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2034 INTRODUCTION

FOREWORD

This manual consists of a number of sections. Each section
describes the aperation of the relevant part of the wmachine.
A section comprises a text followed by the accompanying
figure pumbers. The text refers to these numbers. For
tecknical reascons, actual oparation may deviate from the
description given.

The directions in this menual assume production by a right-
handed machine: in other words, if one faces the Ingtrument
panel of the mechine, the production flow is from left to
right.

For a good understanding of the machine it is highly
recommended that the entire manual will be read through
refore starting produeciion. Reading the manual in advance
will prevent unnecessary searching in the relevant sections.
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GENERAL

The functior of the machine ig the packaging of products in

what is known as a "flowpack”.

The Pack-6 packaging machine consists of the following
components:

- Drive

- Infeed table

- Folding box

- Foil tower

- Sealing table

- Crimper unit

- Discharge conveyor

FRINCIPLE

Eee Figure 2034.1

The products are carrisd egually spaced from cne another by
the infe=d chain on ths infeed table {1 In Fig. 2034.17.

& reel of packaging material {= foll) is attached to the
foil tower (3 ia Fig. 2034.1). The foil is folded into a
tube by the folding box (2 in Fig. 2034.1}. The product is
then slid into the tube in the folding box. The sealing
table {4 in Fig. 2034.1) transpcorts the foil and senls the
foil tube longitudinal {(finseal).

The product is now encleosed in a sealed tube of foil. By the
crimper unit {5 in Fig. 2034.17 the ends are seaied and cut

through.

The packaged products lesve The packaging machine by the
discharge conveyor (& in Fag. 2034.13.

Key to Figure 20341

Infeed table
Folding box

Foll tower

Dealing table
Crimper unit
Digcharge oonveyor
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2060 INSTALLATION

See figure 2060.1

When the Pack-6 wrapping machine is delivered, carry out the

following procedura:

- Remove the packaging from the Pack-6.

- hssemble the infeed table to the sealing table frame
plates (3 and 4 in figure 2060.1) and the Pack~6 frame,
using the bolts supplied.

- Fit the drivechain round the change-over chalnwheel (5 1n
fig 2060.1).

~ Check the oil level in the reduction gearbox.

- Check the main voltage (see identity plate on the
machine and the wiring diagram}.

Connect the cable for the emergency stop push butten (in
junction box under the inpput tahle).

- Connect the mains supply cable (by an authorized
electrician).

- when starting the machine please pay attention to the
direction of rotation, because of breaking of the pushers.

- Set up the Pack-6 for the product to be packed using the
setting list.

TEYOPHRARHM ~2060~1~






2090

TECHNICAL SPECIFICATION

GENERAL

The specifications here refer to a Pack-6 as stated in this

manual.
There may, however, be detall differences.

MACHINE CARPACITY

The mechanical capacity is the capacity at which the machine
can run without foil or product.

The mechanical capacity of the Pack-6 depends on the number
of crimpers and the pulley disc fitted.

Drive pulley size Number of crimpers capacity
2hG 1 25 - 60
144 1 44 ~ 106
250 2 50 - 120
140 2 88 - 212

The wrapping capaclity depends on the foll speed, the qualirty
of the foil and the characteristics and size of the product.
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FOIL

See fig 2080.1
The Pack-6 can be used with =lastic or non-elastic foil.

Maximum foil width : 500 mm
Maximum reel diameter (D max) : 320 mm
Foll reel inner core (d} t 70 - 76 mm

The Zoil transport (the rollers) which is adjustablie, has to
be such, that per phase of the machine a distance will be
transported which is equal to the cut-off length.

befinition: & PHASE is the cycle of the
packaging machine in which
one single pack is produced.

The cut-off length is determined by the distance between
centres of the cutter spindles, the number of cutters per
spindle, the cutter widfth and the package height.

The dimensions given below are for a product height of 0 mm
and a cutter width of 2% mm.

Single crimper:

centre dilstance cut-off length

crimper shaft minimum maximum
105 80 380
1325 85 488
159 990 574

Double crimpers:

. . et et e
centre distance ! cut-offi length E
crimper shafr minimum MAK LI i
105 45 175 j

135 48 230 j

e e j

Triple crimpers:

¥ length

centre distance i cut-0f
crimper shaft L minimuam max 1mum

1G5 35 1310
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Cut-off Length.

Cut-oti length = product length (L) + 1.25 x product height
(H) + 2 x cross seal size (R).

Foil width,

Foill width = 2 x product height {H) + 2 x product width (w)
+ 2 x length seal size (P + 5 mm).

NOTE: The given values can deviate in practice, bhecause in
theory measurecments arce taken from a rectangular
products.

The calculated values arée only for a test reel,

POWER CONSUMPTION

Maln motor 750 Watt.

Sealing table 700 Watt per pair of heated rollers.
Cutter group 1200 Watt per pair of crimpers.
Pre-heating 500 watt.

{(optional}

Power voltage: See wiring diagram.
Control voltage: Ses wiring diagram,
SIZE AND WEIGHT

The sizes and weight of the machine in the execution as
degcribed in this manual.

Lenght : 3510 mm
Width : 9955 mm
Height : 1755 mm
Weight : 800 kg

TE VO Y HARM ~2080-3-
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2124 DRIVE SYSTEM

i3 GENERAL

The electrical motor drives The main shaft of ths packaging
machine via a reducer and the overlcoad clutch.

The main shaft drives the following parts of the packaging
machine:

- Infeed table and discharce conveyor
- Sealing table
- Crimper unif

Xey to figure 2174.1:
Mairn motor
Reduction gearbox
Overicad clutch
Main shaft

Belt variatcr

Seal table dryive
Fhotoocell clunch
Dear Dhox

Infeed chain drive
Infeed chain
Crimper unit drive
Cischarge conveyor drive
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MECHANICAL SPEEI

The speed can be set using the hand wheel (1 in
fig 2124.3):

- Anti-clockwice : higher wrapping speed.

-~ {lockwise 1 lower wWrapping speed.

The mechanical speed range can be changed by replacing
V-pulley (1 in fig 2124.2) with v-pulley (2 in fig 2124.2).

.

See chapter "Technical specification'.

For the packaging speed: see the setting list.
Mote: Do not run at a too low speed, bacause of guick wear
and tear of the V-belt,.

MACHINE ZERQ POSITICON

All values in the setting 1ist concerning to the moving
parts, are stated with reference to a specific position of
the Pack-6, namely the zerc position. This zero position can
ke found on the disc (1 in fig 21%24.4) in the door on the
front of the Pack-§.

1f the zerc point on the disc stands level with the
indicator (2 in fig 2124.4) behind the window in the deoor,
the machire is in the zero position.

when the machine is set fo the zero position the prozimity
switches €41 (1 :in fig 2124.5) and 542 (2 in fig 2124.5)
located on the command shaff, are situated above the recess
of the cams (3 and 4 in fig 2124.5).

ack format, first inch the
set un the machina in
gs list.

50, when you want to charige the p
Pack-6 to the zero ; a
accordance with the

OVERLOAD CLUTCH

o

An overleoad clutch is fitted in the drive gystem (3 in fig

2124.1).

When the drive system is overloaded the clutch releages and
activate a swiich which stops the machine.

The inch butteon on the control panel is used to reset the
overload olutch in the drive systewm.



i

INFEED CHAIN AND DISCHARGE CONVEYOR DRIVE

[

The infeed chain is driven via the change gear by a chain
from the main shaft.

The infeed chain is tensioned at the start of the infeed
table with the return sprocket,

The discharge convevor is driven frem the main shaft with
the same chain that drives the infeed chain.

The sealing *able is driven via @ belt variator. This bhelt
variator drives the hollow shaft via the shaft and gear
wheels., A ccnical gear wheel is firted on this hollow
shaft. This gear dr**ec the sealing table via the universal
Jjoint.

The machine is executed with a spot correction., The sealing
table is driven via gear wheels and an electromagnetic
clutch. See the chapter "Spol correction™ for the operation
of this.

The speed of the sealing and pulling rollers determipes the
cut-off length of the wrapping material. This speed can be
sat by turning the clock kneb to change the drive ratio of
the belt variateor.

Anti-clockwige: Longer cut-off length

Clockwise i Shorter cut-off length

CRIMPER UNIT DRIVE

The crimp@r unit is driven by chain. The speed of the
crimper unit cannot be set independently of the other
components of the Pack-6,

TENYV 2P HAMARM ~2124-3-



MAINTENANCE

Change the oil in the reduction gear box after the first
month. Check the oil level every yeaxr and top up if
necessary.

Recommnended lubricants:

- Shell, Gmala 150
=50, Spartan EP 159
- Mobil, Mobilgesr 9

Curve rollers, threaded rods, chains and gear wheels must be
checked every two months for sufficient lubrication. Remove
old grease and regrease lightly.

Recommended lubricants:

~ Shell, Carnea B3
- Esso, pPenoled R 2
- Mobil, Wisglite extra heavy

most of the bearings are greased for life and do not have to
be lubricated.

It is reconmended that thesoe bearings are replaced every wo
vears.
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2150 INFEED TABLE

SIDE GUIDES

The side gquides (1 and 2 in fig 2150.1) can be adjusted
widthwise.

The distance bhetween the side guides (B in fig 2150.1) at
the folding box may not be more then the width of the
folding box. Set the distence between the guides (A in fig

150.1) wider at the start of the infeed teble to make
product infeed easier.

CHAIN CONSTRUCTION

The infeed chain ls constructed of:

- %" hollow type chain
- gcarriers
- pushers

The distance between 2 carriers is called the "pitch®. The
pitch 1s expressed as N » $"*. see fig 2150.2.

The carrier (1 in fig 2150.2) is fitted to the chain by a
pin {2 in fig 2150.2}%.

The pusher {3 in fig 21536.2) is fitted in the carrier with a
pointed grub screw (4 in fig 2150.2). The pointed grub screw
must not be fitted too tightly in the plastic carrier.

with a chain with different pitches or a pitch with
different pushers, the pointed grub screw 1s replaced by a
spring leaded grub screw, so that the pushers can be changed
without using tools. The pusher can be executed with a
pusher plate (5 in flg 2130.23.

When the infeed chain is fitted out of the rentre of the

infeed table, eccentric carriers (& in fig 2150.2) will be
ficted.

m
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TENSIONING THEE INFEED CHAIN

The infeed chain is tensioned by moving back the wheel at
the beginning of the infeed table (See fig 2150.3).

CONNECTING - DISCONNECTING

The infeed chain can be connected and disconnected by means

of a clamp nut (1 in fig 2150.4}.

To do this, carry out the feollowlng procedure:

- Insert a pin into a hole (2 in fig 2150.4) in the clamp
nut.

- Insert an 10 mm allen key 1n the back of the spindie (1 in
fig 2150.58).

Now the slip clutch (3 in fig 2150.5) can be released and

locked. Do not turn the allen key.

When the infeed chain is disconnected it can only be moved
forwards using the allien key.
Be aware that the safety clutch is not be activated.

