymer film, Using
screw nut rectify, and through the magnetic powder brake proceed brake,

magnetic powder brake through the coupling connected with air shaft.

3. 7.4, RKIME W E R4y

Coating device operation and maintenance

EHTAET 2, BEEETPFNANRMRESL, OREERXENET L,
SRR E L A SN R, DR, Said 2 [AIRGISIRER, e TRIMEER ML
b, BAREESETUSH LU EIMEERFTR. EEEBERERES, — B EAN FM5E
MG, (EBAENS RN G E b fR T . [RIR, SRRy 78 R B e 7 R A P O oK
71, PSR TR b A A AR B B P, AR B R AR AR, W ER R K Ty, AR
9% 157 57 11 78 5%

Before the production, prepare the surface film will be used in the
production, installed on the roller of the coating device, specific operation
process can refer to the view outside above. Noting in the process of coating,
must joint the film and plate completely, make the film smoothly stick on the sheet
surface. At the same time, should adjust the coating device tension in the process
of coating, in case due to the loose caused the quality of coating decline. When
the speed of production line have changed, also need adjust tension, make it coating
smoothly.

EFEAEEY, ERFEREEE FRImEDNE, #HIRE, SEBEREAGES
IR, BNSRIrEERE, FmH]amr R E

In the process of using, should keep the coating roller surface clean and
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smooth, flexible movement, transition roller surface don’ t have the scratch,

or will scratch the film surface, influence the quality of product
3.8 W UNL e RO EAS R RS

Saw bit scrap edge fixed width unit basic parameter and safety operation
guidance
Ul e e T E e ARSI HUE I b, EEMAERRAR AR ERAM BT, LRE R
A
Scraping edge fixed width unit fixed behind the haul off unit, main purpose is cutting the
sheet on the cooling bracket, and fixed width divide.
3.8.1. Ve Wik A S
Scraping edge fixed width unit basic parameter
VBRIt AR, UIEIENL. RERE ST RN RES T, LSRR
HAR-
The scrap edge unit constitution: it has saw bit, cutter motor . crosswise sliding unit and
longitudinal sliding motion unit, cylinder etc. element composed.
e AVIE|PEE: 1220mm
The maximum cutting width: 1220mm
e AVIFIEE: 40mm
The maximum cutting thickness: 40mm
) HEAL: 3kw
The cutting motor: 3kw
WhH: 148G &N
Saw bit: 14# alloyv saw bit
UM AL

Scraping edge fixed width view outside
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3.82. Y. ERE
Scraping edge. fixed width operation
< B
Scraping edge

FAESE o VIR, B I AT R B B8R A RO AL B RO B9 58 Y, B IR B Al fE
U B PR ROM BET 000, HE A i 3KW B ShERE . U0 Al i i ok 2 E T
DI R R e . AL 5 SKW.

When the sheet fixed width, through the movement blade of lead screw position to finalize
the design for sheet width, through the cylinder make the blade movement up and down to
separate the sheet, the blade rotated by 3KW motor. The dust produced by the cutting through the
dust exhaust apparatus absorb the dust. Dust absorption motor power 1s 5.5KW.

3.83. DA ZEliE
Scraping safety protection

BT UD RO AR RO BEA, TR SR A AL AR DL R R R AT RO b

Due to the scrap edge blade is very sharp, prohibit put finger etc. part contact
blade and the sheet around the blade running!

P EY, JERER, & PREAFREZEA SRR, DRkt F
R, MEEERREYMARGT LA LA S A E E ST, Bk T EET a9k B i
ERIFH
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In the process of dismantling, please attention to the blade, firstly

dismantle the blade and place in the safety place which not easy hurt people, in
case scratch finger, prohibit use hard thing beat lead screw and other element.

Inspection regular tighten screw, prevent due to the screw loosen cause accident.
3.9, BRI DIEPL

Crosswise cutter
RAK AL LGB G, REEZEHKUIN, DUEIERZER, el
WEMARXMERA.
The final product is after through the various processes, to pass the measure length cutting at last,

in order to meet the usage requirement, across cutting device has this function.

