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|. Characteristics
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Designed and developed by Japanese technology and complying with

JIS inspection standards.

§ 800x600color LCD.

8 Power range applied: AC110V~AC280V 50/60HZ.

8 The light source of luminescence pipe has a high brightness with a

long service life.

8 The electronic components and production technique adopt the most
advanced SMT technology with highest stability and reliability.

8§ Data can be stored for over 5 years safely.

8 Freely choose from Chinese, English and another language for the
convenience of study and operation.

8 Intelligent fault detection and auxiliary operation instructions.

8 Fully support the wireless network system —iChen.
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Technical data MPC-7

Power supply AC200V 50/60Hz
Display 10.4 inch TFT LCD / 800 * 600
Display backlight LED Backlight
Keyboard 73 Keys

LED Display 16 LED (Red color)
Flash memory 5MB

Internal memory 4MB (Battery backup period : 5 years or more)
Processor SH-2A (200MHz)

Interface RS-485 : 1 (For iChen)
RS-232C : 3 (1ch : std. / 2ch : option)
USB2.0 : 1 (Flash memory stick option)
Ethernet : 1 (For iChen option)
Operating system iTRON

Dimension 300 * 545 * 85mm (W*H*D)

Operating Temperature 0 ~ 60T
Storage Temperature —25 ~ +85C

Relative humidity 5 ~ 85% / no condensation
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Effective storage capacity of 150 groups of forming data (like
time, times, pressure, speed, stroke, metering, mould thickness,
mould name, selection condition, temperature of raw materials,
etc.)

Detailed tips on online operation.

Lock the software data by stage encryption.

Mistake-proof tips when inputting data in case of unsuitable
modification.

Data modification can be stored in the central server online
through iChen System.

Most advanced SMT electric plate assembling technology with a
high reliability.

64 bit high speed CPU.

10 sets of PID temperature control, adjustment between 30°C
and 500°C with a high degree of accuracy.

Cold start prevention. Auto preheat function. nozzle
block alarm. resin overflow dectection. .

High and low temperature deviation setting and temperature
sensor line break detection in operation.

Injection 10 stage speed. 10 stage pressure setting.
Plasticization 10 stage speed. 10 stage pressure and
10 stage back pressure setting.

4 sets air blowing and 6 sets of core pulling.

Clamping, injection and ejector all adopt high precision optics
encoder (standard) or potentiometer (optional).

Storage of alarms historical records,convenient for the
technique debugging and maintenance.

Production quantity and batch control.

Cooperate with iChen order arrangement system.

Auto toggle lubrication setting, Oil starvation alarm.

Figure display of operation actions, convenient for the
supervision of injection moulding machine operation.

Monitor of the cycle operation time, convenient for adjustment
to shorten the cycle time.

Injection speed and pressure standard graph and current graph
comparison. Injection terminal statistics.

Online monitor of the program running condition and all the
status of inputs, outputs, timers and counters, convenient for
debugging and maintenance.

Support the monitor of 104outputs, 104inputs, 200 timers and 20
counters status.

Free selection, duplication and erasion of mould data. The
setting time can be saved by using the preset mould data inside
the computer. Data can also be inputted through external SD
card.

Intelligent fault detection and auxiliary operation instructions.




J|
‘ CHENHSONG PLASTICS MACHINERY CO., LTD

The Chen Hsong Group

BIEH

» Support the hot runner temperature control (60 cavity,option)
» Fully support the iChen network management system.
» Fully support the iChen Wireless Network.

lll. Function Comparison

MPC-7.0 Multi-function computer is the upgraded version of MPC-6.0
computer.
The detailed comparison in function are as follows:

FUNCTION MPC-7. 0 MPC-6. 0

Internal memory 4MB 2MB

Flash memory 5MB 4.256MB

Free sequential core pull Free Fix sequence
sequence

Keylock function Yes Yes

Processor SH-2A (200MHz) SH-2 (50MH?z)

Display 10.4 inch TFT LCD / 800 *{10.4 inch TFT LCD / 640 *
600 480
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IV. Introduction to the Computer Panel

4.1 Computer Panel
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4.2 Keys for Operation Mode Control

This keyboard is responsible for the switch of forming operation
mode.

4.3 Keys for Forming Conditions Setting

H i
OPJCLMD CORE EJECTOR INJECTION PLASTIDEC I CHEN CARRALLB, MD DATA

K
#

BN EAE A E
TIMERICGNT GRAPH STATIST MONITOR PLC HELP

This keyboard has the following functions:

1) Set the forming conditions like position, speed, pressure, time,
counter, temperature, etc.

2) Change and rewrite the mould data.

3) According to the requirements of finished products and mould
design, choose the forming functions or actions.

4) Under any operation interface, the cursor can be moved to the
expected position for changing data.

-
4
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4.4 Number Keyboard, Cursor Keys and Auxiliary Operation

Function

This keyboard has the following functions:

1) If press @++c at the same time, then

turn on the power of the computer, the mould data and system
setting inside the computer can be initialized. After hearing the
alarm of a long “beep”, the initialization is completed. Release
the three keys, and the operation on computer can be
continued.

2) When operating the computer, press @ and

simultaneously, the function of pageup can be realized; press

@ and simultaneously, the function of pagedown

can be realized.
3) Input the digital data required by forming conditions:
Speed setting ranges 00%~99%; 00% means no speed.
Pressure setting ranges 00% ~ 99%; 00% means no
pressure.
Position setting ranges 0000~999.9 mm.
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Time setting ranges 0~999.9 sec.
Counter setting ranges 0~65535.
Mould thickness setting ranges 0~9999.9 mm.

4.5 Keys and Instructions for Manual Operation

PUHPUN PUHP QFF HEJ\TER MULDFWD HULDEWD
on Yoy Oou
W‘ @’_5 @?" =5
LUE. PURGE J FREHEAT J DBLCOLOR

The keyboard for manual operation can individually operate some
certain actions of entire action cycle.

4.6 Power Switch

1) Emergency Stop Button

The Emergency Stop Button [.] locates in the bottom-right of
the computer operation panel. If press it, the power can be cut off.
If restart is required, the button must be released by turning
rightward.

2) Start Button

The Start Button ‘ locates on the right under the computer
operation panel. If the Emergency Stop Button has been released,
the power of the machine can be switched on by pressing the Start
Button. This function can effectively protect the control system.

3) A high-powered voltage regulation apparatus in the controller can
bear the power supply of AC90V — AC265V 50/60HZ.
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V. Operational Instructions for Computer Interfaces

5.1 Starting the Computer

Computer Startup Screen

Computer Startup Screen
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1) After turning on th%NC(E:lpmputer, the system is under automatic

2)

inspection.If press = | , the interface (01), which shows the
machine type, machine model, serial number and program, will
appear. If the machine needs maintenance or technical inquiry, please
inform this information to the customer service department of our
company for instant service.

If no action is conducted, the system will automatically switch to the
interface (02) after about 3 seconds, which reminds you to input the 6
digits password or press any screen keys for skip. The password is
classified into 3 levels of authorities: Operator, Supervisor and
Factory. Each password will allow you to login the corresponding
level of screens without inputting the password again. It will switch
into operation interface (03) automatically after 3 seconds.

11
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5.2 Normal Operation Setting

5.2.1 Normal Operation Screen

Normal Operation Screen

I I TR 2019/68/22 @5:22

WawpL | Peee |

Nozz T1 2 T3 T4 T5 Té T7 T8 T9
| 8% |[178] [178 |17/ |17 |[178 | 178

—

Sp. NN 0 CYCLE No, 1t | FILLING g.ees
Pr. I :++bar | RETECT No. @t | COOLING 38.3s
Bp. W +:bar | CYCLE TIME @.8s | RECYCLE 3l.es
s2. I Y

SpE. N 7 !d:l

Prg, NN :::bar =

Bpp. N :+bar i}* |5

S2p, I % e

Eject Mould Screw Nozz Speed Press Syatem RPM
skkxkamm | 485,0mm | ****+%mm| 655, dmm kK ***bar #¥xbar erpm

Press % one time to display this interface (After the normal start
of the system, the default is manual operation. After the start is
completed, this interface will appear automatically).

N

<O

To modify the set value of temperature (Nozzle, T1~T9, Oil), use N/

to select the temperature stage to be set, input the numerical value and

press, then the setting is complete.

12
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This interface is used to monitor the relevant parameters of operation
and each stage temperature settings of the barrel.

"Nozzle parameter": Nozzle temperature setting

"T1": Stage 1temperature setting

"T2": Stage 2 temperature setting

"T3": Stage 3 temperature setting

"T4": Stage 4 temperature setting (depend on machine model)
"T5": Stage 5temperature setting (depend on machine model)
"T6": Stage 6 temperature setting (depend on machine model)
"T7": Stage 7 temperature setting (depend on machine model)
"T8": Stage 8 temperature setting (depend on machine model)
"T9": Stage 9 temperature setting (depend on machine model)
Note : T7 can be selected as oil temperature control or

barrel heating control,

13
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5.2.2 Cycle Monitor

Cycle Monitor Screen

Cycle Monitor 2019/08/22 85:25
MANUAL Pezel

3.2 3.2 e.ee
8.0 2.8 2.0
3.2
. Ry ] CYCLE TIME 2.9
98.1 Product No. 2eee
Aird | CYCLE No, 1 I
101.8 RETECT Mo. e 6. .83
3.2 121.9
182 .1 97.4 8.0
2.0 2.8 2.8

3.2 3.2 3.2

E ject Mould Screw oz z Speed Press Syatem RPM
LT | 85 P | ek EE 54 *%xbar wxxbar erpm

entire action cycle:

Press

twice to call the cycle monitor screen , which shows the

Clamping ——Carriage Forward ——Injection ——Pressure Holding
——Delay......——Ejector—— Recycle

The numerical value of each step is the time consumption of this step.
The frame in the middle of the interface shows the cycle time, product
number, cycle number and rejected part number.

14
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5.2.3 Mould Opening Setting

Mould Opening Setting Screen

Mould Open Close Setting 2019/08/22 85:43
WAL [ [pa30
Maximum Mould S55. S CYLINDER 485 , @emm
Maximum Press 175bar Act Clamp Forc9998ton
LOW PR.DETEC @.@s LP Protect 3019ton
Sp. Pr. Pos. Sp. Pr, Pos.
SLow open  58% | 9%bar| | 14.98mm | Fast clamp [50% || 9%bar| | 58.8mm
Open2 CLamp2
Open3 Clamp3
Fast open 5e% || 9¢bar 199.E)rrm| LP ClLamp 5% || 4ebar 12.eemm
Open end 50% || 3ebar 200.6mm | HP CLamp 5e% || 9Sbar 1.28mm
H.P.OPEN END Clamping Aux 8 .omm
Clamp Aux 2 @, emm
Syn. Eject Clamping Forc  @ton . eemm
Open Aux 3 hydaulic
Low Press 2ton
Open Aux 4 @.8mm | Clamping Ford @ton

Mould Screyw Nozz Speed Press Sratem RPM
485 . Omim | #EEkwxmm &55 . dmm *ok ##:xbar *#*xbar erpi

OP.JCLMD .
Press to call mould open close setting screen .

Use to select the parameters to be set, input the numerical value and

press, then the setting is complete.

15
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Bl to B5. C1 to C5. D1 to D5 are the opening speed, pressure
and position setting.

El to E5. F1 to F5. G1 to G5 are the clamping speed, pressure
and position setting.

D6 is open end position for high pressure cylinder in two
platen machine

D7 is the synchronise open position , mainly use for
starting ejecting for parallel motion,

Low PR detect use in machine with mold low presure
protection sensor, when the sensor detect higher than this
setting, it alarms and stop production,

G5 is the clamping end position.

F6 is use for two platen machine, setting the pressure
switching from low to high pressure .

F8 use for two platen machine, setting the pressure of

clamping end.

“clamping force” is use to display the clamping force

and correspond pulse position for automatic force adjustment.

16
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5.2.4 Injection Setting

Injection Setting Screen

Injection Setting 2019/08/22 85:51
MMOAL | |pedes
Max., Stroke 248.2mm FILLING 8.00s Cushion End .emm
INTECT TIME [10,14s Hold Change Inject Press
Sp. Pr, Time Sp. Pr, Pos,
Hol d1 5% || 38bar 121.5s Injectl 50% || 3ebar 160, emm
Hol d2 5% || 38bar 121.6s Inject2 50% || 3ebar 88 , emm
Hol d3 @% || 38bar 121.7s Inject3 50% || 3ebar 6@, Bmm
Hol d4 @% || 38bar 121.8s Injectd 50% || 3ebar 1.8mm
Hol d5 @% || 38bar 121.9s Injects 50% || 3ebar e.8mm
Hol dé @% || 38bar 128.0s Inject6 50% || 3ebar e.8mm
Hol d7 @% || 38bar 128.1s Inject? 50% || 3ebar e.8mm
Hol d8B @% || 38bar 128.2s Inject8 50% || 3ebar e.8mm
Hold9 Injecte
Hold1@ Injectl®
Hold Pre.P0S 8. emm
Leakage POS . emm
INT AUX Q. e
Mould Scre Nozz Speed Press RPM
485 ,@mm | ***xk¥mm | €55, 4mm EEL *#*bar @rpm

<
Press to call the injection setting screen .

