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Preface

This is the SCS900 bending machine control system operation manual for bending
machine operators. With the addition of new technologies and features, this manual
may lag behind the control system, so please contact us for the latest updates in a

timely manner.

We hope this operation manual will be of great help to you, and we also hope you
will give us feedback on what you think should be improved to help us keep improving

our products.

Please note that in order to protect our intellectual property rights, the contents of
this manual may not be reproduced, modified, copied or transmitted to third parties in
any way without our written permission, and this manual may not be used for third

party designs.

AWARNING: Failure to adequately understand the operation and settings
of the machine may result in damage to the machine or injury to personnel. When
operating the bending machine, it is important to follow safety guidelines to ensure the

safety of the operator.

Version Update Description Date
number
V1.17 Update pictures, add alert message description 2022/11/15
VI1.18 Increase the position bending method and update the 2023/01/06
machine screen layout
VI1.19 Single-step function moves to the processing screen 2023/02/20
V1.20 Update pictures, Graphic Bending Editor 2023/07/20

Copyright © Qiaohong CNC Technology (Shanghai) Co.
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Chapter 1 Overview

1.1 Panel

The SCS900 panel is made of aluminum frame with 15" touch screen as shown in

Figure 1-1.

W STAINLESS

I

Figure 1 -1 Schematic diagram of SCS900 system panel

Panel integrated "emergency stop button", "lighting switch", "motor start button"
three buttons, as well as "USB port," "hand crank" and "buzzer" (side), "Hand crank
wheel" and "buzzer" (side).

1. Emergency stop button: pressed in case of emergency, the machine stops all

movements in an emergency.
2. Lighting switch: turn on and off the process lighting.

3. Motor start button: turn on and off the motor.

4 . USB interface: insert U disk, save and restore product information, tuning

parameters.
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5. Hand crank wheel: Hand crank wheel can be used to manually control the

direction and speed of movement of the selection axis.

6. Buzzer: It plays the role of prompting when operating the machine.

1.2 Main interface

After the system power-on and boot-up is completed, it enters the main page, as

shown in Figure 1-2.

= PROD 888 vaT SPCC TH 1.00 mm G-Y1: 000 ° Wl 0.00 °
o G-Y2: 0.00 ° 2= 0.00 °
1/1 0 ¥ sh100/86 MM h46/86/8 e ex. 000 m X: 0.00 mm
’ & 1000. 00 0.00 mm
- mm in0ffset '
\o& Angle Bend 1 80 OO ideh et
< e G’ T!')
PBDis  0.00 mm Avoid 0
E R &
| . Outer 50. OO LowseDis 10.00  mn BendVel 100 % ,
(©) e 0.00 mm
Hold 0.00 s SUDis 30 %
- By : .
D B IR Axis 10. 00 2 6000 m s oooo ) r;m
= F 0. 00 — 0 /1m0 s
bl . v 119.036  0.00 x  50.00 0.00 2 500.00
Y2 119. 036 0.00 R 10. 00 0.00 Z1 166. 00 0.00 ORG
| WPGH  Ton 7.50  0.00 OF 0.00  0.00 2 834.00 0.00

Figure 1-2 Main Page

As shown above, the screen is divided into 3 levels of structure, and in all screens,

the location where each structure is located is fixed, only the content of the page differs.

1. On the left side is the function bar, including the left and right buttons Dn

i , the menu button

the power level login button , the - status display button

E and the system date and time display.

2. Below Figure 1-3 is the prompt bar, the system is often blue, when the system
alarm is red, click the red icon on the left to clear the alarm, clear the alarm must first
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eliminate the corresponding error, click the button to take effect, otherwise the alarm
will not be cleared. Clicking on the input box will also prompt the data ID and the upper
and lower limits. The right side shows the current machine status, it will prompt the
current machine to proceed to a certain step, and it will also prompt the pedal to wait

when you need to step on the pedal.

Figure 1-3 Reminder bar page

3. Click on the power level login and enter your username and password before

you enter the high power level and can see more of the page.

4. Menu bar: This system is divided into 6 menus according to the main functions,

of which:

Hand Adjust

Machine Parameters

Figure 1-4 Menu bar page

Product library: products can be created, stored, read and deleted.

Production records: setting production targets and keeping production records.

Tool setting: Enter the tool setting interface to adjust the maximum opening after

changing the mold.

Manual axis adjustment: In this screen, you can perform manual actions on

individual axes.

Machine parameters: machine configuration, machine status and tuning parameters.
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System settings: system time, data backup and recovery, alarm records, power level

settings, etc.

5. Click the Status button: Display the communication status and axis status.

Axis status: The light shows green for open and normal status, red for abnormal

status, and gray for closed status, followed by the current position of each axis.

DI: Displays the status of each point of the digital input channel that has been

configured.
DO: Displays the status of each configured point of the digital input channel.

Al: Displays the actual value of the channel for which the analog input has been

configured.

AO: Displays the actual value of the channel for which the analog output has been

configured.

Connected status: Shows the connected status of each module, not connected is

gray, with color is normal.
Motor: Click to turn on the motor enable and turn off the motor enable.

Search for reference: Click to start searching for the reference point of each axis,
and then the search for reference status lights up in the connection status after

completion.

Clear Error: When there is an alarm in the system, click this button to clear the

alarm, or you can tap the small alarm icon in the alarm bar to finish clearing the alarm.
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1.3 Tool setting

Figure 1-5 Status Page

In order to facilitate the user to install the mold and confirm the position of the lower

dead point, the system provides the tool setting function. Click the "Tool setting" button

on the "Status" screen to enter the tool setting screen (Note: the tool setting function

will only take effect after the completion of the reference search). As shown in Figure

1-3.
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Punch name Height Die Name Height TH (mm)

‘ Sh100/86 100. 00 Iih46/86/8 46. 00 1.00
ClampPress
Y Y
- J 2 3.00 ften
| TheoryEnd | 125. 00 mm Real Press 0.00 0.00 bar
0.00 ton
|RealEnd 0.00 |mm Real Posn 0.00 0.00 |mm
== Auto Down
End0ffset —125. 00 mm Ref Pos 0.00 0.00 mm
Start
MaxOpenH = 266. 00 \mm PinchPos 119.00 mm
V (mm) 500 |mm PinDffset 0.00 mm ‘-O i
CAL MaxOpenH CAL Pinch

Figure 1-6 Tool setting screen

Before tool setting, you need to confirm the Punch height, Die height and Die V
depth. Enter the tool setting tonnage, click the "Tool setting start" button, the tool setting
start button turns light blue and the tool setting start takes effect.

