HK-50 PLC+IPC CONTROL FTTH DROP
CABLE/SIMPLEX/DUPLEX CABLE PRODUCTION LINE

OPERATION MANUAL

PREFACE

Thank you in advance for using optical cable machines made by FOCC , Please read
carefully this operation manual to ensure that you can run correctly and safely the line.

Besides, please take care of it to look up at anytime.

It will be changed without notice in advance.
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Chapter 1. SECURITY AND INSTRUCTION



Please strictly follow the instructions below to avoid to cause personal injury or property

damage.

1.1 Definitions of safe sign

A Operation and touch without following instructions can cause personal

injury or death

A Operations without following instructions can cause personal injury or

damage to product or other equipment
1.2 Safety precautions
B Installation

@ Please jack up the bottom of machine or lift the machine when carry

equipment

@® The material of air hose should be metallic or flameresistant material, and

should be connected outside.
l Wiring
@ Please confirm that power shut down before connecting wire.
@ Please confirm that power can meet the standard while connecting wire.

@ Please confirm that the terminal connected ground is stable, or then

maybe cause electric shock or fire.



B Running

@® Please don’t touch the part which is rotating at high speed in order to

avoid cause personal injure when machine run.

@ Please don’t directly touch the shield of extruder in order to be scalded,

that’s because the temperature is so high.

@ Please ask operator specified to run the machine in order to avoid to

cause personal injury or damage equipment.
B Inspection and maintenance

@ Please don’t inspect and maintain, and also don’t touch terminal when

connecting power.
@ Please ask professional person to inspect when machine is trouble.
@ Please don’t change the wiring and structure without permission.

@ Please keep the machine working for at least 6 hours and all parts
working for 5 minutes every week, take out screw, clean screw and barrel,
take out tools, clean tools and cross head, keep the tool oiled to avoid rust

when machine is off for a long time.
Chapter 2. MAIN TECHNOLOGY PARAMETER
2.1 Usage condition and machine size
@® Power supply AC380V / 50HZ three phase five wire

@® Total power 52KW



@ Air pressure < 0.5 Mpa
@® Working temperature 0~40-°C
® Working humidity < 90 % (without condensed water)

@® Environment there aren’t corrosive gas, oil, oil vapour and heavy dust in

the air.
@® Machine size 25M*3M*2.5M
@® Total weight 6T

2.2 Technical specification

@ This line is suitable for the production of 1-2 fibers FTTH drop cable,
simplex/duplex cable.

@ Speed Structure speed 150M/Min
Production speed 60-120M/Min
@® Take up tension 5~50N
@ Specification of pay off reel fiber reel: ®236XP160XD108
Inner diameter of shaft: ©25.4
O280XP160X108
FRP and thin steel wire reel: PN400
Big steel wire reel:PN630, PN800

@ Specification of take up reel PN400 and PN630

@® Change cable diameter



(increase and reduce speed 30-150m/min)

(average speed30-150m/min)

Chapter 3. MACHINE APPEAREANCE

<0.lmm

<0.08mm

item All parts’ name and specification Series Qty Picture(for reference)
2 heads fiber motorized pay-off rack HK
1 1set
2heads FRP/steel wire pay off HK Lset
®800mm single head motorized pay-off rack
2 . HK 1set
with dancer
3 | Steel wire straightening platform HK Lset
4 | 10 heads aramid yarn pay-off rack HK 1set
5 | Mobile positioning mold support HK 1set
®50x25D Extrusion main motor (with two
. . HK 1set
screws, one is LSZH, another is PVC)
6
Free-adjustment cross head and adjustment
HK 1set
cross head




50KG Dryer machine TAIRI 1set
7
Automatic hopper TAIRI 1set
Electric apparatus, main temperature control
8 | cabinet (PLC+IPC control, the Kingview HK Lset
software use cracked version)
2.5m moving water trough with water tank and
9 HK 1set
warm water tank
8m single-layer U-type fixed type cooling
10 | water trough and cooling water tank (with HK Lset
drying device)
. . . Lechangfe
11 | Refrigerating machine ng 1set
19 Shanghai gongjiu laser diameter gauge (single Shanghai 1set
type) gongjiu
ink-jet printer stand device without ink-jet
13 HK 1set

printer




1set
14 | ¢ 640mm+ ¢ 400mm double-wheel capstan HK
9m horizontal tension wire accumulator with
15 . . . . HK 1set
precisely linear slide rail
16 | € 400-630mm double-shaft take-up machine HK 1set

Chapter 4. MACHINE STRUCTURE AND WORKING THEORY

4.1 ®800mm single head motorized pay-off rack with dancer

It can be suitable of the ®630— ®800 reel.