3.9.1. KR IEIPLANERE:

The across cutting view outside

392 BEFDIFEIFF R
The character of across cutting
1. RS
Technical parameter
ARVIFITEE:  1500mm
Effective cutting width: 1500mm
RAVIZIEE:  40mm

Maximum cutting thickness: 40mm
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Blade: 14%# alloy hlade

2. KR BE&FEMFSE), MR ED A ELH RS RS By . BErieshdl
Th3E 0. 75KW, R a NS aLHES).

Adopting the straight line bearing horizontal movement, lengthways
synchronously adopt straight line bearing and synchronous motor movement.
Horizontal movement motor power is 0. 75KW, longitudinal shift drived by
cylinder.

3. PR N0355X84X3 R F, JISKEEA S, fRIEUEJImAsEH], SRR IEE A LA
ERE

The blade is 0355 X 84X3 blade, with alloy head, raise or fall knife
controlled by pneumatic, the blade speed is adjustable.

4. VIFIREFF N A A =3 PLC 21, VIFIRKERA G5~ THKER smig sz, UIF
KEER] AT E -

The cutting program is Japan Mitsubishi PLC control, the cutting length
controlled by Taiwan meter counter or encoder, the cutting length can set.

5. HIEEE AL,

The across cutting also is adjustable.
6. Ak

With the suction box.

3.10. HERFT6&
Stacker panel

FFHEROR

Used for stack product.

3.11. LRIRS
Automatic loader system

1. #wEERRN 1E
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Spring loader 1 set
2. AHEWRERAE 11
Stainless steel storage bin 1 pcs
U, HEE R RS
Electrical control system
4. 1. WA R4k
The constitution of electrical system
EHLAES: ABB
The extruder inventor: ABB
Y L 2% - 852
Realy: omron
e FaI]T
Contactor: slemens
(T W7 25 - i 2
Low pressure hreaker: Schneider
FRIFRK: LG
Air switch: LG
BRR: LRSS e
Display meter: Autonics

4.2. WA M SEHm

Electronics cabinet hoisting and transportation

4.2.1. m¥E CoBE

Hoisting (see as drawing)
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Other small electronics cabhinet hoisting use forklift etc. mechanical handing.
42.2. &k
Transportation
AL IO E—EPSKIB A, A AARMEE, A E A
The electronics cabinet must pack with a piece of PS foam sheet, then with wood
box shipping, the electronics firmly fixed in the package hox;
4.2.3. WML 2 A A R
Electronics cabinet safety operation regulation
D). BAHEZR (PVCILFTFES AR A~ L rIfm R KD 328G
The electronics cabinet according {PVC co—extrusion scanning foaming board
extrusion line layout) to place:
2). HAHES W& ERL LA (BREEE) EEE
Electronics and equipment connection must according to {electric schematic diagram)

connection;
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4.2.4. WHMBEFF AR
Equipment abandon dispose

v BB L B A A e i, LA A A BER S s 4R IR, AP AR
BHEZESR, NARIPAREMTARIERAESE, %A RN EE A Ta0E % 2
MRIEN AT ZELLHE.

When the equipment use period reach its lifetime, the machine can” t continues
use or maintain, user may not arbitrarily discard, should think at the point of
protecting environment and save energy, delivery to the relevant environmental
management department or in accordance with local environmental protection
regulations of properly.

[FIR, fEfEAAAEZRIIAE S, BB E R RIPAIERIEZNE, X MHLE LI R R
AT, BHRRMEEHTZENLE, DRERiEs k.

At the same time, in the process of using and maintaining, should consider
about the importance of protecting environment, for the waste element dismantle
from the machine, replaced oil ete. should have properly method, in case cause

environment pollution.

B, AR, BEATAREAM B AEEE, REED R E.
fie JFRALEE
Start machine explanation

(PVC- 45 B 3L H R M AL 7 2 25 F AL e 4% A4 AR5 Dh 3K/ E L2k
B, W 4 E << AR B ED T4 B 32 DL R E B . D

(PVC semi—skinning co—extrusion foaming extrusion line each
parts equipment name and power specific see as the diagram,
please combine<<electric diagram>>specifically reading the

instruction below.)
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5. L JF AR I HE R -
The preparation before the start machine
® AR LR & TR S A S .
Heater band and connecting box terminal whether loose.
o AEEAIL B S AE IR .
Thermocouple position and insert condition.
® EHIHBCKEALE B, A LitE.
The pipe adaptor part whether loose, leaks or not.
® KRERRHIKENE, ST K, IR
Cooling water through to the water leg, firstly open the outlet valve, and then
open inlet valve.
®  FFHINLIKAN LIE AR E: <1500rpm.
Motor drive extruder speed limit: << 1500rpm.
®  UENLMAEIER M ET (CERD: 1~1.5Kg/em?.
The hydraulic gauge of gearbox oil cooling component (alarming): 1~
1.5Kg/cm?
® HINLE [R5 H A LEAT R P A E], 503 BAGE
The motor rotation whether in accordance with the extruder screw

requirement rotation, or will correct it.