Select "high speed" gear, shake the hand crank wheel in clockwise direction, the
slide will drive the Punch to slide down, the buzzer will beep intermittently at this time,
when the Punch is close to the Die, select "low speed" gear, the slide will slow down,
the Punch will slowly contact the Die and apply pressure. When the force reaches the
tonnage of the tool, the buzzer will beep long, observe the force on the mold, adjust the
mold and lock it.

If the deviation between the end point of tool setting and the theoretical end point
is large, click the "Calibrate Maximum Opening" button to calibrate.

Press the backup pedal and the slider moves up.
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Chapter 2 Product Library

Click "Products" in the menu bar to enter the product library, as shown in Figure 2-

~ No | Ci ProductName ] Material I TH { Punch Die l Type I Steps | Date
1 00 SPCC 1 Sh100/86 h46/86/8 Graph 2 2023-09-05
‘ 2 0099 SPCC 1 Sh100/86 h46/86/8 Graph 2 2023-09-08
SAVE. 3 2222 SPCC 1 Rh100/86 h46/86/8 Graph 2 2023-09-08
— 4 666 SPCC 1 $h100/86 h46/86/8 Data 1 2023-09-08
5 171 SPGC 1 $h100/86 h46/86/8 Data 17 2023-09-05
RE 6 Tyu SPCC 1 Sh100/86 h46/86/8 Graph 4 2023-09-05
7 87u SPCC 1 Sh100/86 h46/86/8 Graph 8 2023-09-08
8 888 SPCC 1 5h100/86 h46/86/8 Data 1 2023-09-09
9 8uiyu STAINLESS 1 Rh100/86 h46/86/8 Graph 5 2023-09-09

Figure 2-1 Product Library

As shown in the figure above, the product library stores saved product information.
The product information contains customer name, product name, Punch, Die, material,
board thickness, work step, type and storage date. Tap the lower left menu button to

bring up the menu:

1. Click the "New" button to automatically jump to the "Processing" screen,

where you can edit blank product steps.
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2. Click the "Save" button, enter the customer’s name and product name in the

pop-up window, and the product information in the "Processing" screen will be saved to

the product library.

3. Select a product and click on the "Delete" button, the product will be deleted

from the product library.

4. Select a product, click on the "Read" button, and the product will be read into

the "Processing" screen.
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Chapter 3 Free bending work step editor

Create a new or read product, enter the processing screen, and bend the work step.

As shown in Figure 3-1.

L~ PROD 777 wAT SPCC ™ 1.00 mm L 6-Y1: 0.00 ° Yi: 0.00 °
. GY2: 0.00 ° y2: 0.00 °
117 0 % shioo/86 M h46/86/8 forr 6x: 000 wm X 0.00 mm
’ g &
" 1000.00 mm oo 0.00  mm
\&» Angle Bend 'I 80 00 Hiseh et
| L “) i 0
PB Dis 0.00 mm Avoid
E & do
| - Outer 5 00 Pty 10.00 mm Sainl 100 % .
o e 0.00 mm
Hold 000 s SUDis 30 %
D M= IR Axis 0.00 u::::s 60.00 mm :; 0'000 r:m
==DF 0.00 . 0 /1 000 s
¢ Set Y1  119. 036 0.00 X 5.00 0. 00 Z 500. 00
Y2 119. 036 0. 00 R 0.00 0. 00 Z1 166. 00 0.00 ﬁg
= WPGH  Ton 7.50  0.00 OF 0.00 0.00 2 834,00 0.00

Figure 3-1 Processing screen

L 777 maT SPCC TH 1.00 mm
117 0 ¥ sh100/86 MM h46/86/8

Punch: Click the Punch name to enter the Punch library to select a mold. Users can
create, edit, delete and read molds in the Punch library, please refer to "Chapter 6
Mold Library" for details.

Die: Same as "Punch". The mold parameters set here are the system default mold.

Material: Click on the material name to select the processed material from the
material library.

Plate thickness: Edit the material thickness.

(4
Angle bending: click Azl Berd can choose "angle bending", "position
bending", "flat bending", "bottom bending "way. The back according to the different

b >

bending way to enter the corresponding angle or position.

Blocking: Click on = to select blocking or palletizing.
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Outer Dimension: Click RUERE to select "Outer Dimension", "Inner

Dimension", "x- axis position".
R-axis: Input the position of R-axis.

Deflection: Enter the position of the deflection.

Z-axis: input the position of Z-axis center point, since the calculation of Z1, Z2
position; X-axis: The position where the backstop moves horizontally in the vertical
mold direction.

Large Arc: To be introduced later in "3.1 Large Arc".

Clicking on the number of work steps brings up four buttons for adjusting the work

steps, they are:

1/17

Insert
Delete
Move up

Move down

Insert: insert a blank line work step above the current work step.

Delete: delete the current work step, the following work steps are automatically

moved up one line.
Upshift: exchange the position of the current work step with the previous work step.

Downshift: exchange the position of the current work step with the next work step.

Set Y1 119. 036 0. 00 X 5.00 0. 00 z 500. 00 -
Y2  119.036 0. 00 R 0. 00 0. 00 Z1  166.00 0.00 E
MPG H  Ton 7.50 0.00 DF 0. 00 0.00 2 834.00 0.00

Handwheel slow: Handwheel fast and slow rate switch button, used to adjust the

speed of the handwheel action times.
Next to the axis name, the set position and the actual position of the axis are

displayed in order. Switching the work step or modifying the current work step
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parameter setting, you can observe the change of the set position, which is convenient to
understand the influence of different parameters on the target position of the axis.

Y1/Y2 setting position and X setting position are automatically calculated by the
system according to the parameters of "angle" and "X axis" set in the work step bar and
cannot be modified directly. Tonnage, R setting position and Z1/Z2 setting position are
automatically calculated by the system, but manual modification is allowed.

Tonnage: The system calculates the bending tonnage for the current work step.

R position R-axis default position 0.00mm, when the lower edge of the stopper
finger is at the same level with the upper edge of the Die.

Z center: Block refers to the blocking position along the Die in the parallel direction.
The default is the middle position. The Z center position can be adjusted manually, and
the Z1 and Z2 setting positions will be adjusted to both sides in the same

proportion according to the board width relative to the Z center position.
Y-axis curve: Used to view the Y-axis action curve.

Deflection: When processing products, the hydraulic compensation cylinder or
mechanical compensation applies an upward force to the table to produce a certain
amount of movement so that the bending angle remains consistent when processing large

width products.

