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The Quick Die Change System

The Quick Die Change System saves time and boosts efficiency in stamping

operations involving small volumes and large ranges of products, high production
costs and strong demand for quality. This system reduces the time needed to change
dies while minimizing the risk of damage caused to the dies. It helps to ensure
processing quality and better competition in today’s markets. This system has wide
applications in presses, plastic injection machines and aluminum stamping machines
and has won wide acclamation for the efficiency it brings to operations, the Quick Die
Change System has quickly become an indispensable accessory for factories of all
sizes to achieve the high levels of productivity required in today’s industry.
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Major functions and capabilities

The Quick Die Change System basically consists of die clamp, driven pump. We
are specialist in manufacturing in this field and offer total system solutions to
die-changing problems. We also fully provide after-sales service to ensure that the
system will be used to maximum advantage. The Quick Die Change System offers the
following specialties among others:

» User can select the correct size die clamp in accordance with the die set and

size of other equipments.

» Pneumatic pump utilizes multiple circuit controls to allow a variety

operation.

» Hydraulic drive is used to minimize power consumption.

» This unit is compact in size and very easy to install.

1
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Safety

Use only with specified power sources to ensure proper operation.

4 s A R il

AT M PR BAR R G H E A E S5 R IR 2 385, EAGE B SIREVHZ H,
RAAREIEHIBVER B K P20~21 8 ) i S HERR Ui B AL R 5, BV B IEH
BEHARNFEYE, V287 RE .

Restrictions on use of this manual

This manual is designed to aid the operator in how to use and maintain theQuick
Die Change System. It is not intended as a guide for repair of the system. If a problem
arises with the product, first attempt to resolve the difficulty using the specification in
P20~21 command. If this fails to solve the problem, contact our office for advice. Do
not attempt to take the system apart for inspection.
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Product Diagrams

Components and assemblies in the Quick Die Change System.

5-1 AR
hag: KEBH.
Die Clamper

Function:Hold the die securely & firmly in place.

5-3 SERAS 5-2 #1EM

hag: sh Rt [UEFMIEE . Thg: PR R G bR,
Power Units Control Panel z
Function: Source of Power, pneumatic pressure Function: Controls all operations of =2

is converted to hydraulic pressure for controls. the Quick Die Change System.
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Procedures for operating the System
4% E Installing the die

@ 1/E Ui Operation

1-1 FR 80 & 2R A5 L i S T8 22 T B L9 PR AR 2 [
With the crane or trolley lift the mold and moved to the place between twoplate
of the injection molding machine

1-2 & _Limsh AR

Combined activity side plate

1-3 R AL E

Adjust mould position

1-4 5 BORAAS, SR

Move the die clamp for clamping the die

@ 47~ Diagram

FEH T FAKFT5H
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Procedures for operating the System
{ENV Operation

@ #{FE 1] Operation

3-1 JHaE AR

Start operation

@£ /EUiH] Operation

4-1 PRMLES R, SERF LA

Operation completed, Change die
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Procedures for operating the System
BEH T Removing the die

@ #{FE 1] Operation

5-1 G, WEN SIS T,
Close die, Set up the mode of operation mode of machine for mode.

5-2 K i A s I ALE T .

Move the crane to the top of the injection machine.

@ #:{F 1] Operation

6-1 A E T My, Zi& bJh, BUREImr

Put the rope in hook, slowly rising, micro tightly

6-4 FAJT AR ZR I F2 T

Loosen die clamp, Remove die
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Procedures for operating the System
BEH T Removing the die

@ #{FE 1] Operation

7-138ATHLE, JHENLER AR SR E .

Run the machine and make the machine base plate and die separation.

7-2 g THE MY, AR BT R ek,
Let the hookrise slowly, put the die up to safety.

@ 1/E Ui Operation

8-1 IRFH G ERE A E R R ENE .

Use the crane or trolley will be placed in the die to the specified location.
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Operator notes

AL = BT
Phase of Operation Notes

AR RGURAARAT, T SEHA AR, 2 AR b AT Rl 22 42
AR LN CRIFTIERAE, RENRAZD.
il Before using this system’s clamps,fist confirm thatthe thickness of the die base

Before operation | are within the safe operating limits for the machine(if it is too thick,the clamp

can not be clamped ,if it is too thin , the die will not be held tightly).

I AP R, T SR E LA G4

Before loosening the clamp, first put die together.