N\

C®>

Use to select the parameters to be set, input the numerical

value and press, then the setting is complete.

Holding pressure can be switching either by (position .

timer. pressure) . Injection processing parameters including

17
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speed pressure and position, holding pressure switching

position and overflow position setting,

5.2.5 Sequential Injection Control Setting

Sequential Injection Control Setting Screen

Seduential Injection 2019/08/22 85:54
MAMOAL | |Pedal

Gatel Minimum

SEQ.INTECT. [l SWITCHING
ON Pos. OFF Pos, DELAY Time DELAY Time _
Gatevalvel 10.0mm | 30.8mm I
Gatevalve2 11.emm | 31,8mm IFF
GateValve3 12.8mm | 32,6mm I
Gatevalved 13.0mm | 33.8mm I
Gatevalves 14.0mm | 34,8mm IFF
GateVal veé 15.8mm | 35,6mm I
Gatevalve? 16.0mm | 36.8mm I
Gatevalves 17.0mm | 37.8mm IFF
GateValve$ 18.8mm | 38,6mm I
GateValvele | 19.8mm | 39.0mm (]

Mould Screw Hozz Speed Press
485.0mm | *keexsmm | 655.4mm| e | xksbar

RPM
@rpm

<
Press two times to call the sequential injection control setting
screen .

N\

< ®>

Use to select the parameters to be set, input the numerical

value and press , then the setting is complete.

This interface is used to control the injection sequence of each mould

18
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cavity (position and time control). (Optional function)

cavity (position and time control). (Optional function)cavity (position and

19
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5.2.6Automatic Purge Setting

Automatic Purge Setting Screen

Gas PURGE

Pos . emm
DELAY 119.4s

Time

Sp. Pr, Bp. Pos.

Plast 38% || 38bar|| @bar| [162.8s

Inject 39% || 38bar @ . e

Decomp 4% || 38bar 9, o

EXTRUSION (FF
Sp. Pr, Time

[ 29bar| [110.0s |

Mould Screy Nozz Speed Press Syatem BRPM
wxkkwkmm | 655, dmm ET T4 #xxbar w#kbar erpm

<
Press three times to call the automatic purge setting screen .
VAN

< ®>

Use to select the parameters to be set, input the numerical

value and press , then the setting is complete.

VAN
i
To choose the mode, use to find the parameters to be

>
selected, and use or - to select. “ON” as use,

“OFF” as not use.

20
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A is 1injection position start point for gas assist
function,
Al. A2. A3 are the speed, pressure and timer for the
fuction of instrusion by plasticization.,
This fuction provide pushing melt material to the mold

before injection for big volume product.

The function of automatic purge is used when changing plastics and
offers the setting of relevant parameters during the purge. The purge
times is the number that the plastics being injected from the barrel.
(Optional function)

21
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5.2.7 Plasticization/Decompression Setting

Plasticization/Decompression Setting Screen

G| K| | o G| Kl W] 8| =
= i G| El & O =

Q
—
o

Bs
Bo |

PLASTIDEC

Press to call the plasticization/decompression setting screen .

Use - to select the parameters to be set, input the numerical

value and press [:] then the setting is complete.

22
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Melt Decompression before plasticization function can be selected and

have independ F1 & F2 & F3 for speed , pressure and position setting.

23
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5.2.8 Ejector Setting/ Air blow setting

Ejector Setting Screen

air Setting 2019/08/22 @6:81
MAWOAL | P&

Airl Air2 ot use

Alrl Start Position 5.emm Alr2 Start Position  9.%m
AIR 1 DELAY 185,65 AIR 2 DELAY 185, 7s

AIR 1 TIMER 185, 8s AIR 2 TIMER 185,1s

Alr3 |Not use Alrd |Not use

Air3 Start Position 4.8m Aird Start Position 48©.emm
AIR 3 DELAY 185,25 AIR 4 DELAY 11e,1s

AIR 3 TIMER 185, 3s AIR 4 TIMER 11, 2s

AlrS |Before open Alré |After eject

AirS Start Position 41.8mm Airé Start Position 42.emm
AIR 5 DELAY 112,65 AIR & DELAY 112, 8s

AIR 5 TIMER 112 ,7s AIR & TIMER 112 ,9s

Moul d Screw Mozz Speed
485 ,0mm | ***%xkmm | €55, dmm kAT

Press ."'“ bad 1o call the ejector setting screen .

AN

Syatem RPM
##¥*xbar erpm

< ®>

Use ~ to select the parameters to be set, input the numerical

value and press , then the setting is complete.

VN
i
To choose the mode, use e to find the parameters to be selected,

and use E] or to select.

24
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The interface is used to set the parameters of speed, pressure and
position in each stage of ejector and other advanced parameters,
including 3 kinds of ejector modes (Not Use, Stop and Multi), auxiliary
ejector, ejector pause, eject number and vibration ejector.

CHENHSONG PLASTICS MACHINERY CO., LTD

The lower part of screen consist of data setting for four
sets of airblow functions. Including : selection of start
point (open position. after open end . before open. after
ejecting. not use mode. Action delay and action time can

be adjusted for the air blow duration.
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5.2.9 Carriage Setting

Carriage Setting Screen

Carriage Setting 2019/88/22 06152
mwAL [ |pi9@

Max. Stroke 38@.8mm Actual Pos. €55, 4mm

Carr Control |Iff position

Sp. Pr. Pos. Time
Carr Fast @% || 3ebar 183.2s
Carr Slow @% || 3ebar

Sp. Pr. Pos. Time
Carr Back

Mould Screw Nozz Speed Press
85 Omim | s Emm €55, dirm ET Ty #%*¥bhar

&R
Press to call the carriage setting screen .

AN

BRPM
rpm

< ®>

Use ~ to select the parameters to be set, input the numerical

value and press , then the setting is complete.

This screen is for setting parameters for nozzle unit

including nozzle forward and backward speed, pressure,

position.,
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If the carriage control by position is ON, position data are
shown. In order to have this fuction, carriage linear sensor

must be mounted.
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5.2.10 Core Pulling Setting

Core Pulling 1 Setting Screen

Core Setting 1 [ 2019/e8/22 07:16 |
_
Core 1 CoreInLimit| 102, emm CoreOutLimi't| 118.emm

Core In Cycle [Timer Core Out Cycle [Timer
Core In Mode [Not Use Core Out Mode [Mot Use

Sp. Pr. Time Sp. Pr. Time
Core In | 38bar|  [182.2s| Core Out | 38bar|  [182.3s
Core In DLY |113.85 Core Out DLY |113.9s
Core 2 CoreInLimit| 128, emm CoreOutLimi't| 138.8mm
Core In Cycle [Timer Core Out Cycle [Timer
Core In Mode [Not Use Core Out Mode [Mot Use

Sp. Pr. Time Sp. Pr. Time
Core In | 30bar|  [102.4s| Core Out | 38bar|  [182.5s
Core In DLY |125.25 Core Out DLY |125.3s

Eject Mould Screw Nozz Speed Press Syatem RPM
EE T L L (11 485, Omm | ek wsmm €55 . dmm ok ok *#xbar #xxbar Qrpm

Core Pulling 2 Setting Screen
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L]
Press "= one time or two times, then the core pulling 1 setting

screen (15) or core pulling 2 setting screen will appear.

Use - to select the parameters to be set, input the numerical

value and press @ then the setting is complete.

To choose the mode, use - to find the parameters to be selected,

and use S] or [:] to select.

Core is the action of pulling and inserting cores, that is, during mould
clamping, use the oil cylinder to insert the core into the mould for
injection; while during mould opening, pull back the core to the original
position. This function mostly applies to moulds whose finished
products are hollow.

Unscrewing is the revolving positioning control on the finished products
with unscrewing by the oil hydraulic motor.
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Please check if the machine has relevant configurations before using the
functions above.

Setting of Core/Unscrewing: Computer can offer at most 6 groups of
Core/Unscrewing control, subject to the configuration of the machine.
Each Core/Unscrewing can individually set the pressure, speed and
action time according to requirements.

Note: In the automatic mode, the injection and core are approaching at
the same time in case that the core will contract due to injection, so
the Core and Unscrewing cannot be used simultaneously. When
using the function of unscrewing, the mode of Core In/Out One
Cycle shall be selected as Timer.

5.2.11 Core pull sequence Setting
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Press key three times , the above screen are
displayed, This screen is for freely core pull sequence
setting.

If sequence core pull was OFF, six core in sequence will
be A—>B—C—D—E—F, six core out sequence will be
F—E—D—C—>B—A (for six core pull setting with same mode) .

If sequence core pull was ON, core pull can be at any
sequence A, B. C. D. E. F, setting “0” mean no core pull action,
For example of setting : 2. 3. 4. 6. 5. 1, itmean six core
in sequence will be : F=A—>B—C—E—D, six core out
sequence are reverse, it will be D—=E—-C—B—A—F,

Note. The sequence number for A, B. C. D. E. Fdonot allow

setting same number (except 0, it mean not use) .

31



J|
‘ CHENHSONG PLASTICS MACHINERY CO., LTD

The Chen Hsong Group

BIEH

5.2.12 Timer /counter Setting

Timer Setting Screen

imer Setting 2019/88/22 86:03
MeWAL | |Pa&@

PLAST DLY. [1e.e5 e.ee CYCLE No. | 2008 1
COOLING 120 ,6 82.7 RETECT MNo. 2801 9
RECYCLE 121.3 83.4 PRODUCT TIME | 2@@.2 e.l
MELT BEF PLA [183.4 85.5 LUB.2 CYCLE 2007 wwskkx
CYCLE TIMER | 1e35 1218 CYCLE MONIT 2008  wwmkkx
ETE OUT DLY [18.36 e.ee FORCE BWD B
LOW PR,DETEC [18.37 e.ee FORCE FWD 2018  wwwkkx
HP CHARGE DL [18.38 e.ee GATE CORE 2011  wwwkkx
HP END DELAY [12.3% e.ee UNSCREH IN C 2012  kwkkkx
CLAMP END DL [12.4@ e.ee UNSCREH QT C 2013  kwekkkx
VIB ETECT 1e.41 e.ee
CARR.BHD DLY [124.2 B&.3
CARR.END DLY [12.43 e.e9
PURGE BUFFER [124.4 B&.5
DR OPEN SLOW [12.45 ©.20
DOOR OPEN 10.46 ©.20

Nozz Speed Press
#¥mm | 655 . 4mm sk P ##*bar

BEPM
erpm

one time to call the timer setting screen .

Use Al to select the parameters be set, input the numerical value

and press , then the setting is complete.

This interface is used to set the parameters of relevant timers inside the
controller (including the following time relay: plasticizing delay, cooling
time, recycle, decompression before plasticizing, cycle alarm, eject out
delay, low pressure clamping detection, high pressure charge delay, high
pressure end delay, clamping end delay, vibration ejection, carriage
backward delay, carriage end delay, purge buffer, slow door open and
door open time).
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Counter Setting Screen
Counter Monitor 2019/88/22 86:25
wwgaL [ |Puee
Set. Act, Set. Act,
CTee CYCLE No, 2020 1 CT15 VIB.EIT.No.B 2215 KKK
CTel RETECT No.  22el e CT16 LUB.1 COUNT 2216 kK
CTe2 PRODUCT TIME 202.2 e.1 CT17 LUB.2 COUNT 2217 KKK
CTe3 PURGE 2003 kR CT18 GATE AUTO 2018 kR
CTe4 ETECT No, 2024 HRAHE KK CT19 PURGE B 2019 KKK

CTe5 VYIB.EIT.No. 2@@5 LR EEET CT2@ LUB.3 CYCLE 2820 ok ko
CTee LUB.1 CYCLE 2@eé LLEEE CT21 LUB.3 COUNT  2@21 CE LT
CTe7 LUB.2 CYCLE 28@7 sk CT22 LUBL STAGEL 2822 sk sk
CTe8 CYCLE MONIT 2@8es L EELL CT23 LUBL CYCLEL 2823 LT EET
CTeS FORCE BHD B Sk CT24 LUBL COUNTL 2824 Sk ko ko
CT12 FORCE FHD 2818 L EEET CT25 LUBL STAGE2 2825 SR
CT11 GATE CORE 2811 EE TR CT2& LUBL CYCLE2 2@2& sk Kk o
CT12 UNSCREW IN C 2812 L EET CT27 LUBL COUNTZ 2827 sk ks o
CT13 UNSCREW OT C 2813 EE TR CT28 CT28 2828 sk Kk o
CT14 ETECT No. B 2214 LEEE LR CT29 Cylinder exh 2829 sk ks o

Mould Screw Nozz Speed Press
85, 2mm | *skwkkmm &55 _ A ET T A ##:xbar

EPM
2rpm

Press | , then the counter setting screen will appear.

- -
Use KA to select the parameters to be set, input the numerical value

ENTER

and press 8 then the setting is complete.