ADJUSTING THE CHAIN

The infeed chein is driven via a chain and change-gear set;
sea fig 2150.4.

The crimper unit must seal and cut the foll exactly between
the products.

In order to de this, the product must be pushed into the
folding box at the right moment. This process can be
adiusted using the handwheel (4 in fig 2150.4).

This can move the chain with pushers about 2 cm.

Turning clockwise: Pushers move forward, so that the
product is pushed into the folding
hox earlier.

Turning anticlockwise: Pushers move backwards, so that the
product is pushed into the folding
box later. oOnly operate with a
rupning machine.

TEVOPHARHM FALBO-2



CLUTCH - CHANGE-GEAR SET

When the infeed chain is subjected to toe much resistance,
the mechanical overload clutch releases {1 in fig 2150.6).
The machine does not stop automatically, but must be stopped
using the stop button.

Once the fault has been cleared, the machine must be inched
by hand until the cliutch re-engages. The clutch always grips
at the same place. Thus the infeed chain always runs
synchronously with the machine.

A pressure unit (2 in figure 2150.6) is fitted teo the
outside of the cluzch housing Cupped spring washers are
locked in the pressure unit - these spring washers press on
the overload clutch pawl.

Turning this pressure unit increases the clutch pressure,
and the clutch will release at a higher reslstance.

PITCH ~ CHARGE-GEAR SET (carrier distance).

In opne phase of the machine the displacement of the infeed
chein must be the same as one carrlier distance (the pitch).

Definition: A PHASE isg the cyecle of the
wrapping machine in which
one wrap 1s preoduced.

When a change is made to a longer or shorter pilteh, then the
ratle of the drive must be changed by fitting other
gearwheels in the change-gear set, see the examples in fig
2180.7,

The tablesg indicate the gearwheel combinatlions regquired for
the reguired carrier distance.

See figure 2150.6 for the position of 21, 22, Z3 and %4.

TEVOPHATRH -2150-3-



2150 CHANGE-GEAR SET - PACK-6.

GEARWHEEL COMBINATION ~1- {3 to 20 X ¢

PITCH 21 22 B3 Z4 PITCH 2y 22 &3
5 x & 40 380 24 &0 13 x 3¢ 52 44 24
6 x ¢ 48 BO 24 64 14 x ¥ 56 40 24
7 x %" 56 80 24 60O 15 = 4n 60 40 24
8 x % 64 80 24 60 16 x " 64 40 2
9 x 3" 72 BC 24 60 17 x & 68 40 24
10 x & 8¢ 80 24 60 18 x 3" T2 40 24
40 40 24 60 19 x &» 76 40 24
1 x 3" 44 40 24 60 20 x v 80 40 24
12 x &" 48 40 24 &0

o : GEARWHEEL COMBINATION -2- (10 to 40 x %"}

PITCE 21 22 Z3 24 PITCH 21 22 Z3
10 x &» 40 BO 48 60 26 x %% 82 44 48
11 x &" 44 B0 48 &0 27 x §¢ 54 40 48
12 % " 48 BG 48 60 28 x " ¢ 440 48
13 x &¢ 52 B84 48 &0 29 x %" 58 40 48
14 x 3¢ 56 B0 4B 60 30 z 4" 60 40 48
i5 =% &7 & B4 48 &0 31 x 3¢ 682 40 48
16 x z 64 80 48 6¢ 32 x 4" 64 40 48
17 x &8¢ 68 B0 4B 60 33 x $¢ 6 40 48
18 x z¢ 72 BO 48 B4 34 xx gv 68 40 48
19 = z¢ 76 8L 48 6&Q 35 x " T 40 48
20 x 3" 80 806 48 &b 36 x &v T2 40 48
21 x &v 42 40 48 &4 3 ox & T4 40 48
22 % ™ 44 40 4B 50 38 x ™ 76 40 48
23 x 3" 46 4D 48 &0 39 x %" ¥8 40 48
24 x ¢ 48 40 48 &0 A0 w 4¥ 80 40 438
25 x &% 50 40 48 &0

TEVOPRPHAHRM
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GEARWHEERTL COMBINATION -3~ {20 to 78 x ")

PITCH 21 72 23 44 BITCH Z21  zZ2 23 Z4
20 x " 4¢ 80 48 30 42 w %" 42 40 48 30
21 x 3¢ 42 80 48 30 44 x ¢ 44 40 48 30
22 x &m 44 80 4B 30 46 x 3¢ 46 40 48 30
23 w 3 46 B0 48 30 48 x " 48 40 48 30
24 > oz" 48 B0 48 30 50 x & 50 40 48 30
25 x 3" 50 80 48 30 52 x 3" 52 40 48 30
26 x %" 52 80 48 30 54 x 3 54 40 48 30
27 x " 54 80 48 30 26 x ¢ 56 40 48 30
28 x v 56 BO 48 30 58 x " 58 40 48 3D
29 x g" 58 80 48 30 60 x £¢ 60 40 48 30
30 x ¢ 60 B0 48 30 62 x " 62 40 48 30
31 ox & 62 B0 48 30 84 x %¢ 64 40 48 30
32 x 3¢ 64 BO 48 30 66 x " 66 40 48 30
33w 3Y 66 B0 48 3¢ 68 x " 68 40 48 30
34 x &¢ 68 80 48 30 70 x 3¢ 70 40 48 30
35 x &¢ 70 80 48 30 T2 ox &M 72 4490 48 30
36 ¥ " 72 B8O 48 30 T4 x 74 40 48 30
37 x v 74 80 48 320 76 x 3" 76 40 48 30
38 x 3¢ 76 80 48 30 78 x 49 78 40 48 30
39 x 3¢ 78 80 48 30
40 x 3 80 BO 43 30
TRE YV OPHAERM B -R



MATNTENANCE

The chain and chain guides must be cleaned and lightly
greased esvery week.

Recommended lubricants:

- Shell, Carnea B 3.

- Esso, Penoled EP 2.

- Mobil, Visollitve extra heavy.

Every month, clean the gearwheels in the change-over set,
remove the ¢ld grease and check for play between the teeth.

Recommended lubricants:

- Shell, Carnea B 3,

- Esso, Penoled EP 2.

- Mobil, Visolite extra heavy.

The needle bearings in this drive must be lubricated using
the grease nipple (3 in fig 2150.6) every month.

Recommended lubricants:

-~ Shell, Darina R2
Ezso, Norva 275

~ Mobil, Mcobil temp 1.

TEYOPHARM ~2150 6
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2180

FOIL TOWER

GENERAL

The foil tower serves to introduce the foil into the
folding box at the correct angle and tension.

FITTING THE FOIL

The reel of foll is fixed in position between the fixed cone
and the detachable cone. The reel of foll should be fiwed
exactly in the centre of the machine. There is an indication
strip (1 in Fig. 2180.1) for this purpose. The back of the
fived cone should be flush with the mark on the indication
strip which corresponds to the width of the foll.

Fitting the foil reel:

- Using the indication strip, set the back of the fixed
cone (2 in fig 2180.3} at the correct foil width.

- Remove the detachable cone (3 in fig 2180.3) by pushing
the handle in the highest poesition to the left (= OPEN).

~ 8lide the foll reel onto the foll reel holder (taking care
that it will unwind correctly).
Lock the foil reel in place by pushing the handle in the
highest position to the right (= CLOSE).

“he reel of foil should be set firmly in the reel holder so
that as the reel unwinds there is no slippage between the
cones and the foil reel. After the reel has been installed,
feed the foil through the foil tower according to the foil
run diagram.

Pigure 2180.1: Foil run fer not register printed foil
Figure 2180.2: Foil run for register printed foil

Wwhen register printed foil is used it should be fed 1n via a
tension roller {{(1 in Fig. 21838.2). The horizontal

direction of this roller is adijustable., In this way the
printing can bhe correctly positioned in relation to the
photocell. Also see "Photocell Control af Reglster Printed
Foil" section.

TEVYOPHARM ~2180~1-



FINE ADJUSTMENT

When, during operation, the foil edges on the underside of
the pack are not equal, the foil reel can be adjusted
widthways using the fine adjustment knob (4 in fig 2180.3).
Note that this is & limited adjustment.

BALANCE ARM

In order to ensure constant tension of the foil as it
unrolls, a braking system is fitted. This consists of a
balance arm (5 in fig 2180.3) which is hinged on an
eccentric spindle.

Az the balance arm moves upward, the brake (6 in fig 2180,3)
turns on the eccentric section of the spindle and slows the
foilreel holder, and thus also the foil. When the balance
arm moves down, the foll is braked less.

The force required to move the balance arm is adjustable.

To do this, the torsien spring in the balance arm housing is
tensioned or untensioned.

If the foil reel is being braked too much or too little,
then carry out the following procedure:

-~ Hold the handwheel tight with one hand (1 in fig 2180.4).
This will prevent the spring releasing suddenly.

- Loosen the adijuster bolt (2 in fig 2180.4).

- Use the handwheel to tighten or loosen the spring.

- Tighten up the adjuster bolt.

- Release the handwheel.

TEYVOPHALRM ~Z2184-2-



In case the foilreel 1s not zlowed down sufficiently, the
break pressure on the hub of the folilreel holder has to be
increased.

The brake pressure can be increased by carrying out the
following procedure:

- Slightly loosen the spring loaded grubscrew (2 in fig
2180.5)

~ Tighten up the set screw (1 in fig 2180.5) using a pin.

- Tighten the spring loaded grubscrew a little (2 in fig
2180.5) to keep the spsce between brake block and spindle.

Tl case the follreel is slowed down too fast, the break

pressure on the hub of the foilreel holder has to be

decreased.

The brake pressure can be decreased by carrying out the

following procedure:

~ 8lightly loosen the spring loaded grubscrew (2 in fig
2180.5)

~ Loosen the set screw (1 in fig 2180.5}) using a pin.

~ Tighten the spring leaded grubscrew (2 in fig 2180.3) to
keep the space between brake block and spindle.

TEYVYOPHARH ~21806-3-



FIG. 2180.2
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2240 TOLDINGBOX

i3 GENERAL

The foil is wrapped around the product (or products) in the
foldingbox (1 in fig 2240.1).
Each foldingbox is suitable for one product size.

There are two support points (1 in fig 2240.2) and two side
quide peints (2 in fig 2240.2) for each foldingbox.

which foldingbox, support peints and side guide points are
required for a specific product can be found in the

setting list. Iz is possibkle that for different product
sizes the same support points and side guide pointe apply.

2 POSITION - FOLDINGBOX

The foldingbox must be positioned centerlined with the
centerline of the sealing table. The bottom of the
foldingbox must be at the same level as the top of the cover
plates of the sealing table (fig 2240.1).

The first pair of rollers on the sealing table must not
touch the plates of the foldingbox either in c¢losed or open
position. The space between the first pair of rollers

and the plating must be between 0.5 and 1.5 mm.

3 THREADING THE FOIL

To thread the foil through the foldingbox, carry out the
following procedure:

~ Bet the three sets of rollers in open position.

