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INSTRUCTION MANUAL

This instruction manual applies to machines
from software version 0376/008 and serial
number 2 769 247 onwards

296-12-19 126/002
Betriebsanleitung engl. 05.12



This Instruction Manual is valid for all models and subclasses listed in the
chapter "Specifications".
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The parts list for the machines can be downloaded free of

charge from the internet address
www.pfaff-industrial.com/pfaff/de/service/downloads.

As an alternative to the internet download the adjustment manual can also be
ordered in book form under part n0.296-12-19 126.
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The reprinting, copying or translation of PFAFF Instruction Manuals, whether in whole or

in part, is only permitted with our previous authorization and with written reference to the
source.
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Safety

1.01

1.02

Safety

Directives

This machine is constructed in accordance with the European regulations indicated in the
conformity and manufacturer’s declarations.

In addition to this instruction manual, please also observe all generally accepted, statutory
and other legal requirements, including those of the user’s country, and the applicable pollu-
tion control regulations! The valid regulations of the regional social insurance society for oc-
cupational accidents or other supervisory authorities are to be strictly adhered to!

General notes on safety

The machine may only be operated by adequately trained operators and only after these
have read the appropriate Instruction Manual!

The danger and safety instructions attached to the machine must be followed!

The machine may only be used for the purpose intended and may not be operated wi-
thout its safety devices. All relevant safety regulations must be adhered to.

When changing the feed rollers or the hot air nozzle, when leaving the machine unatten-
ded or during maintenance work, the machine must be disconnected from the power
supply by operating the main switch or by pulling out the plug!

The daily maintenance work may only be carried out by appropriately trained personnel!

During repair and maintenance work on pneumatic devices the machine must be discon-
nected from the pneumatic supply system! The only exceptions permitted are during ad-
justment work and function tests carried out by appropriately trained personnel!

Repairs and special maintenance work may only be carried out by qualified service staff
or appropriately trained personnel!

Work on electrical equipment may only be carried out by appropriately trained personnel!

Work is not permitted on parts and equipment which are connected to the power supply!
Exceptions to this rule are found in the regulations EN 50110.

Modifications and alterations to the machine may only be carried out under observance
of all the relevant safety operations!

Only spare parts which have been approved by us are to be used for repairs! We draw
special attention to the fact that spare parts and accessories not supplied by us have not
been subjected to testing nor approval by us. Fitting and/or use of any such parts may
cause negative changes to the design characteristics of the machine. We shall not accept
any liability for damage caused by the use of non-original parts.

PFAFF....



Safety

1.03

1.04

Safety symbols

é Danger of hands being crushed!

Danger!
Special points to observe.

Danger of burns from hot surface!

Danger from electric voltage!

Caution
/'\ /_é\ SSS Do not operate without finger guard and safety

devices.
'é %@ Turn off the main switch and let the machine cool
o oo down before any setting up, maintenance or cleaning
3& work!
e
30°C
bﬁi 86°F

Important notes for the user

This instruction manual belongs to the equipment of the machine and must be available
to the operating staff at all times.

This instruction manual must be read before the machine is operated for the first time.
Both operating and technical staff must be instructed on the safety devices of the machi-
ne and on safe working methods.

It is the duty of the user to operate the machine in perfect running order only.

The user must ensure that none of the safety devices are removed nor put out of wor
king order.

The user must ensure that only authorized persons operate and work on the machine.

The boundaries of the track system are electronically stored in the machine.
For this reason, the machine must not be moved when switched off!
If the machine is moved when switched off, the stored values are no longer correct.

The user must make sure there is no high-frequency welding equipment being operated

in direct proximity to the machine that exceeds the EMC limit values according to
EN 60204-31 for the machine.

For further information please refer to your PFAFF agency.

FAFF.
P Industrial



Safety

1.05

1.05.01

1.05.02

Operating and technical staff

Operating staff

Operating staff are the persons responsible for setting up, operating and cleaning the machi-
ne and for removing any disturbances in the sewing area.

The operating staff is obliged to observe the following points, and must:

@® always observe the notes on safety in this instruction manual!

@ avoid using any working methods which adversely affect the safety of the machine!

@ avoid wearing loose-fitting clothing or jewelry such as necklaces or rings!

@ also ensure that only authorized persons are allowed near the danger area of the machine!

@® immediately report to the user any changes to the machine that may affect its safety!

Technical staff

Technical staff are persons who have been trained in electrical engineering, electronics and
mechanical engineering. They are responsible for lubricating, servicing and repairing the ma-
chine.

The technical staff is obliged to observe the following points, and must:

@ always observe the notes on safety in this instruction manual!

@ switch off the on/off switch before carrying out any maintenance and repair work on the

machine!

@ never work on parts or equipment still connected to the power supply! Exceptions to this

are only permissible according to regulations EN 50110.

@ replace all safety covers after maintenance and repair work!

PFAFF....



Safety

1.06

Danger

When the machine is in operation, a work area of 1 m must be kept free in
front of and behind the machine, so that access to the machine is possible at all
times without difficulty.

If toxic vapours occur during processing, use extractor!
Danger to health if the toxic vapours are inhaled!

135-021

Do not operate the machine without protective cover 1 and only operate the ma-
chine with protective cover folded down. Danger of crushing when the heating
element 3 is engaged and disengaged, as well as a danger of burns if touched!

During operation do not place hands near the feed rollers 4!
Danger of crushing if the fingers are drawn between the rollers!

Do not operate the machine without protective cover 5! Danger of crushing
when operating the machine through the belt drive and chain-gear drive!

For the operation of the safety edge, attach fixtures 6 at both track ends!
Overrunning the track ends can cause damage to the machine!

FAFF.
P Industrial



Proper use

2 Proper use

The PFAFF 8390-010 is a mobile, hot wedge sealing machine mounted on a track system.
The PFAFF 8390-020 is a mobile, hot air sealing machine mounted on a track system.
The machines are used for sealing heavy, large and flexible thermoplastic materials, for ex-

ample, tarpaulins, covers, and tents.

Any and all uses of this machine which have not been approved of by the
manufacturer are considered to be inappropriate! The manufacturer cannot be
A held liable for any damage caused by the inappropriate use of the machine!
The appropriate use of the machine includes the observance of all operational,
adjustment, maintenance and repair measures required by the manufacturer!

10 PFAF FTndusm'a\



Specifications

Specifications 4

Dimensions and weight:

L NGt e e approx. 1840 mm
VTN e approx. 1200 mm
Height: (without tape holder): ..........cooiiiii e approx. 1400 mm
Clearance WIATh: ... approx. 480 mm
Clearance between rollers: .....oooveeeiiic e approx. 20 mm
NET WEIGNT: e approx. 305 kg
Mains voltage (set for):.....ccovviviiiii e 230V + 10%, 50/60 Hz, 1 phase

Power input
8390-010 (hot-Wwedge VErSION): . ...coi i max. 1 500 W
8390-020 (NOt-AIT VEISION): .teiiiieiiiiie ettt max. 3 500 W

Heating capacity

8390-010 (hot-wedge VEIrSION): . ..o approx. 1 000 W
8390-020 (NOt-air VEISION): o.iiiiiiieieeeee e approx. 3 300 W
U e e 16 A
VVOTKING @I PrESSUIE: ..o 6 bar + 10 %

8390-010 (NOt-WeAgE VEISION): ..ot 30 I/min
8390-020 (NOT-AIT VEISION): .etiiiieiiiiie et 30 - 150 I/min
SEAIING SPEEA: . max. 10 m/min*

Noise data:
Emission sound level at the workplace: ...........ccccooiiiiiiiiiiiii L.<70 dB(A)™
(Noise measurement in acc. with DIN 45 635-48-A-1, ISO 11204, ISO 3744, |1SO 4871)

Ambient temperature
85% rel. humidity (condensation not permitted): .......ccccooiiiiiiiiii 5-40°C

Sealing temperature
8390-010 (hot-Wwedge VEIrSION): ..o max. 500 °C
8390-020 (NOt-AIr VEISION): 1iiiiiiiiiieee e max. 650 °C

4 Subject to alterations
* Depending on the equipment, up to 20 m/min
" K,=25dB

PFAFF.....
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Disposal of Machine

4 Disposal of Machine

@® Proper disposal of the machine is the responsibility of the customer.

@® The materials used for the machine are steel, aluminium, brass and various plastic
materials. The electrical equipment comprises plastic materials and copper.

@® The machine is to be disposed of according to the locally valid pollution control regula-ti-
ons; if necessary, a specialist ist to be commissioned.

Care must be taken that parts soiled with lubricants are disposed of separately
according to the locally valid pollution control regulations!

1 2 PFAF F(Tndusrr\a\



Transportation, packing and storage

5.01

5.02

5.03

5.04

Transportation, packing and storage

Transportation to customer’s premises

The machines are delivered completely packed.

Transportation inside the customer’s premises

The manufacturer cannot be made liable for transportation inside the customer’s premises
nor to other operating locations. It must be ensured that the machines are only transported
in an upright position.

Disposal of packing materials

The packing materials of this machine comprise paper, cardboard and VCE fibre. Proper dis-
posal of the packing material is the responsibility of the customer.

Storage

If the machine is not in use, it can be stored as it is for a period of up to six months, but It
should be protected against dust and moisture.

If the machine is stored for longer periods, the individual parts, especially the surfaces of
moving parts, must be protected against corrosion, e.g. by a film of oil.

PFAFF....
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Explanation of symbols

6

Explanation of symbols

In this instruction manual, work to be carried out or important information is accentuated by

symbols. These symbols have the following meanings:

Note, information

NS .
Cleaning, care

Lubrication

Maintenance, repairs, adjustment, service work

\ % BE

(only to be carried out by technical staff)

14
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Controls

7.01

Controls

Summary of controls

© 00 N O o1&~ WIN =

—_
o

Main switch, see Chapter 7.02

Pedal, see Chapter 7.04

Foot switch (available as an option), see Chapter 7.03
Double foot switch (available as an option), see Chapter 7.05
Adjustment wheel for roller clearance, see Chapter 7.06
Control panel, see Chapter 7.08

Top feed roller

Bottom feed roller

Key-switch, see Chapter 11.03.02 Rights of access

Joystick, see Chapter 7.07

PFAFF.....
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Controls

7.02

7.03

Main switch

- 7

Fig. 7-02

Foot switch (optional)

Fig. 7-03

@® The machine is switched on or off by
turning main switch 1.

Position "0" : Machine is switched off
Position "1" : Machine is switched on

When switching the

machine on or off, please ob-
A serve the notes in Chapter 8.04

Switching the machine on and

off!

@® Move to the next sealing section in the
programmed sealing operation by pres-
sing foot switch 1.

@ Alternatively, a knee switch can
ﬂ be ordered for this function.

16
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Controls

7.04

Pedal

[=lo

Fig. 7 - 04

Sealing / level mode

The function method of the
pedal depends on the select-
ed pedal mode (level or flip-flop
mode), see Chapter 11.03
Further settings

0 = Rest position / Stop sealing process

+1 = Lower top feed roller or welding speed setting in acc.
w. parameter "POS1speed" (see chapter 11.05.02).

+2 = Engage heating element and Sealing start

-1 = Interrupt sealing process and Raise top feed roller

Sealing / flip-flop mode

0 = Rest position

+1 = Lower top feed roller

+2 = Start/ Stop sealing

-1 = Interrupt sealing process and Raise top feed roller

Reference run (carriage menu)

0 = Rest position / Stop
+1 = Move at low speed
+2 = Move at high speed
-1 = Change direction

PFAFF.....
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Controls

7.05 Double foot switch (optional)

Fig. 7- 05

During the sealing process

@® By pressing the foot switch 1 or 2, the adjustable speed difference from carriage speed
to roller speed is switched. The value of the speed difference can be set under parameter
Gswred (see Chapter 13.14.02).

1 = Decrease carriage speed over the roller speed (reduction of material build-up)
2 = Increase carriage speed over the roller speed

After a sealing stop (switch / correct the carriage position to the sealing material)
@® By pressing the foot switch 1 or 2 the carriage is moved.

move the carriage slowly against the sealing direction

2 = move the carriage slowly in the sealing direction

In the carriage menu
@® By pressing the foot switch 1 or 2 the carriage is moved.

1 = Move the carriage slowly against the sealing direction (after 3 seconds with the foot

switch pressed, change-over to high speed)

N
Il

Move the carriage slowly in the sealing direction (after 3 seconds with the foot switch
pressed, change-over to high speed)

During the sealing process with parameter "Diffmode = 1"
@ By pressing the foot switch 1 or 2, the value for the differential correction (speed differ
ence from top to bottom feed roller) is gradually altered.

1 = Gradually decrease speed of the top feed roller
2 = Gradually increase speed of the top feed roller

o
ﬂ The differential correction is displayed in % on the control panel.

1 8 PFAF FTndustria\



Controls

7.06 Adjustment wheel for the roller clearance

@® After loosening clamp screw 1, the
clearance between the top and bottom
feed rollers is changed by turning adjust-
ment wheel 2.