3.1 Large arc

The system provides large arc bending function and treats large arc bending as a
work step. In the processing screen, select the "Large Arc" button of the current work

step to enter the Big Arc editing screen, as shown in Figure 3-2.
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i |_ D Length . 0.00 | .J
Arc ) .
|_ Angle . 0.00
Angle | R-Radius | 0.00 ‘
B .
|_ S-Bend Pitch ] | 0.00 |
77
Lo | |_ Pitch Angle 4\ 0. 00
| Bend Times \ 0
Calc
| Start End || 1 H 1 |
NO Use -
| Return distance \ | 0.00 ‘
| FR Auto Bend | (

Figure 3-2 Large arc

Length: The length D, as shown in the figure, is the blocking X- axis distance of the
last cut of the large circular arc.
Angle: Angle as shown in the figure, for the final angle to be rendered by the big

arc.

Radius: The radius R, as shown in the figure, is the radius of the large arc.

Bending distance: The distance between two knives in a large arc, X near the
machine movement.

By setting the above four parameters and clicking the calculation button, the
system automatically calculates the number of bends and the bending angle of each cut
and fine-tunes the bending spacing.

Start/End: Fold from the beginning of the first to the end of the first.

Rising distance: The sheet metal does not need to be taken out when bending large
arcs, so the liftback distance can be set very small.

Automatic continuous: Keep the descending pedal depressed and do not release the
foot pedal in the middle of the process inside the big arc. Click the "Valid" button, the
button color becomes purple, and the large arc bending takes effect, as shown in Figure

3-1, Step 1.

3.2 Detailed reference
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Processing of the right-hand side of the detailed parameters, there is also a left-hand

side of the mode selection chapter in detail.

g 1000. 00 b 0.00 mm
i . o Pin0ffse :
\&» Angle Bend 180. 00 Width t
< 9 I
PBDis  0.00 mm Avoid 0
)
et &I
| . Outer 5- OO LowSpDis 100 o, BendVel 100 % ,
© & 000 mm
Hold 0.00 2 SUDis 30 [
B=!R Axis Ly v 0.00 mm
0.00 ' 60.00 mm - .
==SDF 0.00 =0/ 000 s

Repeat Delay

Figure 3-3 Processing details Bending

method selection:

Free bending: The sheet is bent to the set angle by dropping the Punch to the
desired depth, as shown in Figure 3-4. The system calculates the required Y-axis
position to obtain the set angle. Free bending requires the Punch angle to be less than or
equal to the Die angle, and the target angle to be larger than both the upper and Die

angles.

Figure 3-4 Free bending

Press bottom bending: The Punch will be folded into the bottom of the Die to get
the required bending angle, as shown in Figure 3-5. The Y-axis position is the position
of the bottom of the Die minus the plate thickness, which can be corrected by the

correction value.
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Figure 3-5 Pressed bottom bending

Flattening bending: the plate is bent into a sharp angle after the previous bending,
using the flattening Punch, the sharp angle of the plate is flattened and the plate is
folded, as shown in Figure 3-6 the Y-axis position is for the position of the pressure

plate point minus the plate thickness, which can be corrected by the correction value.

Punch

Die

Figure 3-6 Flattening and bending

Press bottom flattening: like press flattening bending, the Y-axis position is for the
position of the press plate point, which can be corrected by the correction value.

Dimensions: inner dimensions, outer dimensions. As shown in Figure 3-7.

The distance of the stopper end from the inside of the sheet metal at the bend,
called the inner dimension.

The distance of the stopper end from the outer side of the sheet metal at the bend,

"

Internal DIM

called the outer dimension.

External
DIM

,,,,,,
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Figure 3-7 Dimensional diagram

The X-axis target position is calculated differently for the inner and outer
dimensions because the inner side shrinks and the outer side extends when the sheet
metal is bent. the X-axis target position is larger than the inner dimension and smaller

than the outer dimension.

Rear blocking material: blocking and holding material. When the distance of X-
axis is short, choose the blocking mode. When the X-axis is long, due to the gravity of
the plate material downward tilt can choose the palletizing mode, the plate material
will be placed on the blocking finger forward to hold. When you use the pallet mode,
the system automatically calculates the target position of X-axis and R- axis in the
pallet mode.

Retreat distance: The relative distance that the X-axis needs to retreat to avoid
when the slider descends to the clamping point.

Clamping point: The position where the slider is just pressed against the plate.

Avoidance mode: You can choose 3 types of backstop avoidance mode; the
avoidance position is set in the "avoidance" screen.

0: No avoidance is used
1: Move to the "X avoidance position" before the backstop movement.

2: Move to the "R avoidance position" before the backstop movement.
3: Move to "X avoidance position" and "R avoidance position" before the
backstop movement.

Board width: The width of the sheet along the length of the mold.
Repeat: The number of times the current work step needs to be repeated.

Step change signal: When you click to switch to "use", after the Y-axis return stroke
is finished, you need to step on the down pedal once before the backstop will start to
move to the position set for the next step.

Step change delay: the delay time before switching to the next work step.

Slow distance: The distance between the speed change point and the platen point. If
the current work step slow distance is 0, the "default slow distance" is used. If the default
slow speed distance is also 0, the system default slow speed distance is used.

Holding time: The holding time after the end of bending. The "default hold time"
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is used when the hold time of the current work step is 0.
Rising distance: After bending, the Punch rises to the distance above the platen point.
The "default liftback distance" is used when the liftback distance is 0 before the work

step.
Work-in speed: speed during work-in, set by percentage.
Slow return speed: speed at slow return, set as a percentage;

Slow back distance: the distance of slow back up, when set to 0,slow back up is

not used.

3.3 Single Step

On the machining screen, click the axis name at the bottom to activate the single-
step debugging function, as shown in Figure 3-8. Single step is often used for machine

tool debugging or simple machining of single pass bend.

Set Y1 119. 036 0.00 X 5.00 0.00 z 500. 00
Y2 R 21 . . T
119. 036 0.00 0. 00 0.00 166. 00 0.00 1
MPG H  Ton 7.50 0.00 DF 0.00 0.00 72 834.00 0.00

Figure 3-8 Single Step

Activate the Y1/Y2 axis, click the start button, the backstop will reach the set
position. Depress the down pedal, after the slider moves to the set position, keep the
down pedal in the depressed state, adjust the slider feed depth slowly by the hand crank
wheel, after reaching the expected position, click the set button to grip the current
position to the set position.

Select any of the remaining axes, click the start button, and that axis moves to the set
position. You can also move this axis position by hand crank wheel and click the set
button to grab the current position to the set position.

Selecting Y1 or Y2 axis alone, it can be adjusted up and down individually by hand
crank wheel. If the slider is found to be obviously tilted before seeking the reference,

the slider can be adjusted to roughly horizontal state by this method.
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3.4 Calibration

When there is a slight deviation of bending angle or size from the set value, you can
use the correction function to correct it. In the processing screen, click the "Correction"

button in the lower left corner to enter the correction, as shown in Figure 3-9.