The structure of machine frame is shaftless type, electrical lifting, pneumatically
clamp, and it’s active with swing tension controller. The tension can be adjusted by
moving the heavy plate. The control signal from displacement sensor after swing
of dancer wheel can control the pay off, use 4KW Siemens Beide AC frequency
motor and American Emerson transducer to drive, the pay off is controlled locally.

And there’s alarm when wire is broken.

4.2 4 heads motorized pay off(2 heads is for fiber, 2 heads is for FRP/Steel wire/tight

buffer fiber)



4.3

2 heads fiber motorized pay off :it can be suitable of 25KM and 50KM fiber
standard reel. Structure is cabinet type, and it’s active with swing tension
controller.The tension can be adjusted by moving the heavy plate. The control
signal from displacement sensor after swing of dancer wheel can control the pay
off, use 0.75KW Guangzhou people AC frequency motor and Danfoss transducer

to drive, the pay off is controlled locally. And there’s alarm when wire is broken.

2 heads FRP/Steel wire/Tight buffer fiber motorized pay off: it’s suitable
of fiber reel and ®400 reel. Structure is cabinet type, and it’s active with swing
tension controller.The tension can be adjusted by moving the heavy plate. The
control signal from displacement sensor after swing of dancer wheel can control
the pay off, use 0.75KW Siemens Beide AC frequency motor and Danfoss
transducer to drive, the pay off is controlled locally. And there’s alarm when wire

is broken.
Extruder

Extruder is used for the extrusion of material. The power of main motor is 18.5KW,
provide two ®50mm screw(one is PVC, another is LSZH), REMARK: THESE
TWO SCREWS MUSTN’T BE MIXED. And L/D is 25:1, the max rotation speed
is 120 rpm. There’re four sections for heating barrel and three sections for heating
cross head to ensure the degree of plasticification. The barrel is heated for at least

30 minutes when the extruder starts to work.

Dryer unit is installed on the hopper, the temperature can be set to dry extrusion

material to keep qualified product.



4.4

4.5

4.6

4.7

Temperature control system uses Japan RKC brand PID smart type temperature
controller, K type thermocouple measurement temperature, with the up-limit and
down-limit alarm function, when temperature is higher than setting value, then fan
cooling automatically starts. And it can’t be controlled by control system, it works

according to technology parameters.
Warm water tank

Use Japan RKC brand PID smart type temperature-controller control the
temperature, thermocouple measurement temperature, temperature control

precision is high.Also use water pump control the circulation of water.
Capstan

It uses double-wheel capstan, it’s driven by 3.7KW Siemens Beide frequency

motor with American Emerson transducer to keep stable speed.
Laser diameter gauge

Automatically feedback-control main motor speed, to ensure the setting range of

wire diameter.range of wire diameter:0.1-20mm,precision:£0.003mm.
Accumulator

Use the magnetic powder clutch control the tension, tension can be adjusted by
tension controller DC-24V power. The vehicle can be controlled in both ways .the
meter indicates tension. Synchronous device can automatically control the take-up
speed to avoid overstretch or breaking on the wire. the limit switch are laid at the

front and back end. the machine stops at the same time when wire breaking.
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4.8 Main control cabinet

Whole machine adopts the control technology between industrial personal
computer and programmable logic controller (IPC+ PLC), Siemens S7 series
products as PLC, Taiwan ADVANTECH computer control as Upper computer,

with 17” Liquid crystal display, keyboard and mouse.

PLC as main control system to realize linkage control system of full production
line, operators can choose stop, low speed, fast speed running status by interface.
The production line can automatically switch in 3 kinds of status according to
operation order and machine all status signal. speed can change according to
settable lifting speed time and no sudden change. Can automatically respond to all
defaults signal and be with accurate defaults indication. Both production speed and

meter-counting data have obvious display. Can pre-set meter-counting length.

Industrial controller can make a record of human machine data exchange and
production data. The industrial controller provide human machine interface
including: Production main interface,Historical data interface, Alarm

interface,Diameter curve interface.
4.9 Take up

The take up motor use AC 2.2KW CPG gear motor+American Emerson transducer

and tension deflection detector can automatically control take-up speed.

Traversing: lead screw type control traversing, 400W Japan Panasonic servo motor

+drive control+Taiwan WEINEVIEW touch screen plus SIEMENS S7-200 PLC

11



control, the pitch and range of traversing can be adjustable, it is coordinated with

take-up speed.
Chapter 5. INSTALLATION AND TRIAL

5.1 Installation

The total length is 25 meter, all parts are put and fixed according to layout and
water, electricity, air are ready and the electricity and air are connected according to
the circuit diagram. The wire of inlet of power supply should be at least 25 square mm

copper wire, is three phase five wire and must connect the ground.