This interface can be used to set the parameters of relevant counters
inside the controller (including the following counter relay: cycle
number, rejected part number, production time, grease cycle, cycle
monitor, force backward, force forward, auxiliary 11, unscrew in C count
and unscrew out C count).
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5.2.13 Temperature Deviation Alarm Setting

Temperature Deviation Alarm Setting Screen

2019/08/22 86:05
MwgAL | |pa7ee

Nozz Tl T2 T3 T4 T5 Té T? T8 T9
| e% |17e |17 [178 (178 |[178 |17e

+-iﬁ +-iﬁ +-iﬁ +-iﬁ +-iﬁ 4-iﬁ +-iﬁ +-iﬁ +-II +-II

CoolingStart | 201 |[202 |203 |204 |205 |206 |207 |[208 | 209

Preheat 0%
cold start prqleé.Smin Preheat&Pump off [113,7min

SUN,  MON. TUE.  WED, THU,  FRI.  SAT.
Hode
Start eese fate| foofec [eeee foateel looteel leesee

Eject Moul d Screw lozz Speed Press
EETTTL: (| (11 485 . Omm | #kewmm . ET T *#xbhar

RPM
erpm
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Hot Runner HeaterControl
_
L T2 T3
100, [101 [122 Hi
Lo
PID auto- 'tun
Input Typm

Data Copy ALL

Communication error

Eject Screw Nozz Speed Press
EETELE | (1 Lo | wwsssmm &55 . drm ET T34 ##:xbhar

EPM
erpm

, then the temperature deviation alarm setting screen will

Press

appear.
VAN

< ®>

Use ~ to select the parameters to be set, input the numerical

value and press , then the setting is complete.

This interface is used to control the temperature of each stage of the
barrel. The “A” values are the set temperature of each stage, generally
working in combination with parameter “B”, “C” (if A=200, B=10, C=10,
thus the temperature is controlled between “A - C” and “A + B”, that is
190°C~210°C).

Alarm will ring if the temperature exceeds the range: “AL03: Barrel
Temperature Not Reach” or “AL43: Barrel Temperature Too High”.

Preheat Function: control the current temperature of each stage of barrel
as Ax(1-D%).
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Monday to Sunday “ON”. ”. “OFF” are use for select the preheat
schedule timer, “F” is the preheat starting time each weekday .

Blue figures display on the barrel diagram are the actual
temperature for each channel.

Hot runner Setting Screen

Hot runner Setting Screen
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Press 2, 3 or 4 times, then the heat channel setting screen will

appear separately.

Use to select the parameters to be set, input the numerical value
and press - then the setting is complete.

This interface can realize the independent control of the temperature of
each mould heat channel, making the temperature control more flexible
and accurate (optional function).

Hot runner temperature control consist of three screens up to 60
channels setting. This function must use Chen Hsong approved type
temperature control module (Yudian or Shinko).
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5.2.14 Function Setting

Function Setting Screen
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BIEEE
Function Setting 2019/08/22 96:11

WAL | |Poses |

Boost E Robot ON DR OPEM TIME |OFf
SPRING MOULDIQE NOZ BLK 0il Preheat |[IF
Acc Inject (i MozLeak Alrm MOZZLE TURM |0FF
MD BEF I@f Mo Mat Alrm HYD MD ADT
Boost Injectlﬁi Auto Color Quality Cont
Boost Plast .@E SPECIAL EIT TBfwd Aft Ej
HOLD CORE IN.@E ETECT PLATE TieBar Test
Hyd.Nozz . ON I@E SPECIAL CORE TBbwd Bef CL
Photo Eye ON.@E AUTO PURGE SEQ CORE

CoreP Releas [ HrdGateValve Variabl ePump
HotRunner PH [IFF Power Mmonit MF144

Mould Eject (I HeaterMmonit MF145

Auto Door 0FF TwiceMDCLose MF146
Ass.Injdevic |IFF MF148 HP holding
MouLdMonitor [IFF MF141 MDthkCalcula
ClLamperMonit |IFF MF142 TB No Sensor
Auto Stop Not Use

Syn Action |Not Use

Moul d

485 , omm

Screw
oo o o e n’m

Hozz Speed

€55, 4mm

*xxbar

Press % then the function setting screen will appear.

AN

RPM
erpm

< O®> I
Use Avall to move the cursor to the function to be set, press E
to select “ON”; press to select “OFF”, then the setting is

complete.

1) Auto Stop: use E] or to select the following four

modes, which are used with forming numbers, production batch
setting and fault stop.

(i) Not Use  not using automatic stop function
(i) Pump stop pump only when automatic stop is activate

(iii) Heater stop heating only when automatic stop is activate
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(iv) Pump&Heater stop heating and pump when automatic stop

is activate

2) Synchronise Action:

(i) Eject: When choosing Eject, the mould opening and ejection can
be processed at the same time, and the position of mould opening
when the ejection is started can be set.

(if) Plast: When choosing Plast, the mould opening and ejection can
be processed while plasticizing.

(iii)Core: When choosing Core, the action of core inserting and
pulling can be processed while mould opening and clamping.

(iv)Not Use

(3) Accumlator Injection: When choosing “ON”, the accumulator
injection device can be used (User has to order this device separately)

(4) Nozzle Leakage Alarm: When choosing “ON”, alarm will occur
if the nozzle in leaks (optional device)..

(5) No Material Alarm: When choosing “ON”, alarm will ring if

there is no material in the hopper; when choosing “OFF”, no alarm will
be given even if the plasticizing is not completed when the cooling time

ends.

(6) Nozzle block alarm: Under automatic operation, when
injection holding was end but the injection position still not yet reach
injection stage Il position, it is regard as nozzle block, it will alarm and
stop recycle,

(7) core pull holding: keep core pull action during injection, in
order to prevent the retraction of cores,

(8) Photo sensor: monitoring of dropping product by photo

sensor. If there are no dropping product were detected by photo
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sensor after cycle end, it will regard as product drop out failure. Alarm
comes out and stop recycle.
(9) Hydraulic shut-off nozzle: (optional devices) .
(10) ejector plate return confirmation: It is used for confirming
the retract of ejector plate. If this function is selected, clamping is not

allowed when confirmation switch is not ON.

41



J|
‘ CHENHSONG PLASTICS MACHINERY CO., LTD

The Chen Hsong Group

BIEH

5.2.15 Mould Data Selection

Mould Data Selection Screen

MouLd Select 2019/08/22 86:13
mwgRL | |Po%e

el ee7 213
eez ees 214
23 29 @215
eed 218 @le
ges g1l @17
Pee 212 218
No. search MoL dName ~ Name search |

Mould Copy >
Mould Sel

Mould Screw Nozz Speed Press Syatem RFM
485 _Omm | wkkkkxmm | 655 . dmm ET T4 ##%+xbar #xxbar erpm
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The procedure of mould data operation:
1) Move the cursor to the position of mould number A1, input the

number and press - thus complete the setting of mould number.

2) Use to move the cursor to the position of B1, input the letters or

digits use to input the next letter. Then press - to complete

the setting of mould data remark.
3) If changing the mould number 01 to 02 is required, move the cursor to

the position of mould selection A3, input 02 and press - For
confirmation, press .; or else press -

150 groups of mould data memory are available, of which, mould
data No. 1 to N0.99 are standard data module, and No. 101 to No.150 are
easy operation module (some of which can only be altered by mould data
100). Failure to alter the data means no duplication can be realized, so do
make free with the mould data 100.
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Mold data setting screen 2:

This screen is for upload and download of mold data
between MPC-7.0 controller and SD card memory device (SD
memory card and SD card reading device is provided as
option) .

After connecting SD memory card and memory card
reading device(screen with“No Device”will be disappear),

setting downloading mold number at A2 position ,

press@]key to downloading data to SD memory card

device, the LED indicator will be flashing until downloading

process are finished., At A3 position, set the uploading mold

number, then press@]key to upload the mold number data

from SD memory card to MPC-7.0 controller, the LED indicator will be
flashing during uploading, data transfer will be stopped if the LED light

off.

Backup of mold data in FRAM:
FRAM is a new memory device on the CPU board of MPC-7.0
controller, it can be used for backup of mold data and machine

parameters when the battery is in failure,
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(1) Move cursor to “backup” position, press@]key,

“backup” will be displayed with “? ” , then pressDkey to

complete the mold data backup process, Mold set data number 1 to 10
will be saved in the FRAM.
(2) Move cursor to select “ recover” , and then press confirm

key to recover the Mold set data number 1 to 10 saved in the FRAM.

5.2.16 Statistic Value

Quality Statistics Screen 1
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MaoAL [ [Pm7es
SO
Toler. Curr. Prev,

Cy¥cle Mo, 1 1 1

Open Time e.el x| e.e E lel1.1 17.3 18.4 lel.1 e.2 24.3

Clamp Time e.el £| e.e/|f| lee.l 17.3 18.4 1ee.1 2.8 24.2

Inject Time g.eg x| Q.08 E g.ea Q.00 Q.00 e.ee P.ee P.e0

PlLast Time g.e £| 2.0 E Q.2 2.0 2.0 0.0 0.0 0.2

Cycle Time .8l x| .2 E 2.2 2. 2. 1.2 2.2 2.2

Hold Pos 0.8/t e. E Q.2 Q.0 Q.0 e.e 0.0 0.e

Inject End g.e x e.e |Ir 2.2 2.0 2.0 0.2 Q. Q.2

PLast End g.p x I T E P T TR P T E T T T T L L SRR R

Open Pos e.0 x 2.0 E 485.2 485,92 485.9 485.2 485.8 485.2

MAX INI SP. 0.8/t e.e E 2.2 2. 2. 0.2 2.2 2.2

MAX RPM 2 | 9[Ff e e e e e 2

Quality oK 0K 0K

Product Ti 2.1 Product 1 Defect e ( o9.%)

Mould Screw Nozz Speed Press Syatem EPM
485 P | wsskxskxmm &55 _ A EE T #%xbar #x#bhar erpm
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Cycle |Open |CLamp|Inj |Plast|Cycle|Hold |Inject|PLast |Open |InjMax|Max
Cnt| Time| Time| Time| Time| Time Pos Pos Pos Pos | Speed |Rpm
1| 46.3| 46.3| @.e@| @.82| 0.8 e.e 0.8 |xwxwwx | 485 @ e.8| @|0K
li1e1.1|18e.1| e.ee| o.8| 0.8 e.8 0,8 |*wxkex | 485 @ e.8| @|0K
1| 17.3| 17.3| e.ee| e.8| 0.8 e.8 Q.8 |*wxkix | 485 @ e.8| @|0K
1| 18,4| 18.4| e.ee| e.8| 0.8 0.8 0,8 |*wwwnx | 485 @ e.8| @|0K
1| 97.9| 97.¢| e.ee| 8.8| e.e g.e 0.0 |*xxwx | 485 @ e.8| @|0K
1 14| 1.4 e.ee| 8.8| e.e g.e 0.0 |*xsxwex | 485 @ e.8| @|0K
1 18.3| 1e.3| e.ee| 8.8| e.e g.e 0.0 |*xwxww | 485 @ e.8| @|0K
1l 93| ©.3 g.ee| 8.8| e.e g.e 0.0 |*xwxwx ) 485 @ e.8| @|0K
1 14.3| 14.3| 2.e2| @.8| e.e g.e 0.0 |*wxwwx | 485 @ e.2| @|0K
l|181.1|120.1| @.ee| @.2| 0.8 e.e 0.8 |xkxkwx | 485 @ 2.8 @|0K
1| 13.,2| 13.2| @.ee| o.8| 0.8 e.8 0,8 |*wxkex | 485 @ e.8| @|0K
1| 8,1| 8,1| e.ee| ©.,8| 0.8 0.8 0,8 |*wwwnx | 485 @ e.8| @|0K
li1e1.1|1ee.1| e.ee| e.8| 0.8 0.8 0,8 |*k*kex | 485 @ e.8| @|0K
Ave, | 24.7| 24.6| @.e@| @.2| ©.8 g.e 0.0 |*xwxww | 485 @ e.e| @
Max. |lel.1|lee.1| e.ee| @.2| 1.8 e.e 0.0 |*xwwww | 485 @ eg.g| @
Min. .| e8| 0.0 0.0 8.9 g.e 0.0 |*xwxwx ) 485 @ .8 @

Speed Press Syatem EPM
AAT kkbar *xxbar Arpm

Press to call the quality statistics screen.

<@ > _ :
Use to select the parameters to be set, input the numerical

value and press m then the setting is complete.

This screen is for monitoring of quality data. If it is setting with

"ON", it is judge to be defective product if data are out of tolerance.
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A
Use key to move the setting of “production time” , the

press-key, with display of “? ” , then press.key to reset

the production time to zero, this is an accumulating production timer,
B
uselic " dkey to move “production counter” , pres key,

with display of “? ” , then press.key to rest the production

counyer to zero, this is an accumulating production counter,

Quality Statistics Screen 2
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press&adilfkey twice, more quality data are displayed, this

historical data can be upto display 512 sets, new quality data will be

overwrite the the earliest data.