- 8et the crimper unit crimpers in the open position.

~ Thread the foil through the foldingbex and pull 1t further
upnktil the crimper unit.

~ Check that the foil is hetween the rollers.

- Close the pulling and ssaling rollers,

~ Start the wrapping machine.

TEVOPHARM ~2240--1-



ELASTIC FOIL (figure 2240.3)

The tension of the foil on the reel (1 in fig 2240.3) must
be equal across the whole width. The angie of entry must be
between 0 and 10 degrees. The vertical distance H (fig
2240.3) from the roll to the top of the foldingbox is
approximately equal to the width of the foil. If the angle
of entry is greater then 10 degrees then only the outer
edges of the foll wiil be tensioned, while the middle will
be slack., The foil will then be more tighzly pulled arcund
the product and the wear on wings of the foldingbox will
increase considerably. If the angle of entry is less than 0§
degrees, then the foldingbox will undergo extreme wear and
the foil will track badly.

With small foldingboxs or particular types of foil, the
above values may differ. See setting list.

NON-EZLASTIC FOIL (figure 224G.4)

The tension of the foil on the reel (1 in fig 2240.4) must
be equal across the whole width.

The angle of entry should be about 60 degrees,.

The distance (A in fig 2240.4) 1s equal to about 3 times
the distance (B in fig 2240.4).

If the height (H in fig 2240.4) 1s excessive, then only the
cent.re of the foil will be tensioned, whlle the edges will
be slack.

If the height (H in fig 2240.4) 1is tooc low, then only the
outer edge of the fcil will be tensioned, while the centre
will be slack. :

The ratio 1 : 3 = (B : A) Is correct in most cases. With
limp material the ratio can be smaller, and with stiffer
material the ratio can ba larger,

With small feldingboxs or particular types of foil, the
above values may differ. See gettings list.

T
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TIGHTNESS OrF THE PACKAGE

The foil can be folded either more tightly or less tightly
around the product. This can be controlled by increasing or
decreasing the pressure between the first rollers using the
adjuster knob on the front of the sealing table. Carry out
this adiustment when the machine is running. See chapter
"Sealing Table®.
Note: In case of too nuch pressure the foil will be
pressed out of the rollers.

INNER GUIDES

Corner gquides (1 in fig 224¢.5) can be fitted when uging

either non-elastic or elastic foil (inner guides). These

serve to keep the foil tube open.

The inner guides carry through the faldingbox to the point

where the pusher retracts in a backwards direction.

The inner guides can he adjusted in height.

To do this, carry out the following procedure:

- Undo the locknut.

- adijust the bolt {2 in fig 2240.5) until the inner guides
are in the correct position.

- Tighten the locknut.

Note: Do not adijust the inner guides too hilgh,

The height of the inner guides depends on the product. See
the settipglist.
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2270 SEALING TABLE

ofn

GENERAL

The sealing table consists of:
~ gealing rollers (rollers with healling elements}
~ paulling rollers (rollers for transporting the foil)

OPENING THE ROLLERS

Use the handles (1 in fig 2270.1) to open the rollers.

SEALING TEMPERATURE

The temperature for each palr of rollers can be set using
the thermostats on the electro~panel. The temperature
settings are stated in the setting list.

OBPTIONE

PRE-BEATING

Pwo heating blocks {1 in fig 2270.2) ave fitted between the
first and second pair of rollers to provide extra heat.

The temperature 1is controlled by a thermostat on the
electro-panel.

The temperature settings are stated on the settings list.

AUTOMATIC ROLLER CGPENING

Here the sealing rollers are fitted with a pneumatic opening
apparatus (2 in fig 2276.2;. The sealing rollers open after
a preset time as the packaging machine is stopped. When the
machine is started the rollers close and after a preset

time the machine starts. The sealing rollers are opened in
this way to prevent the foll melting.

When the pre-heating blocks are fitted, these are alsc
opened and closed pneumatically.
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SEALING AND PULLINC ROLLER PRESSURE
The sealing and pulling rollers must be accurately adjusted.

The pulling rollers are correctly adjusted when a single
layer of foil cannot be pulled through the cleosed rollers.
This, however, may differ per type of foil. The correct
setting can be found by testing.

The pulling rollers are the closest to the crimper unit.

The sealing rollers are correctly adjusted when a single
layer of foil can just be pulled between the rollers and two
layers of foil not.

The sealing rollers must always be adjusted at working
temperature.

The pressure of the first palr of rollers can be adjusted
usirg the adjusting knob (2 in fig 22701), whereby the
procuct is packed more tightly or more loosely.

Threaded rods (3 in fig 227¢.1) are fitted on the second
and third pairs of rollers for adjusting the pressure.



FOIL SPEED

The rollers are driven via a beltf variatecr. The foil speed
is determined by the drive ratio of the belt variator. This
variator is adjusted by the dial knob (1 in fig 2270.3) on
the operating side of the machine.

Turn clock wise : lower foil speed.
Turn anti clock wise : higher foll speed.

The rollers must have such a speed that in one phase the
foil is transported over a distance equal to the required

cut-off length.

befinition: A PHASE is the cycle of the
wrapping machine in which
one wrap is produced,

The clock knob setting is stated in the setting list.

WARNING: The foll speed can only be adijusted when the
machine ls running in order to prevent damage to
the belt.

COVER PLATES

Cover plates are fitted above the sealing and pulling
rollers, these are held in place with magnets.

The distance between the cover plates and the rollers must
be about 1 mm,
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CEANGING THE SEALING ROLLERS

The sealing and pulling rollers on the sealing table must
always be changed per pair.

One roller of each pailr is always marked with a turned slot
on the underside.

This groove is on the side on the heated rollers.

The sealing and pulling rollers are fitted to the spindles
with 2 allen screws.

To change the rollers, carry out the following procedure:

- Switch off the machine's main supply.

- Remove the sealing table cover plate.

- Open the sealing and pulling rollers.

- Remove the allen bolts (1 in fig 2270.4) from the rellers

- With the heated rollers, first remove the wiring. See
Paragraph 10 '"replacing the heating elements”.

- Remove the roller straight up from the shaft.

- Check that the marked rollers are fitted on the same side
of the sealing table.

-~ Carefully clean the shaft and the underside of the roller
and lubricate lightly with clean grease.

- Fit the roller in reverse order to the above.

CHECK

When new sealing or pulling relliers have been fitted, the
toothed section on the rollers must mesh together properly.
See figure 2270.5. To check the mesh use a small mirror to
look inbetween the opening of the two rollers.

1f the toothed secticns do not mesh properly, then carry out
the following procedure:

- Unleock the adijuster bolt (3 in fig 2270.6). Bee lJocking
ring.

~ Check whether the heijght of the three rollers is in line
with a straight edge, and adiust if necessary using the
set adijuster belt.

- The height (H in f£ig 2270.4% between the top of the
roller and the milled greove of the frame plate must be
between 73 mm.

-~ Adijust the height of the other rollers using the adjusting
bolt (3 in fig 228370.6}.

-~ The gear teeth must mesh precigely. See figure 2270.5,

- When all rollers have been correctly adijusted, lock the
adjusting bolt with the lock riog.

The adjustment can be checked by making a print using carbon
or carbon paper.

The priant must be even over the whole width of the toothed
gection.
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REPLACING THE HEATING ELEMENTS.

- Switch off the main machine's supply.

- Remove the sealing table covering plates.

- Remove +the allen bolts {1 in fig 2270.4) 1n the sealing
roller and take the cover off.

- Remove the wiring from the heating element.
Remove the temperature senscer from the recess in the
roller if applicable.

- Remove the two fastening screws from the heating element.

- Remove the old element, clean the inside of the sealing
roller and fit the new slement in the same way.
Check that the screws are properly rccessed.

- Reasgemble in reverse order to above.

NOTE: - The heating element wire ends must not protrude
above the nut: this could cause a short circuit.
- the cover must be replaced with the cut-out located
over the wiring.

when the wirilng and temperature sensor have to be replaced
as well, then carry out the following procedure:

~ Loosen the wiring from the slip ring (1 and 2 1n fig
2270.6) and remove the cable tags.

- Tie a length of string to the ends of the wire in order to
pull the new wiring through the hollow spindle.

- Remove the old wiring and pull the new wiring into place
using the string.

~ Pit cable tags to the right length of the heating element
wires and reconnect.

- Connect the new temperature sensor in the same way as the
old one. Note the colour coding.

REMARK: The temperature sensor is an iron-—congtantan ]
combinatiou, no other type of temperature sensor
may be used. 1
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CHECK

Always carry out the following check procedure aftexr

repalrs.

- Switch on the machine's main supply.

- Set the thermostat to 50 “C.

- after S minutes, check that the temperature indicator has
moved up and the rollers are warm.

- If the temperature indicator does not move, but the
rollers become warm, then the temperature sensor has been
wrongly connected.

- Change over the temperature sensor connectors on the slip
ring.

- If the roller does not heat up, check the wiring using the
wiring diagram.

~ Check the condition of the carbon brushes.

-~ Check the position of the carbon brushes in relation o
the slip rings.

MAINTENANCE

Check the sealing rollers every week for sufficient
lubricaticn.

Tf necessary, lubricatce the scaling rollers by greasing the
nipples (4 in fig 2270.1).

Remove any excess grease.

The pulling rollers are fitted with bearings which have been
lubricated for life. It is recommended however to replace
them every two years.

Check the sealing and pulling roller bearings every month by
pulling the rollers stralght upward.

If there is excessive play i1n the bearings, replace them.

Recomnended lubricante:
~ Shell, Darina R2

~ Esso, Norva 275

- Mobil, Temp 1

Clean the slip rings every month. Also check carhon brushes
for wear. If necessary, replace slip rings and carbon
brushes.

Carbon brushes for heating and sarth: M 87 Bronze.

Carbon brushes for temperature sensor: A 90 Silver graphite.

Check the crown wheels 1n the drive every month for
lubrication, grease lightly if necessary.

Recommended lubricants:
- Shell, Darina R2Z
Esso, Norva 275
Mobil, Temp 1.
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2300 CRIMPER UNIT

1

GENERAL

The crimper unit seals and cuts the packaging at right
angles to the direction of travel.

OPERATION

The crimper unit consists of 2 crimper shafts; see figure
2300.1. The crimpers are fitted on these shafts. The blades
are fitted in the crimpers. The cross seal 1s created by a
combination of heat and pressure.

if one crimper is mounted on the crimper shaft, the shaft
makes one revolution per phase.

If there are 2 crimpers Titted on one crimper shaft, then
the shaft makes half & revolution per phase.

Definition: A PHASE is the cycle of the
wrapping machine in which
one wrap 1s produced.

There ig a heating element in each crimper and a temperature
sensor for each crimper shaft. This temperature sensor
controls the thermostat on the electro-panel. This
interconnection ensures that the crimpers retaln & constant
temperature.

8lip rings are fitted Lo wake an electrical connection with
the crimpers.
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Mechines with a single crimper:

~ Unscrew the clamp bolts {3 in fig. 2300.3) of the clamp
block on the lowest crimper shaft.

