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Main Structure of Wire Stripping Machine

NMETTIY Fo PE

10.LCD 11.Keyboard

9. Wire-outlet Roller-gap
Adjustment Rotary Switch

8. Wire-inlet Roller-gap
Adjustment Rotary Switch

(. Wire-intlet Rollers
lifting switch

7 Wire-outlet Rollers
lifting switch

2. Wire-outlet

Rollers 1. Wire-inlet Rollers

4. Conduit ‘

5.Knife Rack Assembly

4u (ablel-1)" ¢ ;

Note: You need to add oils to the oiling hole at the top of the knife

rack regularly so as to keep it well lubricated.

(See Table 1-1) Explanation of the main structure:

. Wire-inlet Rollers: Assist the knife rack to perform wire head
stripping when it moves forward or back forward the wire.

2. Wirc-outlet Rollers: Assist the knife rack to perform wire tail stripping,
wire twisting and wire output.

3. Wire-inlet: Wire is put into the machine through the inlet.

4. Conduit: Wire goes through the conduit while feeding in.

5. Knife Rack Assembly: For wire cutting: head stripping and tail

4
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stripping.

Wire-intlet Rollers lifting switch: Press the switch button to lift the inlet
rollers and let the wire be feeding in to knife cut-off position; Press the
button again to put down the rollers and press to the wire . The tightness
of the pressing can be adjusted by the roller gap.(Note: Normally during
stripping , it is needed to press the lifting button again as the wire will be
needed to pressed down. If the tightness between the roller and wire is not
enough, you may need to adjust the roller gap till it works.)

6. Wirc-outlet Rollers lifting switch: Press the button to lift the out-let
rollers and press again to put down the rollers and press to the wire.The
tightness of the pressing can be adjusted by the roller gap.

7. Wire-inlet Roller-gap Adjustment Rotary Switch: Tum the switch
with larger digits to increase the gap and vice versa. (Note: the rotary
switch should be adjusted after air cylinder lifting roller because of the

air cylinder pulling power.

8.  Wirc-outlet Roller-gap Adjustment Rotary Switch: Turn the switch
with larger digits to increase the gap and vice versa.

10.  Liguid Crystal Displayer( LCD): Display wire stripping related
parameter.

11. Keyboard: Input parameter, start and stop the machine.

12_Air filter
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Fast operation example

Zhoheh =5 oAl
1.Strip and cut 35mm2 cﬂpper wire of 7 strands, total length 150mm,
1. M 35% S 2Ele] M 7715, & 20| 15022, M| o 2028, BE| B 20
head stripping 20mm, tail stripping 20mm: set up as follows:
z2lo 2T 3 EIe 282 ted £Lk
I : i Bnt

Speed

FUHCTIOH Rl { Knife | Roller |Stripper| Pause

number

| _o]lccssls 7 3l3.0
51 S TOT: 50000 TOT: 0
VUM . BUN: 500 BUN: 0
20 0 30 0] 150, 0'[""0!20 0[480180

Head Head Strlpprng Wrie Length TmlStnppmg Talt : Kn[fe:;: | Knifé
: . : 5 Value | |Retreating

2. Strip and cut 50 mm?2 copper wire of 19 strands, total length 150mm,
2. =M s0HZE2le] M 19715, & 20| 15082, mz| 2o 2022, 2| 2o 20 Le|o|H,
head stripping 20mm, tail stripping 20mm, change the parameter in above
12| of7fH==F Cheat £0| BRECE T &fS 43501M 500 AO|E, T ZE|ZIS 850 90
picture: knife value from 435 to 500; knife retreat from 85 to 90.

I

The above parameters are for reference only and specific set-up will
Sl oo EiS 2 TR EAE0|H BT 282 75T T M2 O E == SICH

still depend on processing wire.

Note: The small of the knife value i1s , the deeper of the cutting is; the
e 2 20l §E4%, HES ZoiND WHO| SHEAE, T SHLE o AMoRL,
thicker of the wire is, the larger of the knife retreat value should be. The

following table is thc reference parameter data for the set-up of knifec
oS 2= ¢ 40 2 =E[ 482 2|6k o7 H= Qo[ 2| EaAbzoct
value and knife retreat 1iralu.e.
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Square cross-sectional area of

MM A2 DN

l

knife value

Fk FE
= HA

knife retreat value

z 38 %

wire
| 16 350 50 M
10 250 25 3
8 150 15
6 100 10
4 50 8
25 30 6
2 20 6




o ik

@ EASTONTELH EW.-ECO SERIES OPERATION MANUAL

Operating instructions
=% MBA
Drawing of control panel

=R 2
EHE 15

Ful Automatic Wire Culting Stripping Maching (FORMAXZ) [
r N D 1 2 '
Sneed ‘53\11?;"!1 Spand .T\.\‘is:rtﬁ Faresed o i
Funcion | | 25z e e e

3
2) & ki) () oo ()