Holding pressure recod screen

By pressing“&ilf three times, actual injection holding pressure

will be displayed, the historical data can be up to 512 cycle. This quality
data is provided only when the option of injection pressure sensor was

mounted.
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5.2.17 Timer Monitor

Timer Monitor Screen

2019/08/22 66116
WwAL [ . |Ploed

Set. Act. Set. Act.
THeee CYCLE TIME lee.e e.e THe17 HOLD3 TIME le1.7 lel.?
TMeal CLAMP TIME 1e@.1 lee.1 TME18 HOLD4 TIME lel.s lel.8
THea2 CARR. FHD. 1e@.2 129.2 TME19 HOLDS TIME lel.9 lel.9
THE@3 FILLING le.e3 Q.0e TME2@ PURGE PLAST 182.9 e.e
TMeed4 HOLD TIME 1ee.4 1ee.4 TMe21 ETECT PAUSE 182.1 e.e
TMea5 PLAST DLY. 1e.e5 o.0e TMe22 CORE 1 IN lez.2 0.0
THea2e COOLING 120.6 2.0 TME23 CORE 1 OUT 122.3 9.0
THee7 BEFORE DECOM 1@@.7 lee.7 THe24 CORE 2 IN 1le2.4 8.8
TMea8 PLAST 1e0.8 e.e THMe25 CORE 2 OUT lez.5 e.e
THMea@9 AFTER DECOMP 120.9 129.9 THMe26 CORE 3 IN 122.6 9.0
THE1@ CARR BHD lel.e lel.e TME27 CORE 3 OUT lez2.7? 2.0
TME11l MD OPEN 1e1.1 lel.1 THME28 CORE 4 IN 1e2.8 e.e
TMe1l2 ETECT TIME 1lel.2 lel.2 THME2S CORE 4 OUT lez.9 0.0
THMe13 RECYCLE 121.3 2.0 TME3@ LUB.1 TIMER 183.2 9.0
THeld4 INTECT TIME 1@.14 ©.ee THe31 LUB. ALARM 183.1 8.8
TMe15 HOLD1 TIME 1e1.5 lel.5 THMe32 CARR, FAST le3.2 e.e
THMele HOLD2 TIME 121.6 12l.¢6 THME33 CARR. BACK 1e3.3 9.0
Mould Screw Speed Press Syatem
485 Bmmm | kR 655 _dmm ET Ty A #*xbar ##xbhar 2rpm

press key once to display the timer monitoring screen.
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This screen can be used for monitoring the timers. When

pressing both.+A Cor ; ) , six monitor screen can

be seen,

The six screen consist of totally 200 timers (from TMOO to

T™M199) .,

5.2.18 Counter Monitor

Counter Monitor Screen

mangAL | |pues |
Set. Act. Set. Act.
CTea CYCLE No. 2eee 1 CT15 VIB.EIT.No.B 2@15 CEE LT
CT@l RETECT MNo. 2eel e CTleé LUB.1 COUNT  221& SR K
CT@2 PRODUCT TIME 2@e.2 8.1 CT17 LUB.2 COUNT 2817 CEE LT
CTe3 PURGE 2083 S S S CT18 GATE AUTO 2918 K S
CTed ETECT HNo. 2224 LEEE L L CT19 PURGE B 2019 CEE LT

CTe5 VIB.EIT.No. 2665 R R CT20 LUB.3 CYCLE 22282 n——
CTe6 LUB.1 CYCLE 2806 TR CT21 LUB.3 COUNT 2821 mm—
CTe? LUB.2 CYCLE 2007 R R CT22 LUBL STAGEL 2822 n——
CTeS CYCLE HONIT 2808 TR CT23 LUBL CYCLEL 2823 mm—
CTe9 FORCE BWD ) KRR R CT24 LUBL COUNTL 2224 n—
CT1® FORCE FWD 2018 TR CT25 LUBL STAGE2 2825 mm—
CT11 GATE CORE 2011 KRR R CT26 LUBL CYCLE2 2826 n—
CT12 UNSCREW IN C 2012 TR CT27 LUBL COUNT2 2827 mm—
CT13 UNSCREW OT C 2013 KRR R CT28 CT28 2028 n—
CT14 ETECT No. B 2214 TR CT29 Cylinder exh 2829 mm—

Mould Scraw Nozz Speed Press Syatem RPM
485 . Bmam | kkEkmm &55 . dmm * ok kY *x:xbar **:xbar erpm

press key twice, counter monitoring screen is displayed.
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This screen is to monitor counter data.

5.2.19

(EIP@FRONT DOOR
(OEIE@1REAR DOOR
(OEI@@2SAFETY DR LS
(OEIeR3CARRIAGE LS
(OEI@4CORE B IN
(OEIE®5CORE B OUT
(OEIEREUNSCR C CNT
(OEIR@7NOZZLE GUARD
(OEIPBSCORE A IN
(OEIER9CORE A OUT
(OEIEL18PHOTO EYE
(OEIRLLACC END
(OEI®12MD AREA FREE
(EIe13ETE FWD ENA,
(OEIe14MD CLOSE ENA
(OEIQLSETECT PLATE

Mould
485 . mm

Screw

Input Monitor

Input Monitor Screen

Input Monitor 2019/08/22 06:27

(OETI@16MD. ADT. 0O/L
(OEIRL7PUMP O/L
(OEI@L8ADT 1 FWD LS
(OEI@19ADT 1 BWD LS
(OETI@28MD ADT COUNT
(OEI®21LUB, LEVEL
(OEI@22LUB. PRESS
(OEI@23CORE C IN
(CJEI@24CORE € OUT
(OEI@25FILTER
(CEI@26AUX/DR OPEN
(O)EI@27D00R OPENED
(OEI@28DR CLS SLOW
(OEI@29CLAMP PRESET
(OEI@3@ETECT PRESET
(OEI@31INT. PRESET

Nozz
€55 . dimm

R K

Speed

(OEI®32MOTOR RUNED
(OEI®33SLY.PUMP RUN
(OEI@34CORE D IN
(CJEI®35CORE D OUT
(OEI®36CORE E IN LS
(OEI®37CORE E OUT L
(CJEI®38D0OOR CRASH
(CEI®390IL LEVEL
(CEIe48AUX/DOOR CLS
(OEI®41REAR DOOR 2
(OEI@42ETE BWD ENA.
(CJEI@43ROBOT EMSTOP

BT T A

(_JEIP44ROBOT EMG 2
(_UEI@45ROBOT OFF
(OEIR46EN CORE A IN
(JEIR47EN CORE A OT
(JEIP48EN CORE B IN
(JEI@4SEN CORE B OT
(_UEI@58GREASE PR,
(JEIRS10PEN LIMIT
(JEI®52CLAMP LIMIT
(_JEI@S3FO0T PLATE
(UEI@S4CORE F IN LS
(JEIRS5CORE F OUT L

Syatem RPM
xxxbar erpm

Press .“""" three times to call the input monitor screen.

Press A(or ; )keys to switch the other input monitor screen.

Through inspection of the relevant inputs status, to confirm whether the
input signals from the controller have been sent to the corresponding
points on 1/O board, and estimate the operating status of I/O board
system or PCB failure.

52



J|
‘ CHENHSONG PLASTICS MACHINERY CO., LTD

The Chen Hsong Group

5.2.20 Output Monitor

Output Monitor Screen

Output Monitor 2019/08/22 96:28
MawAL | P13

(JE0@@:ADT,1 FWD (JE016:ACC CHARGE [(JE032:GAS INTECTIO|()E044:AUX PUMP 2
(JE0@L:ADT.1 BWHD (JE017:ACC INTECT |(JE033:DR SLOWDOWN |(_JE045:CORE F IN

(_E0@2:MD CLOSE (_EQLB:AIR 2 (_E034 :BRAKE RELEAS [(OE046:CORE F QT
(_E0@3 :CARRIAGE FWD [(DE0L9:AIR 1 (JEO35:CORE D IN (CE047:CO0L WATER
(_JE0@4: INTECTION (_JE02@:MOLD OPEN BP |(_JE036:CORE D OT (_JE048:RETECT
(_JE0@5:PLAST. (_JJE021:BOOST/LOW PR|(_E037:CORE E IN (JE049:MOLD CLOSED

(_E0@6 :MELT DECOMPR |(_E022:LOH PR CLAMP [(OEO38:CORE E OT (JEQS@:ETE FWD END
(_E0@7:CARRIAGE BWD [(DE023:AUX/AIR 3 (JE039:SMALL PUMP  [(OEOSL:ETE BWD END
(JE0R8:MD OPEN (JE024:DOOR OPEN (_JE04@:CARRIAGE IN |(JE052:CORE A FWDED
(JE0@S:ETT. FHD (JE025:DO0R CLOSE  |(DE041:CARRIAGE OUT |(JE0S3:CORE A BMDED
(JEOLR:ETT. BHD (OE026:FAST OPEN (JE042:MOLD OP/CL |(JE054:CORE B FWDED
(_JE011:BOOST CLAMP |(JE027:AUTO MODE (JE043:AUX PUMP 1 |(JE055:CORE B BWDED
(JE012:CORE A IN (JE028:MD OPEN END
(OEO13:CORE A OT (OE029:DR CLOSED

(JEOL4:CORE B IN @E032:CORE C IN

(JE015:CORE B OT (JEO31:CORE C OT

Mould Screw Nozz Speed Press Syatem EPM
85, 2mm | kkwkkmm &55 _ A ET T A ##:xbar ##:xbar erpm

Press .'ﬂ"u" four times to call the output monitor screen.

In this interface, the setting and operation status of outputs can be
monitored, in case of monitoring other outputs status, simultaneously

press A(or V)keys to switch among the page .

Through inspection of the relevant outputs status, to confirm whether
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the output signals from the controller have been sent to the
corresponding points on I/O board, and estimate the operating status of
I/O board system or PCB failure.
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5.2.21 Relay Monitor

El Relay Monitor Screen

Relay Monitor 2019/08/22 86:31
mawgAL | |p14ee

81234 56789 81234 56789
EIEOe  ..... .o.ih aaie e
EIE28  ..... ciiih aiien e
ETede ... ... Leeel il
EIPEE  ..... ciiih iiien e
EIBBR  ..... viiih ieeen aeaes
EILee ..., cvvh ciien e
EIl2e  ..... ...

Mould Screw Nozz Speed Press Syatem BEPM
% * &55 _dmm ET Ty #*xbar #*xbar erpm

Press .m"'u" five times to call the relay monitor screen.

In this interface, internal relays status can be monitored, in case of

monitoring other relays status, press A(or ; ) keys to switch among
relay monitor interfaces.

These interfaces are used to confirm whether the signal receiving and
sending function of controller internal relays is in normal condition, in
case of failure during the machine operating, troubleshooting can be
found through these interfaces(in which, @ means operating, * means
not operating).
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5.2.22 Program Monitor

Program Monitor Screen

Ladder Monitor 2019/88/22 86:32
MawgaL | |pi5ed

M | o [ Search|

eeeee LD KYe3s
eeeel STG Azeel
eeee2z STG ABeel
geee3 STG AMeel
eeeed STG Aleel
eeees STG AEeel
geeeé STG APeel
eeee7 LD Kvels
eeees STG QTeel
eeees LD Kveze
eeele STG QTee2
eeell LD Kveee
eeelz RMP 51@15

Mould Screw lozzZ Speed Press
85, 2mm | *skwkkmm . ET T A ##:xbar

RPM
2rpm
Press lwedhi? gjy times, or press FLe , it will show program monitor

screen.

"EI": Input position of internal relay types, press Lﬂ or E key

"0": Input position of internal relay serial number, input the serial

to switch internal relay types, then press key to confirm.

number, and then press key to confirm.
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once, one required relay that internal program used can be found

internal program used can be found.

"Search": While moving the cursor to this position, press key

immediately, press key again, and a second relay that
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5.2.23 Injection End Position

Injection End Position Screen

MawgaL | |pl6ee |
Average: @.mm
1-1e 11-28 21-38 31-4@ 41-5¢
. emm . emm 8. emm 8. emm . emm
@.emm @, emm e.2mm 2.8mm @.emm
@, emm @ .emm 8. emm 8. emm @, emm
@.emm @, emm 2.2mm 2.0mm @.emm
@.emm @ .emm 8. emm 2. emm @.emm
@.emm @, emm 2.2mm 2.0mm @.emm
@.emm @ .emm 8. emm 2. emm @.emm
. emm @, emm e.2mm €.8mm
@, emm @, emm 8. emm 8. emm
@.emm @, emm e.2mm @.8mm
Mould Screw Nozz Speed Press
85 . Bmm | ek xkkmm &55 . dimm ET T ##:xbhar erpm

Press @ once to call the injection end position screen. This

interface displays the injection end positions and the average
values of 50 products produced.
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5.2.24 Injection Speed Curve

Injection Speed Curve Screen

Injection Speed 2019/08/22 86138
WwoAL | |piel

Std. Disp [ff

.emm/s 175bar
SP.Set
SP_Act
PR.Set
PR Act

e.0s e .emm o ek KT

Std. Save

Mould Screw Nozz Speed Press
485 O | kEE E55 _ dmm EE Ty #xxbar

EPM
erpm

Press @ twice to call the injection speed curve screen.