~ The crimpers can now be turned by hand.

- Set the crimpers (5 in fig. 2300.3) together.

-~ Block the movement of the crimpers by fixing them with a
wood clamp.

- Using the motor handwheel, turn the crimper unit drive so
that the centre of the grease nipple of the connecting
piece (6 in fig 2300.3) is exactly in line with the top of
the shaft with the lock nut. See 7 in fig. 2300.3.

~ Tighten the clamp bolts (3 in fig. 2300.3) of the clamp
block.

~ The groove (8 in fig. 2300.3) in the lower crimper shaft
now lies in the extension of the clamp block groove.

- Remove the wood clamp.

- Check the setting.

- Refit the protective hood.

Machines with double crimper:

-~ unscrew the bolts (9 in fig. 2300.4) of the clamp ring on
the top crimper shaft.

~ The crimpers can now pe turned by hand.

~ Set the crimpers (5 in fig. 2300.4) together.

- RBlock the movement of the crimpers by fixing them with a
wood ¢lamp.

~ Using the motor handwheel, turn the crimper unit drive so
that the centre of the grease nipple of the connecting
piece (6 in fig. 2300.4}) is exactly in line with the top
of the shaft with the lock nut: See 7 in fig. 2300.3.

~- Now tighten the bholts (9 in fig. 2300.4) of the clamp ring
crosswise. -
The groove (8 in fig. 2300.3) in the lower crimper shaft
now lies in the extensicn of the clamp block groove.

- Remove the wood clamp.

~ Check the setting.

- Reflt the protective hood.
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HEIGHT ADJUSTMENT

The package cross seal must be in the middle in relation to
the height of the pack. The crimper unit can be adjusted in
height using the handwheel (3 in fig. 2300.2).

Before the crimper unit can be adjusted in height, the
discharge conveyor must be moved first. See the chapter
"discharge conveyor™.

Turn clockwise : Raises the crimper unit.
Turn anti-clockwise : Lowers the crimper unit.

The indication strip (4 in fig. 23002) indicates the helght
of the crimper unit.

SUPPORT ROLLER

a support roller (1 in fig. 2300.5) is fitted on the lowex
crimper shaft for product support.

1f a different helght preduct 1s packed, the support roller
is changed.

The support roller must lle at the same level as the cover
plates on the sealing table and discharge conveyor.

OPTIONS

CRIMPER ADJUSTMENT

The crimpers can be adjusted in relation to the rest of the

machine (see fig. 2300.6). To adjust the crimpers, carry out

the following procedure:

- Turn the reverse thread nut (1 in fig, 2300.8)in the
direction of the arrow {= LOOSEN) to decouple the drive.

- PTurn the crimpers using the milled wheel (2 in fig.
2300.6) until the desired position is reached.

- Tighten the reverse thread nut against the direction of
the arvow.
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ADJUSTING THE CRIMPERS

Wwhen adjusting the crimpers, take care of the following
points:

- When multiple crimpers are used, crimpers marked "R" are
fitted on one shaft, those marked "L are fitted on the
other shaft.

- The profile of the lower crimper must fit the profile of
the upper crimper precisely.
See 1 in figure 2300.7.

- The space between the upper crimper and lower crimper must
be the same across the whole width of the crimpers.
See 2 in figure 2300.7.

- The upper crimper nust be vertically above the lower
crimper.
See 3 in Ligure 2300.7.

These adjustments can be checked by making a print using
carbon or carbon paper. The resulting print should be even,
the same pressure and across the whole width of the crimper.

TAKE CARE: when adijustlng the crimpers - and checking ‘
-they must be at operating temperature,.
the upper blade must also be removed, i

when the crimpers are correctly adjusted, the play between
the crimper shaft gearwheels at operating temperature must
be minimal. Excessive play creates extra wear on crimpers
and blades,

The crimper pressure must be set so that a good seal is
created without ruining the foil.

The wide gearwheel is the driven gearwheel, and the small
gearwheel is to eliminate the play between the tLooth faces
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To adjust and replace the crimpers, carry out the following

procedure:

Some of the following items can be skiped when adjusting the

crimpers.

~ Remove the protective hood.

Take the upper blade from the crimper and unscrew the 4
bolts (1 in fig. 2300.8) from the adjuster gearwheel.

- Set the crimpers precisely together.

- Unscrew the pressure plates (2 in fig 23008.8) of the
tension spring {3 in fig 2300.8) so that both springs
(left and right) are still just closed.

- Remove locking plates (% in fig. 2300.2}.

- Unscrew both nute (& in fig. 2300.2) until a small space
exists between the base of the nut and the top of the top
plate (4 in fig. 2300.8).

- Tighten the nuts (6 in fig. 2300.8) finger tight. There
will now be no space between nuts and the upper side of
the top plate.

- Unscrew the upper crimper fixing bolts and allow the
profile of both crimpers to grip exactly. Then tighten
both bolts.

This must be done for every paiv of crimpers.

-~ Tighten both nuts (6 in fig. 2300.2) on the crimper unitc
about 1/6 of a turn.

- Now tighten the tension spring pressure plates (2 in fig.
2300.8) until the adjusting nut.

- Heat the crimpers to the correct sealing temperature and
check foll sealing (make a test seal with paper or foil,
also check that the seal pressure to the left and right of
the crimper is the same ). If seal pressure is too low,
slacken both nuts {6 in fig. 2300.2). If seal pressure is
toc high, tighten the bolts a little. After adjustment
lock the bolts with lock plates (5 in £ig. 2300.2).

- Both crimper shafts are driven by gearwheels. There is a
split gearwheel (5 in fig. 2300.8) fitted to the upper
crimper shaft. Turning the small gearwheel against the
direction of meotion {(in relation to the wide gearwheel)
eliminate the play hetwesn the tooth faces of the
gearwheels.

After adjustment, tighten the 4 bolts (1 in fig. 2300.8).

-~ Replace the upper blade and adjust correctly.

- Refit the protective hoods.
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ARDTUSTING THE BLADES

The blade grooves in the upper crimper and lower crimper
must be clean, take care to remove all product remnants,
pieces of feil and bits of old blade shims.

The new pblade must come out of the crimper easilly.

Ounce a week remove the blades and grease with heat-
resistant olil.

THE LOWER BLADE

The lower blade must lie at the same level as the deepest
point of the seal profile in the crimper. The blade can be
set at the right height by using shims. These blade shims
mist bhe as long as the blade.

Before fitting, apply & thin layver of heat-resistant oll to
the plade.

When the blade is fitted axial between 2 plates or 2 bolts,
then it must be able to move a little, in order toe prevent
tension build up.

Finally check that the bliade cannot fall out of the
mounting.

THE UFPER BLADE

The upper blade must cut the foll over the whole width. The
blade can be set at the right height by using blade shims.
These shims must be as long as the blade.

Before fitting, apply a2 thin layer of heat-resistant oil te
the blade,

When the blade is fitted axial between 2 plates or 2 bolts,
then it must be able to move & little, in order to prevent
tension build up.

Finally check that the blade cannot fall out af the
mounting.

wWhen the blade has been correctly adjusted, no movement can
be felt in the upper crimper sliding blocks and the crimper
unit will make no noise during the sealing and cutting
operation.

17 they are lmproperly set up, the blades will wear very
gquickly, the crimper profile will be affected and the
bearings will be excessively loaded. Thus, poor setting
increases the chance of a bresakdown.
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REPLACING THE HEATING ELEMENTS

To replace the heating elements, carry out the following
procedure:

:1!

Turn off the main switch.

Remove the protective hood.

Remove the crimper shaft temperature sensor wiring from
the slip ring (1 in f£ig. 2300.9).

Clip off cable tags {(dismantle slip ring from crimper
shaft if necessaryj. Note the colour coding.

Remove wiring from the crimper shaft heating element slip
ring (2 in fig. 2300.9).

Clip off the cable tags. Note the colour coding.
Dismantle the crimper from the crimper shaff, tie &
length of string to the wiring for removing and replacing
the wiring in the hollow crimper shaft.

Remove element from the crimper.

Coat new element with heat conducting, heat-resistant oil
and fit in the crimper.

Pull the wiring through the crimper shaft with the string
mentioned above.

Fit the crimper loosely on the crimper shaft.

If the slip ring {1 in fig. 2300.9) has been dismantlied,
re-fit.

Cut the element wiring to slze, it cable tags and connect
to slip ring contacts (Check blue-red colour coding).
Turn the crimpers until they are in line. Check that the
crimper profile grips properly (make a test seal with
paper or foily.

Tighten crimpers.

Check that the wiring has been properly connected,
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CHECK
Alweys carry out this check procedure after repairs.

- Switch on the main switch.

~ Bet the thermostat to 50 "C.

~ After epproximately 5 minutes, check that the thermostat
indicator has moved and the rollers are warm.

- If the thermostat indicator does not move, but the rollers
become warm, then the temperature sensor has been wrongly
cennected.

- Change over the temperature sensor connectors on the slip
ring.

- If the reoller dees not heat up, check the wiring using the
wiring diagramn.

Check the condition of the carbon brushes and their
pogition in relation to the slip rings.

REMARKS: The temperature sensor 1s an iron-constantan
—-comblnation, any other type of sensor cannot be used.

MAINTENANCE

Clean and check the correct operation of crimpers and blades
daily.

The blades should be taken out and cleaned weekly. Before
refitting, apply a thin layer of heat-resistant oil.

Checi the crimper shaft bearings monthly for play and
sufficient lubrication.

Lubricate the bearings by greasing the nipple (2 in fig.
2300.5) and remove anyv excosg grease.

Recommended lubricante:
- Shell, Darina R2

- Esse, Norva 275

- Mobll, Temp !
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Check monthly the gearwheels for play and sufficient
lubrication.
Clean and grease the gearwheels.

Recommended lubricants:

- Shell, Carnea 3

- Ess0, Penoled EP2.

- Mobil, Visolite extra heavy

Check the synchronization mechanism monthly.
GCrease the bearings using the grease nipples (9 and 10 in
fig. 2300.3).

Recommended lubricants:
- 8Shell, Darina R2

- Esso, Norva 275

~ Mobil, Temp 1

Clean the slip rings menthly, also check carbon brushes for
wear. If necessary, replace carbon brushes and slip rings.
Carbon brushes for heating slement :' M 87 Bronze

Carbon brushes for temperature sensor: A 90 Silver graphite

THEY OPHARHM -2300-10-
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2330 GUSSETTERS

1 GENERAL

The qussetters (1 in fig 2330.1) fold the fell inward at
the front and back of the product sc that the cross sezal is
no wider than the packet. The gussetters are fitted at
exactly the same height as the crimpers.

If a product with a different width is to be packed, then
the gussetters must be adiusted.

I1f the width differences are too much, tLhe gussetters have
to be changed. "see alsc Setuinglist”.

o]

WIDTH SETTING
If both gussetters are pointing towards each other, then the

istance between the gusseters must be the same as the
packet width minus the packet height plus 3 mm.