2. SRART, WRALITA RARES R E B CAL .

o Before clamping the die ,check to make sure that the die clamp is in the proper

E’E'ﬂfﬂ‘j’ position.

During operation | 3 yEHIHFIRIEALAT, #RMEFZ “HBHRIN FHRELET “U1” Mg
CERFITERD .

Before operating the injection molding machine,the “confirm diechange”switch

should be at off(Please pay special attention to this point).

1. BRAEVEZENLEY, iB5efemias (EE\EshE) 1Eg), REHA.
Before operating the injection molding machine,check & set the fixed and
moving clamp to confirm that the die is firmly clamped.

Bt 2. ERMEREREY, L. (FP6308U-210-250kg/cm?)
Duringdie Ensurethat hydraulic pressure is enough and there are no

clamping leakage(FP6308U-210-250kg/cm?).

3. TIEREZS AW, (Skg/em? L )

Is air pressure sufficient (At least Skg/cm?)?

ER: AR QN ELE) AMERA RGNS, 154 [ 2 S SR T B T AL E
DAy FELE 1 152 5
Note:when the system is not being used for a period (two hours or longer),the fixed/moving switch of

the clamp should be set at ‘clamp’ to prevent overheating of the magnetic valve.




=P

SL..INI:".HINFI

j] PRECISION MACHINERY

ARETH I ) 1A HLBAT PR 2 7

8 R 148 12 il 8 Ul B
Layout of the control panel
8-1 faj B A R ME = A8

The simple control panel

o FBRAFIEHIFANAIESRME RGNS ER, SRR D, EFE (8-1~8-6) NER
HHIHREDIRE, I (8-7~8-11) AT DALt . CHEg I SR 4 W %)

e The control panel offers an interface to monitor and control operation of the Quick Die Change

System.The upper half of the screen (line8-1~8-6)displays automatic functions while the lower

half (line8-7~8-11) is used for operator-controlled functions.(Circuit diagram and wiringdiagram

in Appendix)

—

8-1 CHANGE STATE

8-2 DIE CHANGE

THEA BARE  EERER

|

LIPS
ARE

8-4 ABNORMAL SIDE CLAMP

8-5 STAND BY

] e %
H&H%E HAR¥%

- 8-3 CIRCUIT SAFTEY

8-6 FIXED ABNORMAL

|

LRI IPS

8-7 FIXTURE CLAMPING
ACTIVITY SIDE

R IPS
BRIt

8-9 ACTIVITY SIDE
CLAMP TO LOOSEN L

dza kit AXE

[ € %

SIDE CLAMP

8-8 FIXED SIDE

SUNCHINR
WL L0 Oy

] 5 Ul 3
MER  ANF

FIXTURE CLAMPING

8-11 FIXED SIDE

8-10 ALARM

CLAMP TO LOOSEN
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Control button

{5 FH
When used

!

Notes

8-1-1
A A
Change state

(H3ER)
(Auto function)

AN NS, I, ARG SIEEHURALR
B, ATEHAT LA L

Light comes on when ‘die change confirm’ is at “in”,
Light functions independently of injection molding
machine operating system for die changing.
BPAFNNYIN, TR, KRGS EEHLRL,
ToVEAT R A HAR L

When the ‘die change confirm’ is “out”,the die change
system is tied to theinjection molding machine operating
system .Die cannot be changed,andlights for fixed and

moving die locks will shine.

ARG NI, R RG GIEEHYLUb R, 7]
BEAT R B AT e
when ‘die change confirm’ is at “in”, functions

independently of injection molding machine operating

8-1-2 TP AS ) :

WL e When die is to be systen}+ for‘ d1:e changing. . \ N

Dic change changed %ﬁﬁ%mﬁﬁmﬁ,$§%5EEM%m,%&ﬁ
oy B (N
When the ‘die change confirm’ is “out”,the die change
system is tied to theinjection molding machine operating
system .Die cannot be changed.

- X TR

[e] 2 DR

Circuit safety

To protect the circuit.

8-1-4
sl e H
Abnormal side clamp

(H3ER)
(Auto function)

TSGR AR IR FFRABURE, R E Bl 2>
PIOL B R R kT S, AR AR IR 2 R I
When the ‘die change confirm’ is “out” and activity die
clamp is not secure,the Error light will come on and

buzzer also sounds.

