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Equipment Overview
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1. Equipment function: the equipment has precise pulse control welding power supply.
It can weld products through hot pressing welding nozzle installed on the equipment
head, and conduct accurate temperature data tracking analysis through the
thermocouple installed on the welding nozzle, so as to accurately determine the
immediate control. The equipment is suitable for hot pressing soldering and hot melt
bonding. The combination of pulse and hot pressing can achieve good results because
the work piece is fixed under pressure during heating and cooling.

2. ThEeviM
2. Function description

>R, LCD Bf SERFRos HHTE SRR, JF IR+ 2
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=>Temperature detection, LCD screen displays the current welding head temperature,

and display real-time temperature curve during welding;
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= Temperature control, five-segment temperature; time control accuracy is 0.1 second;

temperature control is precise, adjustable unit is 1 degree;
> SR 1R T B T 0 2 5 o)
=>Rising and lowering time and speed control of welding head;
> IR Sk v K TR] AN IR A
> Heating head cooling time and air flow control;
> A5 FH PR AR AT IR AT B, A RS S e M RE B AR i

> Use thermocouple to conduct temperature monitoring and feedback, precise control

can make welding performance more stable;

>H2RETAT R, RESS5KEBBE .

> Multi-point signal can be extended, and it is easy to connect with large-scale

automation equipment.

3. WHMZH
3. Conventional parameters

> NEE: 220V, 50HZ A3 7E HF

= Input voltage: 220V, 50HZ stabilized power supply
>k Zh: 2000W

=>Qutput power: 2000W

>RGN PIEIEL

= System text: Chinese or English

>PLE R KT 5,320X320X250(mm)

=>Machine size: length, width and height, 320X320X250 (mm)
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=>Control mode: microcomputer precise control

>RIRRG: SoOGERE, Wi, IR

= Display system: bright blue screen, display temperature, time and mode

>R ER A SR 1 EON AL ICE, WAL 0.1 APy B W E

>>Temperature and time: the temperature is set at 1 degree, and the time is set as 0. 1

second

>R&FE: BIETHLE 26kg, VLKL JK-66 E 10kg

= Equipment quality: power mainframe is 26kg; welding head JK-66 is 10kg

3. WRMNH

3. Equipment application

> IR G B

>Reflow welding of hot pressing welder;
> 4§ JlE A (PR 45 5

>Resin hot pressing (thermal melting) combination;
> 184% FFC. FPC;

>Tin welding FFC and FPC;
>PREEOR . TR

>Tin welding harness and connector;
>ACF 4565

> ACF combination;

> AR AL LRI



>\Welding of enameled wire
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1. Features of pulse hot pressing reflow welding
1.1 HeriR
i &7 PID GRJFIEAE AR IR, Al LA H| # Uk 28
HOPEIE A, TS HEFE SRR L
1.1 digital temperature control

Using digital PID (temperature peak adjustment) temperature control to control the
gain of hot pressing data, and the welding temperature can be controlled accurately.

1.2 WP FE M Ze ] R T 3 AR R U

1.2 monitor temperature curve, average temperature value and temperature peak value.
1.3 BA IO E 5Nt ThRe, RA 5 540 H g m .
1.3 Input / output function of the I/O signal, which is easy to communicate with the
external controller.

1.4 BAEGIRGFERE. A, 83k EFRTRERIIEE.
1.4 Functions to control the reflow welding, cooling, welding head rise and lowering.

1.5 fABEA I K B, TR E LA A A nT e g

1.5 use general K type thermocouple, reserve E type thermocouple can be selected.
SET LN\ ke &b
2. 8% #9732 PR L T e

2. Name and function of each part

2.1 HTHIHR
2.1 front panel
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monitor

®ACT/FB

ERAETHIAR
===$bperation panel

O

indicator
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power selection

UIEAPIPS

heating switch

PULSE HOT-PRESSING [WELDING MACHINE

% ¥k oulput terminal

OF - N SIS
@Equipment hot pressing circuit switch
@ HIhRJEEI G MR AR TR D)3 RN FAEE AL

@Output power range switch: adjust the gear according to the power of hot pressing
tool

@i LED AT B/n & HHTE TR

@Display the current running state of the equipment through LED lamp

@ 7R BRI S

@Display hot pressing data and parameters



© BRI iREAD N 24

@Set hot pressing welding time, temperature and corresponding parameters

© LTI S AR R IR B B Am N IE R (AR ESRALK AL
@Hot pressing start signal input connector of the temperature feedback (thermocouple

K type)
@ G A S v SRR BRI K, 5 IR SR ]
o

@Output end of hot pressing welding current: connect to a welding head end, forming

a loop with hot press head.

2.2 JETHIBR
2.2 Rear panel
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Input / output
interface
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cooling fan

CINPIPS

power switch
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@Control reflux welding head input and output signal
@ N 4 1

@Input / output interface

@5 A et HEATIEE
@Communicate with external equipment
@Y HN N FBEHAF

@Cooling internal parts

OB AL mE S

@Cooling head output signal
©Fk E Tt ES

@Welding head up-and-down output signal

SIS TRUN
/R
welding head
input and
output sianal

@HFATE I
AR
Serial communication

connector

O H i
Cooling output

O T
i H welding
head lowering

@DEsh N start

input

LV 1PN
= P P

power input  covered

with insurance
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@Welding start input signal

®@%H

Standby

ORI ISPISS

@Total power control switch

O (220V) 4 ER L
vac power input (220V) socket must be connected to grounded!!!