Entér

= e
u-;:‘] e a2
Egrpsir, Ie,

- Sample| - IStart

Hend HeadStdppieg Wrie Langtk: Tal Sripamg Tai 1 HEdE :
i |

The system interface is composed of 23 keys and a 192 X 64 dot
Al OIE{EO|~E 237)0] ZEF|9 192 X 64 ZE BREEI~ (D StH o= FHEIC

matrix LCD display, the following will be introduced to each key

ChE W82 449 =57|9] 7|s0 ofjg £3o|h

function
Sample -- =
: In the standby mode, each short press once, machine performs a
7] oMz, B 8 H =F wiorch 7|47 oF TS BN o s &F0H0
single-step, cyclic; even following the press more than about 0.5
o5k old =8k 7| ANEseE R=E RS9
seconds, the machine will automatically run a loop; the button in
714 H o =atof
the machine control effect is very big;
HEZ OfF 2CH
®)
Start ‘ : ,
1 : In the standby mode, press this button, the machine begins to

Ch7| 2E0lA o BIES SED, 7|Al= ZS5H7| AIFELE
work;

In the working statue, press this button, the machine will finish
55 JdHOM, ol HES FED, ?|A= X =0 HEE OtE Aok
the work after shutdown;

In the standby mode, press this button, the machine will perform
0f7| REojM ol HES £ET, 7|H= MET HUYE +2E Aok

B
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(LA

id

Stripping
sef .

Speed
sel .

Twisted
saf

3

Parameler
set

Tatal

ZEro

Bun
reset J .

= Rt e e S o R R A, e

a reset action; in the working state, press this button, the

55 NEfOIM Of HES LET IIAEHAT HUS AU
machine to shut down, after the implementation of the reset
=0 xS

action;

In a data input state press this key, enter the number 0; in the
Hoje 2= HEfollM of =X7|IE F23, <A 00] YHECE

standby state press this button, the machine will enter the
Ch7) MEfOIA Of HES L23, 712 E TH o U 4= NYsC

stripping parameter setup state;

In a data input state press this key, enter the number 1; in the
ool 2 HejolM o] ZX7FIE =20, =Ah10] LSO

standby state press this button, the machine will enter the speed
0§ 7| HEfiM O HHES FEOQ, 7|4 S Oj7fH- 23 JEi= Mt

parameter setup state;

In a data input state press this key, enter the number 2: in the
Cloje 2= JEfolA 0| =87 =28, <AF 27k gH It o

standby state press this button, the machine will ‘enter the
Ci7| SEfOlM ol HES +28, 7|H = BIE7| U7+ 27 JE= Yk
twisting parameter setup state;

In a data input state press this key, enter the number 3; in the
CHol& 2E HEfoiM o =71 =8, =4 30| Y8k

standby state press this button, the machine will according to the
0iz7] JejolM o HES =20, 7|H= BH 7|50} ot siE 7Is0l sl =
current function into setting picture corresponding to the
MEls 2330

function;

In a data input state press this key, enter the number 4; in the
Hiole 2 HEfolM of =X7|E =28, =& 47 Y8E 0L

standby statc press this button, volume 0;
Ci7| &EfoM O BiES =20, 25 022 ZFEHT

In a data input state press this key, enter the number 5; in the
HiolH LS JEfoliM of =XF|E FE8, =7 571 e

G
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Long:
shift J -

Funclion
shift ) »

S.TOT!S Bun
st

e

Function
ZETOD

_::
L]
[ ]
—

Program

ad

-
®

PP o - - LI B AR e s e L, LT

standby state press this key, the count of ();
Of 7| &EjdiAM O 7IE =3, FF2EZ} 00| EICT

In a data input state press this key, enter the number 6; in the
Hiole 2= JEiM o] =57 |§ =EE, =4 60| LHECE

standby state press this button, switch machine working mode;
7| SJEfoliM ol BEE =EH, 7|4 E 5&§ BEE HElt

In a data input state press this key, enter the number 7; in the
Clole 2= JEidM o] =X7|E £E8, =& 70| YHECh

standby state press this button, switch machine working mode;
oi7| <EfoM ol HES FE8, 7|HE 5§ BREE HHELCL

In a data input state press this kcgg enter the number 8; in the
ooy & QEEﬂiE*i of ==7|2 £=01, £7%} go| YDk

standby state press this button, the machin will enter the output
CH7| HEfolM o] HES 2T 7|Ac &9 €382= [t

settings;

In a data input state press this key, enter the number 9; in the
Hole 2" dEjol 07| E F20 =R 09 8=

standby state press this button, the machin will enter the
CH2| SEfollM o HHES FE0 7|4 = g+ 48 8oz HYst

function setting picture;

In a data input state press this key, removal of the input data; in
Hiole £ JEfolM of =57 =28 LS HoEHE ~HTEO-

the standby state press this key, total output and the number of
CH2| JEfoliM o] ZX7|E FEE & 54 =HS2 23| 02= XL

full clear 0;

In the standby state press this button, the machine will enter the
7| AEfOl Of HES L2, I 21 NEos YL
program settings;

In the parameter settings by pressing the key, set parameters most
i S-oM Of =X7|E FET, Ui/ 42 7HY B2 +1= 238k