FEHHBLRZE T, T3, HURFTBUIER ST HBoRE

8-1-5 e T, TR, ATEEAT HRLERAE
e Ar (H3ER) L .
& e ( Auto function) In the non - mode state, the lamp is bright, the machine
uto function
Stand by tool can run normally; in the mode, the operation of the
die can be performed.
8126 [ e RS R PR IFRBORTS, RIE IR 2
. - o T Ar B, 5 AR KT S, AR s IR 2[R N e
I ] e 2L e (HZh &R
N Eavan MELZIN

Fixed abnormal side

clamp

(Auto function)

When the ‘die change confirm’ is “out” and fixed die
clamp is not secure,the Error light will come on and

buzzer also sounds.

10
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Control button
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When used

!

Notes

8-1-7
h A e BJge

Abnormal side clamp

BERERL G, SR RS
To tighten die after it is

in position

ML KBY, JeMigs ke Bimahti)e, 75,
Pressing this key,tightens the activity die ,and a light goes

on.

8-1-8
[ 7 ] e L e 5

Abnormal side clamp

BREAL G, S
To tighten die after it is

in position

%M KEY, Mg EREEr)E, 5.
Pressing this key,tightens the fixed die ,and a light goes

on.

8-1-9
T B e Bat

Abnormal side clamp

FATHAGEELI
When activity die to be
changed

%M KEY, EEIERBGATT G, 4T 5.
When key is pressed , activity die is loosen and light goes

on.

M S ATAT SRS, SRR, SR AT KA,

e CELES S48 1 50 L

Alarm (Auto function) When the error light comes on ,the buzzer sounds; When
the light goes out ,the buzzer will stop.

8-1-11 LA LI MW KEY, @RS iITE, 5.

[i5] 5 ] e B AR TF When fixed die to be When key is pressed, fixed die is loosen and light goes

Fixed side clamp changed on.

11
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The split type control panel

o IRAFFEHIFMNAPEII RGUREBoR, SRR D, R (8-1~8-12) NER
H5HEREDIRE, T (8-13~8-21) N TR IReftd . (g B SR - WM 50
e The control panel offers an interface to monitor and control operation of the Quick Die Change
System.The upper half of the screen (line8-1~8-12)displays automatic functions while the lower
half (line8-13~8-21) is used for operator-controlled functions.

e “*”denotes optional accessories .If the accessory has not been installed,the button will not

function.(Circuit diagram and wiringdiagram in Appendix)

TERT HARM RERT REEE

8 -1 Power source

— 8 -4 Reset
8-3 Error light

Th TH
e BemT  BEETR ge

8 -5 Upper clamp insertion ——mw——
8 -6 Safe Light 8 -7 Lifter rollers light

L EHE TH T
#%iR $HE HE %iR

8 -2 Die change

— 8-8Lower clamp inserion

8 -9 Upper clamp extraction — — 3-11 Lower die lock

8 ~10 Upper die lock —1— 8-12 Lower clamp exiraction
@ EHE

i L

8-13 Die—change confirm — 8-14 Buzzer

— 8-15 Manual / Automatic

BfEE
LEUE wpz b TEIRE

8-16 Upper die clamp 8-18 Lower die clamp
8-17 Lifting rollers

LERE  BORBIE  THEEE

& 19 Upper die to be loosen | 8-21 Lower die to be loosen

8 -20 Suipping switch

T ESIHUMI R AR 7 2R 42 1) R DT — 35080, iR _EASE S VSRR SRR R, iR
L5 AL E AR S

Note: injection molding machine and punch of the split type operation control box page is
consistent, the punch on the mold and injection molding machine activity mode, press the mold

and injection molding machine fixed mold.

12
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Control button When used Notes
8-2-1 SRk N . . _
5 — /E‘\EE“/\ y ON H‘ ’ E A= ( \/\é A :‘LZ_{ )o
ZEN BN Power available light R T, BT CRA R

Power source

shines when power on

Light is on ,when button is pushed “on”.

ACHAERINIT NI, AT 5, ARG GBI
B, AT LA L
Light comes on when ‘die change confirm’ is at “in”,

Light functions independently of injection molding

8-2-2 (HEET) machine operating system for die changing.

e e s EUNTZAN N e 3 T AL vedTTec NN .