5.2 JHHLBER:

Start machine step
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AL WAK, B, UELRERE RAYREREEH, ERAGTLIEREER,
WAL ARG R BT, VIFIPLTIEREIER;

Step 1: inspect water, elctric, air power is enough or not, check the material
is whether quality, loader system work whether normal, the downstream
equipment water heating system whether normal, cutter work whether
normal ;

BUR2: TR AR AR, J8_EAETR

Step 2: the extruder hopper full filled with material, plug spile;

AUR3: 7[R 200 L UUE LA AR % XA B m TR AR n . am#Gia EA B 5
{ERF, FHBHLENEEAN BEnRRRES, U TAERFRTI2CH, FHFEED
FrEEfRIR2 /NG, 2 TARSREE & T16°CRY, $f AL A ZORIE L. 5/ R Al iR
AP AR AR LA, AT AR AR xS HL R 2T PRIE, 4T 7T I EHLAm A8 IF K,
HRE =8, FHFHEERRKEERD, MREER TZRE)S, FRIE1-2/N8,
B IR R B R A HE IR

Step 3: according to the technology temperature set barrel and mould each
zones temperature and start heating. When the temperature reach the set
value, extruder access to the automatically heat preservation condition,
when the work temperature lower than 12°C, the extruder at least keep
temperature two hours, when the work temperature higher than 16°C,
extruder just need keep temperature 1.5 hours. If the workshop
temperature is too low, can use cotton cloth keep temperature for extruder,
open the three roller calendar water heater switch, and start three roller,
and set lower rotation speed, heat to normal craft temperature, keep
temperature 1-2 hours, first time measure temperature should use glass
thermometer correct temperature:

BIRARENTT AL, FFEPHRFT AR E 255 T ZATH I

Step 4: start extruder, and synchronously regulate the extruder speed to the

craft speed;

SHs: BEMGTORERAES ENINTOEE -8, REEAG/KHE, THRES
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Step 5: regulating the calibrating table centre height in accordance with

the extruder, check the calibrating table water way, air way whether

unblocking.
ER6: MTREIGIMTTH B, EAFARESIN, $E&ENAEE, EREER L
{EE 75

Step 6: when need add the extrusion output capacity, pressure closed-loop,
increase the extruder speed, make the needed work pressure;

DURT: BT ES MV, XK gyl

Step 7: measuring the product width, correspondingly fall off two sides scrap
edge.

ARG HFFHIRMIER A, EIHEE ERERKE, R KeEs5% L, X
FIEBOERER, JFHAIRE, SHnEES, MUNIOTRUITRM, EWE
Wt EEEE, FimEaA.

Step 8: after extruder plate normal, set the length in the meter counter,
and then put the JMQ on the haul off roller, when reach the certain length,
start alarming, give “erasure” signal, transverse cutting start cut plate,

after normal clean the meter counter, again and again.
5.3, {FHLIPER:

Stop machine step

AIRL: A BRI

Step 1: plug the hopper spile

BIR2: BRI AR R,

Step 2: declien the extruder speed

DUR3: FRRAzSERE, RefieiariaiR, b FEETIT

Step 3: decline the haul off speed, and then backwards calibrating table,

up and down mould separate;

SHR4: BOARIERHEE, FiEEE5P21T;
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Step 4: the mouth of mould can’t come—out martial, stop haul off unit running;

BIRS: fFIERETINL;

Step 5: stop transverse cutting;

ZURe: HLEANIRHEST S, F1EENEET;

Step 6: the material in the hopper exhaust empty, stop extruder running:

BIRT: EONESAIAERIR, EANLSE (AR mmS, RHREREFIIT
HEEHPRAS, HIEHUEEEREZEL100C, 159085 X3 FT A In#AdroK;