MOMENT OF GUSSETTING

(5

The moment of gussetting can be adjusted by turning the
curve Giscs (1 in fig 2330.2) on the crimper shaft.

Turn in the direction of rotation of the crimper shaft:
earlier guasetting.

Turn in the opposite dirvection of rotation of the shaft
later gussetting.

To adjust the moment of gussetting, carry out the following

praocedure:

- Inch the machine until the crimper just touches the foll.

- Loosen the gqussetting curve disc by slackening the holts
(2 in fig 2330.3).

- Turn the gussetting curve disc until the gussetter stargs
o push the folil inward.

- Tighten up the gussetting curve disc.

~ Inch the machine until the gussetter is alongside the pack
again.

- The gussetter must not hold the pack during the return
movenen

- If necessary, move the gussetier forward or back.

- Ad-iust the second gussetier - both gussetters must make
the same gussetting movement at the same tilme.

TEVOPHAEBEEIM ~2330-1-



MEINTENANCE

Clean and lightly grease the curve track and curve discs
every week.

Recommended lubricants:
8hell, Darina R2

- Esso, Norva 275

- Mobil, Temp 1.

The curve rcllers are fitted with grease nipples and should
he greased every week.
Remove any excess drease,

Recommended lubricants:
~ 8hell, Darina R2

-~ Esso, Norva 275

- Mobil, Temp 1.
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2360 DISCHARGE CONVEYOR

1 GENERAL

The wrapped product leaves the wrapping machine via the
discharge conveyor.

]

ADJUSTHMENT

The discharge convevor can be moved lengthwise using the two
star knobs (1 in fig 2360.1}.

There must be a minimum distance of 10 mm between the
discharge conveyor and the lower crimper.

Before the crimper unit is adjusted in height, the

following procedure must be carried out;

— Unscrew the 2 star knobs {1 in fig 2360.1) and move the
discharge conveyor as far from the crimper unit as
possible.

- Remove the cover plate (2 in fig 2360.1}.

- Unscrew the end stop belt (1 in fig 2360.2).

- Set the crimper unit tc the correct height {See chapter
"Crimper Unit").

~ Mave the discharge conveyor in the direction of the
crimper unit until there is a distance of 10 mm between
lower crimper and discharge conveyor.

- Tighten up the 2 star knobs.

- Fit the stop and tighten the bolt (1 in fig 2360.2)

-~ Refit the cover plate (2 in fig 2360.1)

~ Read off the position of the discharge conveyor on the
scale strip under the star knob.

- Note the found positions in the Settinglist

TEVOPHARMHM —2360-1-
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2393 SPOT CORRECTION

1 GENERAL

The spot correction on this wrapping machine ensures that
the foil is sealed and cut at the correct place in relation
to the printing on the foil.

2 OPERATION

1f the foil is not heing sealed and cut at the correct place
when the machine is working this is corrected by
accelerating or slowing down the foil for a certain period
af time.

The mark detector (1 in fig 2393.1) in the foil tower

detects the spot. The time at which the spot passes .
corresponds to a particulsar position of the cam (1 in fig

23493.72) connected with the proximity switch $41 and the cam

(2 in fig 2393.2) connected with the proximity switch S42,

which are mounted on the command shaft of the drive systen

{see figqure 2393.2).

The two cams are offget relative to each other so that there

is a tolerance area (A in fig 2393.4) of five to ten

degrees (ses fig 2393.2:.

The mark detector in the foil tower detects a spot. The time
at which this ocours corresponds to a particular position of
the cams.

Nominal speed.

The mark detector detects a spot. The proximity switches S41
and 542 are above the openings on the cams and are thus not
activated. Then the gear wheels with a transmission ratio of
1.00 (2 in fig 2393.3) are operated via the electromagnetic
cluteh {1 in £ig 2383.3).

Minimum speed,

The mark detector detents a spot too early. Proximity switch
841 is not sctivated but proximity switch 842 is. Then the
gear wheels with a transmission ratio of 0.85 {4 in fig
2383.3) are operated via the electromagnetic clutch (3 in
filg 2393.%;}.

Maximum speed.

The mark detector detects a spot too late. Proximity switch
841 is activated but proximity switch 842 is not. Then the
gear wheels with a transmission ratio of 1.05 (6 in fig
23593.3) ars operated [§ in {ig 2393.3).
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PRINCIFLE

See figure 2383.4.

The PLC counts the number of cycles between the moment that
the spot is observed and the tolerance area and converts
this into an interval time (B).

The foil speed is corrected by switching in the relevant
clutch for twenty times this interval time. This is the
correction time (C).

The clutches can correct up to five percent of the nominal
speed.

The foil speed is corrected once every revolution of the
command shaft.

When the spot is detected as being cutside the tolerance
area, one of the cams then provides if the spot 1s too late
or too early.

~ 541 activated: Spot is too late.

- §42 activated: Spot is too early.

in order to prevent the spot correction being made a number
of times per revoluticon when a multiple crimper is used an
extra ram, connected with proximity switch S$43 (2 or 4 in
fig 2393.2), is fitved. The opening in this cam is the area
in which detection occurs [ in fig 2393.4;.

Cam double crimper (3 in fig 2383.2).

Cam triple crimper {4 in fig 2393.2).

If +he machine is fitted with a double or triple crimper the
operation of the spot correction is the same as when a
zingle crimper is presant.

-
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The operation of the spot cvorrection is shown schematically
in figure 2393.5.

- If the spot is observed too early then 542 is activated
and S41 is not. The foil speed is reduced and the pilot
light (1 in fig 2393,3}) on the electrical panel will
light up.

- The machine is set at the correct cut-off length. I{ the
spot is observed in the tolerance area both pilot lights
remain off.

- If the spot is observed too late then S41 is activated
and 842 is not. The foil speed is increased and the pilot
light (3 in fig 2393.5) on the electrical penel will
light up.

The LED (2 in fig 2393.5) on the elecirical panel registers
the tolerance ares and lights up once every revolution of
the command shatft,

The spot correction can be switched on and off by the switch
(4 in fig 2393.5) on the electrical panel.

CONTROL

If one of the lights remains on, then the cut-off length has
heen set either toc long or teo short. When the machine has
been set for normal operation the spot is observed in the
foil tower in the tolerance area. For adjusting the cut-off
length see the chapter "Adjustment”.

At
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There are a number of LEDS on the PLC-print which is
situated in the electrical cabinet.

The red LEDs show the inpuf signals.
The green LEDs show the output signals.
Reading from top toc bottom:

Input signals:

Pl Cem too late S21 {(increase speed).
D2 Cam too early 542 (reduce speed).
B3 Spot.

D4 Spot correction on.

D5  Foil break contraol.

D6 Detecticon area S43.

D7 to DIZ2 are not in use.

Output signals:

Dl  Foil break control.

D2 Zero position of the machine.
p5 Clutch maximum speed.

D& Clutch nominel speed.

D7 Clutch minimom speed.

D3, D4 and D8 are not in usse.

cy o
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ADSUSTMENT

In order to adjust the spot correction correctly the

following steps must be carried out:

- Switch on main switch,

- Switch off spot correction switch.

- Feed in foil.

- Set the correct cut-off length for the foil using the
clock indicating knob and with the machine running.
Clockwise : shorter cut-off length.

Aanticlockwise: longer cut-off length.

-~ Stop the machine.

- Inch the machine forward until the foil can just be
pulled through {(manually) the nearly closed crimpers.

- Dpen the sesaling and pull rollers.

- Pull the foil through by hand until the point of cutting
is correctly situated under the blade

- Close the sealing and pull rollers.

- Inch the machine on to the zero position on the command
shaft, thus in the middle of the tolerance ares.

The LED on the electrical panel will then light up.

- Place the spot under the mark detector using the tension
roller in the foil tower {1 in £ig 2393.3).

Switch on the zpot correction.

- Make a few packages with the machine.

- If the pilct light (1 in fig 2393.5) lights up too often
then shorten the cut-off length.

- If the pilot light (3 in fig 2393.3) lights up too often
then increase the cut-off sength.

See the accompanying SICK documentation for adjusting the
mark deteoctor.

TEVOEHGAERHM ~2393-5-



EcTVES

FAULTS IN THE SPOT CORRECTION N.T.O

FRULT

POSSIBLE CAUSE

SOLUTION

Mark detector in
foil towsr works
but the foil is
not corrected
regularly.

Cans are set
wrongly.

Foil tension 1is
incorrect.

Crimper
synchronization
speed relative to
the zealing table
iz too high or too

Tow.

Print guality is
pooY .

Cne of the clutches
ig slipping.

Onae of the clutches
is worn out.

Reget cams.

Re-adjust balance
roller.

Match crimper
synchronization.

Check if the spot
or other indicator
on the foil is
detected clearly by
the mark detector.
The foil and print
must be of gocd
quality.

Re-adjust clutch.

Replace clutch.

[
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FAULT

POSSIBLE CAUSE

SOLUTION

Spot correction
does

i

¥

not

work.

7 H A

LED in marx
detector gives no
signal because
lens is dirty.

Read light does not
work because bulb
iz defect.

Read light does not
WOIK bhecause power
supply is
interrupted.

Mark detector in
the foil tower dces
not react because
it is not adjust
correctly.

There is damp in
the mark detector
{blue indicator is
wetl.

Clean read lens.

Replace bulb.

Check wiring and
replace mark
detector if
necessary.

Reset the
sensitivity of the
mark detector
according to the
SICK documentation.

Consult the SICK
documentation,.

Warm damp absorbexr
unit and clean the
mirror. See SICK
docunentation.



FAULT

POSSIBLE CAUSE

SOLUTICN

FHAR

B

Mark detector in
the foil tower is
toge far from the
foil.

Re-adjust the
distance zccording
to the SICK
documentation.

Cne of the signals Check on the PLC-
from ths spot print if the signal
corracuion (S4%, LEDs light up per
542, 843, spot) is revolution of the
not comming in on command shaft. See
the PLC-print. section "Spot
correction”.
~23493-58-
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2422 ELECTRICAL

1 GENERAL

The Pack-6 is fitted with both mechanical and operaticnal
safety devices.
For this purpose switches are fitted:

- in
- on
- on
Wnen one of
{see wiring

the main drive system

the moveable protective covers

the doors.

thess switches is activated the machine stops
diagram}.

2 POWER SUPPLY AND WIRING

The electrical installation of the packaging machine is
suitable for a power supply &s shown on the wiring diagram.
The electrical power supply must be protected as shown on
the wiring diagram.

S5es the "Technical specification” for the power usage.,

The function of the wiring in the Pack-f electrical cabinet
can be ascertained from the different colours.

RLACK : 220 V-AC or higher supply voltage.

BELUE : neutral power supply wire.

RED 24V alternating current control voltage.
BLUE : 24V direct current control voltage.
CREEN-YELLOW ;o oearth.



HEATING ELEMENTE

Heating elemernts are fitted in the seal table and the
crimper unit of the packaging wachine for sealing the foil.
Heating is controlled by temperature controllers [12 to 15
in fig. 2422.1) with temperature sensors.