EET S

low plus 1; in a parameter setting state press this button, the
Of7i = 23 YJEOM Ol HEE =29, T 400 1 GojElcE

knife value plue 1;



@*EAETDNTE.-‘:H

EW-ECO SERIES OPTRATION MANUAL

noe e e F AT

In the parameter settings by pressing the key, set parameters most
Oi7 = S-0M O] ZEXZ|E FET, 078 2XS 718 B2 +1=2 23T

low plus 1; in a parameter setting state press this button, the
Ofof B 23 HEioiM ol HEE FET, T 410 1 WEICH

knife value minus 1;

: In the parameter settings by pressing the key, the modified data to

Ofof B 230M O =57 £28, +=3& HoIHE =7|5t1, 9| Ho|HE
give up, the last data into modified object;

3T g0 LEHTCE

: In the parameter settings by pressing the key, the modified data to

Of7f = 230 O ZXF|E FET, 82 OOEHE Z7|54, Th52| HolHE
give up, the next data into modified object;

+3T o LEHELE

: In the parameter set state press this key, the modified data will be

Oi7h e 273 HEfolM o ZX7|E 20 =F T OoE7F MF T EEPROMO|
saved and written to the EEPROM, and the nedxt data into

S0R|H, ChEg HiolHE 3= gl LHT0E

modified object; -

J: In the parameter set state press this key, exit parameter setup state;
OpRES 2 MEfOIM O ZRF|E L=W BfEs 8T NEE FE0

the function setting screen, segmental stripping setting screen,

T 8T B3 BE TI AT HE AAE 27 SU0|N o ZRF|S L2

system setup screen. Press this key, return to work picture;

%o Jgo= =L

On the standby screen, press the key, enter the system
Ci7|=t3oM O] =ZX7F|E FEI MRS A~ BiES YSHoHE, 273 =3
arrangement of the picture, need to enter the password before

=0 ok ol BlZH=F LUHSHOF THCE

entering, in a setting screen, function; multistage pecling setting
CHERH ol 28 38 A28 43,

picturc picture, system settings, yvou press the key, enter the

O] ZEF|IZ L1 Oj7fHs 4F NE= FYUSD

parameter setup state;
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Work screen

ol 518

Once the machine is powered on, the screen display boot screen,
U 7|2 MRO| HX|B, TS B HHS HO|FD, % 3% Oof 0| IWS HUT

about three seconds will display this picture; the machine begins to run,
Ziolck 7|Al =32 D70 met H8E ZolH, OEX E2O 7= HE5E AEE &+ 8ok

in the pigltEu:glejP_n gﬂ;@ screen; otherwise, the machine could not start;
= = o5

£MZ CH2 3} 20k £= BA 35 210 3, A
I - E 1 k1 s - 1 h --‘l
D42 HIE7|, B3 HE7 Twisting function E]’mﬁﬂ display | Suspended in |
D37g == 0-99 Ap0j2] | Parameter number: area: are:: . i R | EMEA ML
D7t Al 5_5 Save 0-99 signal | As Tollows: front Twarn: the knife e L AT
F{EHSHCH parameters | twist; rear torsion *;-:*al ‘ipl"{'(i' wire is achieved,
== = h, "

N N7
pee
Function ’iﬁ‘n‘-?.LiT \ }‘&ER"””?“'“““]P % inil,iﬂ

Function display  [LEMIMUMU N pumber | o5 o o R PR S 29
= BA| @9 arga: -
0] 7%=, ‘71 #a, | This machine has: - 0 | {3 C\B 5' 5 7 ot 0 Actual |y o2
= long-term, capacity
;ll.-_:_.iel__rl_crl_frur shori-term, sheath, S TOT GUDDO’/‘; TOT .
. ; calble, multiple, g i) ] =
;_5%;??;2 o | mighspeeds !I' S.BUN:  500——_BIIN: __Jj%
tH 4"
zsingle to !I:_I'g E-'g

2 039 0 150.0 Isg olzo 0] 43@7

_.-l-lu-n"r
["Tlm fmn!w'f‘hp fromt |

stripping half

Wire
lengith |
okl

1"|.I'l1.r i Wire
stripping || stripping

{ relurn

o UE HEMR  HM ZO|  Swe @S gEsks B4 S

|St1‘_'pping_baranleter setting:]| The machine when in standby mode, press
E’M o7 2= 238 7|7 o> 220 RS o, [IS HES SEAMS.