The clearance can be read on the scale.

7.07 Joystick
@® The machine can move along the track
1 bed using joystick 1, so long as the rel-
evant mode on the control panel is set,
see Chapter 10.08 Carriage menu.
/
Fig. 7 - 07 /

PFAFF..... 19



Controls

7.08

Control panel

Fig. 7-07

The current operating conditions are displayed on control panel 1. Operation takes place in a
constant dialogue between the control unit and the operator. For this purpose, depending on
the operating condition of the machine, different symbols and/or texts are displayed. If the
symbols or texts are framed, these show functions which can be selected by pressing the
appropriate position on the monitor. By pressing the corresponding function this is carried
out or switched on or off immediately, or a further menu appears, e.g. for entering a value.
Activated functions are shown with inverted symbols. Unframed symbols or texts are only
used for display purposes and cannot be selected by pressing.

To read welding programs or install machine software, use the sd-card 2 in the control

panel.

Description of the functions
Normal symbol = function switched off (inactive)

Inverted symbol = function switched on (active)

20
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Installation and commissioning

8 Installation and commissioning

The machine must only be mounted and commissioned by qualifi ed personnel!
All relevant safety regulations are to be observed!

8.01 Installation

Suitable connections for electricity and compressed air must be available at the machine’s
location (see Chapter 3 Specifications).

Fig. 8 - 01

@® Unscrew screw 1 and swivel brake unit 2 upwards.

@® Loosen the four hexagon socket screws and remove cover 3.

® Unscrew the nuts 4 and remove together with clip 5 and two washers 6.

@® Swivel drive mechanism 7 upwards and secure.

@® Loosen the five hexagon socket screws and remove cover 8 to make the lifting eye
accessible.

@® Lift the machine from the transport pallet and position on the track bed.

@® Swivel drive mechanism 7 downwards and fasten with the washers 6, clip 5 and the

nuts 4. The nuts 4 should stand approximately 1 cm under the upper edge of the
threaded bolts.

@® Mount brake unit 2 with screws 1.

@® Mount covers 3 and 8.

PFAFF.... 21



Installation and commissioning

8.02

Fig. 8- 02

@® Connect the plug connectors of pedal 1 and if necessary the available foot switch
on the control unit.

@ Loosen screws 2, 3 and 4 and adjust the machine height by turning the crank 5.
® Tighten screws 2, 3 and 4 again.

Commissioning

@® Before commissioning the machine, clean it thoroughlyl, see Chapter 12 Care and Main-
tenance!

® The machine, in particular the electric wires and pneumatic connection tubes, must be
examined for any damage.

@® Have skilled personnel check if the machine can be operated with the available mains voltage.

A Do not operate the machine if there is any discrepancy!

The machine may only be connected to an earthed socket!

@® Connect machine to the compressed air system. The manometer on the air fi Iter/lubrica-
tor unit must display a pressure of 6 bar.
If necessary, set to the correct value (see chapter 12.05 Checking / regulating air com-
pression).

The air must be completely oilfree and dry.

The compressed air quality influences the service life of the heating cartridge
i in the air heater. If the air is very damp, a compressed air cold drier with

preliminary filter and seccondary fine filter must be installed in front of the
heat-sealing machine.

22
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Installation and commissioning

8.03 Switching the machine on/off
@ To switch on the machine, turn the main switch to the "I" position, see Chapter 7.02 Main
switch.
L |
_—
PFAFF KL8390
\ J

@ After the boot operation of the control unit, call up the "basic position" function.

(2w
‘ § U

°C
B 21

~N

4] ‘ A
v

s

8 &[&]2)

.
@® To switch off the machine, call up the input function.
=2

u

P%E @ Call up the "pause" function and wait until the blast air switches off automatically.

L

0.0%
=8 5.0

momin -1.0%

Danger of damage to the heating cartridge!

A The hot air temperature must not exceed 100°C when switched off!
Before switching off the compressed air system, wait until the blast air swit-
ches off automatically!

@ Turn the main switch to the "0" position, see Chapter 7.02 Main switch.

PFAFF..... 23



Installation and commissioning

8.04 Selecting the language and units

@® Switch on the machine.

@ Call up the input menu.
&

2 O
| M =< s}

= =3 F &
19 % P:?zs)E
L s | D
EIEE

@ Call up the settings menu.
=5
o O
RN
a8
2.

=)
F..
HEEH

@[ & |

N

\

@ Call up the "language setting" menu.

(2] =] O]
M - | |

inch
g/min
ft/min

J

@ Select the appropriate language and units.

24 PFAF FTndusma\



Installation and commissioning

8.05 Carrying out a reference run

@® Switch on the machine.

@ Call up the input menu.

2 el
s)

&F

il o7 E o 8;@ =
19 €| &
= i |z
\ )

s) @ Sclect the service menu.

=

IN : cooiloele @Booileeot [=1:]
OUT: @i1c@6aai 1686
SET/RES: --—------ --—-

+
|IHII
ANALOG 1 2|
IN = &

1

B & [® ]3]
&% | ® Call up machine configuration.
Gear drive Chain drive
(o12ls  [0]] [(212]s (O]
fg* 5 [ 5000 & % 6 @ S0 &

B

=l

*

© oo
%
M

o oo
|

i.06) @ 2.7

% |4

10| @ 28.78

% |1

1= | @ Call up carriage menu.
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Installation and commissioning

[ — } [ — } @ If necessary, drives to the desired starting point (Home position).

26
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Installation and commissioning

N

235 L |
b 0K L= 0k 4
é‘é I 20.0 T =
g 1.0 182
momin +8mm6
Bl
\ J
@ Save starting point.
@ ® End setting.
o The machine can also be driven to the reference points by using the joystick,
ﬂ the optional double foot switch or pedal, see Chapter 7 Controls.
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Preparation

9 Preparation

/\
/\

All regulations and notes in this Service Manual must be observed!
Special attention must be paid to the safety regulations!

All setting-up work must only be carried out by personnel with the appropriate
training!

9.01 Adjusting the feed roller clearance

Fig. 9- 01

@® Switch on the machine.

¢
® Lower the top feed roller.

@® Loosen clamp screw 1.

@ Adjust the clearance between the rollers with adjustment wheel 2 depending on the
workpiece and sealing method, see Chapter 7.06 Adjustment wheel for roller

clearance.

@® Tighten clamp screw 1.
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Preparation

9.02

Selecting the production type:

The program selection function is used to choose between the types of production
- Manual heat sealing (Chapter 10.02)
- Programmed heat sealing with individual programs (Chapter 10.04) and

- Programmed heat sealing with sequences (Chapters 10.06).

o

il

@® Switch on the machine.

D u

’W@\% *;;a*
S

O

@
ol
& |

1P2) Iy | @ Call up program selection.

dly

)

\ J

}) 10 3 Example 1

@-
@@@@
1 ]2fe] v
o [

B | o |

The types of production listed above, particularly their functions, are explained
in more detail in Chapter 10 Heat sealing.

@® Call up manual heat sealing, the production type, "Manual Heat Sealing" is activated.

or

® S

elect the desired program number.

(Selection can also be made by entering the program number on the figure panel

d

irectly.)

@® Confirm selection and quit selection menu, die production type "Programmed Heat

Sealing with individual program" is activated.

or

e C

all up sequence selection.

®
P FA F F Industrial
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Preparation

(v

12 10¢ +- 0 {_E;E_1

ECCCEC

@ Select desired sequence number.

(Selection can also be made by entering the sequence number on the figure panel

directly.)

7

1 i 3 Examplel

P 5000 mm

Wﬂﬂﬂﬂﬂﬂﬂ
20 L0 24 12 10

DFF j_"][l % +E E‘%

“c e 24 mAmin -1.0%

29 =l

bar

28 [&]D)

@® Confirm selection and quit selection menu, die production type "Programmed Heat

Sealing with sequence program" is activated.

30
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Preparation

9.03

@® Switch on the machine.

1)2) |l | ® Call up program selection.

@ @ Call up manual heat sealing.

Set temperature
Actual temperature

Hot wedge type

Set temperature
Actual temperature
Nozzle type

Air volume

PFAFF 8390-010

~
iE} k”.IJ Comment 20 indications

N

oFF !"][l @ % +I] U‘z

A

RN V|
-

Entering the sealing parameters (Manual Heat Sealing)

Differential
- (top to bottom roller)

—— Sealing speed

—— Differential
(carriage to the rollers)

—— Roller pressure

B8 [&]2)

PFAFF 8390-020

( N\
i@ k”_U Comment 20 indications

Differential

(top to bottom roller)

39% um @ % +UU‘% i
= uﬁs @ m/min —1 u%

> A= 50 @ @

lsmin
bar

—— Sealing speed

—— Differential
(carriage to the rollers)

—— Roller pressure

i%i%ié%ili

®
P FA F F Industrial
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Preparation

After selecting "Manual Heat Sealing’, also see Chapter 9.02 Selecting the production
type:, following values can be entered depending on the sealing method:

- Sealing temperature
In addition to the set sealing temperature, the value for the parameter (off = heating off)
appears in the appropriate symbol as well as the actual sealing temperature.

- Sealing speed
In addition to the sealing speed, the value for the difference in speed in % between the
top and bottom feed rollers appears in the appropriate symbol.

- Type of heating wedge or heating nozzle with hot air volume

- Roller pressure

The values can be entered directly by pressing the appropriate key symbol.

o In Programmed Heat Sealing the direct input of sealing parameters is not
ﬂ possible. The alteration must be made in the appropriate sealing program,
see Chapter 10.03 Creating/altering a heat sealing program.

After switching the machine on, after the "pause" function or after detection of
an error, the heating element is switched off (parameter "OFF"). After changing
the sealing temperature, pressing the "start" function or after operating the
pedal, the heating element is switched on again.

[=lo
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Preparation

9.03.01 Entering the sealing temperature

Example PFAFF 8390-010

(2w
‘ s 40p

B 400

4] ‘ N
v

5 s

2 &[/&]2)

L

0.0%
8 5.0

meamin -1.0%

® Increase or reduce the value for the sealing temperature directly.

<>

or
§ =

B 400

@ Call up the figure panel to enter the sealing temperature.
4 ot \
§ M0
{7 oo [owar
J/

@ Enter the value for the sealing temperature within the permitted range.

@® Conclude the input, permissible values will be taken over.

Description of further functions

\

Clear
Clear , , . _
@® \When this function key is pressed, the value is set at "0".

® \When these function keys are pressed, the value is increased or reduced.

Esc
When this function key is pressed, the input is cancelled without the value entered being ta
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9.03.02 Entering the sealing speed
Example PFAFF 8390-010

T
s 400

B 300

4]
A

& 2.0%

bar

B8 [&]D)

L

0.0%
8 5.0

meamin -1.0%

ul

‘ r

@ |Increase or reduce the value for the sealing speed directly.

<>

or

R +0.0%
% 5.0 | @ Call up the figure panel to enter the sealing speed.
memin _1_['%

mamin

K Oy
noory
ook

8| & H 5 | o |

. J/
% @ |If necessary call up the figure panel to enter the speed difference between the top and
bottom feed roller.

@ L @ @ Enter the value for the speed difference within the permitted range.
The speed difference results from the change in speed of the top feed roller, which ro-
tates either more quickly or more slowly than the bottom feed roller. The value for the
speed difference depends on the material and application.

é% @ If necessary call up the figure panel to enter the speed difference between the carriage
and feed rollers.
@ L @ @® Enter the value for the sealing speed within the permissible range.
The speed difference depends on the change in speed of the carriage,
that runs either faster or slower than the feed rollers.
The value for the speed difference depends on the material and application.

@® Further sealing parameters
(see also Chapter 10.03.05)
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Preparation

@® Conclude the input, permissible values will be taken over.

@ — @ @ Enter the value for the sealing speed within the permissible range.

@® Conclude the input, permissible values will be taken over.

Description of further functions

@® \When this function key is pressed, the value is set at "0".

@® \When these function keys are pressed, the value is increased or reduced.

Esc
When this function key is pressed, the input is cancelled without the value entered being
taken over.

9.03.03 Stipulating the hot wedge type (only on the PFAFF 8390-010)

O
RN

g w00 nnin g g%

L

A
v

2wl

||

bar

B &[&]D)

\ J

@ Select the hot wedge type in accordance with the width of the hot wedge installed.

The symbol for the selected hot wedge type appears as an inverse symbol.

Hot wedge Hot wedge version
type

1 Heating cartridge with integrated temperature sensor and fast control
response (width 7 mm, 9 mm and 12 mm, 360 W)

2 Heating cartridge with external temperature sensor and medium control
response (width 15 mm, 20 mm and 30 mm, 500 or 1000 W)

3 Heating cartridge with external temperature sensor and slow control
response (width 7 mm, 9 mm and 12 mm, 360 W)
(width > 30 mm, 1000 W)
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Preparation

9.03.04 Adjusting the contact pressure of the hot wedge (only on the PFAFF 8390-010)

® Loosen the locknut 1.