41l heating elements are separately fused and can be
isolated by removing the safety fuses in the electrical
cabinet.

OPERATING

Push buttons on the packaging machine next to the seal table
have been provided for operating the machlne,

i Start button - green {1 in fig. 2422.1)
2 Inch button - black (2 in fig. Z422.1]
2 Stop button -~ red {3 in fig. 2422.1)

The inch button allows the wachine to be turned step by
step. This can NOT be done 1f covers or doors are open.
Inching can, however, be carried out when one of the
mechanical overloading switches has been activated, in corder
to get the clutch back in the correct position.

Provision has been made for positioning a padiock in the
machine main switch so¢ that the machine cannot be switched
on during an inspection, repalr Oor maintenance.

A key switch (4 in fig. 2422.1) is mounted on the electrical
cabinet panel. This switch overrides the cover switches
above the seal table and the discharge conveyor belt, so
that suthorised personnel can still inch the machine when
the covers are open.

Position O The machine can only be started and inched with
tha covers closed.

The machine can be inched with opened covers.
The machine cannot be started.

pout

Position
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Key to figure 2422 .1:

Start button

ont

Z Inch button

3 Stop button

4 Key switch for cover safety switches
53 Lamp - pawer on

6 Lamp - machine operating

7 Lamp - thermal overlcad

8 Lamp - spot corvecticon reduce speed
e 9 LED tclerance area

10 Lamp - spot correction increase speed

11 Switch - spot correction

12 Temperature controller preheating

13 Temperature contreller sesl rollers
14 TFemperature controller top crimper

15 Temperature controller bottom crimper

The temperature controllers can be switched off with switch
532 on the side of the electrical cabinet.



CAMS

Cams fitted with proximity switches are mounted on the
command shaft of the maechine.
These switches searve to contral the machine.

Tach cam can be turned relative to the shaft.
The cams associated with $41 and 542 together form the

tolerance area.

If the cam is turned anticlockwise the appropriate switch
sends its signal at a later moment.

1f the cam is turned clockwise the appropriate switch sends
its signal at an earlier moment.

WIRING DTAGRAM

The wiring diagrams are numbered with the machine rumber.

The machine number is given on the machine identity plate.
The wiring diagram is in the electrical cabinet.

O P HABRMNM _PAR T
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SYMBOL

DESCRIPTION

ALTERNATING CURRENT

DIRECT CURREENT

- £ EARTH

o I RECTIFIER

x F FILTER
[E}i X AMPLIFIER

=]

h P OPERATING HOURS COUNTER
BHEH 2 DISITAL DISPLAY
} T TRANSFORMER
@ M HMOTOR

MOTOR PROTECTION 3WITCH




DESCRIPTION

o GENERATOR
z::ii v VOLTMETER
[i:j K RELAY
E:i:] K COIL TIME DELAYED ON RELAY
E:i:j K CO1L TIME DELAYED OFF RELAY
\ K NORMAIL OPEN CONTACT
K NOEMAL CLOSED CONTACY
€ .
K CONTACT TIME DELAYED CLOSED
T .
f
D _
e CONTACT TIME DELAYED OPEN
R RES7STOR

jAd

YARIABLE RESISTOR




SYMBOL

DESCRIPTION

F_ﬁ S SWITCH
}_.4\ 3 SELECTOR SWITCH
WA{ s PUSH BUTTON
o |
fp-ﬁ s EMERGENCY STOP
m,.\J S AIR PRESSURE SWITCH
|
iESEN 8 KEY SWITCH
i
[
-f% 8 DOOR 8WITCH
Oq_'_j{? 8 MECHANICAL OVERLOAD
B PHOTOCELL

%

4

o

o

PROXIMITY 3WIvTCH

&




SYMBOL

DESCRIPTION

F FUSE

g B HEATING ELEMENT
g TR|  THERMOCOUPLE
@ SLIP RING

£ E:j Y SOLLENOID

L

iy {%5 Y MAGNETIC CLUTCH

[ qﬂ Y MAGNETIC BRAKK
(5 CAM UPERATED
Al
Vi v SOLTD STATE RELAY
Y 3

DIODE




3 FORMAT SETTING

Wwhen setting the machine on a product mentioned in the
settinglist carry out the following procedure.Using the
settinglist as reference.

- Fit the right folding box

- Fit the accompanying suppert points and side guide points
(if necessary fit also the inner guldes).

- Adjust the width of the side guides.

- Adjust the pitch with the correct carriers and pushers.

-~ Fit the correct gearwheels in the change set.

- adjust the support roller on the lower crimper shaft.

- If necessary adjust the gussetters.

- Adjust the height of the crimper unit.

- Adijust the crimper synchronization.

- Adjust the discharge conveyor.

- Adjust the tension roller, return roller and foll arms.

- - Adjust the fixed cone on the reel.
L - Place the foil.

- Set the paperlenght with operating machine.

- Inch the machine to the 0" point.

-~ Position the pusher in respect of the ruler on the
infeedtable.

- Inch the machine until the pusher is in positien in
respect of the ruler on the value "position infeedchain
crimpers closed®.

-~ Check if the crimpers are closed.

~ Make a test run with foil and products and check the
settings.

-~ When necessarry perform corrections.

TEV OGP HAMRM ~ 24506



product

name

B b

product

dimensions

type foll

foil width

OIDID

cut-off

lenght

17

wrapping capacity

18

pusher distance

26

belt disc

28

pusher plate w x h

29

pusher lenght

33

change set gear wheel 271

34

change set gear wheel 2Z2/2Z3

37

folding

box number

38

support

point number

33

side guide number

40

inner gqulde

44

support

roller

45

tuckers

51

setting

infeed chain at "O"

52

knob for foil lenght

54

setting

cone foil reel holder

55

setting

tensicon roller

56

settlng

return rollier

57

setting

foil arms

60

setting

crimper synchronisation

61

setting

crimpery unit height

62

infeed chain crimpers closed

65

setting

discharge conveyor

66

setting

cam S41

67

setting

cam S42

82

temperature pre-heating

83

temperature second sealingrollers

B84

temperature top crimper({s)

B85

temperature bottom crimper({s)

SETTINGLIST BACK-6 TEVOPHARM
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2450 SETTINGS LIST

1

GENERAL

The Pack-6 is set up for a number of previocusly determined
product formats.

The setting values are stated on the setting list in
relation to each product format.

INFORMATION ABOUT THE SETTINGS LIST.

1

10

17

i8

PRODUCT NAME
This product name must be simple for each wrapped
product, to prevent confusion during resetting.

PRODUCT DIMENSIONS
These are the dimensions of the product in the
wrapping.

TYPE OF FOIL
This is where the type and specification of the foil

used ig noted.

FOIL WIDTH
The width of the foil is determined by the product
dimensions.

CUT-QFF LENGTIH

The cut-off length of the foil is the distance between
two testmarks, when registered foil is being used.
When unregistered foil is being used the cut-off
length is the same as the length of the foil of the
wrapped preduct.

MACHINE SPEED
The machine speed is the mechanical speed at which a
good wrapping can be produced without problems.

PUSHER DISTANCE
The pusher distance is the distance between the front
cides of two consecutive pushers.

TEVYOPHARHN -2450-1-



IIi

b

2¢

28

29

33

34

37

is8

i

PULLEY

Pulley 1 has a diameter of 250 mm. On a machine

fitted with a single crimper on each crimper shaft the
machine speed can be adjusted between 25 and 60 packs
a minute. On a machine with two crimpers per crimper
shaft, the machine speed can be set between 50 and

120 packs a minute.

Pulley 2 has a diameter of 140 mm. On a machine
fitted with a single crimper on each crimper shaft
the machine speed can be adjusted between 55 and 110
packs a minute. On a machine with two crimpers per
crimper shaft, the machine speed can be set between
116 and 220 packs a minute,

PUSHER PLATE W x H
The dimensions of the pusher plate relate to a
gpecific product dimension.

PUSHER PIN LENGTH

The length of the pusher pin relates to a specific
product dimension. The input chain must be fitted
with pusher pins of the same length.

CHANGE S87T GEARWHEEL Z1

The gearwheel %1 is the gearwheel that is clamped by
the clamp nut against the friction disc and is
changed in accordance with the settings list.

CHANGE SET GEARWHEEL %42 / Z3
The gearwheel combination Z2 / 23 is always changed
as a set in accordance with the settings list.

FOLIING BOX NUMBER

The folding box number is stamped con the topplate of
the folding box and is the same as the registered
length, width and height dimensions. There is a dif-
ferent folding box for each product size.

SUPPORT POINT NUMBER

This is stamped on the top of the left and right
suppoert point.

O P HAERM ~2453-2-



39 SIDE GUIDE POINT NUMBER
The side guide point number is stamped in the left
and right side guide point. The side guide points
belong to specific folding box and are fitted on the
end of the side guide in front of the folding box.

40 INNER GUIDES
Inner guides are used with certain types of foil and
for particular products. The inner guide is mounted
on the side quide points.

44 SUPPORT ROLLER
The support roller is mounted on the lower crimper
shatt and is numbered. 'The diameter of the support
roller for a particular product is the same as the
distance between centres of the crimper shafts minus
product height.

45 GUSSETTERS
The gussetters are matched to the product shape in
accordance with a model, and must be changed in
accordance with the settings list.

51 POSITION INFEED CHAIN AT "0V
The "0" point of the machine is the switching moment
of the set-cam for foil correction (827 or S41) and
can be seen on the reference disc on the front of the
machine. The "0" polint is the only non-adijustable
point in the machine, and is therefore defined as the
*0" peint. In the "0" position the position of the
infeed chain can be read in relation to the ruler.
The ruler is located on the side guides of the infeed
table.

52 POSITION FOIL LENGTH KNOB
The clock kneob is located on the front of the wrapping
machine. The read-out of the clock knob which is used
to set the cut-off length of the felil is noted in
hours and minutes.

54 POSITICN CF THE FOIL REEL HOLDER CONE
The fixed cone on the foil reel holder is set at the
hack the came as the value on the ruler which agrees
with the width of the foll.

TEVOPHARHM ~2850~3~



55

56

57

610

&1

62

65

POSITION TENSION ROLLER

The tension roller is the roller in the folil tower
which can be adjusted forward and backward to set the
position of the printing on the foll in the right
place. The position of the tension roller is read on
the riler on the foil tower side plate.

POSTTION RETURN ROLLER

The return reller is the last roller before the
folding box and is adjusted to get the right distance
between the roller and the folding box. The position
of the return roller is read from the ruler on the
foll arms.

POSITION FOIL ARMS

The foll arms are used to set the angle of entry of
the foil intoe the folding box. The position of the
foil arms is read from the ruler on the side plate of
the foil tower.

POSITION CRIMPER SYNCHRONIZATION

The crimper synchronization position ls set using the
handwheel and read from the ruler in the centre of the
handwheel.