Stripping i Y 3 ; 5
set J ; front length parameter begin to flicker, at this time can directly
TIHEE 20| Of7 =71 ZH0[7| A[ESHE, o[HA HE =AE LHTE = ULE

= J=

enter the number, if the 1I1Eut eITor, press clear input digital input

ToF U 9 RIF FUS BES 534 £XE X1
, Enter | , _
again; then press preservation, and a paremeter flicker, until the
R HE= =2 HEoHE, o7 ="t Z52UCL

front end length, front half stripping, total length, rear half stripping end
'Ee 20, YR BT, 'E 20|, '2HE I, 'FE 20, BT, E ZE'Y 2= 49

length, cutter, knife back all the input completion value; The small of the

QUE0| B WX BSBLL Z 70| X248
knife value is , the deeper of the cutting is; the thicker of the wire is,
20| Holx| 2, 0| FH==F

12
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i T rmaman e e T rr——

Othe larger of the knife retreat value should be: Parameter settingi press
Z+ SE| Z2HS A ®0f SICH o7 == S M

HES =0 gj7jBis= Yoz ZEg

flashes forward a paremeter; Fress D after the Temov; L%{ a
in}

blinking parameters; at any time by Y withdraw from th
AR L2AlQ. UH EX HMES =0 oj7jus
parameters, back to the standby state;

E3ota, Of7| REE TS0 HCH

Stripping speed settings:) The machine when in standby mode press
Sho| - AF: 7147 ti7| 2EE o, CH2 HEZS LEAN2
Speed ; i .

set J; cutter speed parameter started flashing at this time can directly

HCr S0 D7) BT ZEo|7| ARSI O[HY BE 2R YT 2

Clear

enter the number, if the input error, press clear input digital input
2k OHOF 013 © 25} Wriliol, E2 = £7E X230

Enter

again; Then press . preservation, and a parameter flicker, until the
CHAl 2=5ker O oY HES =of HEotA, o787t THEAHZLE

cutting speed, feeding speed, stripping speed, pause time all input to

B SELDRY SR CELNRE, SR A{Pe 2= 0] §H0| 2 UK HESTH0)E

comlete; Parameter seﬁting; press E] flashes forward a parameter;

Of2f 2= 2F0AM, HEZ =0 OjJj+E ¢tos

press E] after the removal of a blinking parameters; at any time by

BHELS @EQ|= D7 H==7F AEIR|EH SEAQ. THE=X|

— O

withdraw from the set of parameters, back to the standby state;
HES 20 07 H+=SS Bk, 07| 2E= & SO0pH

Output settiugﬂ The machine when in standby mode press
£ 43 A7 H7IRES o CHE HES FEAMR
gross parameter sct to begin to flicker, at this time can directly enter the
E Of7f e Q-0 TEO|Z] AETHE 0] JEjofli HIE AIE 2EE == QUCE

Clear
number, if the input error, press clear input digital input again;

T Y @R T80, HES S2{M =S X210 ChA

Enter
Then press . preservation, and a parameter flicker, until the set, the

Qlzister 1 o+ ES =3 MO, 0ofH 2} ZeE
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A s S T W = Talata s T e e, AL g L E R T

total number of all input to comlete; Parameter setting; press @

OE Zro| Q30| B M7FE| HHESHCE Ofi 7 == SOl A,
flashes forward a parameter; press after the removal of a
HES =ET O7|Bi+Z o= THO|1, HEZ THEOI= D77}

égv"e withdraw from the

blinking parameters; at any time by
MEHR|E FEAM 2. S == HES FET Oj7H8
parameters, back to the standby state;

M35, Of7|RE= g Sop7it,

set of

=
=

2

il s 7 - s Twisted
Mwisted line set:; The machine when in standby mode press \_set J ;

HE2 ®MH 45 ZIHF O REY Of, ChHs BIES £ EAMR2

=
t 3
Front twist mode scintillation, this time press L+t switching,
@ H|EZ?| =7} HIEO|H, | ol HES= wpo,

Enter
Then press . preservation, and a parameter flicker, until the front

3 ool == =o| Mo, o771 THEAHELCE "
twist, twist wire mode input mode is completed, then by previous
HE7), MM HE7] 5L’ 9 QeI YEGIK| BEEE O EFE S A T
methods input torsion line speed, twisting strength; Parameter setting;
JHEeE HEF ¥d S HE7| 3 dE Y=ot o7 = S-0 A,
press @ flashes forward a parameter; press @ after the
HES =EQ 7§ ¥2E TR, e

removal of a blinking parameters; at any time by i
TEO|= Oi7H 7 AR REA 2. A =7 Hi =2

the set of parameters, back to the standby state;
D7 =SS EE5te, 7| EEZ = S0pHCH

The machine when in standby mode, press

ﬁ*l_agram number_set:

e AR SN EE ZIAZE 7| 2EZ O, CHE HES FEAMR
Program
, program arguments begin to flicker, at this time can directly enter
TR QA7) ZEo|7| AR, O AEfOIM HiE =RpZ ojdE &

Clear
the number, if the input error, press . clear input digital input again;

1 1
olct. THor 9I1H 2RI EUoLH, Es =M SAE X213 O

then press preservation, to standby state;
25orek O Tl == =d| XgotE, tf7| 2EE YT
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Work mode switch :| I'he machine when in standby mode, press (shift J |

o = ZIH7E 7| REE O, b=

T

work mode switch;

= =c] HE =5 §#E =+ o

Work mode explain

Ad
g o &Y

This machine is a multifunctional wire cutting machine, a total of 6 kinds
ol |A= C7ls Td BE 7IA=E £ 6 FF2 #d 2T & ED ?l5= 7H5 1 S0k

—

of wire cutting & stripping procedure, following picture description:
oy 7Is=2 O 180 2EASHAUCE