Installation should be followed the professional person.

5.1 Layout

5.2 Trial

The machine has strictly tested before it leave factory, so the machine can run after

correct installation.

12



Chapter 6. MAIN CONTROL CABINET OPERATION
6.1 Main interface

After open the power switch of machine and start the industrial computer, the

system will appear the following interface.

6.1 Main interface

6.1.1 Operation button of main interface

13



English

25

Choose the English and Chinese language interface.

Length clear

Reset the meter-counter

Extruder
-Start and stop extruder, press this button one time, then start the extruder,

press it again,then stop the extruder. It can’t start or stop the extruder when

theproduction speed is more than 20 m/min.

Capstan
- Start and stop capstan, press this button one time, then start the capstan,

press it again,then stop the capstan.

i i
It can be alarm when the wire isn’t the range of diameter only after pressing

this button.

-

Main in cel

Appear main interface after pressing this button.

-

Historical gata

Appear historical data after pressing this button.

-

Diam rve

Appear diameter curve after pressing this button.

Appear alarm interface after pressing this button.

= ‘Appear system Adjust interface after pressing this button.
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Exit
!l Exit the interface after pressing this button.

6.1.2 Display production data of main interface

lffné spee;’ - MMin . .
Display the production speed and the speed is line speed of

capstan, line speed =capstan set* total set%.

Extruder speed

-mm Display the rotation speed of extruder, it’s rotation speed of

screw, Extrusion speed= extrusion set* total set%

il v - " Display the length of product finished.

Extrusion current

J* Display the electric current of extruder, it can change
according to the production speed and different extrusion
material. It doesn’t change a lot during the normal
production. It should check the heating temperature of
extruder, material, rotation speed of extruder if the electric

current changes a lot suddenly.

Diameter value -IIIIIl . .
Display diameter of cable produced.

Diameter difference

mm
- Display the diameter difference between diameter set and

diameter of cable produced currently.

15




6.1.3 Set production parameter of main interface

peidp o 2999 It’s used for setting the length every reel, there’s alarm when
the length of take up reach length set.
Extruder set 66.0 | ®m . :
It’s used for setting the rotation speed of extruder every
minute, it can act with total set. It should be set according to
production technology.
100. 0

Capstan set

WIR 15 used for setting the production speed of the line, it can

act with total set. It should be set according to production

technology.

Diameter set

2.000

"9 Tt’s used for the alarm when the diameter is exceed the range

of diameter, it’s set according to the product.

Extr fine—adju

[10] ‘

It’s used for fine adjusting the rotation speed of extruder,
the min unit is 0.1 rpm. Press ‘ - |this button, the

extruder increase 0.1 rpm. Press ;‘ this button, the

extruder reduce 0.1 rpm.

16




o sivesase [3.0] - ‘ . ‘It’s used for fine adjusting the speed of capstan, the min unit

+

IS 0.1 rpm. Press ’ ‘ this button, the capstan increase

0.1 m/min. Press ___‘ this button, the capstan reduce 0.1

m/min.

Total set 00.0 %

2 1t’s used for setting the total adjustment of speed, also adjust

the line speed and speed of extruder. When only start capstan,
capstan speed = capstan set* total set, when only start t,
extrusion speed= extrusion set*total set, when start capstan
and extruder, the capstan speed and extrusion speed like

above.

ot e [(20] - | ¢ ‘It’s used for fine adjusting total set, the min unit is 0.1 rpm.

Press \ i ‘ this button, the total set increase 0.1 m/min.

Press ;‘ this button, the total set reduce 0.1 m/min.

17




6.2 Historical data interface

 Read data

6.2 Historical data interface

6.1.4.1 Historical data interface operation

18



e B

Press this button, it will appear the interface below(6.1.4.1)

REEN lﬂ‘ﬂE_JE’li | Z&i%4% IChoose variables

Report attribute Time attribute

Report name{B#ASHR R):  [Repert0 ~|
~BriEEt cell-attribute—— ~HESIE erty
Starting linef23&fT (R) : Il ____':j " =#EHESI| (H) Horizontal alignment
Startipg column #2445 () : Il ___,:I o+ $RZHESI (V) Vertical alignment
~SlEHC i
v STEER D) v S-RAFiE () [ ETRESHEEm
. Displaydate  Displaytime  Display description of variables

[ B RERA— MR AR

Display a valid data of previous record during shutdown period

|| W Yes|  ELH No| II

6.1.4.1 Query historical report-report attribute
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It only shows in Chinese because the software is cracked, please understand. All items are
chosen. And check the table 6.1.4.1 about report attribute. Click the P[] J& % Time

attribute” ,then appear the interface below.