IGlobal Corr
Y1 Global Y2 Global X Global
Corr Pos | 0.00 ‘O | 0.00 ° | 0.00 |mm
| Corr. step
Y1 Y2 X Arc

set Val | 180.00 ° [180.00|° [ 5.00 |m | 0.00 °

Meas Val  0.00 |°  0.00 |° [ 0.00 |m | 0.00 °
Y1 Corr Y2 Corr X Corr Corr
Corr Pos 0.00 ° [ 0.00 |° [ 000 |m | 000 |°

Figure 3-9 Calibration screen

Current work step correction value calculation: fill in the actual measurement Y'1
angle, Y2 angle, X value into "measurement value", click "compensation Y1",
"compensation Y2", "compensation X" above respectively, the system automatically
calculates the current work step Y1 angle compensation value, Y2 angle compensation
value, X axis position compensation value, "The system will automatically calculate
the Y1 angle compensation value, Y2 angle compensation value and X axis position
compensation value for the current work step.

If you want the compensation value to be applied to all steps of the current product,
you can fill inthe "Y1 global" compensation value, "Y2 global" compensation value and

"X global" compensation values.

Global compensation and work-step compensation are superimposed to take effect,
for example, Y1 global compensation value 1°, work-step Y1 compensation value 1°,

the actual calculation of Y1 position,according to Y1 angle compensation 2°.

When no calculation is needed, you can directly enter the compensation angle or

position directly in the upper right corner.
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Gl 000 ° Y1: 0.00 °
#* 6-y2:  0.00 ° Y2 0.00 °
G-X: 0.00 mm X: 0.00 mm

Corr

3.5 Process commissioning

When the bending angle is found to be poor after changing the tooling or material,
the correction function introduced in the previous section can be used. You can also use
process debugging to recommission the machine bending accuracy. On the main
screen, click the "Process Debug" button to bring up the Process Debug window, as

shown in Figure 3-10.

Set Angle Meas Angle Offset Pos Results PinchPos 119. 00 mm
100.00 ° 0.00 ° 0.000 mm 0,00 ° Corr.Pinch| 0.00 |mn
" % Auto Adj S
135.00 0.00 0.000 mn 10.00 Die R 1.42 o
170,00 ° 0.00 ° 0.000 mm 10.00 ° Corr.Die R| 0.00 mn
Yy 000 °
H x (G °
;%:i OK(OK)
75.00 100. 00 125. 00 150. 00 Cancel

Angle

Figure 3-10 Process commissioning

Before process commissioning, three unused angles need to be folded, and it is
suggested that they are 100°, 135° and 170°. It can also be other angles, and it is
recommended that the angle interval be as large as possible to achieve good results.

As shown above, fill in the three sets of set angle and actual measurement angle into
the corresponding input box, and click the "Auto Adjust”" button. You can see the yellow eye-
catching "Adjustment Result". If there is a big deviation between "Debug Result" and "Set
Angle", the measurement angle is usually wrong, please measure again to confirm. Please
measure again to confirm. If the adjustment result is satisfactory, click "OK" button,

the system will automatically save the adjustment result, and the process commissioning is
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completed.

3.6 Graphic Bending Editor

1. Press and hold the product name to select "Create New Graphic Product," as

illustrated in Figure 3-11.

= PROD 777 wa1 SPCC ™ 1.00 mm S 6Y1: 000 ° Vi 0.00 °
G-¥2:  0.00 ° y2: 0.00 °
fers 0.00 mn

12 0 ¥ sh100/86 Bl h46/86/8 GX: 000 mm X

’ New Data Product 2 | Parg
a ' 1000.00 mm
135 New Graphics Product] it
- 5 )
0.00 mm

L |
=
10.00 mm

6
LowSpDis
[ . o :

= 60.00 mm

Editing m:‘ 0o /1

Al .. v 120000 0.00 x  19.69  0.00 z 0.00
G
Y2 120.000  0.00 R 0.00 0.00 21 -333.00  0.00 [

MPG H  Ton 7.50 0.00 2 334.00 0. 00

Figure 3-11: Create New Graphic Product

Click on "Create New Graphic Product" and enter the name for the newly created

product.

Customer|

Product |555|

Ok

2. Upon entering the product name and clicking "Confirm," you will be directed

to the initial state of the Graphic Editing Screen, as depicted in Figure 3-12.
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, Sh100/86 Mh46/86/8 MaterialsSPCC T 1.00 mm DevelopedLength 59 m
Drawing SelectionProcedure GraphicPreview
Mo |Length(em)| Angle( )
120 1857

DrawingEnable|

Glear

CW Rotation

CCW Rotation

Delete

35°

Reset

Figure 3-12:Initial Graphic Editing Screen

Clicking on either end of a line segment will display a red point (only one red
point will be present at a time). The presence of a red point indicates that drawing is

enabled; clicking on the red point will deactivate its display.

, Sh100/86 Adh46/86/8 MaterialsSPCC TH 1.00 mm DevelopedLength 40 rm-J
Drawing SelectionProcedure GraphicPreview
Mo |Length(em)| Angle( )
i 20

DrawingEnable|

Glear

CW Rotation

CCW Rotation

Delete

Reset

Figure 3-13:Line Drawing Enabled (Right)
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’ ’ Sh100/86 Adh46/86/8 MaterialsSPCC TH 1.00 mm DevelopedLength
Drawing SelectionProcedure GraphicPreview
Mo [Lengthmd | Angle( )
4 1 20
-
-

Figure 3-14:Line Drawing Enabled (Left)

40 mm

DrawingEnable

Glear

CW Rotation

CCW Rotation

Delete

Reset

While the red point is displayed, clicking on any blank area will generate a

connecting line between the red point and the clicked location, subsequently creating a

new red point at the clicked location. You can then sketch your desired shape as needed.

During the drawing process, the length and angle of each line segment will be indicated:

blue numerals represent the length of the line segment, while red numerals denote the

angle.

¥ sh100/86 MMh46/86/8 MaterialsSPCC TH

Drawing SelectionProcedure GraphicPreview

1.00 mm

DevelopedLength

42 mm

No |Lengthiem)| Angle(” }
1 20 135°

2 22

135°

DrawingEnable

Clear

CW Rotation

CCW Rotation

Delete

Reset

Figure 3-15:Line Drawing
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3. Adjusting Line Segment Length: A single click on a line segment will select

turning the segment red. A subsequent click allows for the modification of the
segment's length. Clicking on an empty space will deselect the segment. Alternatively,
directly clicking on the blue numerals will also enable the adjustment of the line

segment's length.