Line mode:
==

f Speed |

Roller | Stripper

Pause

Function | | Soster e
0lccssl5 7 3]3.0 |

et S TOT: 50000 TOT: 0

150.0 [30.0120.0[4807 80 |

Head Head Stripping Wrie Length Tail Stripping Tail Kn_ffgﬂ Knife
e T—— ; e s s "u'_’E".FE i ' REEFEBT]I’!Q

The model and the traditional 220 wire cutting machine function,

O] ZEM 7|EL 220 M BEEHZ| 7|52, 212 o Ot ok 27| E 25 A
can be mounted wire twisting device to increase the twisted wire, wire
o=, O30 £0] B B FH0| S0|F SHAMZI7| 2lsh FM v E7] X EME
length as shown, only according to the above method to input a desired
9)C}.

. ) Parameter . . .
size, at this mode '_set ) function is not available;

ol 2EOM= 0| 7ls= A8 = Bk

15
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T 20
Total length

Back-end semi-stripping 55,

Z BN i

JFrontlength Back-endlength 1
=5 20| FZ2 20|

The short-term model:
Fro L

Cii
I_I_E

= __Speed |

- {Knife | Raoller 5~FIPIJEF PELFSE“ :

| Funchon [N

M_olccs 5>_L5 7_3]3.0
2 S TOT: 50000 TOT: 0
LU S. BUN: 500 BUN: 0
20 0130.0] 150.0 [30.0[20.0[480 T80

Head Head Stripping WrieLngth Tail Stripping Tail Knife Knife

Value | |Retreating

p -

-

The model machine and long-term is basically the same, only the
0 B2 {l fd REZ 7[E2He2s X, 7|47t Balote 52 2% Bk

machine stripping action is not the same; and no twisting line function; at
Jd2ja fd BlE7] 752 Bk ol

Parampter

this mode \Uset J function is not available;

SEOAM, ?ls& MEE = Gith

164
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’ S

Ly _ Spee-d-.:--:- :
' Function e - [coterotesiepasee]
010055I5 7 3]3.0
L 50000 TOT: 0
500  BUN: 0
540 | 40
ripping W/ lLength Tail Stripping ™ Km
Front B The front M The total length of wire, —e REH:.rlﬁngm,nﬁ v S
length

half noneed to sel up the half setup, the program will
P S~ program will automatically
end

=8 4e =527
O] IS T 97
= YOI BB
Lo SR ECL

automatically will last
the peeling length as a
PO £ 20| ZEOF0] HELE back end length
eS| 20 232 TR 2E T

3
This mode w1thout twisting line function; ; press e Function
MM BEZ| 7|50 B= 0 BEE A'anl.E—.lEF] ChE HES L2 A2 Ch2 o] # o
into the following cable function setting picture: R
£ 7|5 4% 13o= nEE A HD[F" S| %C'I”i‘ﬁﬂw-:l'—?- "I:'E—{ EEF‘L_E1
{ The first section of the il <
total length: the length of The first section of 2)
the back rubber, examples | - stripping length: peel :_d
brm]luqtmted rubber part length, behind :

—rrummvrg-gﬁii e e
| Mul ectlon Settmg\\

1# Length: 10.0 | Strip: 5.0
2# Length: 10.0 | Strip: 5.0
 3# Length: 10.0 | Strip: 5.0

Head Head Stripping Wrie Length Tail Stripping Tail Knife I Knife
: iR e B Value | [Refreating

L=

y

In a parameter setting condition, press i + J
Oj7i = 28 =30A, B

n -
A
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eE T N e M S T I T i R L L A s ekt s e

System

downward view 1-12 segment set parameters; press §
2l L= ofgh AlZ 1-12 BES = D7 H-2 SEOA 2. H=

parameter, Until all parameters input to completc;
S LENQ BE g4 Q0| DEIUMGIE| HEDAL.

Note: in a multistage model, total is equal to the length of each
ChEFA 2 200M, & 20l 40| Edel 2ol £20, ¥5 2 0|2 2 Ehh
wire length and coupled with the front end length, procedures have

EA7E RS2 = Aty
been calculated automatically and highight, so set the total length,
of Z= EAEDE £ Zojoh, 22 A MAQ Lo|E LFE
the length of the whole no end; end length is the final end of the

= E0= Chs £0/2] OrX|% 200k
length of! Also no need to set up, when the required length is
ol M= ¥ E87 Gtk 28T £0(9] 20| 2=EH, 025 43 EIh

arranged is completed, a set of ()

R e

FE 007 = B}

oLz 20| M=s 28 5, 3E 25 4 end strip is alsoa
BT gug Een = S E back-end length
Front length Section Section Section RERE
T 1, skinned 2, skinned 5, skinned
A = P l——————n
Llength o2 length 2length 2length
— - p - 4 5 .T:-'EC'E--"W*
120 bfiedls) 2 Zo :
=0 s = Back-end |
semi-stripping "_.
TiE g 2O
Function setting picture
s 28 =H
Funclion . . .
In the standby state, press zero J to enter this screen; in the picture
CH2| FERO A, HES =

soiM o] sBo= Fs|c) of =t

display, the machina does not start the work, press o return to work
olME Z1AE HYS ARTHR| ZECk o HES EalM &
picture;