20



'EQuery orical repo X
apor{%ﬁ%ﬁt BHEIEN | Z5E8;%4E Choose variables

e Time attribute

Start

>

gtime apdig: |0TEUAIE v 160855

Ending time £2\FRjE]:  [201711815H v | |16:28:55 -4

Column attribute

Intekval time [BfgATE]: |5U ﬁ b Second

xR EEERERRE (RAIE) o

Please choose range and interval of time(The maximum is one year).

WE Yesl BIH No | |

6.1.4.2 Query historical report- time attribute

It only shows in Chinese because the software is cracked, please understand. This interface

can query a period of historical data with one year. Click the “ZZ & %% choose variables”,

then appear the interface below(6.1.4.3).
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EEResy uery

?Ei’zﬁ;l&! HiaEh ZFRRE ¢hoose variables

D

port att te¢ Time attribute

Product length 7=3K &
Extruder proportion HfH ]
Extruder current $f il
Traverse alarm HE£R i 2
Capstan proportion 23] Et45)

< I

PRERE |

Variables of historical library

TiE=S

Variables of industrial library

No. Data source Site name. ID Site name Variables name  Variables full name
Fe |#iEkE | #aE 1 =t | Z85 | ZB2p
0001 [ARE Ay, 0031 sl Pt PEamte

000z [HRE Ay 0021 sl Hribt Hiabt
0003  [ARE A3k 0032 =] itk Fite
0004 [ABE . 0038 i 7= HEEIRE HEEIRE
000s  [h¥PE Ay 0067 i 7= 23| bL i ==L 174t

Historical library Site Site

®E Yesl

B No

6.1.4.3 Query historical report- choose variables

It only shows in Chinese because the software is cracked, please understand. This interface

shows the historical data of variables chosen. Click the

library”, then appear the interface below(6.1.4.4).
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“variables of historical




@Eﬁ Variables attribute

ﬂiﬂ’ﬂﬁg: Variables recorded

8- E‘I $§ﬁ 5Site

Xy BUTTON
@ BUTTON1

@ P atefE Product length
@ ?ﬁ-ﬂ btﬁ'] Extruder proportion
@ #}tﬂ@, s Extruder current
@ 1ﬁ|'f,]£f3 Extruder speed
Q ﬁﬁf#ﬁm Traverse alarm ¢~
@ 4=§|btf§']0apstan Proportion e

@ q:‘g |E']§Capstan display
lﬂziﬁ}ﬁmweﬁake up alarm >

=

Q uﬁlif;%r Take up emergency stop--
@ M\'[é Diameter

@ FHRANIREE Fan of extruder aldm
@ E#Q#Em Control system alarm =~

ﬁﬁﬂ’*]ﬁ%: Variables chosen

8- E{ A uhea Site
@ BUTTON
(ﬁ’ BUTTON1

Q f‘ngﬁ]’g Product length

@ ?ﬁ-'i'n ttfﬂ Extruder proportion

@ #ﬁth% )i Extruder current

@ #ﬁtﬂ]ﬁfe Extruder speed

(ﬁ ﬂkﬁfjﬁm Traverse alarm

@ *Fg I ttﬁj Capstan proportion

@ q:% IET Capstan display
w{iﬁ:}&mwel Take up alarm

@ lﬂl £%‘r Take up emergency stop

@ 5’}\1§ Diameter

Q FHRANIREE Fan of extruder al

@ E#Q*Em Control system alarm

WBE Yes‘ B3E No |

6.1.4.4 Variables attribute

Choose one of variables recorded, can move the variables chosen from left site to right

site after click this button.

Lo . . . . . .
JChoose one of variables chosen, can remove the variables chosen in right site after click

this button.
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ﬂChoose all of variables recorded, can move all variables chosen from left site to right

site after click this button.

ﬂChoose all of variables chosen, can remove all variables chosen in right site after click

this button.