F L AT ( Auto function) HPANNYINS, TR, KRGS EEHLRL,

Die change TE AT B R A AR
When the ‘die change confirm’ is “out”,the die change
system is tied to theinjection molding machine operating
system .Die cannot be changed,andlights for fixed and
moving die locks will shine.
[ TG B AR EE — SR OREFABUIRES, RIE

823 BN DAL BN, WA R AR kB RER IR

. CELES NEITLTn

lj; 1E,V1:t (Auto function) When the ‘die change confirm’ is “out” and either die

rror li
8 clamp is not secure,the Error light will come on and

buzzer also sounds.

8-2-4 i _—

i CEREEZ:D) AR fa, MR .

F 2 . .

Reset (In case of problems) | Press this button to reset after correcting the problem.

ese
8'2'5 S el 2y 1N
T TEENEE AL, B
. .| BhIRE Bt B BhHERIGL L QML.C.S, 12U KEY JUVE B A5 e fi &5
Activity clamp insertion Wh fivity cl . .
Ly e g e en activity clamp is o
EERINCEI T Y ey . .
ey to be clamped tightly Press the Q.M.C.S key to automatically insert the Activity

Key for auto insertion
of fixed clamp

When activity clamp is

to be lowered

clamp.

8-2-6

TR

Safe light
BRI EAE
Indicates okay to

operate

CHBIERD

(Auto function)

A IE SRR IR ] R AR KEY AT & i, AT 755
2, FR AT IEH L.
When the activity and fixed die lock lights are on,the safe

light shines to show that the press can be operated.

13
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Control button

{5 FH
When used

!

Notes

8-2-7

HAIER

Lifter t rollers light
TRIR B AS
DOWN/UP R4
Indicates up or down
position of die

(HBER)
(Auto function)

MAEBIERSE UP L8, (5.
MAHLEEE DOWN (i E, 4T K.
Light comes on when the lifter rollers is up,and goes off .

When the lifter rollers is down.

8-2-8 [P 5 s, S [
e 5 A5 iy 22 5E A L B bt B BRI Q.M.C.S, 2L KEY I [f] 7 B e A 2
Fixed clamp insertion When fixed clamp is to | A
H 23k [ e 25 4%4E | be clamped tightly Press the Q.M.C.S key to automatically insert the fixed
Key for auto insertion When fixed clamp isto | clamp.
Of fixed clamp be lowered
8-2-9 N .
SR AR EET, 353
=] He f N — ST Y N =) JHe He
- A A BRI I Bt EZhHEREL . Q.M.C.S, £t KEY JUIE S5 R A% 25
Activity clamp o ) .
) When activity clampis | J5iB.
extraction to be clamped tightl Press the Q.M.C.S key to automatically extract the
o e e e B obec M.C. u X
[ 539 e PEORERY T g g
i i When activity clamp is | activity clamp.
Key for auto insertion .
to be raised
Of fixed clamp
8-2-10
AR
Activity die lock - N - N, . g
RO PR A | Bl KEY M, K735, S BORs Te vk R T
e T KIAFR
Safety lock during Light comes on when this KEY is pressed . Tighten and

{3
Lock activity clamp to
make sure upper die

will not move

Operation of the inject

loosen commands no longer function.

8-2-11

5E AR E

Fixed die lock

B[] 5 A
SE MBI AS ANRE
1E

Lock fixed clamp to

’{i

prsy

make sure fixed die will

not move

(ST e A
Bl E
Safety lock during

Operation of the inject

MW KEY B, X5, T[] A e Mg JE i e AT
FRESEFE2 o
Light comes on when this KEY is pressed .Tighten and

loosen commands no longer function.

14
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Control button When used Notes
8-2-12 [ 5 A A L B TS
fe] 7 A IR SERE AR IR ERITIS | M EZIHERIGIZ QM.C.S, %tk KEY T [&] & BB 2%
Fixed clamp extraction | When fixed clamp isto | J5i&.
i [ g A e 4 be clamped tightly Press the Q.M.C.S key to automatically extraction the

Key for auto insertion

When fixed clamp is to

fixed clamp.

of Fixed clamp be raised.
2-1 BT “U)7 i, ARG HEHWHIRHL, BRiG s/
SERBUE KEY Z8h, it ek £ (RonA
8213 REHAE) o
i When this key is at “out”,the die change system is linked
BB to the in'ectioB; molding machine and rglo k}; s except the
TN T4 ki FL o s o
. o activity/fixed lock key are operable.(The die cannot be
Die-change When die is to be
Confirm(out/in) b d changed).
onfirm(out/in change - Lt e e
" X 22 BT “U1 W, ARGEHEBHEGE, A
S VIEISIPN

Die-change switch

KEY B A #fF. GRaRT] BLEATHiffall) .
When this key is at ‘in’ the die change system is cut off
from the injection molding machine and keys can be

operated.(The die can be changed).