@® Adjust the pressure by turning the nut 2
in accordance with the sealing operation,
also see Chapter 13.06.02 Hot wedge
pressure on and clearance to the feed
rollers.

@® Tighten locknut 1.

113-038

9.03.05 Stipulating the nozzle type and hot air volume (only on the PFAFF 8390-020)

N

Ex0
SAJER

c m= LGB msmin -1.0%

4]
A

25‘@

2,

B 9y

@ |Increase or reduce the hot air volume directly

<>

or

= £y | @ Call up input menu to enter hot air volume.

o
@%@@

I ]2fe] v
ﬂ oo J e
)
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Preparation

(1 5

B: @® Select the nozzle type in accordance with the width of the nozzle installed.
The symbol for the selected nozzle type appears as an inverse symbol.

3B
Nozzle type Width of nozzle
<10 mm
2 10 mm - 30 mm
>30 mm

@ o @ @® Using the number block, enter the value for the hot air volume within the permitted
range.

@® Conclude the input, permissible values will be taken over.

Description of further functions

Clear
Clear ) _ _ _ .
@® \When this function key is pressed, the value is set at "0".

® \When these function keys are pressed, the value is increased or reduced.

Esc
@ When this function key is pressed, the input is cancelled without the value entered being ta

®
P FA F F Industrial
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Preparation

9.03.06 Entering the roller pressure

Example PFAFF 8390-010

T
‘Es-f-um}

B 300

L

@ ‘ % +u.uz@
(V] | e %[

& 2.0%

bar

B8 [&]D)

\

@ |Increase or reduce the roller pressure directly.

<>

or

% 2.5 | @ Call up the number panel to enter the roller pressure.

bar

@ — @ @® Enter the roller pressure within the permitted range

@® Conclude the input, permissible values will be taken over.

i Roller pressure can be capped for specific application cases
(see chapter 11.03.01)
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Preparation

9.04 Adjusting the control panel

@® Switch on the machine.

@ Call up the input mode.
=

PFAFF 8390-010 PFAFF 8390-020
= (o]] [ 2 O]
S - I e s) N S - I e s} i
B | .2 e
B2 i | Z 254 | D
g2|&| 8] % g &8 %8

S) @ Seclect the service menu.

&

IN : cooiloele @Booileeot [=1:]
OUT: eio@Ea@l 1666

SET/RES: --—------ --—-
: -
-+
ANALOG 1 2 .E]
IN = & [}

% | B |

b | &

/

\

® Select control panel functions.

=B (O]

(I 100

[+
@® Switch the key tone off or on.
@ @® Change the display contrast.

Never reduce the display contrast to the extent, that the display can no
longer be read!

®
P FA F F Industrial
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Heat sealing

10

10.01

Heat sealing

The machine may only be operated by properly instructed personnel. The opera-
ting personnel must make sure that only authorised persons are in the danger
zone of the machine.

In particular for production, in addition to the input menu (see Chapter 11 Input), the , heat
sealing” mode is available, in which, irrespective of the program selected and the machine
status, all functions and settings relevant for the sealing operation are shown on the display.
With the program selection function, following production types can be selected in the "heat
sealing" mode, see Chapter 9.02 Selecting the production type:

le Manual heat sealing, see Chapter 10.02
( o)

iE} Programmed heat sealing with individual programs, see Chapter 10.04
~——

Programmed heat sealing with sequences, see Chapter 10.06
~——

Heat sealing principle

To achieve optimum sealing results, certain conditions must be fulfilled with regard to mate-
rial and machine setting.

The material must:
- be heat-sealable, and
- suitable for being processed by the machine with regard to thickness and structure.

In the seam area, the material to be heat sealed must be clean and free from separating
agents, such as e.g. oil or silicone.

The basic conditions depending on the sealing device are:

- correct working temperature of the hot wedge or hot air temperature (sealing temperature);
- correct contact pressure of the hot wedge and the correct position of the hot air nozzle;

- correct setting for the hot air volume;

- correct choice of feed rollers (silicone or steel);

- optimum pressure of the feed rollers on the material being sealed (roller pressure);

- correct distance between the feed rollers and

- correct sealing speed (feed stroke).

All the settings of the heat-sealing device are principally dependent on the ma-
@) terial being sealed and the ambient temperature. Due to the influence of the in-
ﬂ dividual operating parameter on each other, it is only possible to determine the
optimum setting values by carrying out test sealing operations.

40
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Heat sealing

10.02

3 Uy

fffffffffffffff

,,,,,,,,,,,,,,,

§ -

2

memin

B 400

+0.0%

5.0

-1.0%

lsmin

bar

50

&

2.5

<> )

Manual heat sealing

In the "Manual heat sealing" mode, all relevant parameters for the sealing operation can be
entered or altered directly, see Chapter 9.02 Selecting the production type.

@ Select "'manual heat sealing”, see Chapter 9.02 Selecting the production type
PFAFF 8390-010 PFAFF 8390-020
Dy 3 Uy

ESZ I @‘% +u.u%@ Esg.,_ W70 @ % +u.uz®
memin _Elﬂuz@ @t m= 468 E] memin _E._uug@

o B
B| & &]2,

L

!
||

eC
B 400

bar

2/& &)

J \ J

Description of the functions

Selecting a program

This function opens the menu for entering the program number or for selecting the produc-
tion type, see Chapter 9.02 Selecting the production type

Comment Field
This function opens the menu to allow the input of a comment (max. 20 chars.), e.g. material
assignment for the selected welding parameters.

Heat sealing temperature
These functions are used to alter the heat sealing temperature, see Chapter 9.03.01 Ente-
ring the sealing temperature.

Feed stroke (sealing speed)

These functions are used to alter the feed stroke or to open the menu for entering the feed
stroke difference, the brake and acceleration profiles and the start delay for the feed rollers,
see Chapter 9.03.02 Entering the sealing speed.

Hot wedge type (only on the PFAFF 8390-010)
These functions are used to stipulate the hot wedge type, see Chapter 9.03.03 Stipulating
the hot wedge type... The selected function appears inverse.

Nozzle type / hot air volume (only on the PFAFF 8390-020)
These functions are used to alter the hot air volume or to open the menu for stipulating the
nozzle type, see Chapter 9.03.05 Stipulating the nozzle type and hot air volume ...

Roller pressure
These functions are used to alter the roller pressure, see Chapter 9.03.06 Entering the rol-
ler pressure.

PFAFF.....
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Heat sealing

Start

(This function appears when the top feed roller is lowered.)

With this function the sealing start is called up, analog to the pedal function "+2", also see
Chapter 7.04 Pedal.

g

Feed roller up/down
With this function the top feed roller, depending on its position, can be raised or lowered,
analog to the pedal functions "-1" and "+1", also see Chapter 7.04 Pedal.

Feed rollers in reverse
This function makes it possible to call up the reverse running function of the feed rollers.

Carriage menu
With this function the carriage menu is called up so that the machine can be moved on the
track bed, see Chapter 10.08 Carriage menu.

Input menu
This function is used to call up the "input' mode, see Chapter 11 Input.

Stop

(This function appears during the sealing operation.)

This function is used to stop the sealing operation, analog to pedal function "-1", also see
Chapter 7.04 Pedal.

ol W [w) [« [a

During the sealing process, the machine is operated by pedal and foot switch,
see Chapter 7 Controls.
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Heat sealing

10.03

(1o )

Creating/editing a heat sealing program
Up to 100 sealing programs (0 — 99) each with up to 20 sealing zones can be filed and mana-

ged in the machine memory.

@® Call up the input menu.

@® \With the "programming” function from the input menu it is possible to enter the pro-
gramming function for sealing programs. A number block for entering the desired pro-
gram number appears.

Creating a new program Altering a program

____________________ 3 Example 1

rr—lﬂ@ll 'ﬁrﬁ-ﬂ@.l
a]s]e] & a]sfo] 4]
@@@Eﬂ @@@E]

/ \. /

If no program is filed in the memory under the program number selected, the current
sealing parameter of the manual heat sealing function will be taken over and a new program

created.

As an alternative to the creation of a new program, the program number of an existing pro-
gram (e.g. 10) can be selected, and this program can be changed or copied to create a new
program. In the case of existing programs, the number of zones and possibly a comment are
displayed next to the program number in the headline.

@® Enter the program number, e.g. "10".

@® Confirm selection.

P 3 E le 1
@ 1[' 1 5;3??1“?
WNMERR
O U st -
1 l]‘z.

e

2 2 B

bar

<Jrfmwlola] ©

\ J

The first zone of the selected program is displayed on the screen with functions for ente-
ring sealing parameters, notes, switching to the next zone, as well as basic functions for the
program input. For further descriptions of the functions see Chapter 10.03.07 Example for
sealing program input.

PFAFF.....
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10.03.01

Notepad

@® Press the relevant key panels to enter the data.

D | |

noonononn
nannonnon
Lofwfsr[o]olw[x
2 e <]y

(oonr Joo)  [ss] ewer ]

Z)  [STAHL 20 HH

(otonr o] [eso] emor |

@@@@@@Iﬂ
ofof-[-]-[-]e]]
B@B@Q@ﬂl
/] |<«]>)

AEG

@® Enter the relevant data.

@® Conclude the input

When creating a sealing program, this function is used to enter data about the sealing tools
for the program. The data serves as information for the operator and can be called up in the
programmed sealing mode.
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10.03.02

v

)

INS

[

o
m
-

AD

o (&

Basic functions for the program input

The following functions are used to enter the basic information for the currently selected
program. In addition to functions for navigating in the different zones and functions for inser
ting and deleting zones, depending on the zone displayed, functions can be called up for en-
tering further parameters and comments as well as for concluding the program input.

@ Call up the appropriate functions to process or conclude the program.

Description of the functions

Selecting a zone
These functions are used to switch forwards and backwards to other zones in the current
program.

Insert
This function inserts a new zone at the current location. The data of the current zone are co-
pied for the new zone and the following zones are moved one place back.

Delete
This function deletes the current zone.

Further sealing parameters

(This function only appears in the first zone.)

This function opens a menu for entering further sealing parameters, for example, nozzle or
hot wedge type, see also Chapter 10.03.05 Further sealing parameters.

Comment

(This function only appears in the first zone.)

With this function, when entering a note, see Chapter 10.03.01 Notepad, the analog entry
of a comment about the current program is possible. The comment is displayed as informati-
on about the appropriate program in the program selection and program management func-
tions.

Add
(This function only appears in the last zone.)
This function is used to copy the data of the current zone and add it as a new zone.

Conclude programming
This function concludes the programming, see Chapter 10.03.06 Concluding the program-
ming.

PFAFF.....
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10.03.03

§ =
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memin

bar
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C
B 400
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2.5

50

Sealing parameters

@ Enter sealing parameters for each zone as described in Chapter 9.03 Entering sealing
parameters (manual heat sealing).

Description of the functions

Heat sealing temperature
This function is used to alter the heat sealing temperature, see Chapter 9.03.01 Entering
the sealing temperature.

Feed stroke (sealing speed)

This function is used to open the menu for entering the feed stroke difference, the brake and
acceleration profiles and the start delay for the feed rollers, see Chapter 9.03.02 Entering
the sealing speed.

Roller pressure
This function is used to alter the roller pressure, see Chapter 9.03.04 Entering the roller
pressure.

Hot air volume (nur bei der PFAFF 8390-020
This function is used to alter the hot air volume.

46
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10.03.04

Functions for switching to other zones

In addition to the sealing parameters, further functions can be allocated to each zone, which
serve to enable the automatic switch to other zones and a more exact setting of the sealing
operation sequence.

@ Select appropriate functions for each zone, activated functions are displayed as inverse
symbols on the screen.

Description of the functions

Programmed section

This function is used to determine the length of the current zone. The value in millimetres is
entered on the appropriate number block. When this function is activated, the machine swit-
ches to the next sealing zone after processing the entered section.

Loop program command
When this function is switched on a loop is programmed into the program sequence.

Entering the return target position
Here, the number of a previous zone can be entered.

oy Entering the number of loop iterations 0 - 99
Input "0" = the loop runs endlessly
G
IN2 Interrupt the loop with a high level (24V) on free input IN2 (X8/PIN3)
N
S Zone forwarding with foot switch 1 at Stop (see chapter 7.04) skips the loop
ﬂ command.

Programmed output

When this function is switched on, the current zone takes on an output switch function. Two
outputs can be stipulated with the appropriate menu. The sealing parameters entered for
this zone are not taken into account.

Programmed input

When this function is switched on, the machine does not switch to another zone until an
appropriate input signal is given or not given. The two different inputs can be set up with the
appropriate menu.

Sealing on/off

When this function is switched on, the current zone takes on a switching function. The seal-
ing operation is switched off or on and the machine moves to the next zone. For the follow-
ing zones, the sealing remains switched off or on until the setting is changed again.

PFAFF.....
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Drive carriage (rapid traverse)

When this function is switched on, the carriage can be driven according to the selection.
"0" = the carriage moves to the defined home position.

"+" = the carriage moves according to the inputted section in the sealing direction.

" = the carriage moves according to the inputted section against the sealing direction.