6.3 Diameter curve interface

50 drop cable/simpl‘ /duplex cable produ

OFIEEFERAE) Site/product length

14:26:48 1998%:80
10000.00 g T g aproduct Tength EE 14519
TEPLHI: 66.00 lextruder proportion 35 LELHI: 66.00
i lextruder speed I
Eif R extruder current Ei R
diameter actual value
8000.00
6000.00
4000.00
2000.00
0.00 3

14:26:48 14:26:49 14:26:50 14:26:50 14:26:51 14:26:52

AR 1 second right right i \ scaling actual value
2 b 2 R SE b HITERR - ® | | ¢ 1
e left time Iefl‘ t‘alue time value value—vﬁe——]a}w—h‘" o-curve 2 LBIFPTE Iglgl&‘é‘ Ll IQI K RS

=5 : =i | emE | w5 fewn |
— \FEES\TRKE  14:26:48 14918 14:26:52 149.18  0.00 0.00 0.00 0] Site.v‘jproduct length
—— \FEES\GFHELA  14:26:48 66.00 14:26:52 66.00 0.00 0.00 0.00 [ 5%'-9"“9"“'“‘1" proportion

WAS\FHERE  14:2648 000 14:26:52 000 000 000 000 [ site/extruder speed
—— \\FHESRGFHER  14:2648 0 142652 0 0 0 0 [ 5_1‘9-“""“"9’» Surreat

WASESVSMESFRE 14:26:48 237 1422652 237 000 000 000 [ site/actual dianeter value

. ., Alarm Interf: )
Dlaggt@urW‘ ali,y 304 gézg

- . Histoiital,
Man: chl lsz'l’yata

6.3 Diameter curve interface
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It can online display the change of cable diameter during the production.Please see the

following interface.

6.4 Alarm interface

6.4 Alarm interface

This interface has a notice related alarm when the production line is unusual. And there’s a
alarm record left in this interface, the record can remove after remove the problem and press

the reset button. Please see the following interface.

6.1.7 System Adjust interface

25



T

&

= Click this button of main interface, then enter system adjust interface below.

50 drop cable/simplex/duplex cable production line control systern NN T ——

System Adjust

Diameter alarm 0.300 Speed down step 3.00
Speed up step 3.00 Length factor  0.11100
10M/Min 1.0000 60M/Min 1.0000 110M/Min 1.0000
20M/Min 1.0000 70M/Min 1.0000 120M/Min 1.0000
30M/Min 1.0000 80M/Min 1.0000 130M/Min 1.0000
40M/Min 1.0000 90M/Min 1.0000 140M/Min 1.0000
50M/Min 1.0000 100M/Min 1.0000 150M/Min 1.0000
Main interface Historical data Diameter curve Alarm Interfac% ‘
- - - -

6.1.7 System Adjust interface

Diameter alarm

0.300 |t>s used for set the cable diameter difference range, When the cable

diameter difference is bigger or smaller than the alarm difference, the Alarm lamp of main

control cabinet will ring.

Speed down step

3001t>s used for set the value which the production speed reduces every

time, and the range of value is from 0 to 5. But when the value is zero, then the line can’t

work. Remark: the smaller the value is, the production speed is more stable when reduce

26




speed, the diameter of product is more stable, but the time is more.

Sy S 3.001t’s used for set the value which the production speed increases every
time, and the range of value is from 0 to 5. But when the value is zero, then the line can’t
work. Remark: the smaller the value is, the production speed is more stable when increase

speed, the diameter of product is more stable, but the time is more.

Length factor  0.11100 |t°s used for correct the meter length error.

Login
It should login to revise all parameters of this interface when a password is set

for this interface. But here don’t need password, so can set all parameters directly without

login.

10M/Min 1.0000
Emm—

The blue highlight is a proportion factor which is extruder set. The

material output can be changed and the speed of extruder can be changed to keep stable

diameter of product after adjust the factor.
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Chapter 7. PLC INTERFACE OF TAKE UP OPERATION

7.1 Startup

Switch on the power, and then the equipment starts initialization, the Traverse device
shall automatically seek for the origin location. When the approaching origin is the
inductor, it shall slow down, until the sensing signal on the origin location disappears,

set the traverse location as the zero point, which is actually the absolute zero.

After switching on the power, after about 1 min, it shall show the system startup

interface:

Guangdong-Hong Kai cable equipment Technology Co.,

P English

stem startup ....... press OK to enter $

Address: Humen Town, Guangdong Province chigang community two horses Dongguan City Industrial Zone
Tel:0769-85569780 Fax:0769-85560216

URL: www.hongkaijx.com Email:hongkaidianxian@163.com

Fast Sel |

7.1 Main startup screen
Press Enter, then show operation main interface;

7.2 Main Operation interface
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When entering into the main interface of the system, it shall show the following

information:
10:24:48
- @ @
é"l_aﬁ Double take-up takeijg Ltake-up R

speed | 000 w/min| gpeed set | 000 %

reality length | 00000 m | set length | 00000 m

location | 0000 mm| speed 000 Rmp

set pitch | 00. O mm h | = |

alarm interface' Home ‘ parameter setting‘ clear length ‘
Fastsol - RSN ERHRBIRAT  TEL:0769-85569780 FXA:0769-85560216 [~

7.2 Main operation screen

take-up Ltake-up Rs jcon is used to show the working condition of the take-up reel.