8-2-14

AR

Buzzer
SRR
Indicates improper

Operation or status

(HZER)
(Auto function)

YR EAR T S, B AR RN, R AR AT K,
B A% B s e R R .
When the error light comes on ,the buzzer sounds;When

the light goes out ,the buzzer will stop.

8-2-15
ERZNEE

Manual/automatic

A BRI QM.C.S BT KEY T-FaIit, i&3)
/T E R SRS T HE, JRIR SR B P En . B
THZILER, % eI KEY, T3S s/ €
BRAR  ShATE AL, TR . $is Bl [ 8 R
R, Ui g BB, IR (Bl &AL
Q.M.C.S has an automatic push-pull piston. When the key
is at manual,the activity and fixed dies can be inserted or
extracted and the die is loosen as separate
operations.When the key is at automatic and the activity
or fixed die clamp key is pressed ,the corresponding die
will be inserted to its proper position and clamping will
begin.When the activity or fixed die loosen key is
pressed,the die clamp will automatically loosen and

return to its position.

15
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Control button

{5 FH
When used

!

Notes

8-2-16

T BRI

Activity die clamp
PSSR AR 255k
EHRA

Controls clamping of
the activity die

WA R AR, 2
P3N )
To tighten activity die

after it is in position

ML KBY, JeMigs ke Bimanti)e, 752,
Pressing this key,tightens the activity die ,and a light goes

on.

8-2-17

PR
CFFE-ETH

Lifting rollers
(DOWN/UP)

ZESIES

Down-up switch for

lifter rollers

PR RS AN R
When die is to be
extracted/inserted

MAERLEE KEY #E T UP (LB, WHAT R, 2594
aTHE CAJ7 (R AN B AR E D .
When the lifter rollers key is in the up position and the

light is on,the lifter rollers will rise.

8-2-18

] AL e A

Fixed die clamp

][] R A e A 25
EHRA

Controls clamping of
the fixed die

[l s A AR L e s i, 22
P33 )
To tighten fixed die

after it is in position

L KBY, JeMigs e B Em)m, 75,
Pressing this key to tightens the fixed die ,and light goes

on.

8-2-19
T SRR
Activity die to be I N, .
oy T A Hilk KEY, VESMIHATER AT 22
e When activity die to be | When key is pressed , activity die is loosen and light goes
e SRR Y ene
JFHLA ¢ '
Control of loosening
activity die
8220 LB 9% F T B A R RO s b FL R 5 98 ON-OFF
- iy
kLT ON-OFF
! ﬂﬂ:ﬁ% . This switch is used for the power source on circuit boards
Stripping switch i . Lo
and material extractors in hydraulic drills.
8-2-21
SEREIAHEL
Fixed die to be loosen | AT i fi FL A ¥ KEY, [ EBRBEIA TG, T3
P | [ 8 IR ABLESH4 | When fixed die to be When key is pressed ,fixed die is loosen and light goes
AR o= changed on.

Control of loosening
fixed die

16
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Regular inspection
W S1EM AT S A HE i HAL, TR RGN IEH 1.
Always check the indicator panel for any irregular before operating the system.

4. 184
Recovery board ———

A 5.463LTH%
Oil crankcase

I LA
6. HLpERE g e B B B . Two — point set
Magnetic valve L ; = Sr’ ;* 5 - ‘|
WO i j—

1o
o

8 EAITR 3. kA
Pressure switch =——— Pressure meter
2. PUMP Bk
Pump
7RIS
Air control valve
9. Mt
Oil gauge
R AL BN RAIE
Assembly Required inspection
LIEE R & Bor
If the sliding switch is pushed “on”
2ARRIE ARG R, HA R H SRR
1. A Is air pressure sufficient?If not,and just pressure using the regulator
Two-point set 3.HBHAKR G IR, NEA R 2 K5
Is automatic water system functioning normally, and is there too much water
4 HEM A, Pt
Check for punctures or leakage in air hoses
LATANE GTAE) BLR
2.PUMP Ffk Dose pump run continuously without shutting off
Pump 2HE T H TR, YAt
Check for punctures or leakage in air hoses.
3ETIER LA KMREORE, ®IKAA RS 2 ER R
Pressure meter Is the pressure too high or too low?Level can be adjusted by the two-point set