48
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Heat sealing

10.03.05 Entering further sealing parameters

Further sealing parameters can be entered either
= @® from the manual resp. dynamic sealing mode in conjunction with the sealing speed input

or
@® when creating programs in conjunction with the input of the first zone.

Input while
Input from manual creating programs
heat sealing mode with PFAFF 8390-010
( \ 4 \
=T ¥ 3 Example1

ESETE e
=~ ==
El (o]

J \

Input while
creating programs
with PFAFF 8390-020

51*‘

L][_J te g [A]] B
EEm

I~ [~]e
(o] ,

\

@ Select acceleration and brake profile of the feed rollers, dependent on the material for
sealing. Each of the profiles selected is displayed as an inverse symbol. A flat ramp

stands for slight acceleration of the feed rollers. The selection of a steep ramp means

high acceleration.

If the sealing result is unsatisfactory, the alteration of the acceleration or brake

i profile can lead to an improvement.
The values of the different acceleration and brake profiles can be stipulated in
the input mode, see Chapter 11.03.01 Feed roller parameters.

49
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@ Increase or reduce the start delay for the feed rollers directly.

or

t
@ Call up the figure panel to enter the start delay.

@ — @ Enter the start delay depending on the material being processed.

@® Conclude the input, permissible values will be taken over

5 The start delay function is used to stipulate the amount of time which should
ﬂ pass between the engaging of the heating element and the start of the feed

rollers.

Further functions are available for creating programs:

B @ Select the sealing tool by switching between heating wedge and hot air nozzle. This
makes it possible e.g. to also create programs for hot air machines on hot wedge machi-

nes.
[1E
V3= | @ Select the nozzle type in accordance with the width of the nozzle installed, see Chapter
9.03.05 Stipulating the nozzle type and hot air volume ...
3E

or

@® Select the hot wedge type in accordance with the width of the hot wedge installed, see

(1 ]
Chapter 9.03.03 Stipulating the hot wedge type ...
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10.03.06 Concluding programming

Once all the details for the programming have been entered, the programming can be
@ concluded by pressing the appropriate function key.

( @ 1|] ¥ 3 Example1

Esc H T H Save H Enter ‘

\ J

Description of the functions

Esc
The input is interrupted and the machine moves back to the initial state of the programming
function.

Discard alterations
All program alterations are cancelled.

Save as...
If this function key is pressed, the number panel opens to enter any program number.

Enter
Enter

U6

All program alterations are saved under the current program number.
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10.03.07

Example of how to enter a sealing program

The following example should be filed under program number "10" with the comment "ex-

ample 1", and consists of three seam zones:

1. Seam zone 1 with switch to another zone after 5000 mm seam length

® O ~ wn

Seam zone with increased sealing speed and switch to another zone after 1500 mm

A loop with 22 runs to zone 1.

Move back to starting position with rapid traverse.

Switch on the machine.

Call up the input menu.

Call up the programming function.

0]
E]EE]@

2 e o o
noory

J

.
@@ @® Enter program number "10".

0]
E]EE]@

2 e o ot
noory

J

Confirm input.

The sealing parameters from the manual sewing mode are taken over for seam zone 1.

DG

R 0.0% | >
o B RO
22 2w Bl

kar

(<[> [m[ [z 2 ws[O]
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o

2

momin

bar

400

+0.0%

5.0

-1.0%

=

mm

Enter set value for sealing temperature.

Enter values for sealing speed and speed difference.

Enter value for roller pressure.

Call up comment input.

4 \

7)
nooonaon
opnoEopog

-I o |

Enter the term "example" with the appropriate symbols.

Change to number input.
Enter number "1" with the appropriate symbol.

Conclude the comment input.

@ 10 i) : Example 1
) +0.0% | >

b B S
-1.0% I]UT@

e 2 855

bar

E]E][E Add @

@ Activate the switch to another zone using the seam length.

@ Enter the value "5000" as seam length with the number panel.

@ Conclude the activated function for switching to another zone.

PFAFF.....
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20 %

N

400

*C

‘ 8

1 Example 1

1 5000 nn
€ T 3o
= 5.0 MM

memin —1.0%

owr ] w
ol

ROBEEDEE)

@® Add seam zone 2.

Enter | @ Confirm call up input for the second seam zone.

e

+0.0%

5.0

-1.0%

2

msmin

® Change the values for sealing speed and speed difference.

@ Activate the switch to another zone with the value "1 500" as seam length.

N

Bo
oot |
B

BCECENEE)

@® 3. Add seam zone (loop)

( ¥ 2z Example1
@ 1[' = 2 1500 nm

‘ §

“C

+0.0%

5.5

Mo min —-1.0%

—
=

400

ADD

@® Confirm call up input for the third seam zone.

@® Call up "loop" function.

5/f]

7 @ il i}g Example 1
PRICT
IN2

@® Enter return target zone "1".

@ Enter the number of loops "22".

H+—H
|
—_
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Ve

@ 10 i 3 Example 1
)

s 1|Oon
e |
=3

\

@® End input entry.

-
¥ 3 Example 1
@ 10 P 3 Loop: 1,22

‘E m | 8 EE% .E
B g g :].

BEECENEC)

® 4. Add seam zone (home)

@® Confirm call up input for the fourth seam zone.

@ Call up "drive carriage" function.

Bl oo [om |
ooy

@® Enter value "0".

@® End input entry.
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. +0.0%
% L.0 @® Enter value for sealing speed (here driving speed).

memin -1.0%

( @ 10 I 4 Example 1

4% 0nmn
‘E w |8 Bl =0
B 2w B

bar

el w0

\

@ @® Conclude programming.

( @ 10 ¥ 3 Example 1

Esc H M H Save H Enter ‘

\ J

@® Reconfirm the sealing program input.
m The programmed sealing function is called up to process the created sealing program.

B i
OFF = +0.0%
§ o R

°C [ 21 mamin -1.0%

2 2l

bar

2l&/&]2)

The entered program is automatically activated.
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10.04

12 10

Programmed heat sealing with individual programs

In the headline, in addition to the program number of the selected program, the number
of zones, the current zone and the comment for the program are displayed. For the current
zone all heat-sealing parameters are displayed. The heat-sealing parameters have been
stipulated during programming and cannot be processed without changing the program.

@ Select the desired program, see Chapter 9.02 Selecting the production type.

PFAFF 8390-010 PFAFF 8390-020

EnSE S 5
PR g § - W0 g o
w128 monin -1l0% " mz neo nomin -1l0%

2 Y B: g 2 2
wElwlo)| | [(E[E[&]2)

Description of the functions

Program selection
The function opens the menu for entering the program number or for choosing the
production type, see Chapter 9.02 Selecting the production type.

Notepad
This function opens the notepad with program details about the heat-sealing tools
to be used.

Start

(This function appears, when the top feed roller is lowered.)

This function is used to call up the sealing start, analog to pedal function "+2", also see
Chapter 7.04 Pedal.

Feed roller up/down
This function is use to raise or lower the top feed roller, depending on its position, analog to
the pedal functions "-1" and "+1", also, see Chapter 7.04 Pedal

Feed rollers in reverse
This function can be used to call up the reverse running function of the feed rollers.

Carriage menu
With this function the carriage menu is called up so that the machine can be moved on the
track bed, see Chapter 10.08 Carriage menu.

Input menu
This function is used to call up the "Input" mode, see Chapter 11 Input.

Stop

(This function appears during the heat-sealing operation.)

This function is used to stop the heat-sealing operation, analog to pedal function "-1", also
see Chapter 7.04 Pedal.

PFAFF.....
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10.05

Creating/processing sequences

In sequences up to 8 heat sealing programs are combined in any order whatever and
filed under a sequence number. A total of up to 10 sequence programs can be filed in the
machine’s memory.

1}2} Ql_I) @® To enter sequence programming, first of all call up the Program selection function.

12

40
10

24

@ Call up the Sequence selection function and select the desired sequence number.

2

@ Call up sequence programming.
The cursor in the window shows which program is being deleted or at which point
a new program is being inserted.

oo o
N nnnrY

EEinnnsa
12 < 10
+f-| 0 Esc

ECCCNE

Description of the functions

Arrow keys
These functions are used to move the cursor.

Insert
This function inserts or adds a program to the sequence at the place marked.

Delete
This function deletes the marked program from the sequence.

Conclude programming
This function concludes the sequence programming.
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10.06

5

Programmed heat sealing with sequences

In the headline, in addition to the sequence number of the selected sequence, the number
of zones, the current zone and the comment for the current program are displayed. For the
current zone all heat-sealing parameters are displayed. The heat-sealing parameters have
been stipulated during programming and cannot be processed without changing the pro-
gram. In addition, in the case of heat sealing with sequence programs, the individual pro-
grams belonging to the sequence are displayed, and the current program is shown here as
an inverse symbol.

@ Select the desired sequence, see Chapter 9.02 Selecting the production type.

(. \

1 ¥ 3 Example 1
2.
0

1 5000 mm
PRI
2 y 20 | w0 || 20 | 12 |4
OFF !"][l % +0.0%

5.0
¢ e 112 momin

-1.0%
= 8

bar 2.['

2/ 8/&]|2)

\ J

Description of the functions

Program selection
The function opens the menu for entering the program number or for choosing the
production type, see Chapter 9.02 Selecting the production type.

Notepad
This function opens the notepad with program details about the heat-sealing tools
to be used.

Heat sealing program
Press this function to select the appropriate heat sealing program.

Start

(This function appears, when the top feed roller is lowered.)

This function is used to call up the sealing start, analog to pedal function "+2", also see
Chapter 7.04 Pedal.

Feed roller up/down
This function is use to raise or lower the top feed roller, depending on its position, analog to
the pedal functions "-1" and "+1", also, see Chapter 7.04 Pedal

Feed rollers in reverse
This function can be used to call up the reverse running function of the feed rollers.

Carriage menu
With this function the carriage menu is called up so that the machine can be moved on the
track bed, see Chapter 10.08 Carriage menu.

Input menu
This function is used to call up the "Input" mode, see Chapter 11 Input.
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@ Stop
(This function appears during the heat-sealing operation.)

This function is used to stop the heat-sealing operation, analog to pedal function "-1", also
see Chapter 7.04 Pedal.

@) Sequence programs are run as follows depending on the parameter setting
ﬂ ‘Sequence continue':

AR Sequence continue =1
2 L3 20 40 24 12 10

The programs are executed in sequence according to the sequence
displayed. The currently executing program is shown inversely.

The sequence can be restarted at any point by pressing one of the program
buttons.

Sequence continue =0

The selected program remains selected and is shown inversely. A different
program can be selected at any time by pressing one of the program buttons
(quick key selection).
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10.07

Error messages

In case of a malfunction, an error code appears on the display. An error message may be
caused by incorrect handling, faults on the machine or by overload conditions.

For the explanation of the error code, see Chapter 13.13 Explanation of the

error numbers.

&R =7

8328

FEHLER : ¥4 (1)

URSACHE : EX (1)

® Eliminate the error..

@® Acknowledge the elimination of the error.

or
@ Call up the input menu to eliminate the error with the service functions.

PFAFF.....
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10.08

&

Carriage menu

With the carriage menu, the machine can be moved in a number of different ways.
@ Switch on the machine and call up the carriage menu.

=B O]
3 éﬁ

4

N

2_?'2 SET

+8.8
"
T

memin
/

The position of the machine on the track bed is shown in the display. The machine can be
moved on the track bed in the following ways:

@® By joystick
The operator can stand beside the machine and control the machine. Operating the joy-
stick moves the machine in the direction of operation, see Chapter 7.07 Joystick.

@® By arrow keys
The operator remains seated on the machine and drives the machine by the keys. Press-
ing the left arrow key drives the machine against the sealing direction. With the right ar
row key, the machine drives in the sealing direction.

@® By double foot switch
See Chapter 7.05 Double foot switch.

@® By pedal
The operator remains seated on the machine and can control the machine with the pedal.
If the backwards stage is pressed, the machine changes its direction of movement.
Pressing the forwards stage moves the machine in the new direction, see
Chapter 7.04 Pedal.

Speed settings

This function opens the menu for speed settings. The machine moves at speeds which

can be automatically changed as required. The machine moves first at slow speed, then
afterwards switches to high speed. When approaching the track boundaries or the activated
home position, the machine is reset to slow speed. \When reaching the end positions, the
machine is stopped automatically. With the pedal (see Chapter 7.03) the machine moves in
the forwards stage 1 at slow speed, and in the forwards stage 2 at high speed.

Home

A home position can be defined on the section. To determine the position, the machine
moves to the desired position and with the accompanying key sequence, the current posi-
tion is defined as the home position.
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1 Input

Contained in the input mode are the functions for displaying information, for program ma-
nagement, for machine adjustment and configuration (incl. choice of country and access
rights), as well as for supporting service and adjustment work.

11.01 Summary of the functions in the input mode

® Switch on the machine.