When choosing the current take-up reel, it shall turns light.

set length | 00000 m

This icon is used to set the length required by the production. After

setting this parameter, the length setup on the main control cabinet shall be changed

simultaneously.

o A 00000:“' This parameter cannot be set, and it is only used to show the current

length, which is synchronous with the main control cabinet data.
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location | 0000 mm ;o parameter cannot be set, and it is only used to show the current

position of the traverse. When adjusting both position of the traverse, it can be taken as a
reference. First, move the guide wheel to both ends of the reel, then you can see the
traverse value, it can be taken as a reference ,then you can set well both ends of the

traverse.

/mi
Siees \@This parameter cannot be set, and it is only used to show the actual

speed of the take-up reel.

set pitch 4100‘ 0 mm This parameter is used to set the pitch of the traverse, which is set in

accordance with the cable diameter.As usual,we can set this value larger than the cable

diameter Imm-2mm.

i These two buttons are used to fine adjust the pitch of the traverse.

When there is deviation between the setting pitch value and the actual value, fine adjust the

pitch with these two buttons.

clear length ‘ _ _ _ _
This button is used to reset the length. When pressing down this button,

the length shall be cleared and cannot be recovered. When pressing down this button, the

length showed on the main control cabinet shall be cleared simultaneously.

alarm interface

This button is used to switch the splash screen. After pressing this

button, the screen shall be switched to the alarm interface.

Home i i . i i
This button is used to switch the splash screen. After pressing this button,

the screen shall be switched to the startup interface.
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parameter setting s ptton is used to switch the splash screen. After pressing this button,

the screen shall be switched to the parameter setup interface.

7.3 Parameter Operation interface

When entering the parameter interface, the following screen shall be shown:

R .larameter setting 17:23:57
location 0000 mm origin

take-upR outer | 0000 mm + =
take-upR within | 0000 mm + =
take-up L outer 0000 mm + a
leke-up L within | 0000 mm + =

return

7.3 Parameter setup interface

location | 0000 ™ |\ 4iqnjays the location of traverse.
Debugging

‘The English name of this button is Debugging, click this button, then enter

the Debugging interface. (Some models of this machine does not have this button, such as

if including the accumulator. Only the system controlled with the dancer has this button.)
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origin . . . .-
° This button is used to find out the position of the absolute zero manually.

After long-time running of the take-up, the position of the traverse shall show up an
accumulated deviation, which shall lead to the incorrectness of the position of the traverse.
So, when the position of the traverse is not correct, press the button, then the machine find

the position of the absolute origin automatically.

take-upR outer | 0000 m [Take-up R outer refers to the outer of take-up reel R. This is the value
relative to the original position of the origin, that is to say, when the cable runs to this

position, you need to change the direction.

take-upR within | 0000 mn | nsidle of take-up R refers to the inner end of take-up reel R.

+ |

|This button is used to fine adjust the position of both ends.

t
LIPress this button to back to the main screen.

The take up L outer and take up L within are same with take up R.
7.4 Operation of alarming interface

When entering into the alarming interface, it shall show the following screen:

alarm interface 10325300

10:20:59 Emergency stop 12/27/17
10:20:59 Traverse drive alarm 12/27/17

reset alarm length | 0000 m return

Fast Sel |




7.4 Alarming interface

10:20:58 Emergency stop 12/27/17
10:20:59 Traverse drive alarm 12/27/17

This region is used to show whether there is an alarm. When there is an alarm, it shall show
the time, date and the alarming information, etc; when the alarm is removed, the alarming
information shall be cleared automatically, but the alarm apparatus is still sending an alarm,

now, you must press reset button to remove the alarm .

alarm length | 0000 m

This parameter is used to set when (how much production

length is left) the take-up shall send sound-light alarm, which is used to remind the operator

to change for another reel.

reset

This button is used to reset the alarm. When there is alarm, please check the

cause of the alarm. Only when removing the alarm and pressing this button,then you can

remove the alarm.

return _ _
Press this button to back to the main screen.

7.5 Operation of maintenance and debugging interface
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7.5 Maintenance and debugging interface

(Notes:Some models of this machine does not have this button, such as if including the

accumulator. Only the system controlled with the dancer has this button.)