% BEOE =T = U
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= M2 i ) B g Front twist offset; this parameler

EMO|ET] OFEFTI 2 & O
71H2 M2 FF0) SHEN H2HE designed for very short -term twisting
=JLEr BSEE . :
=/t e | unction sel, parameters of the function

Connt times: Wire detection:

for the front stripping evacuation line Lo

rll'“
a2
e
=
nm r
ﬂ

; EEE -?-"'H ﬂlﬂﬂtf
E71 BHE AHE TR E

Btois g
FEILE 32

Machina time vield| | Set whether to the wire twisting wheel distance; the
increased open wire general term of 32
| A DUOOIE . Rber ST [l ﬂlgﬂ 224 01 oy
=
COU.MUL: ™  WIR.SEN: r s
| i HIE
Cut. COR: F0 BO TWI.MOV: 32.5| |2=zwm~
I|s TS
GUID.SW:  Off  Auto Open Q‘ff
: e
2 s et
ki F' qtrlp : lr-"‘ ff SIN This function is no mall.—ﬂﬂﬂJ
7y / 0] 752 AEE £+ 2T
‘Head Head Strippiw
- = me | | \Value | |Retreat mgl
| E‘»e[’ure and alfter the end of & 2] A ]
knife value compensation: -
Adjust front and rear ¢ miJ
2 gt Huo] 29| ORI} O
¥El ©EE ZRAT
Ay 2. System e ‘
Pﬂrameter setting: presq start settings, until all parameters input
ofj2f S84 =2 =oiM 282 AlRliEk 25 07—

to complete;
=o| 2N YEat

Syste
System qetup screen: Standby state, press . to enter this screen;
INES- RSB CH7| S EROA, == =4 0| =lie=

input passwmd (10010011) to enter this screen; displ a}f the picture, the
Hgstak o] st TYUSHY| s L= (100100108 YASEE IF0| SN B2 o, (A=

machine does not start the work, press return to work picture;

Qg ARISR| L HES £3 TY A= =L
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e

TEY A1 2=
1Ojg #4d 22

HIEC| 7l ZSlAL ore) J[ 40 AH HE7|
TH| 7t B0 Off = BFsiat
p

Electronic gear set: Twisting funetion switch: L
Wire feedingam |- If the machine without twisting _,d
L H= 8200 | pulse number: 8200 Program line equipiment, please set off [r—
B uuuuu\\ﬂ'\’number“}“"‘ R TJPEE[PEUSE}
o ' N
stem Setting
Im Pulse: 8200  Twist SW: Off
Cut Back: 20.0 Puff DEL: 0.15
GUIDown: 010  Guide Up: 0.10
L - : .z:
Head Head Stripping~«fie Length Tail Stripping Tail Knife i Knife
B IS S B S M Value f Retreaiing
.| The 485 communication E
ksmn:i{m;
485 EMZ

System

Parameter sctting: press . start settings, until all parameters input
oz A HES S8 42 ARSIEL BE opjES0 o
to complete; " N ' '

20| Y= IR Br=vtar

24

Stripping set matters needing attention
oI 47 2HE Fo7 BR

a number of stripping parameter, total length must be greater than the
el Bo opi—= 282 W= & 20/ HEA T 2 0|2t /F & E0/€ O
front end length + back-end length; otherwise the work machineg;
Sk ZECH 7 0F SiCH JEX Eoed 5 714
the use of comniunication control of the machine, must ensure that the
JIAH2e] S HOE MBS 4% EAIE 23 2 7|A7F 530t o7 28 JEi7t
machine in the display screen work and non parameter etup state;
CHLIX|Z =2Iojof otCh O 2X| e 4 Ho7 F=235l0h

otherwise, the communication control is invalid;

use the appropriate speed operation;

NS L= TG

in the screen work and non parameter settings, Can be directly press
Y SHTO[AHL of B 28 JEf7E OFE O, Che = 71§ =82EM
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T R 0 B L R R b = TR o T L R T T T T e

* [ " ] the cutter set value without stopping;

7|HE S®IoHR B BT 4= 28F = Stk

5. if the four running indicator light flashes, illustrates the setting
42| 5 #AS0| BHEOT 23 i/ EH+Z LHEHUDH 7| HE MEE = Si0h

parameters, can start the machine;

6+ twisting line setting: the first torsional offset paremeters is designed for
A HIE7] 8 X W BIS7| A4 O ESE B2 Zo| ST 75 4BE 2
short-term twisting function set, meaning when the machine off vour

of 225 /=H. ol (A7t @del Hel§ BT,
front, wire feeding after twisting wheel distance; sometimes can be
HE= 83| A=l S0 Bds FYTicks ol == B|Es 57 5o
fitted to the short-term blade after twisting wheel, then the parameter
EZ fdE REs T FT +~ e, 1 Chofl oH7H Bi==7F &5

set small, reach short-term torsion a line function; general line is set to
A 2852 B2 fd HEZ| 7ls0 2T = ULk Y HdE 322 d95HY