AN

< ®>

PressBlAYall, move the cursor__=t= Save |position,

pressﬂ key to save the previous curve as standard curve for

comparsion,
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Move cursor to=#% Bis|CFF_ngsition, pressuorkey to

select the display of standard curve, if it is“ON”, the standard curve will
be display and compared with every new injection curve in e each
cycle.

Move cursor to I 0-00 mmis £ setting the maximum
injection speed. If the maximum 99 % injection speed just overlap
the top of the graph, the maximum speed setting is correct. If not

adjust the maximum injection speed.
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5.2.25 Injection Pressure Curve

Injection Pressure Curve Screen

Injection Press |M01d Name: No.: 1 2009-8-17 15:11
MANUAL | P047

Std. Disp

175bar

0.0s 0.0 mm 0.0m

Std.Save

I]b)oooo.o mm | PPPPP  mm | <®0000.0 mm | SSS Kefem? |
I 2] S0

Press @ three times to call the injection pressure curve screen.

~
<®> | .
uscllY@llkey, to move the cursor to__=t=35=x= Inosition,

pressm key to save the current injection pressure curve as
standard curve for comparsion in the next cycle.

Move the cursor to=#= BERICEE_gosition,

pressorkey to select the display of standard curve. The
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standard curve will be used for comparsion with the curve in the next

cycle.

| [E
; . ON
Move cursor to =& BiER|CFE position, press or to

select the display of standard curve.

5.2.26 Help
Help Screen
2019/08/22 06:41
MANUAL P17@e
|Fun.Int.

lautomatic stop selection

Mould Screw Mozz Speed Press
485 .0mm | kxkkdmm | 655 . dmm ok #**bar

BEPM
erpm

Press Wusea¥ once to call the help screen.
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BitEE
Help types include Function Introduction, Data Introduction, Alarm and
Maintenance.

Press

Press key, move the cursor from the main catalogue to the

= -
sub-catalogue, then press EEEE or key, to check the detailed
description of help content.

5.2.27 System Time and Language Setting

System Time and Language Setting Screen

English

0000/00/00
00:00
Set
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[
Press[S]+ wad  then press supervisor password, then

pressL_, A ( r.l)to turn over the page, call the system time

and language setting screen.

Press to move the cursor to the items to be set, input

corresponding value, then press - key, to complete the setting (in
which, date format: yyyy/mm/dd, time format: hh:mm).

To change system language, press key, switch among

English, Chinese and the third language.

5.2.28 Action Stroke Stage Number Selection

Action Stroke Stage Number Selection Screen

456739, 0
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Press[j]-l- % , input supervisor password, setting

necessary number of stages need for processing.

In which: "A1"~"A5" are respective the stage numbers setting value of
mould opening, mould clamping, injection, pressure holding and
plasticizing.

Data setting locking function

N
< ® > ACETo0 .
Presskey, move cursor to lataleckpassEEliE] | input

password, then press[@key, password can be 1 to 6 digits, move

cursor to DataleckTinc[EN setting the data locking delay timer (0

setting mean not using locking function) . For examples of 10
seconds, press [@ key to complete the setting, the press

% key to quit the screen, If there is no operation on the data

keys for 10 seconds. The data keys will be locked.

BT RE
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To release the locking of data key

| LE)
To release the locking of data key, press!}+, screen

comes out as shown below, inputing the keylock password , then

pressukey, “ON” will be changed to“OFF” it mean it is unlocked.

If the keylock password was forgot, it is necessary to input the

supervisory password; or set DataLockTin: (R to “0” , the

pressukey to unlock the

function

Eo e o
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5.2.29 Ramp Setting

Ramp Setting Screen

MD DATA :
Press [S]+ to call the ramp setting screen.

Press - to choose slope, and input corresponding slope, then

press u to complete the setting.

In which: "S", "PR", "BP" are respective abbreviation of Speed, Press
and Back Press.

S11: Speed slope of fast mould clamping and low pressure mould
clamping;

S12: Speed slope of mould opening;

S13: Speed slope of injection and plasticizing;

S14: Speed slope of melt decompression;

S15: Speed slope of mould clamping while adjusting mould
clamping force;

PR1: Pressure slope of fast mould clamping;
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PR2: Pressure slope of mould opening;

PR3: Pressure slope of injection and plasticizing;

PR4: Pressure slope of melt decompression;

PR5: Pressure slope of mould clamping while adjusting mould

clamping force.

5.2.30 Speed 1 Output Setting

Speed 1 Output Setting Screen

Speedl Output Setting |M01d Name : NO.: 1 2009317 16:18
MANUAL P059
RMP B B
0Volt 0
-_
350

SLO5SO ey

SLoS1
SL052

SL140
sL141 [EED
SL142
SL143

D}

Press + =l to call the speed 1 output setting screen.
<{®>
Press ~_- to choose the speed, and input corresponding speed,

then press [ﬂ] key, to complete the setting.

Note: As the speed percentage increasing, the corresponding analog
value of speed output will also increase, decreasing is not allowed,
otherwise, the output speed signal will be in disturbance, which

causes the machine instable.
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(The analog voltage output range is 0~10V,current range is 0~0.8A).

5.2.31 Pressure Output Setting

Pressure Output Setting Screen

|H:|1.11-:1 Hame: m.. 1 2012-8-23 12:09
MR HITAT. POG3

0 EMP 237 Bar Fr:0 PrE:0

sobarll 3000 Eobs £.0 0 30t ¥ 300

obar | 700
starll TS0l mar B o
_zosl 200l sotax | soof ool B ol
el 2ol sstar | ssol J  ssol o §

Dl
MD DATA . .
Press . + three times to call the pressure output setting

screen.

< >

Press ~_- to choose pressure, and input the corresponding

pressure, then press m to complete the setting.

In which, four groups and two rows respective are: pressure percentage
and pressure output analog value.

¢

Note: As the pressure percentage increasing, the corresponding
analog value of pressure output will also increase, decreasing is
not allowed, otherwise, the output pressure signal will be in
disturbance, which causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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5.2.32 Back Pressure Output Setting

Back Pressure Output Setting Screen

|H:|1.11-:1 Hame: .. 1 2012—8-22 12:09
i HUAL Figd

] EMEP 237 Bar

ET £00 ___d0d
sstarfl 350 650 950
700

obar |0
soterl ool coter e |0
sstazll 550 E=vE

@w@m@w%w

Dl
MD DATA .
Press . + four times to call the back pressure output

setting screen .

P
<@ > . :
Press to choose back pressure, and input the corresponding

value, then press m to complete the setting.

In which, four groups and two rows respective are: pressure percentage
and pressure output analog value.

Note: As the back pressure percentage increasing, the corresponding
analog value of back pressure output will also increase,
decreasing is not allowed, otherwise, the output back pressure
signal will be in disturbance, which causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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5.2.33 Speed 2 output setting

Speed 2 output setting

|Ii:i1.1.1li Hame : o 1 2012—8—23 12:049
Mi HITAL FOES

0 EMP 237 Bar
O olt 1]

Dl
Press . + —l five times to call the speed 2 output setting

screen.

< >

Press ~_- to choose speed, and input the corresponding speed,
then press m to complete the setting.

In which, four groups and two rows respective are: speed percentage
and speed output analog value.

¢

Note: As the speed percentage increasing, the corresponding analog
value of speed output will also increase, decreasing is not allowed,
otherwise, the output speed signal will be in disturbance, which
causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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5.2.34 Speed output settingB

Speed output settingB

Speedl Chatput Setting F |H:i1li Hame: m.: 1 2012—8-23 14:01
Mi HIUTAT,
] FMF 237 Bar

W alt )

EEEE ENEE
EEEE EEE
o § o0 | 1000 |
734 | o o |
EEE EINENE EIENE 2 El
EAEE EIEE EIEE ElEE

o
Press + MO DATA

screen is for AUX Speed 1 . This is an option and an extension AD/DA
card was mounted.

N
<@ >
RN

key six times (supervisory password) , The

us key, to selectthe item to be set, input the

corresponding value, and pressm to complete the setting.

In which, four groups and two rows respective are: speed percentage
and speed output analog value.

Note: As the speed percentage increasing, the corresponding analog
value of speed output will also increase, decreasing is not allowed,
otherwise, the output speed signal will be in disturbance, which
causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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E Mol 4 Hame. m.: 1 2olz—8—23 14:11
M HITAT OGS
0 EMP 237 Bar Pr:0 FrE: 0
O olt 0
T
T T

__1oull 100

15ufl 150 r5texll  7sof ot fl o
| zoufl 200l sotex 500 ___soofl obar | o
25wl 2ol sster 550 __ssofl obar o

Dl
MD DATA :
Press . + seven times to call the pressure 2 output

setting screen.

P
. -
Press ~_- to choose pressure, and input the corresponding

pressure, then press m to complete the setting. This is an option

and an extension AD/DA card was mounted,

In which, four groups and two rows respective are: speed percentage
and speed output analog value.

Note: As the speed percentage increasing, the corresponding analog
value of speed output will also increase, decreasing is not allowed,
otherwise, the output speed signal will be in disturbance, which
causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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B Irould Hame: . SRR 2012-3-23 1416
M HUTAL, FOES
0 RMP 237 Bar

O olt a

T Ere T
T |50 asparfl  asi)
LT YT agtarfl  1000)
| isull 150 75tarll  7soMMMobar 0
T T sotarll  Soof srtar fl  soofMobar | 0
| zsull o5l E | asoM by |0

e
Press + =l key eight times (supervisory password) ,

The screen is for Back pressure B . This is an option and an extension
AD/DA card was mounted,

AN
<@ >
RN

us key, to selectthe item to be set, input the

corresponding value, and pressm to complete the setting.

In which, four groups and two rows respective are: pressure percentage
and pressure output analog value.

Note: As the speed percentage increasing, the corresponding analog
value of speed output will also increase, decreasing is not allowed,
otherwise, the output speed signal will be in disturbance, which
causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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5.2.36 Speed2 Output SettingB

Speed2 Output SettingB

m=F _ |rcwd Mame . HO.: 1 2012-3-23 1424
P HUTAL FOES
0 RMP 237 Bar
0% olt a
I B Y
| oaull 1023 B R
T BT T
T BT T
I B R
I B R

o
Press +

MD DATA
The screen is for Speed 2 output B . This is an option and an extension
AD/DA card was mounted.

S
< @® > . :
usclRNZllkcy, to select the item to be set, input the

corresponding value, and pressm to complete the setting.

In which, four groups and two rows respective are: speed percentage
and speed output analog value.

key nine times (supervisory password) ,

Note: As the speed percentage increasing, the corresponding analog
value of speed output will also increase, decreasing is not allowed,
otherwise, the output speed signal will be in disturbance, which
causes the machine instable.

(The analog voltage output range is 0~10V,current range is 0~0.8A).
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5.2.37 Initial Setting

0 Orore 00rre O Orara [ Orore [ Orowrn

42100 3 [0 R TO000

2500 Orarn 450 Orum DA Oy RS 350 Orran 0 Ol

1ElEi|:|p 0. Tmm 56, Omm

10p 0. 1mm 0, Imm

key ten times (supervisoy password) ,

for setting the origin data for encoder version or

potentiometer version,

Use-key, move cursor to set origin data, then

pressuto complete the setting,
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Setting of origin data for potentiometer, move the
potentiometer by hand up to the minimum position, copy

the =%%8 == 8F Jactual position

data to the origin, then press[@key to complete setting.

Again move the potentiometer by hand up to the maximum
position, copy

SHE =F 85F Jactual position

data to maximum location and then press[@key to

complete the setting. Cyliner length= (maximum position—
minimum origin) /10,

Others data on the screen:

"Al": mold thickness, After clamping end, measure the
current thickness of the mold and input the data.

"A2": During auto mold adjustment, the correspond
position for adjusting half of maximum clamping force.

"A3": During auto mold adjustment, the correspond

position for adjusting maximum clamping force.

Those data are adjusted or preset before shipment. Itis
recommend not to be adjusted by customer. Please consult

service department.
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5.2.38 Initial Setting

InitialSetting

200t o

Press[j]+ wkialled key eleven times ( supervisory

password) , to enter this screen setting.
The lower part “Act” is the monitor pressure binary data,

“Bar” is the corresponding pressure,

this is to adjust the initial data for pressure sensor, when there

IS no pressure, inputthe correspond data at OBar location;
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when system pressure is the maximum, input the correspond
data at “Act” location.