, Sh100/86 Rh46/86/8 Mater ialsSPCC ™ 1.00 mm DevelopedLength 59 mrrJ
Drawing SelectionProcedure GraphicPreview

DrawingEnable

Length mm
s &
. Clear
Min3 Max 100000000
1 2 3
4 5 6 CW Rotation
3
7 8 9
- 0 COM Rotation
> ex 0K
e ——

Delete

Figure 3-16:Adjusting Length of Selected Line Segment.

4. Adjusting Angles: Clicking on the red numerals allows for the modification of

angle-related settings. There are two modes for angles: Angular Bending and Large

Arc Bending.

’ , Sh100/86 Adh46/86/8 MaterialsSPCG Ll 1.00 mm DevelopedLength 59 rm'J

Drawing SelectionProcedure GraphicPreview

No_|Length(mm)| Angle(” )
1 20 135°

DrawingEnable

Clear

4] 3 A

Angle Bend

Angle Bend

Angle =90
XGancel 0K
ﬂ—

CW Rotation

CCW Rotation

Delete

Reset
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Figure 3-17: Adjusting Angles

Angular Bending: Simply modify the angle as needed.

, Sh100/86 Rdh46/86/8 MaterialsSPCC ™ 1.00 mm DevelopedLength 59 rm'J
Drawing SelectionProcedure GraphicPreview

Mo |Length(mm}| Angle(’ }

1 20 135°

2 23 -90° DrawingEnable

3 16

Clear
Angle Bend
Angle | -90 O Rotation

CCW Rotation

Xcancel 0K

ﬂ—
Delete

Reset

Figure 3-18: Angular Bending Mode

Large Arc Bending Mode: In this mode, an arc can be displayed at the specified

angle. Large Arc Bending requires the configuration of the arc's angle, radius, and the

59  mm

DevelopedLength

number of bending iterations (which must be no fewer than three)

¥ sh100/86 MMh46/86/8 MaterialsSPCC o 1.00 mm

Drawing SelectionProcedure GraphicPreview

Mo |Length(mm}| Angle(’ }
1 20 135°

2 23 -90"

DrawingEnable

Clear

Large arc bending

Angle | -90

R-Radius | 20
CW Rotation
BendTimes | 5 =
BendPitch = 0.00
CCW Rotation

X cancel 0K

ﬂ—
Delete

Reset

Figure 3-19: Large Arc Bending Mode

23 /49



$ sh100/86 Bh46/86/8 MaterialsSPCC W 1.00 mm Devalopedlength 89 mm
Drawmg SelectionProcedure GraphicPreview
Mo Length(m} | Angle( }
i 20 135°
2 42 -90" DrawingEnable|
3 35
_m’
Clear
CW Rotation
2
CCW Rotation
Delete
135°
Reset

Figure 3-20: Large Arc Effects

5. Shapes List: Adjust the lengths and every angle of every line segment.

6. Clockwise Rotation

Figure 3-21: Shap
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DrawingEnable
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Angle | -90
R-Radius | 20
BendTimes | 7 5 | EO¥iRotat [on]
BendPitch |  0.00
> cancel 0K CCH Rotation
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$ sh100/86 Bh46/86/8 MaterialsSPCC W 1.00 mm Devalopedlength 89 mm

Drawingi SelectionProcedure GraphicPreview
Mo |Length(em)| Angle( )
i 20 135°

e o = DrawingEnable|

3 35

Glear

| OW Rotation |

CCW Rotation

Delete

Reset

Figure 3-22: Clockwise Rotation

Counter-clockwise Rotation

¥ 5h100/86 Mah46/86/8 Mater i21sSPCC o 1.00 mm bevelopedtength 89 mm
Drawing SelectionProcedure GraphicPreview
No_|[Length () |_AngleC )
1 20 135°
2 42 =0 DrawingEnable
3 35
_90"
Clear
CW Rotation
2
Delete
135° Reset
0

Figure 3-23: Counter-clockwise Rotation

Deletion: To remove a line segment, start from the location of the red point; if no

red point is present, deletion will commence from the farthest right end.
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’ Sh100/86 Adh46/86/8 MaterialsSPCC H 1.00 mm DevelopedLength  §9 rm‘J

Drawing SelectionProcedure GraphicPreview
Mo |Length(em)| Angle( )
1 42 -90"

e e DrawingEnable

Clear

CW Rotation

CCW Rotation

Figure 3-24: Deletion

Reset: This will revert the shape to its last recorded state (the current shape will
only be recorded upon clicking the shape preview if there are differences between the
existing shape and the recorded one; otherwise, no recording will occur). For newly
created products, the initial recording only begins after the drawing is completed and
the shape preview is clicked; reset is ineffective prior to the first click. If the shape is
loaded from a pre-existing product, it will reset to the shape as it was initially loaded (if
only one line segment is drawn during shape creation, clicking on "Select Operation"

and "Shape Preview" will be ineffective, and the current shape will not be recorded).
Clear: This will restore the entire shape to its original state upon creation.

Select Operation: Clicking on the red numerals in the "Select Operation" screen
will generate a green operation icon. If an operation icon already exists for that angle, a
new one will not be generated. Deleting an operation will commence from the one with

the highest numeral, while clearing operations will remove all operation icons.
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’ ¥ shi100/86 Mh46/86/8 MaterialsSPCC T 1.00 mm DevelopedLength 89 m
Drawing SelectionProcedure GraphicPreview

e BF B

DeleteProcess

| ClearProcess |

35°

Figure 3-25: Operation Selection Screen

’ Sh100/86 Adh46/86/8 MaterialsSPCC TH 1.00 mm DevelopedLength 89 rm-J
Drawing SelectionProcedure GraphicPreview

@y

133aY

DeleteProcess

ClearProcess

Figure: 3-26: Select Operation

7+ Upon completing the operation selection and clicking on "Shape Preview," a
preview of the shape will be generated based on the selected operations (if operations
are not fully selected or if "Shape Preview" is clicked immediately after completing the
drawing, the operations will be set sequentially based on the existing drawing).
Modifications to the operations can also be made by clicking on the "Select Operation"
interface. The right-hand side will display the angles and X-axis parameters for all

operations. Clicking on the top-left "Sh100/86" location allows for the modification of
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the upper die for the current operational shape, clicking on "h46/86/8" allows for the
modification of the lower die, clicking on "STELL" allows for material changes, and

the board thickness can be adjusted to alter the line thickness in the drawing.