17
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Regular inspection

RAERAL S BN RAIE
Assembly Required inspection
4. 191 B AR LNFRAA A, R R
Recovery board If there is any inside,it can be released by opening the air valve
5. A LiFORFFANRIE R, &R

Oil crankcase

Wipe the external occasionally to keep it clean

6. FELH 1]
Magnetic valve

LHSKATCRA S, HEA TG

Check for loose connections or wires turn off

7%
Air control switch

LALRMIER, 1R26 )
Check for oil leakage and ensure all bolts are tight heck

8.JE J1HF %

Pressure switch

LEELA TR s)

Check for loose connections
2ALIHIMER

Check for oil leakage
3R B IS

Check for loose or bare wiring

LM EREFE F/FIR (HL) 208, 2T FiR

9. M I B Keep the oil level within the indicated high and low limits
Oil gauge 2 VAT IR 0 AR A 9 VG32-68 B[R] 45 2 gk
Add R-32 or equivalent fluid as needed
LB SR R e & E, Aot
Are high pressure hoses and connections joint tightly? Any oil leakage?
10. B 45% 2. Je b as AT Jo i ith
Clamp(TX/TY) Check for oil leakage in the die clamp assembly
3. Jep gt 75 RS
Check if the clamp motivated
LB SR R e EE, Aot
Are high pressure hoses and connections joint tightly? Any oil leakage?
2 2LES A T I
1125848 Check for oil leakage in the die clamp assembly
Lifting rollers 3RS AT IEH H )

Dose roller wheel turn freely?
4 G O TR

Do lifter rollers rise up?

18




ARGETH I ) 1A HLBAT PR 2 7

5 Jebilison

PRECISION MACHINERY

10 ARG RFE VLA

Routine maintenance

TRIRERAL TRIR R RIR T RIELR &V
Part serviced Frequency Method used Tools used Notes
NN . RKEFBNTT R, FeTT &K
HIRWEHERP | orz sk
ZRAEAE 1 Z K45y . )
. . . Open sliding switch,turn on
Two-point weekly Check if there is excess
] o ) the valve at bottom of
Assembly moisture inside visually. )
collector to drain water
Wr BB A LT AME
- % W1 2 iR HERR (Q3) Ab3E
ik 1A ) | R @
Listen to check if the Follow “Q3” in trouble
Pump weekly ) . .
pump operating shooting guide
continuously.
S S AR AN R \ e FH AR s A #54K
- . 1 B R o
Pump and oil : Clean with cloth or paper
weekly Wipe to keep clean
Pan covers towel
. A TRE), BUE .
ceRvA 1 ™A . Tk T
) Ensure tight . .
Magnetic cap Monthly L. Phillips screwdriver
closure,adjust if needed
. A TRE), BUE .
EVAPIES 11H . TR T
. Ensure tight . .
Pressure switch Monthly L Phillips screwdriver
closure,adjust if needed
o S O SR A BEL BB EA
T, B B BEOR, B
Jetbias B s By
(TY/TXD) 1 ™A Check for oil leakages in | M14 - H#F Please don’t over
Mold Clamp Monthly high-pressure hose and M14open wrench strengthen when
(TY/TX) connector. Tighten tighten,a little
connector or replace hose pressure is .
if needed.
TRHFFIE HIL EFIRZ
], A ErE
MiiNTha 14H Keep oil level between | VG-32-68 Jidi 1H f ik =)
Oil gauge Monthly H and L marked on VG-32-68 oil and funnel
windows by adding oil
as needed.
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Troubleshooting
QUARAEA TS ?

No display in the control panel?

R AL YRS S E ON A2 .

Ensure that power switch is in the “on ”’position.

Q2 BER WS W, BTV EAE

Control panel display is normal but system can not operate?
% A RAST BT RES EIT.
Ensure that the sliding switch between the two-point set is on.
Q3. FZIHITAME CEA IR

Pump runs continuously?(and no signs of leaking fluid)

e AR T T rP AR A AR, A B I AR A R ST
RN E, BB,

Check fluid level indicator to see if fluid is too low.If level is normal,turn the
release valve to let out some of the air in the pressure line.

Q4. RARER T I A A2
Clamp dose not hold die firmly?