Clamp Foree 0 ton [(EI 488t R this data is the origin
data for pressure sensor of clamping force .

dct Clamp Force B (s s to adjust the low
limit and upper limit of actual clamping force for two platen

machine,

0il
Hi
= = lis for “T7” for setting low limit and high limit
of oil temperature.
93l Te=e Ueee= L:d is for “T7” this is the upper limit and will
cause pump stopping.,
01 Te=p ON Cesle= s for“T7”the setting temperature for switching

ON the cold water, @2t fe= 8= Eesi== g for “T7” the setting

temperature for switching OFF the cold water.
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5.2.39 Auxiliary Speed and Pressure Setting

Auxiliary Speed and Pressure Setting Screen 1

Auxiliary Speed and Pressure Setting Screen 2
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Dl
Press . + =l 8 and 9 times to call the auxiliary speed and

pressure setting screen.

P
Press ~_- to select the item to be set, input the corresponding

value, and press [@ to complete the setting.

Clamping force"A6" : clamping speed during automatic
clamping force adjustment;

Clamping force"B6": clamping pressure during automatic
clamping force adjustment;

High clamping pressure"B7" : High clamping pressure
setting;

Open Aux 2"A7": setting auxillary open position, sometimes

use for position to start the back pressure control of

opening,

0T012: is the pressure and speed for origin setting;

O0T016: is for the low pressure and speed setting for
clamping start,

0T019:use in potentiometer version with clamping end
confirmation switch, this setting is for proceeding to clamping

end confirmation.
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5.2.40 Initial Setting2

Initial Setting2

[Mol d Hame . .. 1 2012—2-23 14:50
M HILIAT, FOTd

AZ001 AEOO1
AZ002 AEOD2
ARZ003 AEOD:3
Az2004 AE 004
RZ003 AEODS
AZ00E AR O0E
AZ00T AEODT
Az00ns AE QDS
AZ009 AEOD43
AZ010 AEOL D

FLASTLS ZF.
AMO01 AIOOL AEOO01
AMOD:Z AIODZ REDOZ
AMO0S AIOOSZ AEOQOZ
AMO04 AT 004 AE N0

AMOOS AIOOS AEOOS

3}
Press . W, VD DAT key forteen times (supervisory password)

to enter the above screen. This screen is for extra analogue

output use in double color machine or two platen machine.
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5.2.41 Timer Setting

Timer Setting Screen

DATA . . :
Press [S]+ ¥ 10 times to call the timer setting screen.

Press - to select the item to be set, input the corresponding

value, and press . to complete the setting.

In this screen:

"Al": Setting of motor start time

"A2": Setting of origin reset time

"A3": Setting of mould adjustment monitor time
"A4":  Setting of alarm duration time

"A5":  Setting of alarm pause time

"A6": Setting of action monitor time

"A7":  Auxiliary 66

"A8": Setting of grease lubrication time

"A9": Setting of ejector interval time

"Al10": Setting of cold start proof time
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"B1": Setting of nozzle closing time
"B2": Setting of nitrogen ending time
"B3": Setting of low pressure delay time
"B4": Setting of action delay time
"B5": Setting of safety door monitor time
"B6": Setting of special low pressure time
"B7": Setting of mould opening back pressure time
"B8": Setting of nozzle open time
"B9":  Setting of injection cushion time

"B10": Setting of plasticizing cushion time
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5.2.42 Counter Setting

Counter Setting Screen

D1
B i i
Press + 11 times to call the counter setting screen.

Press - to select the item to be set, input the corresponding

value, and press u to complete the setting.
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5.2.43 Factory Setting

Factory Setting Screen 1

Factory Setting Screen 2
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Dl
Press . + =l 12 and 13 times to call the factory setting

screen.

N

< @ > . : :
Press ~_- to select the item to be set, input the corresponding

value, and press [@ to complete the setting.

Factory setting screen 1 is for machine information.

Factory setting screen 2 is for exfactory machine
parameters,

This two screens do not allow any changes by agents or

customer,
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5.2.44 Maintenance Setting

Maintenance Setting Screen 1

B3
B
Bs
Bs
By

Maintenance Setting Screen 2
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B6 |
|
|
L

Press [S]+ 15, 16 times to call the maintenance setting

screen .

Press - to move the cursor to “Last Date” position, and press

u key, a “?” appears after the “Last Date”, then press H

key to confirm and initialize the “Last Date” to the current date of the
system, then the maintenance reminding time will be counted from
current time of the system.

Set the time interval for machine maintenance reminder so that the
customer could maintain the machine regularly and obtain higher
production efficiency.

The 2 columns stand for: The last reminding time of the maintenance
content indicated;

The reminding time interval setting of the maintenance content indicated.
If it sets as “0”, there should be no maintenance reminder.
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5.2,45 Initial Setting for temperature control

Initial Setting
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D
press. 4 ek key twenty two times (supervisory

PN
password) :to display the above screen usekey to

+
o A
move the cursor » and then use B, to select

press[@key to complete setting - “PID” temperature

control mode with auto PID:“DUTY” mean temperature control

by duty %> “OFF” mean not in use:temperature channel is use

as “OlL”for oil temperature control -
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5.2.46 Alarm History

Alarm History Screen

ALarm History 2019/08/22 87:08
MamAL | o |P1e

so:fif

OCCUR RECOVERY CONTENTS

2019/@8/22 @7:87 2@19/88/22 @7:87 ALlR: MD ADT-LIMIT ALM
2019/08/22 @7:87 2019/08/22 @7:27 ALl2: MD ADT-LIMIT ALM
2019/08/22 87:87 2019/08/22 @7:07 AL12: MD ADT-LIMIT ALM

Mould Screw Mozz Speed Press Syatem BEPM
485 Bmm | **sxsumm | 655, dmm LEL A w#¢bar w*%bar erpm

Press B to display the alarm history screen, and then

P
-
press INENEE to switch pages.

N
<@ > . :
useto move cursor to! so: lEESEM location,

B Lo
press.key to select "ON", press:]key to select

"OFF", Ifit ON, the alarm history will be stored in SD memory

card.
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PR
S .
Movecursor key to 3@l ocation, then

pressﬁ]key, then WiII appear with “? 7,

press key, This isto reset all the alarm,
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5.2.47 iChen system (network)

iChen Screen

MAWQOAL | P2208 |
Tob Name Progress 1/ 2800
Name [N fe Hode
Tob Card
Tob No. Tob Name Mol diame Progress
[
MouLd [Find Mold || |
Mol diame Machine Version Date Time
[

Mould Screw Nozz Speed Press Syatem BRPM
485 Smm | #*%*%¥mm| 655 dmm ET T4 #xxbar w#kbar erpm

Press B to call the network screen (which is only available when
you have bought the iCHEN network system of Chen Hsong Group ).

P
Press ~_- to select the item to be set, input the corresponding

value, and press [@ to complete the setting.

This function is utilized in industrial automation and automatic orders
scheduling and production data logging (wire and wireless), and it
guarantees the safety of the technical parameters and the extension of
the production scale.

+
. ON .
In this screen: Press or to select the following 13

modes,
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(1) Changed (2) Suspended (3) Out of Servi (4) Waiting Mold
(5) Waiting Mate (6) Change Mater (7) Replace Mold (8) Test
Mold (9) Fix Mold (10) Adjust Color (11) Production (12) No
Order (13) Other3.

5.2.48 Change Password

Change Password Screen

B
Press[j]+ st key for over three seconds, to call the

change password screen (This password is used system operator and
supervisor).

Press- to select the item to be set, input the corresponding

value, and press ukey to complete the setting.

To facilitate the operation and management of the machine, every
controller has an initial password when delivery. In this screen, it is
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suggested to change the class 1 and 2 passwords immediately for better
use.

CHENHSONG PLASTICS MACHINERY CO., LTD

Of which:
"Al": The old password to be modified
"A2": The new password to be inputted
"A3": New password input confirmation

5.2.49 Manual Lubrication Setting

Manual Lubrication Setting Screen

2019/08/22 66156
e T

Lﬁgﬁﬁgcw LUB.2 CYCLE LUB.3 CYCLE
Next Lub.  ##®¥#*t Mext Lub, LT Mext Lub. LT TS

LUB.1 TIMER LUB.2 TIMER LUB.3 TIMER
LUB.1 COUNT LUB.2 COUNT LUB.3 COUNT
LUB.1 DISTA LUB.2.DISTAN LUB.3 DISTAN

Mould Screw Nozz Speed Press Syatem RPM
485 ,8mm | #**#****mm| €55 ,4mm LRy S #**bar ***bar @rpm

Enter the supervisor password when the controller power on.

[

Press sk to call the manual lubrication setting screen .

P
i
Press ~ - key to select the parameters to be set, input the value

and press [@ to complete the setting.

96




J|
‘ CHENHSONG PLASTICS MACHINERY CO., LTD

The Chen Hsong Group

BIEH

In this screen:
"Al": lubrication period, lubrication is output after
numbers of mold opening.
"A2": time for lubrication output
"A3": number of lubrication C(use in volumetric
lubrication)
"A4": time for lubrication output (use in volumetric

lubrication)

“B1” to “B4” is the grease lubrication setting.
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5.2.50 Mould Adjustment Setting

Mould Adjustment Setting Screen

hickness & ClLamp Force 2019/88/22 86:43
MANUAL Pl8ee
Max. Thick Act. Thick Min. Thick
32082 .2mm @.08mm 12.2mm

Mould Thick

HYD MD ADT  [IFF
Sp. Pr

Mold Adj-> [29% 31bar Auto Force OFF

Mold Adj<- [38% 32bar CLamp Force @ton @ .eemm

Mould Screw Mozz Speed Press Syatem BRPM
485 Qram | wssmm &55 _dmm 5ok 0 ##%bar #xxbar erpm

Press k4 to call the mould adjustment setting screen .

P
i
Press ~_- key to select the parameters to be set, input the value

and press [@ to complete the setting.

HYD ¥D ADJ
[——————

oress N IR

should be OFF when electric motor is used for mold

is for hydraulic mold adjustment,

to select ON and OFF mode. This
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adjustment . Hydraulic mold adjustmen consist of

speed and pressure setting data.

Mould Thicle
A+ mm s the target mold adjustment thickness , it will

sound out once the mold thickness adjustment was

HYD MD ADT

completed ., Is the automatic clamping force

adjustment. By turning ON this function, automatic clamping
force adjustment wil be done after mold thickness adjustment
was completed , E=mgFes=|ill 71is the position where the
clamping force can be achieved by automatic clamping force
adjustment, ‘=22 s the point for switching high pressure
clamping.

Manul mold tickness adjustment:

Press the mold ajustment function ON , then

press:]key to move the clamping unit forward, thickness

become smaller ; PressC]key, clamping unit move

-

backward, mold thickness become bigger; press. Jkey can
exit mold adjustment immediately.,
Note: Quit from mold adjustment screen will reset all the

alarm and output for mold adjustment.
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5.2.51 Machine Adjustment

Machine Adjustment Screen

Machine Adjust I 2019/88/22 97:@5
MangaL [ [Pew

Speed Reduction %
Pressure Reduction * k%%

Eject Mould Screy MNozz Speed Press
EL T T 111 485 . Smim | *xswEwmm €55 . dmm ET Ty s#xxbar

Press D to call the machine adjustment screen .
(o]
Press ~_- key to switch to A, input the value and press

to complete the setting.

EPM
erpm

This screen is mainly used for machine adjustment, all current actions
speed of the machine will reduce the set percentage. (If the current
speed is A, and the speed reduction rate is set as B%, then the current
speed = A x B%).
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6.1 Alarm list
Description of Computer Alarm Message
No. Message Description
ALO000 Alarm 1 System alarm 1
ALOO1 Alarm 2 System alarm 2
AL002 Big Cylinder Not Located
Actual barrel temperature is
ALOO3 | Barrel Temperature Not Reach Iowe.r than the ml_nus
deviation of setting
temperature.
ALOO4 | Lubrication Oil Level Too Low The oil Ieyel of lubrication ol
is too low.
Lubrication pressure too low.
ALO005 Low Lub Press Oil pipe break or oil pump
damage.
ALOO6 PUmp O/L Alm Check the overload of oil
pump motor.
ALOOT Md Adj O/L Alm Check the.overload of
mould-adjust motor.
Close the rear safety door
ALO08 Rear Door Alm and
check the limit switch.
Close the front safety door
ALO009 Front Door Alm and
check the limit switch.
The mold thickness is less
than
ALO10 Md Adj-Limit Alm the minimum thickness or
check safety limit switch for
mold-adjusting.
The mold thickness exceeds
S the maximum thickness or
ALOLL Md Adj+Limit Alm check the safety limit switch
for mold-adjusting.
ALO12 Safety Door limit Error
ALO13 Safety Door Latch Error
ALO014 | Grease Pressure Not Enough
ALO15 Cooling Water Not Open
ALO16 Aux Not Used
ALO17 Aux Not Used
ALO18 Aux Not Used

101




<

CHENHSONG PLASTICS MACHINERY CO., LTD

The Chen Hsong Group

BIEH

ALO19

Nozz Fwd LS Alm

The limit switch for carriage
forward has not been
triggered during automatic
operation.

AL020

Nozz Guard Open

The purge guard fails to be
closed
during injection.

ALO21

Nozz Block Alm

The nozzle is blocked by
foreign matters. Check the
injection position setting or

nozzle.