@ Call up the input mode
=3

PFAFF 8390-010 PFAFF 8390-020

D o] [2 O]
s)

i M| = | 3 i M =<
=3 =3 =3 =3 = o =
= P4 & = 58 S

= iz | D 13 2| D
& & |8 | & & | 8|8 | 2

L / \. /

*
&

Description of the functions

Heat sealing mode
This function is used to change to the heat sealing mode.

Info
This function opens a menu to display the following information:

- Current software status of the machine

- Current firmware status of the machine

- Current firmware status of the control panel

- Regulation degree of the temperature control unit

- Number of operating hours (can be reset with the Clear function)
- Number of production hours (can be reset with the Clear function)

Program management
=) This function is used to manage the data from the machine memory and disks,
see Chapter 11.02 Program management.

Further settings
=) This function is used to call up a menu for stipulating further machine settings,

the choice of country and the access rights, see Chapter 11.03 Further settings.

9 Service menu
= This function is used to call up the menu for selecting various service functions,
see Chapter 13.11 Service menu.
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Daily piece counter
This function is used to call up the daily piece counter. The daily piece counter can be reset
with the Clear function.

Simulation on/off
With this function, a sealing process is simulated whereby the heating element (hot wedge
or hot air nozzle) is disengaged.

Pause
This function is used to switch off the temperature control of the heating element.
The heating element cools down.

Grinding the hot wedge (only on the PFAFF 8390-010)

After this function has been called up, the hot wedge can be ground. The speed of the feed
rollers can be altered in the menu displayed. The grinding operation is controlled with the pe-
dal function, see Chapter 12.05 Grinding the hot wedge...

Pre-heating the feed rollers (only on the PFAFF 8390-020)
This function is used to switch the automatic pre-heating function of the feed rollers on or
off. When the function is activated, a menu opens for entering the pre-heating time.

Feed rollers forwards/backwards

This function makes it possible to turn the feed rollers forwards/backwards at a freely
selectable speed. For this purpose a menu is opened with functions for selecting the
speed of the feed rollers and rotational direction, as well as for stopping and starting
the feed rollers.

Positioning the heating element

With the use of this function, the heating element can be engaged manually to facilitate the
positioning of the heating element to the feed rollers. A menu is opened with functions for
carry out the engaging or disengaging operation.

Locking the feed rollers
This function is used to lock the feed rollers in order to facilitate a feed roller change. A menu
is opened with a function for releasing the lock again.

Carriage drive off

With this function, the carriage drive is switched off for stationary operation of the machine.
With the optional double foot pedal, the machine can still be driven, see Chapter 7.05
Double foot switch.
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11.02

2

Copy

& amm(0) 0] (4

Program management

The program management function is used to manage sealing programs as well as configu-
ration and machine data. Files can be selected from the machine memory or from a disk and
be copied or deleted.

@ Switch on the machine.
@® Call up the input mode.
@® Call up the program management function
’@ @* If the machine is equipped with a
o Floppy Disk drive, the operator can
DA (|

ﬂ switch between Floppy and SD-

a & Files

1 ID:435628 Card with the button.
2 ID:27453 2 ID:27453
3 ID:87331 3 ID:87331

10 ID:32DEMD
130 Manual D.. %
@ 150 Dynamic .. E]

147575588 Butes free

[ cony | Delete | H0AT [Format])

The directoryies of machine memory and SD-Card appear on the display:

- Left window: Machine memory ("CA\DATEN\" - is currently selected)

- Right window: SD-Card

The medium is selected by touching the appropriate field. The selected medium and the se-
lected files are shown as inverse symbols:

5 Sealing programs are filed at a different level to that for the configuration and

ﬂ machine data, in order to avoid the configuration and machine data being pro-
cessed by mistake.

Description of the functions

Input menu
This function is used to call up the input menu.

Refresh directoryies
This function is used to refresh the directoryies of machine memory and SD-Card.

Sealing mode
This function is used to change to the sealing mode.

Data selection

With these functions the desired files are marked in the current drive. Individual files are se-
lected with the arrow keys. In combination with the Lock key (*) several files can be selected
at one time with the arrow keys.

Copy
This function is used to copy the selected files from the current storage medium onto the

second storage medium.

PFAFF
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Delete

Delete ) L .
This function is used to delete the selected files.

MDAT | MDAT/KONF

KONF ] This function is used to call up the level for the configuration and machine data. The
current settings and the machine configuration are stored in the files ,MDAT8390" and
.IKKONF8390.BIN" In this way the machine data can be copied on to a disk as a backup, or
several machines with the same designation can be configured quickly by reading the

machine data.

Format
This function is used to format the floppy disk inserted. In case of SD-Card, a folder P8390 is
created

In the course of the formatting operation, all data on the disk are deleted!
On SD-Card, only the contend of folder P8390 is deleted!
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11.03

M

Further settings

The further settings are use for stipulating further machine settings, the choice of country
and access rights.

@® Switch on the machine.
@® Call up the input mode.

@ Call up the input menu for further settings.

PFAFF 8390-010 PFAFF 8390-020
LJ i [ =S O
22 e ! il
m-

\ \

Description of the functions

Input menu
This function is used to call up the input menu.

Sealing mode
This function is used to change to the sealing mode.

Feed unit backwards after stop
This function is used to enter the distance which the feed unit should move back after a
sealing stop.

Feed unit forwards at end
The function can be switched on or off. When the function is switched on, the distance,
which the feed unit should continue moving after the end of sealing, can be entered.

Temperature window for sealing start

This function is used to enter the tolerance between the actual and the set temperature,
within which a sealing start is possible. If the actual temperature is outside the tolerance ,
the sealing start is blocked.

Flip-flop mode (pedal)

This function is used to switch the flip-flop mode for the pedal function on or off:

- Function switched on (symbol shown inverse)
The pedal function is only carried out as long as the pedal is held in the appropriate
position.

- Function switched off
The pedal function is carried out as soon as the pedal is brought into the appropriate
position and remains active after the pedal has been released.

P FA F F Industrial
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Feed roller parameters
This function opens a menu for entering the feed roller parameters, see Chapter 11.03.01
Feed roller parameters.

Automatic heat-up

This function switches the automatic heat-up function on or off. When the function is swit-
ched on, the heating element in slowly heated in a certain area, to prevent any damage to
the heating element through an abrupt heat-up.

Pre-heating the feed rollers (only on the PFAFF 8390-020)
This function is used to switch the automatic pre-heating function of the feed rollers on or
off. When the function is activated, a menu opens for entering the pre-heating time.

Country settings
This function opens a menu for setting the language and measuring units for each country.,
see Chapter 8.04 Selecting the language and units.

Right of access
This function calls up the menu for defining access rights, see Chapter 11.03.02 Rights of
access.

Swivel sequence of the heating element

This function is used to switch the "Y4" valve for engaging and disengaging the heating ele-
ment on or off. The "Y4" valve controls the cylinder for moving the heating element back-
wards and forwards.

When the function is switched on (standard) the heating element is engaged and disen-
gaged in two steps:

1. Engage or disengage heating element crosswise to the feed rollers.

2. Engage or disengage heating element in the sealing direction.

When the function is switched off, step 2 is not carried out, the heating element is always in
the forward position.
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Feed roller parameters

In this menu the relevant parameters for the feed rollers are preset.

@® Switch on the machine.

@® Enter the input mode.
@ Call up further settings.

@ Call up the menu for entering the feed roller parameters.

(D]=]28 [O]
e B L8

a1
080

0.50....

Description of the functions

Input menu
This function is used to change from the initial state to the input mode.

Further settings
This function calls up the menu for entering further settings again.

Sealing mode
This function is used to change to the sealing mode.

Acceleration and brake profiles
This function is used to enter the values for the corresponding acceleration or brake profiles.

Feed roller pressure limit
This function is used to enter the maximum permissible value for the feed roller pressure.

Basic position of the top feed roller
This function is used to select the basic position of the top feed roller. The basic position of
the feed roller can be raised or lowered.

Feed difference inkrement
This function is used to enter the inkrement of the feed difference,
see chapter. 7.05 Double foot switch.

®
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11.03.02

Gliim

KKK

=g
o=
O

PIN PIN
kA A Ahkx
USER 1 USER 2

PIN
0SER"s

Rights of access

The functions, which can be called up with the control panel, are classified by code numbers
and can be protected from unauthorised access. For this purpose, the control unit differenti-
ates between 3 user groups (user 1, 2 and 3), all of which can be assigned a corresponding
PIN. If a function is selected, for which the user does not have an authorisation, the user is
requested to enter a PIN. After the appropriate PIN has been entered, the selected function
is carried out. In addition to the 3 user groups, the control unit also recognises the so-called
.super user’ who, equipped with a key-switch, has access to all functions and who is autho-
rised to stipulate the rights of access.

@® Enter the key-switch and switch on the machine.

@® Call up the input menu.

@ Call up further settings.

@® Call up the menu for entering rights of access.

PIN PIN W

wHEE HHEw
USER 1 USER 2

M

Description of the functions

Input menu
This function is used to change from the initial state to the input mode.

Further settings
This function calls up the menu for entering further settings again.

Sealing mode
This function is used to change to the sealing mode.

Entering the PIN
With this function an individual PIN for each user can be stipulated.

Function selection
These functions are used to select the code number for the function to be locked or relea-
sed.

Locking/releasing
These functions are used to lock or release the function for the appropriate user.
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Allocation of the code numbers

Code number | Function Symbol
E..0 Program numbers - selection i@
F..1 Creating/editing program E
F.2 Input mode j
F.3 Settings =C
F.4 Roller settings S
F.5 Section backwards after stop ?ﬁﬁ
F.6 Section forwards after end }2,
E.7 Temperature window i
F..8 Pedal — mode =
F..9 Automatic pre-heating feed rollers lég
F..10 Automatic hot wedge / Nozzle heat-up '
F.1 free
F..12 Country setting
F..13 Lock/release functions F
F..14 Program management (o |
F..15 Service s)
F..16 Carry out a cold start
F.17 Machine configuration ﬁ'f_%j
F..18 Load software b
F..19 Reset daily piece counter

- Info |
F..20 Reset operating hours meter 51
F..20 Reset production hours meter D12
F..21 Parameter PAR
F..22 Control panel functions
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11.04
11.04.01

Installation and commissioning
8390-010 (Hot wedge sealing machine)

1) 19} >
Manual heat sealing Programmed heat sealing
- ERRE @] - 4 PROG 1
1% U 2% Kol ¥ i
HAMELL 2 ; - 051 s m
§ (A1 A : U~
=
o ) 5.[' &_—5 i 50 == —_— N ) 5.['
B 400 neming _q p% g e 255 SET | B 400 nomin 0%
nnnnn ‘?'TD
B 8 A] [=l=] "[&] 8
O=0 7 > 29
! ) o bar
s 2 (=][= I ¢ =
B E|&H|D =] R i S B & E|D
= Move the Moving Drive Set Home =
maschine speed Home position
—
3 —— 0@ — &= IE 4 g >
Input Start/Stop Carriage menu Top roller Rollers
Adjust up/down backwards
i position
Sealing
| s}
. = 22
i 8, & g —
Info Piece- Carriage menu Rollers Break / Grinding-in
| counter forwards/ heating OFF the wedge
backwards
Software
(:L) 1 CL) 2 ’r versions
— = = Operating- Welding- Duty cycle
{ ‘g’ ][ é% "E }[ oy hours hours
(=) » ;
2 o - o = i >
Roll N Feed back Feed forward ~ Temperature- Pedalmode !
oller settings after stop after stop windows Heating up
slowly
Further
setting
b4 (=)
e e S TN — o
Acceleration values Deceteration Rollerpressure Inkrement Roller initial
low middle high low middle high limit of differential position
correction
IN : gee1e118 BE@11611 Display inputs L =
) ger JUT: o1a0sal 1900 Switch outputs ] Eﬂﬁl
Service - . Coldstart Configuration Software update  Panel settings
* |
IN: @& ] @
ouT: @s 8o .
> & # bs >
= - Roller Gear Define the
[ ][ = ][ Eﬂﬁl ][ ] diameter factors rail track
@ $ 4 PROG 1
1 + 1 5000 mm Switching conditions
] = =
= W out N B &3 O
Seam length Stop Switch Wait for Sealing Moving Loop
Z} output Input ON/OFF (to a new position)
Creating / Elements
reating/ | . 0000 |y @ (Wl oz o= B =
altering % @ >
aprogram Temperature Rollerspeed Roller- Comment Notes
Navigation + feed diff pressure
— P — Ins — Del Add
backward forward Insert Delete Add new Conclude
i Enter Save Est
Discard Store program Store program back
changes with a new number
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< ®
Progr.sealing with sequences | [7] 8] 0] o
w—|4|s5]s] A @
i 4 PROG 1 [1]z2]s] ¥ }
P 1 5000 nm .: : i +-1 0 Esc 1
«: : i R, Program selection
(A — |
. +0.0 [ -
PR =3 dy L ) dy
°c B 415 memin _1:0% Lﬂgﬂum z:g:\eual f:alxiilal
130..149 130..149 sealing
D bar 2'“ (If enebled with parameter Enable Manprog = 1)
¢ =
AR A =2

. E D *g % Parameters of manual sealing exist separately..
<4+ =

Parameters of programmed sealing and programmed sealing with sequences

| Temperature Wedge type Rollerpressure Rollerspeed are entered in ,Creating/altering a program*.