When entering the maintenance and debugging interface, the information shall be displayed

as above:

0.000 This parameter is used to adjust the P value of the take-up machine

in closed loop process; the bigger the value is, the faster the take-up reaction is. If the value
Is too big, it shall lead to the shake of the dancer, but if the value is too small, the action
shall slow down, then there may be situation as below: cable cannot be taken back, or the
cable is pulled too high. This value shall be adjusted in accordance with the size of the

take-up reel and whether the dancer in the take-up process is stable. The value set is the
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decimals between 0 and 1.

| Value 0. 000

This parameter is used to adjust | value of the take-up machine in

closed loop process; the bigger the value is, the slower the take-up reaction is. When
take-up is not very stable, you can adjust the P value and the | value to make them stable,
but the P value and the | value must be adjusted coordinately to achieve the best effect. The

value set is the decimals between 0 and 1.

Dance zero - The zero position of the dancer is used to set position of the

dancer.when the dancer is running,the bigger the value is, the higher the position of the

dance is . The value set is the decimals between 0 and 1.

Dance position DThe position of the dancer is used to show the current position of

the dancer. The bigger the value is, the higher the position of the dancer is. This parameter

cannot be set.

return

Press this button to back to Parameter setup interface.

7.6 Buttons on the operation panel

Left receiving/Right receiving: It is used to switch the take-up reel. When select

Left receiving, the take-up left reel rotates, otherwise, take-up right reel rotates. When the
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take-up reel is working, this switching button shall not work. Only when the machine is

shutdown, this button shall be function.

-
Start/Stop: It is used to start or stop the take-up reel. The red is stop,

green is start.

Single action/linkage: This knob is used to switch from single action to linkage.

When switching to single action, the speed of the take-up reel shall be adjusted by the
potentiometer on the panel. When switching to linkage, the speed of the take-up reel shall
be controlled by the accumulator or dancer, and the speed can be synchronous with the line

speed of the main engine.

evers

Reversing: When starting up take-up, press this button to change the direction of

the traverse. When the take up machine do not start, this button shall do not work.

: #
L A e

Left/Right fast row: It is used to move the position of traverse toward left or right

fast.

Starting point: When pressing this button, guide wheel of traverse shall be

returned to the outside of the take-up reel automatically. This button shall do not work

when starting up take-up.
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B Wire winding speed regulation:

It is used to adjust the speed of take up.

do not press this button normally.

Emergency stop: It can stop line at once when come across unexpected event,and

Power switch: It connects the power of take up after open it.
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Chapter 8. PRODUCTION OPERATION PROCESS
8.1. Turn on the power switch of the power distribution cabinet;

8.2. Start up the computer until the computer enters into system monitoring system

automatically;

8.3. If an error reminder appears for the communication between the PLC and the
computer, please quit the monitoring system, and restart the monitoring system

after checking and removing the failure;

8.4. If the user needs to choose the production parameters of optical cable this time
among commonly-used specifications; once chosen, please do not choose other
specifications again during the production, or else, it shall cause unpredictable

result; next, the user can enter into automatic operation screen for operation.

8.5. During the heating process of the extruder, clamp well the pay-off reel and adjust

the payoff tension.

8.6. Clamp well the take-up reel, check whether the take-up adjustment is on proper
position, startup “take-up” button, then rotate take-up reel at low speed, and

check whether the axle of the take-up reel is at the same horizontal line.

8.7. After heating,start the extruder,set the screw rotation rate , Extruder discharge
material in low speed,set the speed about SRPM ,after the temperature in each area
Is stable,then increase the speed slowly.and check whether there is anything

abnormal, if everything is normal, discharge material is over.
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8.8. After discharge material, reset the extruder, start traction and payoff, if there is no

alarming, start production;

8.9. Start drying device; pay attention not to splash water drop on the lens of the laser

gauge ; the drying device can be started up only when the traction running.

8.10. Confirm the whole production line is running at low speed at the beginning, the
screw shall flow the traction to speed up or speed down automatically in
accordance with the parameters of the cable diameter set by the user, the user can
make proper adjustment in accordance with his needs, until the outer diameter
meets the requirement (fine adjusted value is only valid to the startup of the screw ,
if a certain cable diameter has relatively larger deviation, reset the data in
production parameter interface); adjust the regulator potentiometer of payoff and
take-up to proper position, let the swing arm guide wheel of the take-up keep in a
proper position; during the process of production, pay attention to the position of
the take-up and payoff potentiometer at any time, in case of adjustment at any time;
after the equipment is running normally and stably, you can choose to run the

equipment at regular speed,;

8.11. If the motor is running at high speed, please do not shutdown at random. When
you need to shutdown the motor, first slow down to below 20M/min, then close

traction and extrusion.