ALO022

Short Shot or Over Shot

Injection end position has
gone beyond
the tolerance setting.
Adjust the tolerance setting
or check ring.

ALO023

No Material Alm

During automatic operation,
plasticization time exceeds
cooling time setting.
Check for hopper blocking.

ALO24

Cyc Completed Alm

The actual cycle counter has
reached
the production counter
setting
under automatic operation.

ALO025

Cyc Time Long Al

The production cycle time
exceeds the alarm setting of
the cyclic time.

ALO26

Md Protect Alm

There are plastics in mold or
the high-press clamp
position and
low-press time setting are not
correct.

ALO27

Please Check Robot Fixture

ALO28

Take Out Failure

Photo eye is on, but no
product is detected.

AL029

Photo Cut Alm

When photo cell is used for
recycle,
please clean off the products
or
foreign matters on the slide
way.

ALO30

Oil Temp Low Alm

The actual temp of the
hydraulic oil is lower than the
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setting for the minus allowed
deviation.
The actual temp of the
. . hydraulic oil is higher than
ALO3L Oil Temp High Alm the setting for the plus
allowed deviation.
During automatic operation
the core-pulling time exceeds
AL032 Core LS Alm the setting of
the limit alarm time of the
core.
During automatic operation
the ejection time exceeds the
ALO033 Eje LS Alm setting of
the limit alarm time of the
ejector.
ALO034 Check Safety Valve For Door
When ACC injection is ON,
charging time exceeds
ALO35 Acc Charge Alm cooling time.
Please check the charging
pressure switch.
During mold-adjustment the
mold adjustment sensor is
ALO36 Md Adj Sensor Alm found to be faulty.
Please check the
mold-adjustment.
ALO37 Air Pressure For Robot Too
Low
ALO38 Barrel Preheat Preheat function turn ON.
During automatic operation,
Check Unscrew Counting the unscrewing time exceeds
ALO039 : -
Sensor the setting of the limit alarm
time.
AL040 | Auto Md Thick Adj In Progress
: Appear when using
ALO41 Auto Md Clp Force Adj In automatic mould clamping
Progress .
force adjustment.
Appear when the automatic
AL042 | Auto Md Clp Force Complete mould clamping force
adjustment complete.
Actual barrel temperature is
AL043 | Barrel Temperature Too High | higher than the plus deviation
of setting temperature.
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ALO044 Aux Not Used
Door limit switch has no
ALO045 Door Limit Switch Error signals
in the setting time.
During automatic operation
ALO46 Mold Open/Close Error the clamping/opening time
exceeds
the limit alarm time.
ALO47 Product Eject Out Error
ALO048 Oil Filter Clog Check and clean oil filter.
AL049 Robot Alarm Check robot device.
Check whether each phase
voltage and 10A fuse are
ALOSO Pump Motor Not Start normal and AC 3A switch has
tripped.
ALO51 Mold Adjust Too Long
ALO052 Aux Not Used
ALO53 Aux Not Used
ALO54 0il Screen Clog Oil screen clogged while
using high pressure oil filter.
ALO055 Auto Mold Change
ALO056 Nut Closing Not Align
ALO57 Check Gate In/Out Limit
ALO5S Open Pressure Release
Trouble
ALO059 Big Cylinder Over Travel
ALO060 Aux Not Used
ALO61 Oil Level Too Low Check oil volume.
ALO062 Mold Adjust Gear Trouble
ALO063 Mold Fitting Position Check
AL064 Hydraulic Clamp Trouble
ALO65 Clamp Force Not Enough
ALO66 Back Pressure Too High
ALO67 Material Change In Progress
ALOGS AMC Table LS Error
ALO69 | Pressure Sensor Detect Error
ALO70 | Plast RPM Sensor Detect Error
ALO7L Control Cabinet Door Not
Close
ALO72 Change Battery
ALO73 Auto Md Thick Adj Complete
ALO74 Injection Setting Not Good
ALO75 Aux Not Used
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ALO76 Table In Rotation
ALO77 Stopper Not Return
ALO78 Auto Mold Adjust Error
ALO79 Stepper Error
ALO080 Aux Not Used
ALO81 Ejector Plate Not Return
AL082 Safety Valve Error
ALO083 Semi/Auto Mode
ALO84 Door Latch Error
AL085 Air Pressure Not Enough
ALO086 Aux Not Used
ALO87 Aux Not Used
ALO88 Preform Not Drop
AL089 Aux Not Used
AL090 Robot Safety Check Error
ALO091 Robot Not Zero Return
AL092 Servo Control Alarm
AL093 Open End Position Error
ALQ094 Mold Not Closed
AL095 Plasticization Not End
AL096 Clean Up Barrel
ALQ97 Adjustment !
AL098 Gate In Not End
AL099 Barrel Temperature Too Low
In manual mode,
MGO01 Clamp End mould clamping complete
display.
In manual mode,
MGO02 Open End mould opening complete
display.
While manual mould
adjustment or
MGO03 Open Not End ejector operation,
mould opening stroke does
not end display.
MGO04 Eject Forward End In manual modg, ejection
complete display.
In manual mode,
MGO05 Eject Backward End ejector retraction complete
display.
In manual mode,
MGO06 Plast End plasticization complete
display.
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In manual mode,
MGO7 Melt End melt decomression complete
display.
MGO08 Lub In Process
MGO09 Power Off Then On Again
MG10 Clamp In Process
MG11 Preheat In Process Barrel pre.heat function
activated.
After injection, perform
MG12 Plast Delay plasticization when delay
time has reached.
MG13 Md Adj In Process
MG14 Turn On/Off twice
MG15 Plast In Process
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6.2 Moulding Operation Instruction

6.2.1 Setting of Temperature Control

When the power is turned on, the temperature display appears. Refer
to screen. When the symbol “.4” is shown in the picture, it means that
the electric heater is switched on and the temperature control key
light shines.

(1) Temperature Setting of Each Stage:

For the temperature setting of Stage 1, press % , set the
temperature at the position of T1 on the screen and a reverse

cursor is produced. Enter the required figure and press [@

to input the data into the computer. Now the cursor moves to the
setting of the next stage. To stop the temperature setting, press
any other function key to clear the cursor.

For the temperature setting of Stage 2, except for pressing

S
~ - the other steps are the same as for the temperature

setting of Stage 1.
For the temperature setting of Stage 3, except for pressing

S
~ - the other steps are the same as for the temperature

setting of Stage 1.
For the temperature setting of Stage 4, except for pressing

S
~ - the other steps are the same as for the temperature

setting of Stage 1.
For the temperature setting of Stage 5, except for pressing

S
~ - the other steps are the same as for the temperature

setting of Stage 1.
For the temperature setting of Stage 6, except for pressing

S
~ - the other steps are the same as for the temperature
setting of Stage 1.

\4

\4

\4

\4

\4

Among all the temperature stages, the settings of Stage 5 and 6 are
subject to the machine type and requirements of the customer.
When the machine is equipped with the oil temperature control
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device, the control function will be realized via the temperature of
Stage 6. The standard value is normally within the range of
35°C-40C. TC7 relay output from the 1/O board controls the
opening and closing of the water gate to make the oil temperature
consistent with requirements. Normally the setting of the
high-temperature positive deviation of the temperature of Stage 6
is 15C, and low-temperature negative deviation is 30°C. Thus
when the setting of the standard oil temperature is 35%C, its
allowable range will be 5C-50°C. When the oil temperature goes
beyond this range, an alarm will be given.

(2) Temperature Setting of the Nozzle
The temperature zone of the nozzle is a constant temperature
controlled zone. It is used to achieve the constant temperature
requirement of the nozzle. Its setting range is 00% to 99%. If the
setting is 99%, 10-30 seconds may be set in the computer as the
full-period heating time. If the setting is 20 seconds, it means 20
seconds is one cycle of the thermostatic control.

Example: Nozzle temperature setting: 60%; Constant temperature
time: 20 seconds.

That is to say:

20 x 60% = 12 seconds The heater of the nozzle zone is in “ON”
state

20 - 12 = 8 seconds The heater of the nozzle zone is in “OFF”
state

(3) When no temperature control is applied for a certain zone, the
temperature of that zone will be set to O.

6.2.2 Setting of the Temperature Deviation (Alarm)

For the temperature deviation alarm, there are high and low
temperature settings. Refer to screen (19). When either of the
deviation settings is exceeded, either the high-temperature or
low-temperature alarm will be shown on the screen.

High temperature deviation setting value could be +20'C~+90C
Low temperature deviation setting value could be -20°C~-90C
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6.2.3 Setting of the Temperature Preheat Function

For the setting of temperature preheat function, press D .

Temperature preheat maintains the temperature settings of all zones
at the set preheat temperature percentage.

Example: Setting: 20%; Temperature Setting 250°C
2507C x (100% - 20%) = 200°C

If the temperature drops from the set point to 200C, the
corresponding zone will be in the temperature control state.

-6.2.4 Selection of Fully Automatic, Semi-Automatic or Manual Operation

(1) If manual operation is to be selected, press D When the

power is switched on, the computer will be in manual operation
state automatically without the requirement of pressing the key
again. Then it is required to return to manual operation after
operating in any other mode or when the screen is reset, the above
key shall be pressed.

(2) If semi-automatic operation is to be selected, press :] and

the machine will operate in semi-automatic mode. Now, the front
safety door may be opened and closed every cycle to confirm the
operation of the next cycle. Please note that the power supply of
the oil pump will be automatically cut off when the rear safety door
is opened.

(3) If fully-automatic operation is to be selected, press w—— and the

machine will operate in fully-automatic mode. The operator may
confirm the operation of the next cycle by selecting the cycle
restart time, photo eye sensor or robot resetting.

Only one of the above three modes may be selected at a time. Before
selection, the setting of moulding conditions shall be completed and
all operating items of the cycle shall be confirmed. In case that the
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LED of any of the three keys is flashing, it means the data in the
computer is locked and can not be changed. As for the locking and
unlocking methods, consult the professional personnel of the client’s
plant in charge of data modification.

6.2.5 Setting of Position, Speed and Pressure Data

(1) Select the correct screen keys for the required operation. When
the key for the required operation is pressed, the corresponding
screen is shown for setting or modification at once.

(2) For the setting of the position data, either the optical encoder
parameters (p) or the stroke settings (mm) may be used for this
purpose. When the stroke is set, the corresponding optical
encoder figures may be automatically obtained through
conversion by the computer.

(3) When the function screen is shown and no further changes are to

be made by the operator, press C] or D (o] gy S—

and the normal operation screen will automatically appear. In
semi-automatic or fully-automatic operation, if none of the keys
are pressed within 30 seconds, the monitor will return to the
normal operation screen.

6.2.6 Setting of the Numerical Data for Moulding Conditions

When setting moulding conditions, it is necessary to enter the data of
such items as the position, stroke, speed, pressure, timers and
counters of the optical encoder. For digital input of this data, move
the cursor to the position of the figures requiring change and enter
the correct data. If the entered data is not correct, warnings as to the
scope of the data to be entered will appear on the screen as well as
new data prompts. Now the next data change can be made only after

pressing !]
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6.2.7 Adjustment of Proportional Numerical Control

Numerical control of the speed and pressure is achieved by the computer,
which provides different current values to control the proportional
pressure valve and proportional flow valve in the hydraulic circuit for
different operations.

When the pressure ranges in 20Kg/cm? ~ 145-175Kg/cm? the
corresponding setting range of the working current of the proportional
pressure valve is 200mA ~ 800mA.

The setting of the working current of the proportional flow valve range is
200mA ~ 680mA.