! S B B % é%

small middle large

I
| wedge Feed difference Differential
of carriage t
[ ﬂ —— L el AL TN |
| Acceleration Deceteration Starting

Further parameter low middle high low middle high delay

# 3 5

Sequences

7777777777777777777777777777777777777777777777 o
«— .8 2. 8 iz — .
Reposition Block Simulation Operating Program §Pnoc @
of the wedge rollers Moving without  stationary management 25 Fhoe o @
engaging the (like a 8320)
wedge @
30642112 Butes free
r[:nllv ][ Delete rl'g"]]#FT [ Format ]
—— — @
Y4
Y4 ON: Local settings Rights of access
wedge engage
in back position D,GB,FE,] —— Mmiinch...
Y4dOFF: °C,°F ...
wedge enage .
in front position Language Units
(only with small wedges)
Parameter Values [init]| Function
SeqgCont 0[1] 1: Sequences switch to the next program
0: Sequences act as shortcuts
Manprog 0[1] 1: Parameters of manual sealing can be stored an reloaded as programs 130 ... 149
0: this function is disabled
Diffmode 01[1] 1: Foot switch only differential correction
0: Foot switches as shunting treadles
¢ D VQLIM +/-2400 500 Don't change the value 500
Further parameters Slowspeed 10 [15] .55 Speed to adjust the position 0,17 m/min
Speedred 10[90] ..100 | Reduction of carriage speed during welding by actuating the left double treadle.
When actuating the right double treadle, the carriage speed will be increased by
the value (100-Speedred) %.
PWRtest 0[1] 1: Display the input power of the wedge during the seam
0: this function is disabled
POS1speed 10.. [100] The input value determines the reduced speed of treadle level +1 as a percentage value of the
current welding speed
4 5 HEATOUTDELAY | [0]..300 The input value determines the tilt out time of the heating element as a percentage value of
Further settings the current braking range.
N - — B B
Acceleration Deceteration Starting small middle large

low middle high low middle high delay wedge
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11.04.02

17}

8390-020 (Hot air sealing machine)

Manual hot air sealing

Input

)

2

{ .

=T
Further
setting

)

Service

D GEA16118 GOE11611
D B1e@08al 1088

2

I 1

i

Creating /
altering
a program

7] >
Programmed heat sealing
[ O J i’z} 1 ¥ 4 PROG 1
P - > 1 5000 nn
+0.0% .
N b= =g
5.0 —_— by .
-2.0% SET | »: 416 nonin
A [i] &
25 v B g 2.0
bar
SET
& D ' | B|€ &2
o T =3
Move the Moving Drive Set Home L
maschine speed Home position
@ S & 2 & >
Start/Stop ‘ Carriage menu Top roller Rollers
N up/down backwards
Adjust
position
Sealing
E
H = 3¢ J
l & & & 2 —
Info Piece- ; Preheatin
Carriage menu Rollers Break / eheating
| counter forwards/ heating OFF the rollers
backwards
(D 1 CL) 2 Software
versions
Operating- Welding- Duty cycle
hours hours
=) i ; E =
@—Q—df_) dTB& Pﬁd " e —>
X Feed back Feed forwart emperature- edalmode Heating up -
Roller settings i Preheating
| after stop after stop windows slowly@ the rollers
et el L T — *g —— fF@
Accele_ratlon valges Decgteration . Rollerpressure Inkrement Roller initial
low middle high low middle high limit of differential position
correction
.
Display inputs = =
Switch outputs > &3 EEJEI
Coldstart Configuration Software update Panel settings
=, =
=) # s —————»
Roller Gear- Define the
diameter factors rail track
¥ 4 PROG 2
5000 mm
Switching conditions
= —
% =2 - _
= \V/ ouT I 2 = O
Seam length Stop Switch Wait for Sealing Moving Loop
output Input ON/OFF (to a new position)
Elements
— 88— — % -
Temperature Rollerspeed. Roller- Airvolume Comment Notes
Navigation + feed diff. pressure
_—» Ins —— Del Add
backward forward Insert Delete Add new Conclude
Save
Enter as Esc
Discard Store program Store program back
changes with a new number
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Progr.Schw. mit Sequenzen ‘ 7|6 o] cten CI
9 —|4|5|s| A n) n o2 s
f & PROG 1 [1]2]s] ¥ ¢
I+ 1 5000 nn
+H-| 0 Ese Sequenz
NOtIZEN | matemte s =" —
P — . Programmwahl
T g | .
0 v |
K] = +0.0% st | e
5 o = 0 dy g ™ dy
°C mE 416 LR 1 .l]% Manuell Manuell Manuelles
- laden speichern Schweilzen
o *g 70 130..149 130..149 aktivieren
bar b (Wenn mit Parameter Enable Manprog = 1 aktiviert)
o |B[8[&]D
=3
r—— - - - - - - - - - - - - - - - - - " -0 "0 """ 000000 " " -0 " """ """ - " - - = = = 1
< E = *g ! Parameter fiir manuelles SchweiBen separat vorhanden. |
- = Parameter fiir programmiertes Schwei3en und programmiertes Schwei3en mit
| Temperatur Luftmenge/Diisentyp Rollendruck Rollengeschwindigkeit Sequenzen werden mit Programm Erstellen/Korrigieren eingegeben. ‘
| ~ H: B: E: P +s !
I Diisentyp |
| Differential Wagen- |
\ Differential t
| ﬁ I L ¥ = |
: Startrampe Bremsrampe Startver-
‘ Weitere Parameter flach mittel steil flach mittel steil z6gerung ‘
-
-« B 2 58 32— A " S
Diise Rollen Ablauf ohne Ablauf oh Programm- 8 PROG &
positionieren blockieren SchweiRen Waggno ne verwaltung g FESE § [Z] ;g mg ;g @
Simulation; <=> 8320, 4 PROG 4
( ) ( ) 6 PROG 6
7 PROG 7
8 PROG B @ @
TAE42112 Butes free
Gopy | Detete | MUAT | Format
Kopieren Loéschen Maschinen- Diskette/SD
daten / formatieren
Konfiguration
Y4
Y4 aktiviert: Lander Einstellungen  Funktionen sperren / freigeben
Duse fahrt vor/zuriick |
Y4 deaktiviert: mm,inch...
Duse bleibt permanent L D’;;B’F’E'I h °C,°F ...
vorne andessprache Einheiten
Parameter Values [init] | Function
SeqCont 0[] 1: Sequences switch to the next program
0: Sequences act as shortcuts
Manprog 0[1] 1: Parameters of manual sealing can be stored an reloaded as programs 130 ... 149
0: this function is disabled
Diffmode 0[1] 1: Foot switch only differential correction
0: Foot switches as shunting treadles
VQLIM +/-2400 500 Don’t change the value 500
E Slowspeed 10 [15] .65 | Speed to adjust the position 0,1 m/min
Parameter (weitere R .
Konfigurationen) Speedred 10 [90] ..100 | Reduction of carriage speed during welding by actuating the left double treadle.
When actuating the right double treadle, the carriage speed will be increased by
the value (100-Speedred) %.
PWRtest 0[1] 1: Display the input power of the wedge during the seam
0: this function is disabled
POS1speed 10.. [100] The input value determines the reduced speed of treadle level +1 as a percentage value of the
current welding speed
HEATOUTDELAY | [0]..300 The input value determines the tilt out time of the heating element as a percentage value of
<4— the current braking range.

weitere Parameter

R e T e ¥

Startrampe

flach mittel ~ steil

flach  mittel

Bremsrampe

steil

— % M= B: B:
Startver- Diisentyp
z6gerung

®
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11.05 Advanced programming

11.05.01 Manual datasets (recipes)

The welding parameters for manual welding can be stored in the machine memory as reci-
pes. They are formally stored as programs in the number range 130 .. 149, and can be read
back from the machine memory as well. Recipes can also be copied from the machine
memory to an SD card and back (see chap. 11.02 Program Administration)

The function is activated via the parameter Enable Manprog = 1 (chap. 13.15.)

PFAFF 8390-010 PFAFF 8390-020

) (. )\

EXOEEEE [0 2947 L 315734 IR
WTE | e
"* w400 E] monin —1202@ 468 @ momin g uz@

o o] [ ab s

bar bar

B8 [& (D, \%H%Hé%\\l?\)

\ J \

Recipes are created by way of an input of welding parameters and a description in the
comment field.

Storing manual datasets (recipes)

@ Call up program number selection.

120

@-

EEE]@
]efa] v ]
@@ |

(B [& ] (o]

dlly @ Call up manual input menu.
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n*"

EJI
nooEy

@® Call up Save.

@ — @ @® Enter the desired program number in the range 130 - 149.

\_J 135 F 1 ID 2947 R 345734 WDG K_J 133 I o

@-
(0] &

;
EsEH

o] 9]
5 ]e
2]
fo

+]=]=]

CE

.

Dataset 135 (recipe) exists already Dataset 133 (recipe) is new
- may be overwritten

Enter | @ Save input (overwrite).

\'l') @ Back to manual welding without saving.

abc)) @ Back to selection of individual programs or sequence selection.
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@_

dly

Loading manual datasets (recipes) from the machine memory

@® Call up program number selection.

@® Call up manual input menu.

u*“

oo
o
oo )

(» Bl [

U 13[' ¥ 1 ID 2047 L 345734 AIR

o
@
o ]

@ Load dataset (recipe).

@® Back to manual welding without loading.

@® Back to selection of individual programs or sequence selection.

@ @ Enter the desired program number for an existing dataset (recipe) in the range 130 - 149.
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11.05.02 Function "POS1 speed"
¢ f +1 Standard pedal functions (see chapter 7.04)
It may become necessary to reduce the welding speed for a short time during the welding

process (e.g. when passing transverse seams). For this purpose, a reduced welding speed is
assigned to pedal setting +1 by way of parameter "POS1speed".

Call up parameter "POS1speed" (see chapter 13.14 "Parameter Settings")

(D]

POS1speed 100

A
A

0§

The input value determines the reduced speed of pedal level +1 as a percentage value of
the current welding speed.
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11.05.02

Function "HEATOUTDELAY'

The tilt out time of the heating element is set within the braking phase by way of parameter
"HEATOUTDELAY".
This will ensure that the welding seam will be securely closed within the braking range.

Call up parameter "HEATOUTDELAY" (see chapter 13.14 "Parameter Settings")

=23

Heat(utDelay

e
v

EHH!“

The input value determines the tilt out time of the heating element as a percentage value of
the current braking range.

In the following diagram, the welding speed is displayed in blue, the tilt-out signal (Y4) in tur
quoise, and the response signal (E4) in magenta.

The parameter "HEATOUTDELAY" is set to 80 %.

Welding speed is 10 m/min and the deceleration is 0.35 m/s? .

This results in a braking range of 476 ms.

The tilt-out signal (Y4) is triggered after 380 ms (= 80% of 476 ms), and the mechanical tilt-
out movement is completed at the end of the braking range.

-
=
-

TekRun_ | _ ¥ : _‘ _ Tr_ig?

: : : : : : : : : 4 chieff
P 4/6ms ey s e 5.51V

Bl m————————

O] 5.00v ch2[ 10.0v  H[200ms| A] Ch2 1 12.8V
Ch3[ _10.0V 21 Apr 2011

11/50.00 % | 11:50:02
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Using a percentage value for the parameter "HEATOUTSELAY" ensures that the conditions
are virtually independent of the welding speed, as the following diagram documents

(welding speed 5 m/men).

TekRyn |

b ol

i =]4i|:3<

@] 5.00V  ch2[ 10.0v |H[200ms| Al Chz \ 12.8V

Ch3| 10.0V
9[30.00 %

Ch1 eff
2.95V

21 Apr 2011
11:50:34
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Car and Maintenance

12 Care and Maintenance

12.01 Servicing and maintenance intervals
Cleaning the whole maching ..o weekly
Cleaning the hot WEeAGE .........oooiiiiiii e as required
Cleaning the hot @ir NOZZIE ........coouviiiiiice e as required
Grind the ROt WEAGE «..vvvviiiieeee e as required
Clean air fi lter of airfi Iter/lubricator ..............ccccoiiiiiiie e when required
Check/adjust @ir PreSSUIE........ooi i daily, before use

12.02 Cleaning

Switch off the machine and let it cool down!
Danger of burns if the heating element is touched!

@® Before each start up remove any residues on the top or bottom side of the heating
@ wedge with a soft wire brush.
or

@ Clear the opening of the hot air nozzle from sealing residues as required.
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12.03 Checking/adjusting the air pressure
@® Before operating the machine, always
2 check the air pressure on gauge.
1 ® Gauge 1 must show a pressure of 6 bar.

If necessary adjust to this reading.

@® To do so, pull knob 2 upwards and turn
it so that the gauge shows a pressure of
6 bar.

Configuration of the pressure controller:

3 @ Turn screw 3 until the green arrow points
to 4.5 bar.