Step 7: if pressure close-loop control, in the human—-computer interface
{close—loop) menu, transfer it to the manual open loop control state,
and decline the temperature to 100°C, after 15 minutes turn off all
heating switch;

BURS: KIEFTA R RIEITS, AR, AURITR, LA Z el Bk 5 2 EAL,

Step 8: turn off all the electric switch, air switch, water power switch,
and all protective device recover to original position;

BRI JTTER, JBEREA N

Step 9: open mould, clean the mould inside
75~ PHLERREE S B S HEER

Machine fault analysis and eliminate

6.1. ERESEIN (SHERIERGIZFHED

Calibrating table and haul off unit (refer to the hydraulic system schematic diagram)

W E K S S N #H & 7 &
3, % Reason analysis El iminate method
Fault state
phnomenon
ERHLEEFIHLARE | 1. FEIEEARE, LA g, O R,
V% Haul off speed is different; Regulate haul off speed,
Calibrating table make it synchronous;
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and haul off unit is

out of synchronous

€ TAER R 1A B8
TR FF;
When calibrating

the pressure can’t

keep;

1. BRI,

0il tube leakgs;

2. MR R Y V1 ERY V3 /s
H;

Hydraulic station solenoid
valve YVI or YV3 valve core leak
oil;

3. JmELL, 2, 3, 4NiETH;
0il cyliner 1, 2, 3,4 leak 0il;

1. JHVE R SR T B ey 5 e
B
0il tube adaptor seaing change
or replace oil tube;
2. SR ELRE IR RAA

Change the solenoid
valve;
3. B A

Change the sealing in the

0il cylinder;

i AL AN S B
Hydraulic motor

start frequency;

1. FaFRMVEH;
Manual sluice valve MVI leak
oil;
2. FLIA Y VS e s ) Hoz
A LR R R R B L IR A2
Solenoid valve YVS5 valve core
leak oil or control it movement

magnetic wire break or voltage is not

1. fZFE B A7 MV ;
Repairing or changing

sluice valve MVI1;

2. EEEERAIRYVS;
Repairing or changing

sluice valve YV3;

enough;
W AL B A | 1. AbLR S L AL RPHE,
AREE A E 77, Motor inversion: Change motor ant two phase:

Start hydraulic
motor hut can’t
establish

pressure;

2. FAIREMVIEHE KM
Manual sluice valve MV1
didn’t close;
3. BE R EFME;
Regulate the relief valve to

the minimum;

2. KEMEAMV;
Close sluice valve MV1
firmly;
3. R R 1A R
Regulateing the pressure

valve to the maximum;
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TE: WA HERR, S AN TAARKSR, REAAARE, HAFE, ER—R5H
A, R O TT, AT IaR !

Note: if fault still didn’t eliminate, please contact with our company, without our company
consent, dismantle by themselves, cause a series problems, will be responsible for user

themselves, please forgive this!

M P RDHIE B E R AR e iy, HLEs AN REAR S8 ] B 412 R
AP AR R ES, MRS HEMTARIRNAEERE, TS HR
PRI PR A Tl 42 R R ORIVA AT 2 A B

When the equipment use period reach the life time, machine can’t continue use
or repair, user may not discard, should think at the point of protecting the

environment and saving energy, delivery to the relative environment management

department or according to the local environment regulations to deal with.

IR, R R4EZ R e, ZEE R DRI R E L, X MALES
AR T ORRY AT, B P S AT 2 AL, DL S A TS Y
AT, BNTARBEAMEAESE, RER/b R =L,

At the same, in the process of using and repairing, should think that it’s
very important to protect environment, for the component remove from the machine,
replaced oil etc. to properly deal with, avoid cause environment pollution. In the
process of production, should think at the point of saving energy and material,

try to reduce waste material.

A~ E] ASBESUT T i SR A, BBz it B 3R 4
B B, SB0E S kR ST TR, HAR CLSe e, I R UE S
%, AMEZ ISR

Due to our company constantly devote ourselves to upgrading product

and development, so this instruction book provide chart . explanation .
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parameter and didn’t in accordance with actual product, specific see as the
object as reference, picture is just for reference, any inconvenient do please

understand.
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