’ , Sh100/86 Adh46/86/8 MaterialsSPCG ™ 1.00 mm DevelopedLength 89 mrJ
Drawing SelectionProcedure ‘GraphicPreview‘
| . 2 I Check Summary
Ne. Angle(” ) X-axis

2 90" 52. 2666

, Sh100/86 Adh46/86/8 MaterialsSPCG ™ 1.00 mm DevelopedLength 89 mrJ

Drawing SelectionProcedure GraphicPreview
No_|[Length () |_AngleC )
1 20 138°

2 42 0°
2 DrawingEnable

3 35

Clear

CW Rotation

CCW Rotation

Delete

1356°

Reset

Figure 3-27: Shape Preview Screen

Click button to switch the operation shape displayed.
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131313334+ V

131313334+ V

$ sh100/86 MMh46/86/8 MsterialsSPCC W 1.00 mm DevelopedLength 89 mm
Drawing SelectionProcedure }Graphi’d’rei'i\evﬂ
1 |; 2 ‘ Check Summary
No | Anglel" ) | K-axis
1135 20

Figure 3-28: Operation Switch

¥ sh100/86 BMh46/86/8 MaterialsSPCC ™o 2.00 mm elmaecniicol
Drawing SelectionProcedure GraphicPreview
1 | 2 Check Summary
No | Anglel" ) | K-axis
11350 20

Figure 3-29: Adjust Board Thickness

Gear Shift: Allows for the modification of the gear step position (R-axis).
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’ ¥ sh100/86 Bh46/86/8 MaterialsSPCC m  1.00 mm Developediength 89 mm
Drawing SelectionProcedure GraphicPreview
1 | 2 Check Summary

No | Angie) | X-axis
1 135° 20

1443333

Figure 3-30: First Gear Position

¥ sh100/86 BMh46/86/8 MaterialsSPCC W 1.00 mm elmaecniicol
Drawing SelectionProcedure GraphicPreview
1 | 2 Check Summary
No | Angie) | X-axis
11350 20

Figure 3-31: Zero Gear Position

Swap: Enables the mirroring of red and gray lines within the drawing, while
concurrently altering the X-axis parameters for the current shape displayed in the right-

hand table.
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¥ sh100/86 RMh46/86/8 MaterialsSPCC Mmoo 1.00 mm Developedtength 89 mm
Drawing SelectionProcedure GraphicPreview
1 2 Check Summary
No | Anglel" ) | X-axis
1135 20

134334+ V

Figure 3-32: Horizontal Swap

8) Clicking the "Return" button in the bottom left corner will take you back to the

main screen, displaying the recently generated preview shape. To modify the shape,
click on "Graphic Editor" located at the bottom left corner of the preview shape to
return to the drawing screen. Changes made to the die and backstop parameters (R-axis
parameters) on the main interface can be directly synchronized with the preview shape
displayed on the main interface without re-entering the drawing interface. All other
operations (modifying the X-axis, angles, large arc parameters, and operation
sequences) require modifications to be made within the drawing interface, followed by

clicking on "Shape Preview" to generate the updated shape.
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MAT SPGC ! S . G-Y1: 0.00
™ 180 L Va—vz 0.00
¥ shioo/86 B h46/86/8 Borfox: 000

= oo 777
1,2

> |
1358

<

6

]
Editing

% Set Y1

Y2 ' 119. 561

P MPG H Ton

119. 561

: |

0.00 X 19. 35 0.00 Z 0.00
0. 00 R 0.00 0. 00 z1 —333.00
334. 00

0. 00 72

Figure 3-33: Return to Main Screen 1

. &Y1: 000 C

-
PROD 777 war SPCC ™ 1.00 Mmoo
2,2 ¥ shioo/86 B h46/86/8 Borfox: 000
’ | z
90°
<
E
| .
!
Editing
bl .. v 119.831  0.00 x  51.97  0.00 2 0.00
Y2 119. 831 0. 00 R 0. 00 0.00 z1 —=333.00

P MPG H Ton

40. 00 0.00

Figure 3-34: Return to Main Screen 2
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Chapter 4 Processing

4.1 Raw Management

Click "Production Record" in the menu bar to enter the production
management screen, as shown in Figure 5-1.

Customer Name: Plan nums: 1000 Good nums: 1] Save
Product Name: Gount method: Positive Bad nums: 0 = +

History Search: Logs

Na. | Customer ProductNane Plan Good | Bad | Good Rate [ Date |

Historical storage Q strip . DELETE

Figure 4-1 Production Management

As shown above, the customer’s name and product name of the current product are
displayed at the top.

Planned number: The number of current products planned to be processed.

Counting mode: operator can set positive count or negative count according to his
custom. When positive counting is selected, the default product count starts from zero
and the product count is increased by 1 for each product produced. when negative
counting is selected, the default product count starts from the planned count and the
product count is decreased by 1 for each product produced.

Number of good products: Number of processed minus the number of defective
products.

Number of defective products: When the operator detects that the current product
is not qualified, click the button "+" to add 1 to the number of defective products.
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Save: Click "Save" button to save the current product production as production
record. The production record contains customer name, product name, planned number,

good product number, defective product number, good product rate, production date

and production log.

Production log: Production log statistics more detailed production information,

production log contains product name, operator, start time, end time, processing

number.
4.2 Processing

Click Back to return to the processing screen, as shown in Figure 4-2. For the
convenience of the user, editing and processing are in the same screen. The red button
at the bottom right corner is the "Start Processing" button, which is in editing mode

before processing starts and in processing mode after processing starts.

0.00 ° MR 0.00 °

= 777 wAT SPCC TH 1.00 mm
0.00 ° Y2 0.00 °
’ 1/17 0 ¥ sh100/86 MM h46/86/8 e o o X: 0.00 mm
&
"' 1000.00 mm inoffeer 0-00  mm
\0& Angle Bend 180 OO Miden Fere
4 = (= :i'
PBDis 0.00 mm Avoid 0
6 L Ao
owSpDis L0400 BendVel 100 %
| . Outer 5 OO LowSpD <
@ e 0.00 mm
Hold 0.00 s SUDis 30 %
. ES v 0.00
D M= R Axis 0.00 - §0.00 mm - oy ':'“
== DF 0. 00 R:'p_—e'; 0o /1 D‘T"y 0.00 s
e Set Y1 119. 036 0.00 X 5.00 0. 00 Z 500. 00
Y2 119. 036 0.00 R 0.00 0.00 Z1 166. 00 0. 00 ﬁ
| WPGH  Ton 7.50  0.00 OF 0.00  0.00 2 834.00 0.00

Figure 4-2 Processing screen

Edit the machining step or read the product, and after setting the schedule

number in the production control screen, click the red button in the machining screen

to start machining.
The right side of the work step shows the current number of products processed:
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1,17 0

Number of products: When the count is positive, the number of products
produced is the number of products to be produced when the count is negative.
Repeat: The number of times the current work step has been repeated and the

number of times it has been set to repeat.
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Chapter 5 Mold Library

5.1 Punch library

In the "Machining" screen, click on the Punch name to enter the Punch library

screen, as shown in Figure 5-1.