The machine is automatically switched
off if a pressure of < 4.5 bar is reached,
and can be automatically reactivated,

ff once pressure reaches a value > 5.0 bar.
Fig. 12 - 01 —— 134010
12.04 Cleaning the air filter of the air-filter/lubricator

Switch the machine off!
S\ é Disconnect the air hose at the
airfilter/lubricator.

To drain water bowl 1:

@® \Water bowl 1 drains itself automatically
when the compressed-air hose is discon-
nected from the airfilter/lubricator.

2

Cleaning filter 2:

@® Unscrew water bowl! 1.
® Take out filter 2.

1

® Clean filter 2 with compressed air or iso-
propyl alcohol (part No. 95-665 735-91).

E ? ® Screw in filter 2 and screw on water

bowl 1.

Fig. 12 - 02 = 134-011
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12.05 Grinding the hot wedge (only on the PFAFF 8390-010)

It is only necessary to grind the hot wedge if it is deformed due to wear or
corrosion (when processing PVC in a single shift operation, about once a week)
or when a new hot wedge has been installed.

i
—

Fig. 12- 03 \

/ @® Switch on the machine and set the sealing temperature at its minimum value.

Let the hot wedge cool down!
Danger of burns if the hot wedge is touched!

@ Fit the smooth feed rollers, see Chapter 13.03 Changing the feed rollers.

3 @ Call up the input menu.

&

@ Call up the Grinding the hot wedge function and, if necessary, adjust the feed speed.

@® Place sandpaper (grain size 100) between the feed rollers and lower the top feed roller
with the pedal function.

Do not place fingers between the feed rollers!
Danger of crushing if the fingers are caught between the running feed rollers!

® Engage the hot wedge with the pedal function and start the feed rollers.

@ Guide the sandpaper by hand and work both sides of the hot wedge until its shape fits
the feed rollers and the measurement "x" is the same size at the top and bottom.

@ Check the setting of the hot wedge and correct it if necessary, see Chapter 13.06 Adju-
sting the hot wedge.
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13 Adjustment

13.01 Notes on adjustment

All following adjustments are based on a fully assembled machine and may only be carried
out by expert staff trained for this purpose.

Machine covers, which have to be removed and replaced to carry out checks and adjust-
ments, are not mentioned in the text.

The order of the following chapters corresponds to the most logical work sequence for ma-
chines which have to be completely adjusted. If only specific individual work steps are
carried out, both the preceding and following chapters must be observed.

Screws, nuts indicated in brackets () are fastenings for machine parts, which must be loo-
sened before adjustment and tightened again afterwards.

Unless stated otherwise, during all adjustment work the machine
A must be disconnected from the electric and pneumatic power supply!

Danger of injury if the machine is started accidentally!

Before all adjustment work switch the machine off and let it cool down!
Danger of burns if the hot-air nozzle is touched!

13.02 Tools, gauges and other accessories

@ 1 set of screwdrivers with blade widths from 2 to 10 mm
® 1 set of open-ended wrenches with opening sizes from 7 to 17 mm
® 1 set of allen keys from 1.5 t0 6 mm

@® 1 wire brush
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13.03 Changing the feed rollers

Fig. 13- 01 @ // ‘ \

/ @® Switch on the machine and set the sealing temperature at its minimum value.
Let the heating element cool down!
Danger of burns if the heating element is touched!

@® Call up the input menu.
&

® Lock the feed rollers.

€D

® Change feed rollers 1 (screws 2).

If there is a difference between the diameters of the old and new feed
rollers, the machine must be re-configured, see Chapter 13.11.01 Machine

configuration.

@ Check the position of the feed rollers and correct it if necessary, see
Chapter 13.04 Adjusting the feed rollers.

® Switch off the machine.
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13.04 Adjusting the feed rollers

Requirement
The feed rollers 7 should be centred and parallel to each other.

Fig. 13 - 02

Tighten screw 1.

\

Remove adjustment wheel 2 (screw 3).

Using an Allen key (width 5), loosen the two screws 4 on the bearing of the top feed
roller (accessible through holes in the case).

Loosen screws b and adjust screws 6 in accordance with the requirement.
Tighten screws 4 and 5.

Fit adjustment wheel 2 (screw 3) and loosen screw 1.

Check the roller clearance, see Chapter 9.01 Adjusting the feed roller clearance.
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13.05 Changing the hot wedge (only on the PFAFF 8390-010))

Let the heating element cool down!
Danger of burns if the heating element is touched!

@® Disconnect plug connections 1 and 2.
® Change hot wedge 3 (screws 4).
@® Reconnect plug connections 1 and 2.

@ Adjust the hot wedge, see Chapter 13.06 Adjusting the hot wedge on the PFAFF
8390-010.

@ Grind the hot wedge, see Chapter 12.05 Grinding the hot wedge.
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13.06 Adjusting the hot wedge on the PFAFF 8390-010

13.06.01 Positioning the hot wedge crosswise to the feed direction

Requirement
In the feed direction the hot wedge 3 should be centred to the feed rollers.

7

7
Y N @ I \)

Fig. 13 - 04

/ @® Switch on the machine and set the sealing temperature at its minimum value.
Let the heating element cool down!
Danger of burns if the heating element is touched!

® Call up the input menu.
&

%8 @ Position the heating element.

@ Adjust screw 1 (screws 2) in accordance with the requirement.

@® Switch off the machine.
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13.06.02 Adjusting the height and counterbalancing the weight of the hot wedge

Requirement

1. When the hot wedge is engaged, the tip of the hot wedge 4 should have a clearance
to the bottom feed roller corresponding to the thickness of the workpiece.

2. Spring b should have so much tension, that the hot wedge 4 remains in the centre position.

% @® Switch on the machine and set the sealing temperature at its minimum value.
Let the heating element cool down!
Danger of burns if the heating element is touched!

@ Call up the input menu.

%8 @ Position the heating element.

@® Adjust screw 1 (clamp screw 2) in accordance with requirement 1.
@ Adjust screw 3 in accordance with requirement 2.

® Switch off the machine
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13.06.03 Hot wedge to feed roller clearance and contact pressure

Requirement

1. The hot wedge should be touching the workpiece.

2. The contact pressure of the hot wedge should be set so that a good seam quality is gua-
ranteed, and so that the hot wedge cannot move backwards when sealing cross seams.

Vs

Fig. 13- 06

@® Switch on the machine and set the sealing temperature at its minimum value.

@ Call up the input menu.

»«g @ Position the heating element

@® Adjust screw 1 (clamp screw 2) in accordance with requirement 1.
@® Adjust screw 3 (lock screw 4) in accordance with requirement 2.

® Switch off the machine.
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13.07 Adjusting the hot air nozzle on the PFAFF 8390-020

13.07.01 Lateral adjustment and setting the angle of the hot air nozzle

Requirement

1. When hot air nozzle 3 is engaged, in the feed direction it should be centred to the feed
rollers.

2. The front edge of the hot air nozzle 3, as seen from the rear, should be positioned par
allel to the axes of the feed rollers.

/ @® Switch on the machine and set the sealing temperature at its minimum value.
Let the heating element cool down!
Danger of burns if the heating element is touched!

@® Call up the input menu.
=3

%8 @® Position the heating element
@® Adjust screw 1 (screws 2) in accordance with requirement 1.
@ Adjust hot air nozzle 3 (screw 4) in accordance with requirement 2.

@® Switch off the machine.
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13.07.02

A

Adjusting the height and feed roller clearance of the hot air nozzle

Requirement

1. The height adjustment of not air nozzle 5 depends on the material, and the standard
setting is centred to the feed rollers.

2. There should be clearance of ca. 1 -2 mm between hot air nozzle 5 and the workpiece.

Vs

Fig. 13- 08

@ Switch on the machine and set the sealing temperature to its minimum value.

@® Call up the input menu.
&

£

@® Position the heating element.

@® Adjust screw 1 (clamp screw 2) in accordance with requirement 1.
@ Adjust screw 3 (clamp screw 4) in accordance with requirement 2.

® Switch off the machine.

PFAFF.
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13.08

\

Changing the heating cartridge (only on the PFAFF 8390-020)

Wait until the heating element has cooled down! Danger of burns!

> . .
[@Esy Disconnect the mains plug!

> @ P

Danger from electric voltage!

Loosen the cable screw 1.

Remove cap 2 (screw 3).

Remove screw 4 and loosen screw 5 (underneath).
Pull out socket 6 together with the heating cartridge 7.
Remove heating cartridge 7 from socket 6.

Installation takes place in the reverse order, taking care that screw 5 must only be tighte-
ned slightly (max. 1 Nm).

94
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13.09 Changing the temperature sensor (only on the PFAFF 8390-020))

Requirement
The temperature sensor 5 should be inserted as far as possible into the hot air tube.

Wait until the heating element has cooled down! Danger of burns!

Disconnect the mains plug!

Danger from electric voltage!

> 0P

Disconnect plug connections 1 and 2 and loosen screw 3.
Remove nut 4 together with the temperature sensor 5.

Attach the new temperature sensor 5 together with new nut 4.

Ay

Slide temperature sensor 5 as far into the hot air tube as possible and fix it in this positi-
on by tightening nut 6.

The rest of the installation takes place in the reverse order.

@ Carry out adjustments as described in Chapter 13.07.02 Adjusting the height and feed
roller clearance of the hot air nozzle.
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13.10 Protective switch and boot key
1
1
~ | DPP120-24-1
& TDK:Lambda
2
Fig. 13- 11
> The protective switch 1 serves as a protection against major damage in case
ﬂ of a short circuit or overload. The boot key 2 is used to boot-up the machine
control unit, see Chapter 13.11.02 Loading/updating the operating program.

Disconnect the mains plug!

Danger from electric voltage!

Before switching the machine on again, first eliminate the cause of the fault!

@ Eliminate the cause of the fault.
@® Open the control box and reset protective switch 1.

@® Close the control box again.
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13.11

s @ 5 B el

Service menu

The status of the digital and analog inputs and outputs are displayed in the service menu. In
addition it is also possible to call up functions for carrying out a cold start, for the machine
configuration, for loading the operating program and for setting the control panel.

@® Maschine einschalten.
@ Call up the input menu.

® Call up the service menu.

IN : ooopeile sosieell <]
0UT: eioeomel 1@8@
SET/RES: --—----- --—-
. E]
+
ANALOG 1 2]

IH : =@ 4

e <>

o | & [ F |3

\ J

Explanation of the functions

Input menu
This function is used to change from the initial state to the input mode.

Heat sealing mode
This function is used to change to the heat sealing mode.

Plus/minus keys
These are used to set (+) or reset (-) the selected output.

Arrow keys
These are used to select the desired outputs.

Cold start
This function is used to carry out a cold start.
After a cold start all machine parameters are set back to their original state.

Machine configuration
This function calls up a menu for configuring the machine, see Chapter 13.11.01 Machine
configuration.

Loading the operating program
This function is used to load the machine operating program, see Chapter 13.11.02 Loading/
updating the operating program.

Control panel settings
This function is used to call up a menu for changing the display contrast and for switching
the key tone on or off, see Chapter 9.04 Setting the control panel..

PFAFF.
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13.11.01

K %wm

ollef 1«

o)

L3

o
=
=

:

o
¥ (o)

o

Machine configuration

With the machine configuration function the machine control unit receives the necessary in-
formation about the attached components. If the machine components are changed, care
must be taken to make the appropriate adjustment in the machine configuration.

@® Switch on the machine and call up the input menu.
@® Call up the service menu.

@® Call up the menu for entering the machine configuration.

Gear drive Chain drive

EEE o]l (D] 2] O]
= |5 =

jg* 5 [ 50O & g6 [ n0|g &

& E & E

g5 e 00 @T@ g6 e 9o —
- =

2 T[e 885 mw || (@ T6[p B8]0) m

Explanation of the functions

Input menu
This function is used to change from the initial state to the input mode.

Service menu
This function is used to call up the service menu again.

Heat sealing mode
This function is used to change to the heat sealing mode.

Feed roller diameter
This function is used to enter the diameter of the feed rollers installed.

Top/bottom/carriage gear factor
These functions are used to enter the gear factor for the top and bottom roller drive,
as well as the carriage drive.

Rotational direction
This function is used to set the appropriate rotational direction of the drive.

Carriage configuration
This function calls up a menu for configuring the carriage or the track system.

Parameter menu
With this function, a menu appears for setting the machine parameters, see Chapter 13.14
Parameter settings.
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Esc

Enter

Esc
The input is interrupted and the machine moves back to the initial state of the programming

function.

Enter
All program changes are stored under the current program number.
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13.11.02

Loading/updating the operating program with SD-Card

With the BDF - P1 panel, the software of the machine can be updated with a SD-Card.
The factory software includes a bootmanager program to start the application program or to

force an update.

After switch on the machine, the bootmanager checks and starts the application software.
No user intervention is required.

Bootprogran

Bootprogran

)

FORCE UPDATE

fpplication Check

PFAFF 8390

The button FORCE UPDATE must be pressed to update the operating system after
switching on the machine (boot SD card inserted) and the initial screen is displayed.