8.12. When the production process is over, confirm all parts of the equipment are in
shutdown condition, choose Quit button in Normal production interface ,also shut

down the computer; close the power switch in the power distribution cabinet.
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Chapter 9. NOTICE

9.1. Do not plug in or out the communication plug of the computer at random. Plug-out
or the reversing order of the plugs shall cause the incorrect running of the

monitoring software;

9.2. Before running the monitoring software of the computer, please make sure the PLC

IS in running condition, and do not run it after running the monitoring software;

9.3. Please make sure the cleanliness of the lens of the wire diameter detector, and do

not splash water drop onto the lens, or else the measurement shall not be accurate;

9.4. Do not delete the software in the computer or alter the set of the computer at
random, or else the monitoring software may not running correctly; when shutting
down the computer, please shut down the computer as per normal operation steps
of the computer, and do not shutdown the power directly without quitting the

operation system;

9.5. If preset production parameter has greater deviation with the actual production,

please ask the professionals to reset, but not to reset it by yourself;

9.6. Under normal production condition, after click operation button, such as screw, by
the mouse, after the computer communicates with the PLC and after the PLC has
the action to start up or shut down the extruder, the result of the click produced by
the PLC shall be uploaded to the computer to be displayed on the monitoring
software, then after communicating twice between the computer and the PLC, the

change of the button status lagged slightly, which is normal; if the button status
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does not change after a long time, please check whether the communication

between the computer and the PLC is normal;

9.7. When clicking the mouse and inputting the data, please pay attention to the hinted

input range, in case of false input and re-input;

9.8. When the production is in its normal process, please do not put the mouse arrow on
any button, in case of wrong action to cause the shutdown of the motor; because
you need to use the mouse too many times to operate, please keep the mouse balls

clean;

9.9. When operating, please do not use functional operation buttons, such as startup and
shutdown frequently, in case frequent action cause the damage of the controller or

the motor;

9.10. When using the take-up or payoff stand, please pay attention to put the knob and

the swinging arm guide wheel in proper position; adjust it well and do not touch it.

9.11. If the equipment is not in use for a long time, check whether the driving medium
in all transmission parts of the equipment is loose before reproduction, such as the

synchronous belt and the chain, if it is loose, adjust the tension device;

9.12. Before startup each time, check the safety situation of the high-speed rotating
parts, for example, whether the parts and the screws in each part are loose, if they

are loose, tight them in time.

9.13. Before production, check whether each equipment meets the technical

requirement.
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9.14. Only in emergency situations you can use emergency stop switch to avoid

damaging the equipment.

Chapter 10. DAILY MAINTENANCE
@® Check if the motors have noise and shake unexpectedly.
@ The rotation part should be regularly injected lubricating oil.

@ Check if guide wheel rotate normally or not, check if the channel of guide wheel

Is smooth and cleaned or not.
@ Check if wheel of capstan is smooth and cleaned or not.
@ Check if the lead screw of traverse is normal or not.
@® Check regularly if all screws of equipment is loose or not.
@® Regularly inject lubricating oil for lead screw of traverse.
@® Keep machine clean.

@® Regularly change lubricating oil of gearbox of extruder.
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Chapter 11. WARRANTY PERIOD AND INSPECTION

@ \Warranty period is one year, we maintain for free during guarantee period if the
part damaged normally. In case the part is damaged by person or irresistible
reason or without warranty period, we aren’t responsible for the charge from

maintenance.
@ Some production fault can be displayed on the industrial computer,
@ Please contact us if you can’t solve the problem.

@ The maintenance should be operated by professional operator.

Chapter 12. COMMON TROUBLES AND TROUBLESHOOTING METHODS

Failure (Possible) Cause Troubleshooting

When running the 1. Tension controller is destroyed 1. Replace tension controller
production line, the
magnetic powder brake
cannot work normally, or

even be jammed.

Payoff is running 1.The position of the dancer 1. Adjust the position of the
abnormally. (displacement sensor) is incorrect displacement sensor
2. The displacement sensor is 2. Replace displacement sensor

destroyed or the thread end has
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insufficient soldering

3.The servo controller is abnormal

3. Handle the problem of the

controller properly

Production line cannot run

normally

1. Emergency stop without reset

2. There is alarming in production

line

1.Check whether there is any
alarming in production line in

alarming interface

Heating system is abnormal

1.The thermocouple has poor
contact or the earth wire is not

connected well

2.Thermal heater is destroyed

1. Check the joint of the
terminal and the earth wire, and

handle it well

2. Replace a new thermal relay

Traction is stopped

1. The setup of the controller is

incorrect

2. The controller is alarming

1. Correct to the correct setting

2. Find the reason for failure

alarming

Metering is incorrect

After removing the mechanical

problems:
1. Adjust the metering coefficient
2. The proximity switch

destroyed

1. Adjust the metering
correction coefficient in the

interface

2. Replace a new proximity

switch

https://delgosha.com
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