Sh100/86 Rh100/86 Lh100/86

Height (H) 100. 00 mm Height (H) 100. 00 mm Height (H) 100.00 mm
Width (W) 30.00 mm Width (W) 30.00 mm Width (W) 30.00 mm
Angle (a) 86.00 Angle (a) 86.00 ° Angle (a) 86.00 °
R-Radius 0.50 mm R-Radius 0.50 mm R-Radius 0.50 mm
Ph100/86

Height (H) 100.00 mm

Width (W) 30.00 mm

Angle (a) 86.00 °

R-Radius 0.50 mm

Figure 5-1 Punch library

The Top Model Library shows the list of top models saved in the system, which
can be turned by the left arrow.

Click on the menu bar pop-up button.

New Click "New" to bring up various types of new Punchs; enter the editing
interface as shown in Figure 5-2.

Edit : Click "Edit" to modify a parameter of the current Punch.

Delete : Select a top die and click "Delete" to delete the top die.
Read : Select a top die and click "Read" to read the selected top die into the

current application.
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Punch Name: Sh100/86 1 §

Height (H) 100.00 mm
Width (W) 30.00  mm
Angle (a) 86. 00
R-Radius 0.50 mm
H1 0.00 mm
Wi 0.00 mm
Press 50.00 Ton/m

=

Figure 5-2 Punch Edit

5.2 Die library

h46/86/8 h46/30/12

Height (H) 46.00 mm Height (H) 46.00 mm
Width(W) 30.00 mm Width (W) 30.00 mm
Angle (a) 86. 00 Angle (a) 30.00 °
VWidth (Vw) 8.00 mm VWidth (Vw) 12.00 mm

13 33aV

Figure 5-3 Die library
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Die Name:h46,/86/8

Height (H)
Width (W)
Angle (a)
R-Radius
Vw

V Height
Press

safetyRange

46. 00
30.00
86. 00
1.42
8.00
5.00
50. 00
4.00

Figure 5-4 Die Edit

5.3 Material Library

TEEI

Name : SPCC Name : ZING
fm(T/m’2) 0. 0400 Rm(T/mm°2) 0. 0200
E(T/mm"2) 21.00 E(T/m™2) 940
Name : STAINLESS Name : 7?
Rm(T/m2) 0. 0750 Rm(T/m2) 0. 0000
E(T/nm"2) 21.00 E(T/m™2)  0.00
Name : STELL

Rm(T/mm"2) 0. 0400

E(T/mm"2) 21.00

Name : AL

Rm(T/m’2) 0. 0200

E(T/mm"2) 7. 00

Name : ST201

Rm(T/mm"2) 0. 1800

E(T/mm"2) 42. 00

Figure 5-5 Material Library
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Chapter 6 Machines

6.1 Machines

Click "Machine Parameters" in the menu bar to enter the machine screen, as shown

in Figure 7-1.

‘ ) Software Version: 7TM PA92 & Software Version: 0
Maodela: HMI  Update Date: 2398 PLC Update Date:
“ Modular DriverType State Speed (%) Curr Pos (mm) Test
™ - & / / ®
0.00
- BT @) e
; 0.00 &)
XAz @ -) 100 0.00 O
R Axis E 100 | 0.00 O
0.00 )
Z Axis E} 100
‘_ D 0.00 O
U

Figure 6-1 Machine screen

Machine type: "Servo valve-controlled bending machine", "servo pump-
controlled bending machine", "servo-electric bending machine". Model selection to
match the machine, after the machine to determine, cannot be modified!

Drive type: Not modifiable after the tuner is confirmed!

Effective state: To block an axis, select Off below the corresponding axis.
Speed setting: The speed of movement of any axis can be adjusted and set by

percentage.

Test: When the motor is off, click the "Test" button to confirm the communication

status of the device.

6.2 Input point status
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the DI screen, as shown in Figure 6-2.

Click the "DI" button in the upper right corner of the machine screen to enter

01 01 Pedal Down w B © [
02 Pesal p @ o © [
03 Emelp « [ «
04 EngStop e @l
s Startkey w @ E——
Sl i I
LA w s @@
@B wie. wa

Ghannel! # 2 B @ & & @ @B 9 @0 @ @ i@ @ % i 7 @ @ 2 2 2 B A
Bl ¢ @ @ @ @ @ © @ @ @ @ @ © @ @ @ © ©@ © © @ © © @
Enable

FEEl ¢ ©# ¢ o ¢ o 9 @ @ ® @ @ © @ @ @0 @ © @ @ @ @ @ @

Figure 6-2 DI screen

The DI screen displays the status of the input point signal.

6.3 Output point status

Click the "DO" button in the upper right corner of the machine screen to enter

the DO screen, as shown in Figure 6-3.

40 /49



S
Uy

01 Buzzer
02 Ensble LED
w
wia ]
wes
woe
wor
v

Figure 6-3 DO screen

woo
wio
w0
ez
e
w4
wis
wie

The DO screen displays the output point signal status.

6.4 Reference Searching

Click the "Search" button on the right side of the machine screen to enter the

search screen, as shown in Figure 6-4.

)
Uy

wiz
wis
e
wo
wa
wZI

v

Zero

Y1 Y2 X R VAl
0.00 0.00 | 650.00 | | 273.62 | 0.00 1000. 00
move Pos after | 20.00 | . 600.00 | 265.00 | | 400.00 | 600.00 |
.~ 0.00 0.00 | . 0.00 | . 0.00 | 000
100. 00 | 100.00 | | 300.00 46.00 | 300.00 | 600.00
000 0.00 | 000 L 000 [ 000 | |

Zero

Zero

Fig. 6-4 The search screen
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Y-axis reference point: Automatic correction of Y-axis reference point by tool
setting and correction of maximum opening.

X-axis reference point: Decrease the X-axis reference point when the actual X
position measurement is small. Conversely, increase it.

R-axis reference point: Decrease the R-axis reference point when the actual
position of the stop value is low. Conversely, increase it.

71 axis reference point: When the actual position of the left block value is to the left,
decrease the Z1 reference point. The opposite increases.

72 axis reference point: Decrease the Z2 reference point when the actual position
of the right block value is to the right. The opposite increases.

Move position after search: The ready position that the axis needs to move to after

the search is completed.

Zeroing: When an axis reference-seeking function is turned off, you can set its

zeroing position and then click the zero button to change the actual position.