POSITION CRIMPER UNIT HETIGHT

The crimper unit height is set using the handwheel
above the crimper unit cap. The crimper unit height
is set so that the top of the support roller lies
level with the sealing table and discharge conveyor
cover plate. The position of the crimper unit is read
from the miler.

POSITION INFEED CHAIN CRIMPERS CLOSED

When the crimpers are closed, the infeed chain is in a
particular position in relation to the ruler on the
infeed table side guides. Inch the machine until the
crimpere are closed. Then read the chain position

from the ruler.

POSITIGN DISCHARGE CONVEYOR
The discharge conveyor position can be read on the
ruler on the side of the frame by the star knob.

T HVOPHAMEH 24504~



411

66

67

82

83

84

85

BV

POSITION CAM §41

The switch moment of cam $41 is the "0" point of the
machine and must not be adjusted. At the §41 switch
point, the infeed chain position can be read in
relation to the ruler on the side guide. This value
must agree with the position of the infeed chain at
IIOH .

FOSITION CAM S42
At rhe switch moment of 542 the infeed chain position
can be read in relation to the ruler on the side

guide.

TEMPERATURE PRE-HEATING

The pre—heating temperature is set during test wrapp-
ing and is determined by the foil quality and machine
speed. The temperature is registered in degrees
Celsius.

TEMPERATURE SECOND SEALING ROLLER

The sealing roller temperature is set durlng test
wrapping and is determined by the foil quality andg
machine speed. The temperature is registered 1in
degrees Celsius.

TEMPERATURE LOWER CRIMPER(S)

The lower crimper{s) temperature is set during test
wrapping and is determined by the foil quality and
machine speed. The temperature is registered in
degrees Celsius.

TEMPERATURE UPPER CRIMPER(S)

The upper crimper(s) temperature is set during test
wrapping and is determined by the foil guality and
machine speed. The temperature is registered in
degrees Celsius.

0P HARM ~2450-5-



2481 SETTING PROCEDURE FOR A NEW PRODUCT

Carry out the procedure below for formats (a new product)
which have not yet been set. Then note the new values on the
setting list.

If the Pack-6 is not fitted with spot correction for
registered foil, skip the instructions marked * {asterix).

1} -

2 -

10—

1L~

Adjust the width of the side guides on the infeed table
and sealing table plating.

Fit the correct pusher pins in the carriers and adjust
the distances between then.

Check that the correct gear wheels have been fitted in
the change gear.

Fit the folding box with support points and
accompanying side guide points.

Fit the transport roller on the lower crimper shaft and
adjust the height of the crimper unit.

Adjust the discharge conveyer lengthwise relation to the
crimper unit.

Fit the foil roll in the foil tower; centre this in the
middle of the machine. Bring the turn roller and the
foil arms into the corresct positions and feed the foil
through the foil itower.

Switch on the main switch of the packaging machine and
turn the spot correction switch off.

Fun the foil through the folding box and adjust the
foil entry angle.

Adjust the sealing table roller pressure depending on
the thickness of the foil (first allow to reach seal
temperature ).

Set the puller and zealing rollers in the open position.

Feed the foil through the open rollers. Close the
rollers.

VvV arHARHM ~2481-1-



13-

14-

15-

16%

17*

1>

18-

24 -

25~

T E

If heat sealing: adiust the temperature controllers for
the sealing rollers and crimpers; also check thaet the
crimpers are properly adjusted.

Start the machine and adjust the speed of the rellers to
the cut-off length of the foll.

Adjust the synchronizaticon of the crimpers in reletion
to foil speed.

Stop the machine.

Sswitch cn the spoit correction switch and inch the
machine to the zero pesition.

Open the rollers and feed the foil through so that the
spot comes into the mark detector light point in the
foil tower. Close the rollers.

Start the machine and check that the spot correction is
working correctly. If this is correct the LED on the
electrical panel should signal once every revelution of
the command shaft.

Place at least three products between the pusher pins of
the infeed table: open the first set of rollers on the
sezaling table. (Do not take any notice the printing on
the packaging material.}

Now inch the machine until the first product is just
through the folding box. Clese the first set of rollers
and inch until the front edge of the first product lies
level with the front cf the cover plate.

Loosen the infeed chain from the infeed table.

Remove the tension from the foil and open the pull and
sealing rollers.

Inch the machine until the crimpers are in a good
position in relation to the product.

Close the pull and zealing rollers and fix the infeead
chain.

Inch the machine and check that the crimpers are
propexriy positicned.

VO P H AR M -2481-2-



26~

27~

28~

31%

32

33%
34%

35%

Place a*t least three productg between the pusher pins of
the infeed table and then start the machine until the
second packet is on the discharge conveyor.

Check the packaging of the second packet.

If the front cof the package is packed tighter or looser
than the back then the pusher pin position must be
corrected using the hand wheel of the chain adjuster.

When a good package has been made, inch the machine
until it is empty.

Inch the machine until the foll can just be pulled
through (manually! the nearly closed crimpers by hand.

Open the pull and sealing rollers.

Pull the foil through until the point for cutting is
correctly situated under the blade.

Close the pull and sealing rollers.

Inch the machine fo the zero position.

Use the tension rollier in the foil tower to position the
spot under the mark detector The LED on the electrical

panel will then be alight.

Insert products and start the machine. Stop the machine
when the second package is on the discharge conveyor.

Carry out any necessary corrections, such as on the
tension roller in the foil tower and the position of the
pusher pins on the infeed table.

rRun production to check the correct operation of the
machine over a longer period of time.

Inch the mechine to the zero position. Fill in all
relevant values on the setting list.

VG PHARHM -Z2481 -3~



2510 MAINTENANCE

Check the ©ll in the reduction gearbox regularly, and
renew the oll every year. Check curve rellers, threaded
rods, gearwheels and such every week and lubricate if
necessary.

Lubricate grease nipples and chains lightly every week.

Almost all moving parts have bearings which are lubricated
for 1life, or have bronze or nylon bushes, which do not
require lubrication. Recomended is to replace them after 2
YEars.

Daily maintenance:

-~ ¢lean the machine with compressed air
- remove dust and dirt particles
clean guides

Weekly malntenance:

- ¢lean chains and lubricate sparingly
- check toothed belts for correct tension and wear

Monthly maintenance:

- remove covers and clean machine thoroughly

- remove any excess grease

~ check machine for wear

- tension chalins and toothed belts

- check oil levels and top up or drain and renew when
necessary.

TEVOPRARH ~25:10-1~-



Recommended lubricants for the reduction gearbox:
~ Shell, Omala 150

- Esso, Spartan EP 150

- Mobil, Mobilgear 629

Recommended lubricants for chains:
- Shell, Carnea B3

~ Essa, Penocled EP 2

- Mobil, Visolite extra heavy

Recommended lubricants for sealing rollers and crimpers,
gearwheels, curve rollers, curve tracks and bearings:

~ Shell, Darina R2

- Esso, Norva 275

- Mobil, Temp 1

TEVOPRHARHM ~2510-2-



2540 TROUBLE SHOOTING

[ad

This troubleshooting list gives a summary of the most likely
faults and serves as a guide to their soluticn.

When a fault occurs which is not described in this list, it

iz recommended that you study the whole description in order
to approach and resolve the problem in the most logical way.

GENERAL

This trouble shooting is divided into the following problem
groups:

Pocr quality of the packaging itself 2
Faults during wrapping 3
Faults in the mechanical section 4
Faults in the electrical installation 5

Faults in the spotcorrsction: see group
spotoorrection

POOR QUALITY OF THE WRAPPIMG ITSELF

FAULT POSSIBLE CAUSE SOLUTION
The product is The folding box i Fit correct folding
wrapped Mtoo to hig for the box ~ zee setting
loosely". nroduct to be list.
wrappead.
Incorrect angle of rdjust angle of in
entry of the foil accordance with
in the folding chapter "Folding
box. poxr’ .,

When using internal Re-set the

folding boxr: internal folding
internel folding hox.

box has not been
set correctly.

Fressure of the Using the setting

firaet pair of knobt of the first

rolisrs of the pair of rolilers of
sealing table Is the sealing

Ton Low. table, rs-set the

pressure on the

1Y oy
roLiwtrsz.
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FAULT

POSSIBLE CAUSE

SOLUTION

Pressure ofthe
first pair of
rollers of the
gsealing table is
too high.

Pressure of the
second palr of
rollers of the
sealing table 1s
too low.

Pressure of the
second pair of
rolilers of the
sealing table is
too high.

The cover plates
are too far above
the sealing
rollers.

Using the setting
knob of the first
pair of rollers of
the sealing table,
re-set the pressure
on the rollers.

tUlsing the
adjusterbolt of the
second pair of
rollers of the
sealing table, re-
set the pressure on
the rollers.

Using the
adjusterbolt of the
second pair of
rollers of the
sealing table, re-
set. the pressure of
the rollers.

Adjust cover
plates.

Longitudinal seal
is not closed

TEVOPHARM

Sealing temperature
too low

Sealing roller
pressure ilncorrect

Reset sealing
temperature with
thermostat

Readjust sealing
roller pressure so
that a single layer
can be pulled
through, but not a
double layer
{adjust at
cperating temp.)



FAULT

POSSIBLE CAUSE

SOLUTION

Heating element
deesn't function
right.

Check that the seal
coating 1s on the
inside of foil.

See electrical
faults.

Place the foil the
other way around.

The longitudinal
seal opens.

The sealing roller
groove profile

not located
properly.

Readjust sealing
roller height.

T E
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FAULT

POSSIBLE CAUSE

SOLUTTION

The cross seals
are not closed.

Cross =eals
releases.

Sealing temperature
is toao low.

Insufficient
sealing pressure
petween crimpers.

Sealing speed of
the crimper is too
high in relation to
foil speed.

Re-set sealing
temperature using
thermostat.

Readijust spring
pressure: see
chapter “crimper
unit".

Readjust the
sealing speed of
the crimper by
means of the
synchronization.

The crimpertoothing
is not gripping.

CTheck if the seal
coating is on the
inside of foil.

The heating elenent
doesn't function
right.

Readjust crimpers
in accordance with
description under
"Crimper Unit®.

Place the foil the

other way arcund.

See electrical
faults

One of the coross
seals 1is not
closed.

Too much aiy in
package {usually at
higher speed).

Blade 1s set too

high.

Pack product more
tightly (e.g. fit
pressure plate in
fulding box).

Eeadiust blads.

’z‘s‘.—-:%'
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FAULTS DURING WRAPFING

FAULT

POSSIBLE CAUSE

SOLUTION

The foil is
damaged by the
corners of the
folding box.

The turn roller 1is
at an angle. Folil
roll is
eccentrically
tensioned.
Incorrect entry
angle of foll into
folding box. The
tension in the
centre of the foil
track 1s LoO
high/too iow.

Readjust angle of
entry of foil into
folding box in
accordance with
chapter *"¥Folding
Box",

The foil slides
away along one
gide of the
folding box.

Folil width is tao
narrow for size of
produat.

Incorrect angle of
entry into folding
box.

Measure width
required and fit
correct foill roll.