B AR LR AR B R T A S A nT AR ML R VE N (AT g2
JERAR 5P )

Ensure that the thickness of the die base is within the specifications for the
clamp.(Die base may be too thin)

e DA 7 v B To v HEBR T B i, 1 S I8 AR A ) B A AL .
If the above actions do not take care of any problem with the system,call our offices for further assistance.
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Troubleshooting
Q5. Eeigs b, TR TIRENE?
Clamp does not hold die firmly
SR RPRSELARITOC CofD), N IR AT IR IEH

Turn off die lifter,and then lower die clamp will return to normal operation.
Q6.2 B 38 TR TS I 2
Die lifter does not rise
B AT PR A ORI key) USRS IKE IEH
Loosen lower die clamp.and then die lifter will return to normal operation
Q7. =R ENAE, I ITEAKML?
Air pressure is insufficient and hydraulic pressure too low?

% Bl A S FIENA RS, RS, Bk, HVIER
JIUE = = 4= Rl | DA ) R s
CRTT TR e & PU A7 BN MBI B 5O

Check to see if the air compressor is turned on and air lines are free and clear.If
there are no problem with the air supply,inspect the air pressure regulator on top of
the two-point set and adjust the pressure as needed.(Check to see if PU hose

has any puncture or leakage before adjusted.)

e DA 7 v B To v HEBR T B i, 1 S I8 AR A ) B A AL .
If the above actions do not take care of any problem with the system,call our offices for further assistance.
21
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Appendix
12-1 7 5 S\ R 1 12 i A LB B SR ek

The circuit diagram and wiringdiagramof the simple

control panel

) | | -
S0 su|7 51 s1L 52 szL ca
©) G) a G) )
K3 | Clzj| K5 | I:.Bj| a4, cIs | C.|17‘ ci | cn 7 cl1 |
@)
Ka Y Ké 7 @
9 & € & e @
cis
i® L. K4 L: K K L:
=2
-+ 2av O
%3 %4
ithE | RS e A e AERE | il HERE e A
wESEAE | s E‘?;EH%“ ke |mswmenT | o ﬁﬁgﬁgﬁ* en ﬁ’*’gﬂ* s
= R EWTET B B M2 B e
i 51 15 K5 £ L3 Hha2g CI2 i KAl
ENMRES EMEERT AR SERNATTE AR
H* 52 Eiﬂ K6 1]. 14 EEE CI3 m KA2
EE W% N _ | s
ATie K3 s AT L1 [Ekagr3ia FU 1 CJ4

FL i ]
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The circuit diagram and wiringdiagramof the split

type control panel

52 @
R SLFL3A %= ®
—Tmf_ F3 5A 424V
! [ [ bast Lem |
| o1 gy 8 fast faps2 |, [, fapss e
| P 220V 24V | o R1/ Re
| AR |
| 110V — |l RI
| An L] By By RO | '
| ov ov WLO) WL1 WL2| WL3| WL4 YL1 WL5 GL1
| 100k TR1 R1 R2 R3 R4 R
| p2_ R2 100VA 24V
T~ @ ®
F2 3A
*1 *2 #x3 EX
st & EF At s sutr &R s stk &R atHES st & atrHs
REHX s1 EEEHHX Ps3 TEEERT WL4 THEHHERE R2
EREEE 52 HETERHAX KS1 EEERT YL1 REEHHERE R3
i Fl. F2. F3 FEHEEHX PB1 BHEZRETRIT WLS HEZREMEE R4
s H R1. R2. R3 PR | WLO B #ERETR WL6 B HIE S RS
Edins TR1 t#ERERT WL1 E=ippd] GL1
TEEHHX Ps1 T#EETLT WL2 fubE-Eed] D1. D2. D3
TEEHAX Ps2 L#ERERT WL3 THEEHERS R1
FHL i P —
® PR
R4 R9 R10 R11
.*.
L}M m}l R4] PB4 g5 l Rﬁ] RJ PCS1
R2 24 il @
@ I_EB§ R10
P @ @ @ @
R5 RQW R6 RIO] R2
WL7 26 (1) 34)
@‘D %i) © (ko) (19) (k) " %D
©®
ER =6 *7
TLHER TS TLHER TS TLHER TS
THESES RS R6 TESEERIT WL7 THE#FX PB6
BEER L 25 RS SEHERIT RL1 THEERFX PB7
SRR R9 THEIMERX PB2 REAERX Cs1
T ihs haE R10 FREERFX PB4
RAE A RS RI1 AR PB5
LR
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