32, no need to change; short-term according to the blade and the wire
U0 HEST Ba71 GiCk 22 0§44 HIE7] U9 &N AHe| =3 mE 2 8
twisting wheel actual distance adjustment; ( can single-step operation
o 167 %5 GCE ABE £ 9
mode to the step, if the wire feeding more than wire twisting wheel,
al, CIeF i H|E 7| BHREC fdo| Eo] FYE A2,

can reduce the parameter can be increeased, and vice versa;)
Oj7i B =S S0|AHL 52 =+« el Ec YEE =+ QI

Six, Introduction of communication protocol
o dW, St ZEEZ =Y

The machine is equipped with a standard RS485 communication
0| 7|4 = #& RS4858| S417|5& #=1 Rl2H,
function, the user can through the host computer ( PLC, PC ) to directly
MEXE Z£E FFRHPLC POE S8l 7IHE 58 HoZ = 8Lk
control the machine; communication hardware specifications for 38400, 8,
38400, 80y CiTt S SEERIO MY
I,N

2

The following is the machine accepts commands in detail
Che2 71417 382 MREE2= 245 W80l

1 .+ the emergency stop command: PC issued three byte hexadecimal

Bl EX B PCOJjA| a5t 34| E 16%124- HS 16 01, 66,
number 16 01, 66, 99; wherein the first 01 is the station number, can
09 o7|M X U 012 AEO|M HBE, AlAH 5HE HHsto]

set up a system screen to change, the machine successfully received
HEE & 9on, T2 YENo= we IAE
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e

3

et T EEIEAT

the order will return received the three bytes of data, this machine has
3HHO|E 9| HiO|HE +=4I5k1, 0| Z|Al= BEE =L

received notice of the command;

stop command: PC issued three byte hexadecimal number 16 01, 77,
88; wherein the first 01 is the station number, can set up a system
screen to change, the machine successfully received the order will
return received the three bytes of data, this machine has received
notice of the command;

stop command: PC issued three byte hexadecimal number 16 01, 88,

77; wherein the first 01 is the station number, can set up a system

screen to change, the machine successfully received the order will

notice of the command;

Seven, Wire cutting example

( 1) long pattern

&

1.

2,

I

S '?ﬂ : *
| sy

J— —p 4—
The wire is placed in a roller intermediate, adjust the rool gap to have

just come into contact with the wire and then down 2 big;

Set size:

1z
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3.

(1) Enter setup mode: Standby mode press | _set J

P rag—

3

Faramster

s ’Para%ter‘ rSl;rjE}:giﬂg Enter
(2) Set the front stripping length set ) | set H

¢ ook Strging Enter
(3) Sct the first half stripping length set r ‘

(4) Total length
(5) Set the last half stripping length st ) |
(6) Setback length
(7) The cutter set value: ( Reference ) reset
(8) Set back the knife; ( Reference ) - : \reset J L

(9) Set line mode:

press

]

Sample

' e

7

Function S11£|?ing Ent&r

Lshift ) | set )
T el "

@30

Paramealar| | Siripping EﬂtEf
set )

. . .
B?i smging Enter

.reset J | 5et

5|0

Bun Stripping Enter
L set | A

(5 ) e

son | |ENter

T

6

Longs ;
press \shit J Set line mode;

more than 0.5 seconds, the machine will stop

automatically after carrying a line, have a look whether the value of the

right knife, directpress

T i\ [‘} correction; Until satisfied:

( 2 ) Multi segment peeling

11
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- f === — 70

A —*

1
4

B 2 g

1. the wire 1s placed in a roller intermediate, adjust the roll gap to have
Just come into contact with the wire and then down 2 big;

2. sectting size:

0
(1) Enter setup mode: Standby mode press i
pm————
: . . Faraﬁwr EﬂTEI
(2) Set the front stripping length set JU

P ey e e,

0

; : . stipping| | ENTET
(3} Exit strip, parameter setting e [

il

: : Functi :
(1) Set multistage mode: Cpress Lshit) set to multi

segment model;

3

. . Paramatz
(9) Enter the number of segments is set: press \_set ) set to more

footage;

A [S1jl5tem Pargn%ter {Eﬁi&l}
(6) Set the first segment length of stay skin ) Uset )

e —— MR e, 3

3

seameter| | ENET
(7) Set the first segment peeling Grellle

T, S T

pa,ﬁm Enter

(8) Set second leaving skin length ety ]

e, e,

m%ad Enter

(9) Set second | set

24
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!

( 1]
LQQI B§1_ {Eﬂtﬁ rJ

(00 Set third leaving skin length _shift_J {_reset

i

ﬂl} Set third ]EHViﬂg Skiﬂ EET’Igth reset

ippin un ﬂtﬂr
(12} Set fourth as the length ey |Gt

(I3} Return to work picture
L)

Sample
(14 pree more than 0.5 seconds, the machine will stop

automatically after carrying a line, have a look whether the value of the

right knife, directpress [ + ]‘. [.1 correction; Until satisfied;

Explaiﬁ

15 If the third set to (), then the program that you just cut in two, and so on;
if you want to peel the 12section, the 12section of the length of the
whole set;

2, multiple stripping mode, twisting line function is invalid;

13



(& enstonTecH

EVW-ECD SERIES OPERATION MANUAL

Eight, Phenomenon and exclusion

The emergence of the

phenomenon

Processing method

Thread stripping without

Wire stripping without tail

1.