Readjust angle of
entry of foil in
the folding box in
accordance with
chapter "Folding
Box".

Product
irreqularly pilcked
up by the foil in
the folding box.

The clmpers are
"dragging” on the
foll.

Pitch of the
infeedchain 1s
shorter than foil
cut-off length.

Readijust
synchronization of
orimpers to foil
spead.

Adijust the pitch
ef the infeedchailn.
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FAULT POSSIBLE CARUSE SOLUTION
pitch of the Adjust the pitch of
infeedchain is the infeedchain.
longer than foil
cut-off length.
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FAULTS IN THE MECHANICAL SECTION

FAULT

POSSIBLE CAUSE

SOLUTION

The malin motor
Yuns, wrapping
machine does not
WOTK.

A slipping V-belt.

The mechanical
overload clutch on
the main shaft has
released.

Tension the V-
belt.

Check that the
wrapping machine is
not jammed. Clear
fault, inch machine
until clutch grips.
If necessary:
tighten tension
belts on overload
cluteh.,

Wrapping machine
works, but crimper
unit is not
Tunning.

The slip clutch on
crimper mending 1is
loose.

Tighten up the slip
clutch on crimper
mending.

The wrapping
machine works,
the infeedchaln
does not move,

bat

The slip clutch on
the infeedchain is
lonse.

Tighten up the
infeed chain slip
ciutch.
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FAULT

POSSIBLE CAUSE

SOLUTION

Infeedchain with
product suffers
shocks .

The infeed chain
guides are very
dirty.

The return part of
the chain is too
slack.

The infeedchain
slip clutch is not
fixed.

Clean chain guides.
Check that the
carriers on infeed
chaln can move
freely.

Retension the
infeedchain and
check position of
pushers in relation
to crimper
position.

Tighten up infeed
chain slip clutch.

The wrapped
products are
transported by the
discharge conveyor
at lrregular
intervals.

The distance
between discharge
conveyor and
crimpers is too
large.

The support roller
is the wreong size.

The discharge
conveyor is
slipping.

The hlade does not
cut the foil
complietaly.

Push the discharge
conveyor lengthwise
towards the
crimpers. See the
chapter "discharge
conveyor".

See settings list
for correct support
rotler size,

Re-tension
discharge conveyor.

Clean discharge
cenveyor drive
roller,

Re-adjust the
hlade.
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FAULT

POSSIBLE CAUSE

SOLUTION

Irregular
transport of foil
with product.

Slip between foil
and the rollers of
the sealing table.

Temperature of
sealing rollers is
too high, foil is
heing mslted.

The crimpers hold
the product back;
too low sealing
apeed.

The crimpers “"pulil"
on the foil.

Re-adjust the
rollers of the
sealing tabhle so
that a single layer
can be pulled
threugh, but not a
double layer
(adjust at sealing
temperature}.

Using the
thermostat,
the gealing
temperature (see
getting list).

reset

Match sealing speed
of the crimper
(synchronization)
to foil epeed.

Match sealling speed
of the crimper
(synchronization)
to foil speed.

The cut-off length
varies.

VO P HABRRHM
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S5pot correction of
the foll is not
operating properly.

Readijust mark
detector in foil
rower. Re-adjust
cams in spot
correction drive.
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FAULT

POSSIBLE CAUSE

SOLUTION

The balance roller
is set too tight.

Re-set brake
tenslion in balance
roller.

The foll runs out

of the first set

of rollers of the

sealing table.

the folding box is
too large in
relation to product
and/or fell width.

The fonil does not
come 5 mm under
the sealing table
rollers.

The folding box is
not in line with
infeed table.

The foil is not
centred.

Fit correct folding
box in accordance
with setting list.

Check foil width.
Check that foil
entry angle in
folding box is
correct.

Centre folding box
so that it is
positioned in the
middle of the
infeed table.

Re-centre foil roll
in foil tower.
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POSSTBLE CAUSE

SOLUTICN

The foil runs out
of the rollers of

the sealing table.

The feil is not
smooth or pulls
irrequiarly.

The foil does not
track.

The cross seal is
too high positioned
in relation to the
proeduct.

The pressure of the
sealingrollers is
too high.

The
are
the

cover plates
too high over
seal rollers.

Change to better
gquality foil.

Increase or
decrease the roller
pressure.

Re—adjust the
height of the
crimper unit,

Re—-adjust the
pressure of the
sealingrollers.

Re-adjust the cover
plates.

The foll tends to
wingd arcound the
crimpers.

The sealing
temperature of the
crimpers is too
high.

The sealing speed
of the crimpers at
the moment of
gealing/outting 1is
different from
foil spead.

Set the temperature
of the upper and
lower crimpers
separately using
the thermostat so
that the foil does
not stick on one of
the crimpers.

Re-set the sealing
speed of the
crimpers{synchroni-
zatlony.
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FAULT

POSSIBLE CAUSE

SOLUTION

Fall is not
sultable for
DroOCess .

Dirty crimpers.

The foil is
threaded inside
out.

The foilreel 1s not
centre-lined so the
coating sticks to
the crimpers.

Replace foil with
suitable type. See
setting list.

Apply silicone
releasing agent to
Ccrimpers.

Clean the crimpers.
Thread the foil
according the foil-
run diagram.

Re-centre the
foilreel.

The crimper blade
does not cut foill
completely.

Blade badly
adjusted.

plade is worn.

Re-adjust blade in
accordance with
chapter "crimper
unit”.

Renew knife and
anvil{always as a
gat).
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FAULTS IN THE ELECTRICAL INSTALLATION.

Take Cazre: ~TURN the MAIN SWITCH OFF before checking

wiring and connecticons.

~-Baefore carrying cut a wiring test:

First remove sarth wire

(Clamp MNo: 100} from

connacTtor strip. After the test, reconnect

earth wiring.

FAULT POSSIBLE CAUSES SCLIUTION
Machine does not Electro motor If tharmal cut-cut
work when start ovarloaded. check lamp on

button or inch
hutton is pressed.

Safety door or
cover 1s open.

Emergency stop is

[

iia

Subsidiary relay on
moter is defect.

penel 1s on, press
red thermal relay
hutton (see
diagram)}. Check
that the relevant
installation has
been autamatically
switched off,
switch on if
necessary.

Close door or
cover.

Pull cut emergency
stop.

Check that there is
24 V AZ at the
coil. Replace relay
if necesssary.




FAULT

POSSIBLE CAUSES

SOLUTIONS

Creen light
lights-up when
gtart button
pressed, machine
does not start.

Eiectrical motor
overloaded.

Supgidiary relay in
main motor defect.

Motor protection
switch triggered,
switch cn again.

Check 24 V AC at
colil. Replace
relay.

Machine does not
operate.

Ko power supply.

The stop button on
electro-panel is
defect.

Check supply
voltage.

Fault in stop
switch, replace.

Machice works on
inch button, but
not on start
button.

Mechanical overload
clutch switch
activated.

The key switch for
the caps ig in the
wrong pesition.

The start button on
electro-panel is
gefect.

Inch machine until
mechanical overload
clutch recess.

Use key To set
switch to correct
position.

Fault in start
gwitch, replace.
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FAULT

POSSIBLE CAUSES

SCLUTION

Heating =lement
too hot.

Temnperature sensor
wiring makes a
short cut with
earth.

Cancel short cut.

Thermcstat
indicator needle
swings as machine
operates.

Dirty temp. sensor
slipring contacts.

Spring pressure on
carbon brushes tco
1ow.

Clean s=sliprings.

Increase pressure
by shortening
eprings.

Heating elements
not warm, control
lamp is off.

Check +hat the
connections are
coroeot .

Thermostat off.

Reconnect if
required.

Switch thermostat
on.

Seal- and pulling
rollers operate
irregular.

One of the
ractifiers is
defect.

One of the clutches

is defect.

Raeplace rectifier.

Replace clutch.




FAULT

POSSIBLE CAUSE

SOLUTION

Heating element
fuse switches off
when power is
switched on.

Short circuit in
slip contacts or
wiring.

Iinternal short
circuit in heating
elemant,

Short circuit in
nesting
connaections.

Remove heating
element connecting
wires. Ohm meter
indicates a
resistance of 0
{short circuit).
Replace or repair
wiring.

Remove the
connecting wires of
the heating
element. Ohm meter
indicates &
resistance of 0O
(short circuit in
the heating
element}. Replace
heating element.

Remove connecting
wires from slip
rings. Connect
these wires with
the frame. The Ohm
meter indicates a
registance of O
{short circuit).
Faulty connecting
wires are usually
instantly
recognisable.
Replace connecting
wires if
NecCessary.
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FAULT

POSSIBLE CAUSES

SOLUTION

Internal earth
shert-circuit in
the heating
clement.

The connection of
the heating element
is sound but there
15 no resistance
between the
connection and the
ingicde of the
heating element.
Replace the heating
element.

The thermostat is
on but the
elements are not
heated. The
control lamp is
off. Thermostat
indicator points
to the right.

Interrupted power
circuit between
thermc-couple
connecticns
fbroken wire).

Interrupted power
circuit between
slip rings an
brush holders as
carbon brushes are
worn outl.

Replace faulty
WiTing.

Replace carbon
brushes.
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2570 ORDERING SPARE PARTS

To order spare parts, specification of the part number along
with the machine type and number is suffice.

Each part is allccated with a number.

Occasionally this number may have a long space in it, for
example: pb-11. 10.016,

This should be seen as one number.

if the required part has not been allocated with a number,

then the following procedure should be taken:

- Locate the item in the "ILLUSTRATED PARTS CATALOGUE".

-~ State the machine type and machine number.

- State the drawingnumber, position, component code and the
description.

Electrical components can be ordered from the parts list
attached to the circuit diagram or from the "ILLUSTRATED
PARTS CATALOGUE".

Components which are described in the documentation {(Group
9500 and further) can be ordered from Tevopharm by stating
the reguired component.

Spare parts can be orderad by contacting the Spare Parts
Department via the addresses below:

Correspondence address: Despatch address:
TEVOPHARM-SCHIEDAM BV TEVOPHARM-SCHIEDAM BV
Dept: Sﬁ%re Parts. Dept: Spare Parts
P.O. Box 353 Van Heekstraat 32
3100 nA  Schiedan 3125 BN  Schiedam
The Netharlands The Netherlands

Jelephone: (+ 31) 010 - 4 88 58 99

Telosfax: {(+ 31y 010 - 4 37 23 52
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SOLUTION

FAULT POSSIBLE CAUSES
The thermostat is Check resistance.
on but elements 0 Ohms means short
are not heating circuit in element
up, control lamp connactions or

is on. defective wiring

ingide element.

Ohm meter indicates
0. Bhort circuit
between slip ring
and carbon brush
holder.

Sealing element
fuses blown.

Solid state relay

Replace heating
elements.

Replace carbon
brushes.

Replace fuses.

Replace the
relevant solid

fauliy.

state relay.

Thermostat off, Zoliid state relay Replace the
but element too faulty,

hot.

relevant solid
state relay.
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