6.5 Machine parameters

Click the "Parameter" button on the right side of the machine screen to enter the

machine parameter screen, as shown in Figure 6-5.

Func

” Safety Raster options NO Use | Upper limit of knife pressur 10.00 |ton

— Buzzer usage opt . Y-axis pos accuracy 0.01 |mm

Fump Buzzer long pronunciation 0.00 |s X-axis pos accuracy 0.01  |mm
Buzzer The midrange is long 0.00 |s R-axis pos accuracy 0.01 |mm
Buzzer_Short pitch length 0.00 |s Z-axis pos accuracy 0.10 |mm
Buzzer_Interval length 0.00 |s Deflection pos accuracy 0.01 |mm

S
"y
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Figure 6-5 Machine parameters

Buzzer use option: You can select "Disable" to disable the buzzer from sounding
during processing.

Allowed maximum parallelism: the maximum allowed value of slider tilt, when
processing, Y1, Y2 position deviation is greater than this parameter, alarm Y axis tilt.

Auto-lift: When auto-lift is enabled, the slider will automatically lift back up after
the pressure-holding is completed. When auto-lift is disabled, the slider rises back up
after the pressure-holding is completed by releasing the descending pedal.

Backstop movement timing: When processing, the next backstop can choose to
start movement in different states of this bending.

Pressurization completed, back up to slow speed position, back up completed.

Emergency backup position: press the emergency backup button, or press the

backup pedal when processing, the position of the slider back up.

6.6 Blocking material

Click the "Block" button on the right side of the machine screen to enter the

machine blocking screen, as shown in Figure 6-6.

§1- X Start Dis 0.00 | mm
” st .
s RS — HI-R Down Dis 0.00 |mm
bl Stop selection  2st Support
FH1-FingerHight 10.00 |mm
FH2-FingerHight 20.00 |mm
FL1-FingerLength | 50. 00 |mm
FL2-FingerLength = 100. 00 |mm
D = — FW-FingerWidth 100. 00 mm
” SD-SafetyInterval 10.00 mm

Figure 6-6 Material blocking screen
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6.7 Avoidance

Click the "Avoid" button on the right side of the machine screen to enter the

avoidance screen, as shown in Figure 6-7.

]
W S1-XAxis Slow distance | 50.00 mm
@ " X Slow speed | 20.00 ‘ITIIV’S
§2-X Safety excursion i 1.00 ‘rrm
— g
H1-R Safety excursion | 1.00 |mm
Avoidance method: 53-XAxis Mold safety dis | 4.00 |mm
0: Not used -
X Avoid Pos | 4.00 ‘mm
1: Gauge move to the "X Avoid Pos” before action R Avoid Pos | 0.00 ‘m

2: Gauge move to the "R Avoid Pos” before action
3: Gauge move to the “X,R Avoid Pos” before action

Figure 6-7 Avoidance screen
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Chapter 7 System

Click the "System" button on the menu bar to enter the system screen, as shown in

Figure 7-1.
-
Jat ¥ Free idle time starts 3 L] ‘ English |
m LCD SaverCartoon E sure
n Auto Logout f) .
Screen brightness (N
-
Date 2023- 09 - 09 \ |
s (10 : 44 : 46 | 2A:FF:7F:51:9A:45 \
1192, 168. 0. 246 |
© about | FRP |

Figure 7-1 System screen

7.1 System parameters

Screen protection: Set how long the screen is left unattended and
automatically enter screen saver mode.

Automatic logout: When you choose to use it, the power level is
automatically logged out when you enter the screen saver.

Language: This system supports multi-language functionality, and it will take effect
immediately after selecting confirmation.

Date and Time : Modify the date and time, effective immediately. Modification is

prohibited.
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7.2 Backup Recovery

Click the "Backup" button to enter the system backup recovery page

Local

Bend

Figure 7-2.
- Mode Obj
Back File Name
m
ﬂ BackupProd
BackupDie
BackupMach

BackupAll

RestoreProd

RestoreDie

RestoreMach

RestoreAll

. As shown in

Figure 7-2 Backup screen

The backup function is divided into three independent backup modules: backup

product, backup mold (including Punch, Die and material) and backup parameters

(machine parameters and tuning parameters). You can choose to back up in the panel or

in the USB flash drive.

The restore function is like the backup function, with three restore modules and the

option to restore from the panel or from a USB flash drive.
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7.3 Alarm logging

Click the "Alarm" button to enter the alarm logging screen. As shown in

Figure 7-3.
- StartOrdinal 1 Previous Next ErrorCount: 0 Reset
"~ No I Code I Nums |Sonrce| Alarm Description Start Time Reset Time
- 1
m
3
4
| 5
)
ALM
7
8
9

Figure 7-3 Alarm screen

The alarm screen stores the last 200 alarms, and you can jump to the alarm display
page by entering the "Display start number". Enter
1 in the "Reset" input box to clear the alarm record. Note! Do not clear alarm

records at will.
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7.4 Alarm troubleshooting

When an alarm occurs in the system, an alarm description will be displayed in the
screen prompt bar. Please analyze the cause of the alarm and troubleshoot the problem
in conjunction with the operation that caused the alarm.

The following is a list of some common causes of alarms and troubleshooting

methods for reference:

Serial Alarm description Alarm Checking
number
Errl Motor not on Click the START button or motor button

to turn on the motor

Err2 Reaching the limit

Enter the single-step screen, move in
the opposite direction by inching and leave the

limiter

Err3 Both ends produce

limits simultaneously

Check if the limiter is damaged or if there is an

open circuit in the line

Err4 Wrong axis  target

position setting

Check if the target position is set to

check the upper and lower limit range

Err5 No valid line found

There is an error in the current work

step parameter input

Err7 Before action,

Please seek reference

Enter the status screen, click on the search
button and wait for the search

to complete.

Errl4 Y -axis tilt

Enter the single-step screen, inching

or hand cranking the wheel to level the slider
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Errl6 | Emergency stop | Release the emergency stop button
button is pressed

Errl7 | Emergency rise | Release the emergency rise button
button is pressed

Err21 | Wrong  setting of | Risk of collision with  backstop
backstop position material, check set-up parameters

Err30 | IO card | Re-plug the communication cable
communication offline between PLC and 10

Err34 | Reaching the soft | Enter the single-step screen, inching
limit in the opposite direction of movement

Err38 | Security Monitoring Check drive for alarms

Responsibility statement:

a.

Even though our company has designed various protection measures in the

controller, users should still set up appropriate protection devices in the controller

application system to fully consider the possible losses due to the reliability of the

controller.

b. The company declares that it does not assume any liability for all damages to

persons and property caused by the reliability of the controller or other reasons, except

for the controller itself.
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