Bootpragran

Boatprogran

Bootprogran

FORCE UPDATE

Update Check

{12s5ec.)

Install update 7900110376/008
for the machine 83907

r—=—A

Est ] l ERASE } l

O0LD APP
| I——

ENTER ]

Esc

Enter

Pushing the ESC key, skips the update function. The bootmanager checks and starts the old

existing application software.

Bootprogran

T

Application Check

PFAFF 8390

Pushing the ENTER key starts the update function. First the bootmanager copies the files
from SD-Card to the machine memory.

Bootpragran

Bootprogran

Bootprogran

Installing the update, Please wait...

— COPYING bu8390.hex FROM SD-CARD
TO C:\UPDATEMDvS220.hex
345000 Bytes copied

Installing the update, Please wait...

- COPYIMG KL8390.EXE FROM SD-CARD
TO C:AUPPATEMKLS390.EXE
250000 Bytes copied

Update successfully copied.

Press NEXT to install the update in
control box and start the application.

HEXT

100
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By pushing the NEXT key, the application software gets overwritten with the copied files.

F—————

Bootprogran

Installing the update. Please wait...

— COPYING C:\UPDATENFTEXTE.BIN
T0 C:FIRM&390.BIN
39408 Bytes copied

Bootprogran

Installing the update. Please wait...

— COPYING C:\UPDATE\KL8390.EXE
T0 C:KLB390.EXE
180000 Bytes copied

The memory is cleaned up and the bootmanager checks and starts the new application

program.

Bootprogran

T

Application Check

PFAFF 8390

-
|
|

The function "ERASE OLD APP" is recommended for experienced users only! :
|

«

If a software for another machinetype is loaded by mistake, these files can be erased with
this function. The bootmanager queries each file before deleting.

You need a succsessful update to operate the machine again!

PFAFF.
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13.12

13.12.01

Description of the error numbers

General errors

(CARRY OUT COLD START)

Display Description

ERROR: 3 Error in allocation EMS memory
ERROR: 4 C167 not reacting

ERROR: 5 Boot file (c167boot.bin) cannot be opened
ERROR: 6 Error in flash-programming
ERROR: 7 Error when opening a file
ERROR: 8 Battery

ERROR: 9 Firmware version conflict
ERROR: Operating data check sum
OPERATING DATA

CHECK SUM

NEW OPERATING SOFTWARE
(CARRY OUT COLD START)

New operating software

COLD START CARRIED OUT Cold start

ERROR: 101 C167-error

ERROR: 106 Error compressed air
ERROR: 107 Error air volume

(when air volume sensor is activated)

ERROR: 110 #ERROR no. Motor

Error DC-motor 1

ERROR: 120 #ERROR no. Motor

Error DC-motor 2

ERROR: 130 #ERROR no. Wagen

Error carriage

ERROR: 140
#Error no. Temp. Control

Error temperature control unit

#Prog. No. #Zone No.

ERROR: 201 Res. speed for man. sealing outside permissible
range

ERROR: 301 Program too large

ERROR: 302 Contradiction between progpar and progload

ERROR: 303 Flash read error or progr. Defect

ERROR: 304 Memory overlow

ERROR: 305 Invalid configuration

ERROR: 310 File not on source

ERROR: 311 Source reading error, file cannot be opened

ERROR: 312 Target write error, file cannot be opened

ERROR: 313 Source reading error

ERROR: 314 Target write error

ERROR: 315 File config cannot be opened

ERROR: 316 Error when opening MDAT-file

ERROR: 317 Wirite error in MDAT-filee

ERROR: 318 Machine data identification incorrect

ERROR: 319 Read error in MDATfile

ERROR: 330 Program. speed > max. gearcontrolled speed

102
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13.12.02

#Prog. No.. #Zone No.

Display Description

ERROR: 331 Programmed roller pressure > roller pressure li-
#Prog. No.. #Zone No. mit

ERROR: 332 Speed and differential outside permissible values

ERROR: 340 # Zone No.

Selected temperature too high

ERROR: 341 # Zone No.

Air volume does not match nozzle type

ERROR: 342 # Zone No.

Programmed sealing off not plausible

ERROR: 343 # Zone No.

Programmed output (OUT) not plausible

ERROR: 344 Program not for this machine, nozzle/wedge

# Program No.

PROGRAM XX Program XX does not exist

NOT IN MEMORY

ERROR: 401 Text file cannot be opened

ERROR: 402 Error in read text file

ERROR: 501 Error when opening file "pikto.hex" or "vorlagen.
hex" disconnect error

ERROR: 502 No ACK from control panel Disconnect error

Temperature control error

Error number Discription
0 No error
1 Thermoelement 1 disconnection (HW-alarm-bit)
2 Control circuit not reacting
3 Temperature window (alarm) exceeded
4 No temperature increase despite of controller full scale (heating

cartridge defective or thermo element slipped from holder)

PFAFF.
Industrial

103



Adjustment

13.12.03

13.12.04

DC-motors error (Feed rollers)

Error number Discription

0 No error

10 Incorrect command code

M Invalid speed

12 Invalid acceleration

13 Start with dead motor

14 Set differential with master

15 Contouring error

16 Overload current

17 Over 5V positioning voltage with standing motor (possible cause:
Load moment (tension, surge, stationary rollers, if necessary too
large differential tolerance)

Error with carriage

Error number

Discription

0

No error

Transmission error

Data error

Parameter error

ETX missing

Watchdog

Timeout

ACK missing

Checksum

QIO |N[O|O PR~ W|IN|=

Error PA0OED with error number

—_
o

Safety monitoring
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Adjustment

13.13

13.13.01

13.13.02

List of outputs and inputs

Digital Outputs

HWTerm SWTerm Function Remark

AUS 1 X1/1 Y1 Roller down (reduced Valve
pressure)

AUS 2 X1/3 Y2 Additional blowing off Valve

AUS 3 X1/5 Y3 Nozzle/wedge engaged Valve

AUS 4 X1/7 Y4 Nozzle/wedge forwards Valve

AUS 6 X11/3 OouT1 Programmable output 1

AUS 7 X11/5 ouT2 Programmable output 2

AUS 8 X11/7 K1 Carriage motor mains Relais
voltage

AUS 9 X12/1 Y6 Loosen carriage brakes Valve

AUS 10 X12/3 free

AUS 11 X12/5 Start/Stop Start / stop monitor
output #

AUS 12 X12/7 Error Monitor output error

Digital Inputs

HWTerm SWTerm Function

EIN 1 X2/2 E1 Roller lowered

EIN 2 X2/3 E3 Nozzle/wedge engaged

EIN 3 X3/2 E4 Nozzle/wedge forwards

EIN 4 X3/3 E10 Code input wedge/air

EIN 5 X4/2 E12 free

EING6 X4/3 E13 free

EIN 7 X5/2 E11 Pressure monitor

EIN 8 X5/3 E14 Knee switc

EIN 9 X6/2 E15 Increment differential

EIN 10 X6/3 E16 Decrement differential

EIN 11 X7/2 E17 Differential correction zero

EIN 12 X7/3 E18 Lock/release key-switch for functions

EIN 13 X8/2 IN1 Programmable input 1

EIN 14 X8/3 IN2 Programmable input 2

EIN 15 X9/2 frei

EIN 16 X9/3 LAFEIN (Carriage Carriage drive mains supply safety switch

drive mains on)

EIN 17 X10/2 JOYVOR Joystick forwards

EIN 18 X10/3 JOYZUR Joystick backwards

X32 Wagen Carriage incremental encoder
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13.13.03 Analog Outputs

HWTerm SWTerm Function Remark
Roller up X33 DC-Motor 2 Roller motor up (slave) DC Motor
Roller down X34 DC-Motor 1 Roller motor down (ma- DC Motor
ster)
SSR_EIN X13 SSR Ansteuerung Heating capacity control PWM
unit
X24 LUFTOUT Air volume control prop. Valve
X23 RDRUCKOUT Roller pressure set value Pressure
regulating
valve

13.13.04 Analog Inputs

HWTerm SWTerm Function

AE4 X19/2 RDRUCKIN Roller pressure regulator actual value con-
trol

Pedal X14/8 Pedal Analog pedal

X35 Temp Temperature sensor
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Adjustment

13.14

13.14.01

PAR

Parameter settings

All changeable parameters are listed in the parameter list, see Chapter 13.14.02 List of
parameters. Parameter selection as well as changing the values is described below.

@ Switch on the machine and call up the input menu.

@® Call up the service menu.

@® Call up the Parameter menu.

Selection and changing parameters

EEIEEN)

o n ] s

| (@]

N

talo
\ J
@® Call up parameter entry.
2 |
0:0FF 1:0H
SeqCont

A
v

: -

@ Select parameter.

@® Change the value of the selected parameter.

@® Exit parameter entry.
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13.14.02 List of parameters

Only appropriately trained personnel is authorized to alter the set values
in the parameters!

Setting range
Set value

Parameter
@ | Discription

o
1

N

-

SeqCont
Process sequence program as quick key selection.
1:

Sequence programs are automatically relayed.

Y1mode 0:1p 0-1 1
1:hp
Manprog 0: 0-1 0
Manual data records cannot be saved or loaded.
1:

Manual data records can be saved and loaded as

programs in area 130..149.

Diffmode 0: 0-1 0
Foot switch (3 stage, 2 stage) is used as a switch
pedal during the sealing process for reducing and
increasing speed.

1:

Foot switch is used only for differential correction.

vaLim if positive: error #17 boundary stress +/- 2400 500
if negative: max. stress at standstill

Slowspeed | Switching speed * 0.1 m/min 10 - 55 15

Speedred Reduction (or increase) of carriage speed when 10-99 90

sealing with double foot switch in %

PWRtest Experimental display of energy input when sealing 0-1 0
0: off; 1: on
POS1speed | The input value determines the reduced speed of 10 - 100 100

treadle level +1 as a percentage value of the current]
welding speed

HEATOUT- | The input value determines the tilt out time of the 0-300 0
DELAY heating element as a percentage value of the cur

rent braking range.
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Circuit diagrams

14 Circuit diagrams
14.01 Reference list for the Circuit diagrams 95-212 062-95
Al Control device PC52002 Out1l Programmable output 1
A2 Control panel Out2 Programmable output 2
A3 Floppy disk drive
A4 Control device PA0OED S3 Front safety edge
(Carriage drive) S4 Rear safety edge
Sb Joystick
B1 Temperature sensor
B2 Pedal Y1 Roller off
Y2 Charge additional blowing
E1 Bottom roller Y3 Engage nozzle/wedge
E3 Nozzle/wedge engaged Y4 Front nozzle/wedge
E4 Front nozzle/wedge Y5 Brushing one (optional)
E5 Hot air heating element Y6 Open carriage brake
E6 Hot wedge heating element (1)
E7 Hot wedge heating element (2) Z1 Mains filter

E10  Nozzle/wedge coding input

EN Pressure controller

E12  Unused

E13  Unused

E14  Knee switch

E15 Increment differential /
Switch forwards /
Carriage faster

E16  Decrement differential /
Switch backwards /
Carriage slower

E17  Differential correction zero

E18 Key switch

F1 Fuse 16A L1
F2 Fuse 16A L2

G1 Power supply 24V, 5A

IN1 Programmable input 1
IN2  Programmable input 2

K1 Solid state relay
K2 Relay carriage drive power on

M1 DC motor bottom roller
M2  DC motor top roller
M3  Carriage drive motor
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Circuit diagrams

Circuit diagrams 95-212 062-95
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95-212 062-95 part 3
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95-212 062-95 Part 4 Version 21.02.11 Circuit diagrams
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95-212 062-95 part 5

]

71-750 002-62
PCS2002

T
_

Al

-
~
| =
> z
- ]
~ ~
A A
Hm -
M M
'~ ~
= =
™ =
J— 1 =T |
= =
j 7777777777777 [ | 0
(¥a) w
-
-~ -~
(aa] [aal
~ ~
5| == = o
= %
C
C
C
”
o€
<z|C
3l¢
C
C
C
- o 1
© o~ o -
-\D [ee] CD_ LL
~ [ l\_
o o — LL
Ng ~ N2) N=)
= = o <C
— = iy LL
&~ e - AN
—-—
- ~ =
- = (e ~
I <T
~ ~
K >
> >
:Eg il
- =) o o |Com
\a] —m m—
= = — -
o~ _\D \D—
- -
553@ _—rs m: =
— = -
[¥a} —m m‘—‘
i _—rs -
jTﬁ D) |
> =
> >

FLOPPY

CAN-Bus

Bedienfeld

PLOED - Steuerung Wagenantrieb

serielle Schnittstelle (Fernsteuerung)

Datenverarbeitung

14

PFAFF.
Industrial



Pneumatics-circuit diagram

Version 19.03.10

95-257 090-95

Pneumatic-circuit diagrams

15

The pneumatics circuit diagram is shown with the machine in its basic position. Energy (air

and electricity) is switched on. The components take on fixed conditions.
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