2

check the thread cutting depth, cutting marks too shallow for regulating
“ diameter ™ smaller.

the line wheel pressure is not enough, need o adjust the * into the line
wheel pressure regulating knob ™, the line wheel pressure.

the line wheel clearance is too large. need to adjust the * into the line
wheel clearance adjustment knob , the line wheel cleamce is reduced to
a proper position,

stripping the first set is preater than or equal to 3.

the line wheel if there is ditt, required to be cleaned,

retreat knife set may be too large, should be appropriate to reduce the
retracting parameter ( reference value 00-10 ).

the next tool misalignment, please refer to chapter seventh scetion 2 test |
chart 7-7 alignment condition.

check line tail cutting depth, cutting marks too shailn:n.w«;f for regulating
* diameter ~ smaller.

wire wheel, the pressure is not encugh, need to adjust the * round round
pressure regulating knob 7, the line wheel pressurc,

wire wheel elearance is too large, is required for the regulation of * round
round gap adjustment knob *, make the pulley gap is reduced to a proper
position,

stripping the first set is greater than or equal o 3.
pulley if there 15 dirt, required to be cleaned.

rerreatl knife set may be too large, should be appropriate to reduce the
retracting parameter ( referenee value 00-10 ).

the next tool misalignment, please refer to chapter seventh section 2 test

chart 7-7 alignment condition.

Wire skin of severe

barotraurna

!

first judge barotrauma from inlet wheel or pulley, wheel pressing force to
be small.

contact with my company, the purchase of rubber tire,

Thrum peel line core cut of

several root

The * diameter " tone in | or 2, retry until notto hurt the line core,

Length of line, there is
oreater than or equal to the

set length

1'\.

2'\

the line wheel pressure is not enough, and sometimes thread stripping
without phenomenon, thread stripping on line is greater than a
predetermined length, regulating * into the line wheel pressure regulating
knio 7, so the ling wheel pressure.

dirt, pulley, required to be cleaned.

A wire inlet wheel clearance is too large, to adjust the * into the line wheel

clearance adjustment knob ", and a wire feeding wheel gap smaller.

26




@‘EASTENTE:H

EWLECO SERIES OPERATION MANUAL

Length of line, there is less
than or equal to the set

length

1\
2.

the wire itself line thickness a.

a rolling wheel with dirt, required to be cleaned. The conductor surface
wax, lead into, wire wheels slip with sticky wax, wire brush, and gasoline
cleaning four rolling wheel.

take out wire, level ©* 00 ™ air operation phenomenon, be exeluded.

the wire laying frame having card hysteresis phenomenon, leading o poor

Cﬂn\-‘&}"i@_g WIre.

Head and tail cut or no cut

check the head or tail of sevred, wire diameter is too small, should adjust
the ** wire " bigger. ( a reference value 30-90 )
Checking thread tail no cut marks, wire diameter is too lare, should adjust

the “ wire " smaller. ( a reference value 30-90 )

Sometimes the head or tail

was cut off

wire wheel, the pressure is not enough, please check and regulation of

u t1}

round round pressure regulating knob “, make the pulley pressure
becomes great.
the line wheel clearance is too large, need 1o adjust the * into the line

wheel elearance adjustment knob ™, the line wheel clearance reduction,

There are several strands of

wire long thread

wire diameter is too small, the cut wire, strip with a copper wire, to
imerease the diameter of 1-2, try again,
retreat knifc sct too small, it should be increased the retracting parameters
(00-10)

Sometimes the conducting
wires together no knife
broken

the edge parts activities with the ordinary oil, try again (usually & hours
filling a ). :

the speed is slow. .

check the wire specifications in AWG 2# line ( 3 square ).

the blade is blunt, flat grinding, or replacement. .

according to the seventh part of the third inspection,

Press run after shutdown can
only cut a, screen appears

* short line or knot ™

no line of automatic shutdown function, belongs to the normal.

setting the length should be greater than 32 mm ( cxcept Tor the 98
procedures ).
wire wheel clearance is too large, is required for the regulation of * round

round gap adjustment knob " make the pulley reduced gap.

When the power 15 switched
on the fan to work normally,

sereen normal, but according

| . because of the voltage instability or illegal operation of the circuit board in

the insurance pipe burmn, need to replace the fuse [ open the case cover,

visible in the circuit board has two 5A insurance tube ),

to ** run " after the machine | 2. such as changing insurance tube, continue to burn out, and my company
can not move customer service service department or office contact.
1. wire itsell is too curved, the purchase of a straightening device,
Incision inclined tangent 2. alead mouth without facing edge center.
3+ atail tilts, inspect the wire pipe 15 leaning against the tool too close.