On the I/0O board of the controller, the adjustable potentiometer PRG is
for linearizing the maximum pressure output 99% and PROG is for
linearizing the zero pressure output 0%. Similarly, SPIG is for
linearizing the maximum speed output 99% and SPIOG is for linearizing
the zero speed output 0%.
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6.2.8 Description of the Computer Internal Counters

No. Function Description
CTOO Cycle No. No. of moulding setting
CTo01 Reject No. No. of rejected parts setting
CT0? Product Time Total time reqL.Jired by production
Unit: 0.1 hour
CTO03 Purge No. of purge setting
CT04 Eject No. No. of ejection setting
Setting of No. of ejector vibration
CTO05 Vibration Eject No. . tim.es, i:e. the back apd forth
vibration times of the ejector after
ejection
CT06 Lubrication Cycle Setting of No._ of mo_uldi.ng gycles in
the automatic lubrication interval
CTO7 Grease Cycle No. of grease cycle setting
CTO08 Cycle Monitor No. of cycle monitor setting
CT09 Force Backward In use wh_ile the automatic mould
clamping force adjustment
In use while the automatic mould
CT10 Force Forward . .
clamping force adjustment
CT11 Aux 11 Reserved function
CT12 Unscrew In C Unscrew forward revolution setting
CT13 Unscrew Out C Unscrew backward revolution
setting
CT14 Aux 14 Reserved function
CT15 Aux 15 Reserved function
CTi6 Aux 16 Reserved function
CT17 Aux 17 Reserved function
CTi18 Aux 18 Reserved function
CT19 Aux 19 Reserved function
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6.2.9 Description of the Computer Internal Timer

No. Function Description
TMOO Cycle Time Cycle time
TMO1 Clamp Time Mould clamping time
TMO02 | Carriage Forward Carriage forward time
TMO3 Filling Material filling time
TMO04 Hold Time Pressure holding time
Under semi/fully automatic mode, the
. time delay interval between the end of
TMOS | Plasticizing Delay injection and the start of next plasticizing
motion
Under auto mode, the time interval
TMOG6 Cooling between end of injection and mould
opening
TMO7 Before . Pre-plasticizing decompression time
Decompression
TMO8 Plasticizing Plasticizing time
TMO09 After . After plasticizing decompression time
Decompression
TM10 Carriage Carriage backward time
Backward
TM11 Mould Open Mould opening time
TM12 Ejection Time Ejection Time
Under fully-automatic mode, the time
TM13 Recycle interval between end of ejection and the
start of next mould clamping
™14 Injection Time Total injection time, excluqling the time of
pressure holding
TM15 Hold 1 Time Pressure holding stage 1 time
TM16 Hold 2 Time Pressure holding stage 2 time
TM17 Hold 3 Time Pressure holding stage 3 time
TM18 Hold 4 Time Pressure holding stage 4 time
TM19 Hold 5 Time Pressure holding stage 5 time
TM20 | Purge Plasticizing| Plasticizing time during automatic purge
During automatic ejection, the time
T™M21 Ejector Pause allowed for the ejector to stop at the
forward position before its retraction
T™M22 CoreAln Core Ain time
TM23 Core A Out Core A out time
T™M24 CoreB In Core B in time
TM25 Core B Out Core B out time
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TM26 CoreClIn Core Cintime
T™M27 Core C Out Core C out time
T™M28 CoreDIn Reserved function
TM29 Core D Out Reserved function

TM30 | Lubrication Time

Lubrication oil supply time,
over 10 seconds is suggested

TM31 | Lubrication Alarm

Reserved function

TM32 Carriage Fast

Duration of fast carriage advance

TM33 Carriage Back

Under semi/fully automatic mode, the
duration of carriage retraction. If no need
to retract the carriage, set this time to O

Melt Before

™34 Plasticizing

Reserved function

TM35 Cycle Timer

Allowable longest cycle time. Alarm if it
exceeds.

TM36 Eject Out Delay

Time interval between mould opening end
and next action

Low Pressure

™37 Detection

The allowed time interval between the
start of low pressure clamping and the
actuation of high pressure clamping

TM38 | HP Charge Delay

Reserved function

High Press End

TM39 Reserved function
Delay

TM4O0 Clamping End Time interval between clamping end
Delay and next action

TM41 | Vibration Ejection

Ejector retraction position of vibration
ejection

Carriage Bwd

Delay of carriage retraction

™42 Delay after melt decompression
TM43 Carriage End Reserved function
Delay

TM44 Purge Buffer

Reserved function

TM45 | Door Open Slow

Reserved function

TM46 Door Open

Reserved function

TM47 | Mould Adj Delay

Buffer time of change between advance
and retraction of mould adjustment (the
time is suggested to set over 0.3
seconds)

TM48 | Clamping Interval

Buffer time of change between mould
opening and clamping (the time is
suggested to set over 0.1 seconds).

TM49 | Fast Open Delay

Reserved function

TM50 Air 1 Timer

Duration of blowing 1
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TM51 Air 2 Timer Duration of blowing 2
TM52 Air 3 Delay Time delay of blowing 3
TM53 Air 3 Timer Duration of blowing 3

Automatic mould adjustment force
TM54 Force Forward forward time, which is suggested to set 2
seconds

Automatic mould adjustment force
TM55 Fore Backward backward time, which is suggested to set
0.3 seconds

TM56 Air 1 Delay Reserved function
TM57 Air 2 Delay Reserved function
TM58 Core FIn Reserved function
TM59 Core F Out Reserved function
TM60 Motor Start Motor start Y >A time

Encoder origin reset time, which is

TM61 igin R
6 Origin Reset suggested to set 3~5 seconds

Mould adjustment sensor monitor time.

TM62 | Mould Adj Monitor Alarm if it exceeds

Alarm (buzzer and signal lamp) duration,

T™6s3 Alarm On which is suggested to set 10 seconds
Alarm (buzzer and signal lamp) pause
TM64 Alarm Off time, which is suggested to set 10

seconds

Opening and clamping, eject and
retraction, core pulling and inserting,
TM65 | Output Monitor carriage slow speed, injection. Alarm if
time exceeds, which is suggested to set

over 5 seconds.

TM66 Aux Reserved function
TM67 Grease Timer Reserved function

Time interval between ejector forward
TM68 | Ejection Interval and ejector backward (the time is

suggested to set 0.1 seconds).

Timing after machine starting. Injection,

plasticizing and melt decompression can

only be performed after the time out and

the barrel temperature reaching the set

value. (The time is suggested to set over
50 seconds)

TM69 Cold Start

Time of nozzle closing (used by the

™7 Nozzle ClI i ' '
0 ozzle Close function of hydraulic nozzle closing)

When using accumulator assisted
injection, the accumulator discharge

T™M71 Acc Delay
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delay time during injection
Auxiliary oil valve open delay during low
T™M72 Low Pressure pressure clamping (low pressure/fast

Delay

valve
or back pressure valve)

TM73 Action Delay

Buffer time of each action (Opening and
clamping, ejector retraction, core pulling
and inserting, injection. The time is
suggested to set 0.1 seconds.)

TM74 Door Monitor

Max. time allowed by the action of safety
door. Alarm if time exceeds, which is
suggested to set over 3 seconds.

Special Low

Duration of special low pressure after

™75 Pressure mould clamping starts
Mould Open Back | Duration of synchronous mould opening
TM76
Press and back pressure

T™M77 Nozzle Open

Action time of opening the nozzle (used
by the function of hydraulic nozzle
closing)

TM78 | Injection Cushion

Buffer time of injection

Plasticizing

™79 Cushion

Buffer time of plasticizing

TM80 Hold 6 Time

Reserved function

TM81 Hold 7 Time

Reserved function

TM82 Hold 8 Time

Reserved function

TM83 Hold 9 Time

Reserved function

TM84 Hold 10 Time

Reserved function

TM85 Core E In

Reserved function

TM86 Core E Out

Reserved function

TM87 Teeth 1 Check

Reserved function

TM8S8 Teeth 2 Check

Reserved function

TM89 Teeth 3 Check

Reserved function

TM9O0 Teeth 4 Check

Reserved function

TM91 | Mould Adj. FWD

Reserved function

TM92 | Tiebar Adj. FWD

Reserved function

TM93 | MD Adj. Comfirm

Reserved function

TM94 Tiebar BWD

Reserved function

TM95 | Tiebar FWD Dly

Reserved function

TM96 Syn. Valve Dly

Reserved function

TM97 HP. Release

Reserved function

TMO8 HP. Fast Open

Reserved function

TM99 HP. Open

Reserved function
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6.2.10 Description of the Computer Inputs and Outputs

No. Function Description

EIOO Input Port Front Door

ElO1 Input Port Rear Door

El02 Input Port Safety Door Limit Switch
EI03 Input Port Carriage Limit Switch
ElI04 Input Port Core B In

EIO05 Input Port Core B Out

EI06 Input Port Unscrew C Count

El07 Input Port Nozzle Guard

EIO8 Input Port Core Aln

EI09 Input Port Core A Out

EI10 Input Port Photo Eye

Elll Input Port Accumulation End
El12 Input Port Mould Area Free

El13 Input Port Eject Forward Enabled
El14 Input Port Mould Close Enabled
EI15 Input Port Eject Plate LS

El16 Input Port Mould Adjustment Overload
Ell7 Input Port Pump Overload

El18 Input Port Mold Adjustment FWD Limit Switch
El19 Input Port Mold Adjustment BWD Limit Switch
EI20 Input Port Mould Adjustment Count
El21 Input Port Lubrication Oil Level
El22 Input Port Lubrication Oil Pressure
El23 Input Port CoreClIn

El24 Input Port Core C Out

El25 Input Port Filter

El26 Input Port Aux/Door Open Button
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EI27 Input Port Door Opened
EI28 Input Port Door Closing Slow
EI29 Input Port Clamping Preset
EI30 Input Port Ejector Preset
EI31 Input Port Injection Preset
El32 Input Port Motor Runned
EI33 Input Port Auxiliary Pump Run
El34 Input Port CoreDInLS

EI35 Input Port Core D Out LS
EI36 Input Port CoreEInLS

EI37 Input Port Core EOQuUt LS
EI38 Input Port Door Crash Protect
EI39 Input Port Oil Level

El40 Input Port Aux/Door Close Button
El41 Input Port Rear Door 2 LS
El42 Input Port Ejector Backward Enabled
El43 Input Port Robot Emergency Stop
El44 Input Port Robot Emergency Stop 2
El45 Input Port Robot Off

El46 Input Port Enable Core Aln
El47 Input Port Enable Core A Out
El48 Input Port Enable Core B In
El49 Input Port Enable Core B Out
EI50 Input Port Grease Pressure
EI51 Input Port Mold Open Limit
El52 Input Port Mold Close Limit
EI53 Input Port Foot Plate

El54 Input Port CoreFInLS

EI55 Input Port Core FOut LS
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No. Function Description
EO00 Output Port Mold Adjustment FWD
EOO01 Output Port Mold Adjustment BWD
EO02 Output Port Mould Close
EOO03 Output Port Carriage Forward
EOQ04 Output Port Injection
EOO05 Output Port Plasticizing
EO06 Output Port Melt Decompression
EOO07 Output Port Carriage Backward
EO08 Output Port Mould Open
EO09 Output Port Ejector Forward
EO10 Output Port Ejector Backward
EO11 Output Port Boost
EO12 Output Port CoreAln
EO13 Output Port Core A Out
EO14 Output Port Core B In
EO15 Output Port Core B Out
EO16 Output Port Accumulator Charge
EO17 Output Port Accumulation Inject
EO18 Output Port Air 2
EO19 Output Port Air 1
EO20 Output Port Mould Open Back Pressure
EO21 Output Port Boost/Low Pressure
EOQ22 Output Port Low Pressure Clamp
EO23 Output Port Aux/Air 3
EO24 Output Port Door Open
EO25 Output Port Door Close
EO26 Output Port Fast Open
EO27 Output Port Auto Mode
EO28 Output Port Mould Open End
EO29 Output Port Door Closed
EO30 Output Port CoreCln
EO31 Output Port Core C Out
EO32 Output Port Gas Injection
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EO33 Output Port Door Slowdown
EO34 Output Port Brake Release
EO35 Output Port Core D In
EO36 Output Port Core D Out
EO37 Output Port CoreEIn
EO38 Output Port Core E Out
EO39 Output Port Small Pump
E0O40 Output Port Carriage In
EO41 Output Port Carriage Out
EO42 Output Port Mould Open/Close Aux
EO43 Output Port Auxiliary Pump 1
EO44 Output Port Auxiliary Pump 2
EO45 Output Port Core FIn
EO46 Output Port Core F Out
EO47 Output Port Cooling Water
EO48 Output Port Rejected Part
EO49 Output Port Mould Closed
EO50 Output Port Ejector Forward End
EO51 Output Port Ejector Backward End
EO52 Output Port Core A Forward End
EO53 Output Port Core A Backward End
EO54 Output Port Core B Forward End
EO55 Output Port Core B Backward End
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6.3 MPC-7.0 Special Screen Operation

1| Automatic Purge Setting Screen (10) |Press “INJECTION” three times

2 Carriage Setting Screen (14) Press “CARR/LUB.”

3 Temperature Deviation Alarm Setting Press “TEMP.”
Screen (19)

4 | Heat Channel Setting Screen (20~22) Press “TEMP.” twice

5 Function Setting Screen (23) Press “FUNCTION”

6 Mould Data Selection Screen (24) Press “MD DATA”

7 Quality Statistics Screen (25) Press “STATIST”

8 Timer Monitor Screen (26-28) Press “MONITOR”

9 Counter Monitor Screen (29) Press “MONITOR” twice

10 Input Monitor Screen (30) Press “MONITOR” three times

11 Output Monitor Screen (31-33) Press “MONITOR?” four times

12 Relay Monitor Screen (34~56) Press “MONITOR?” five times

13 Program Monitor Screen (57) Press “MONITOR” six times

14| Injection Speed Curve Screen (59) Press “GRAPH” twice

15| Injection Pressure Curve Screen (60) | Press “GRAPH” three times

16 System Time and Language Setting Press “CANCEL” + “MAIN”
Screen (65)

17 Action Stroke Stage Number Selection| Press “CANC.EL” + “MAIN”
Screen (66) twice

18 Factory Setting Screen (78~79) PreSSD:_a’?!CliLmsgf MD

19 Network Screen (83) Press “ICHEN”

20|Manual Lubrication Setting Screen (85) Press “CARR/LUB.”

21 Machine Adjustment Screen (87) Press “SLOW”

The End
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