3. HA HIER

3. Installation and connection

3.1 ftH HL YR

3.1 power supply
AC220V-230V HLEHFI+0% L~
AC220V-230V voltage fluctuation below #10%
HL YR A% 50/60Hz
Power frequency 50/60Hz
HL 15A LR
The current is below 15A

(e

VA L HL 10A: T LAFE 220y HEJE IR 50% 5 2 H R 2 2 V5 B 1
SRR &I, I G HLIA R T

1SR AT VB TR ], SR (A, S5 e R R A R A
S, WA R T, WS 15A DAL AR
\_

(Matters needing attention:

The maximum current of the equipment is 10A; when using this equipment at 220V
supplies voltage, 50% duty factor and the power adjustment range, the current is
average.

If the heating time is not set, or the time is set too short, please use hot pressing
welding head with large load.

If the load is too large and the initial current is also large, please prepare over 15A

\power supply equipment.

3.2 4k
3.2 Installation



L EI , ST U)W RO T 0%, SR AR B B LU, SRS HEAT RS FRL A A
When installing, switch off power supply device first, turn off the power supply of the
equipment, and then connect the power cable;

<22 R I BT B LA B B 2 R) , IR AENLEY Ja TR YA A0 XU B LB JES it XS LA 2 4
PH2E

Installation interval should be reserved so that the rear panel cooling fan and the
ventilation hole at the bottom of the equipment will not be blocked.

ANEHEIR IR B(ACT/TB ) 45 SR i AL AE — 2, %% A g8 R vl REAH ELZ B,
LA TG

Don't bundle the temperature feedback (ACT/TB) cable with the welding cable, each
cable should be away from each other as far as possible, in order to reduce
interference.

WIRFATVE, PRI R RS, R REIATE — i

« If the conditions permit, the two welding cables can be bundled together as close as
possible.

4. THIAR 2 AR A

4. Basic operation of front panel

41 MLk
4.1 Overview

SRR AR, SN ISR R AN, B AT, BT AR B
B AR

The basic operation of the equipment can be conducted through the operation panel,
the external equipment connected with the input and output connectors, or serial
communication

LTS T SR B SN, RGeH ) e b T AR A

When the total power switch is switched on, the hot pressing data is automatically
added. After the system is started, it is in the “working interface”.

FERBAE T NSRS, A O E, @S HIKE, LKL,
@M (FLED, ©EZIEX (F2 3,

©ER e (A, MR T B ThaeD,

T — PP AR T I8 L 4k o0 i 4

The basic operation is divided into six modes, namely, (Dcurve setting, @parameter
setting, ®working mode, @test mode (F1 key), ®automatic mode (F2 key),
®thermostat function (in automatic mode, test mode does not have this function); each
mode can be switched by special keys respectively;

- 1 28 150 A T B0 B A B R N U P 1] B DR e i e ) S5 A s 0 «

In the curve setting mode, temperature for each segment, heating time, temperature



holding time and other hot pressing data can be set;

£SO BAR TN BB B AR B 2 A i ol

Setting all data except hot pressing data in parameter setting mode.

LR R AT R, B RREEE S RE, EEARRIRE, 8
B, PUERE] A R LR N B 2R )

The working mode is to execute hot pressing mode, display hot pressing data, dynamic

temperature, peak and valley temperature, production quantity, and hot pressing time

(hot pressing time is displayed in seconds).

4.2 HAF IR
4.2 Operation panel

TARRETRAIT

Working status indicator

o W TAEAMESM IR IR, BT EENR A R I R R R
» Count: flash once in one working cycle. When the production count reaches the
production set point, the counting indicator is always bright.

« HRR HIATERE T BRI FE R AT R



« Error. When error occurs during operation, the indicator light lightens.

- e AT RIS CH LR I R R AT R, FTRLIE R IR RRE, HEA
SRR E SRR IT K.

Preparation When turn on the power there is no abnormality, the preparation indicator

light lightens, and the normal hot pressing operation can be entered. After entering the

parameter setting interface, the indicator lights out.

- R FROR I A R AR TR, BRI
Hot pressing Indicates that the current flows to the hot pressing tool, and the hot
pressing begins.

(S5

Operation keys

F1 DhRetasd: Z5Eat s DRy sz st e AL s D) Red2 s, bl
XoF N ik 7 I s I S U e LI RE

F1 function keys: when the screen has corresponding prompt, this key is defined as the

function button of display; and if the screen does not have a corresponding display, the

button does not have defining function

POER: BT IER AR CEAER D I,<F1 >4 8 Ml Uik £,

PSRN, A — AR T, CTEAR: 8. zD.

> Note: when in normal mode (working Interface), <F1 > key is the selecting key of

test mode. Press once to the test mode, then press one once to exit the mode (detail: 8.

test mode).

2 DheetrgEE by IEW TR (CTAESED I,

€ XA EiE: 9.8 30D,
F2 function key | the same as above; in normal working mode (work interface),
defined as auto mode (detail: 9. auto mode).

3 DhEetgudE by IR TR (CTAEF D i 7EE o
F3 function key is the same as above; in normal working mode (work interface) there
is no definition.

4 DheetgudE by IR TARRG CEARF D 1 7EE o
F4 function key is the same as above; in normal working mode (work interface) there
is no definition.

-LARFHH MR TAR TR iR b T 1R % TARR

Working interface, when the indicator lights up, the key is in normal working mode
AR E 1% T st i TR ke . i, aTRbAT iR AN TR
(1) B DRl N ) S8 0 I A B



Curve setting, press this key and the working indicator lights up, switch interface to set
temperature, heating time, temperature maintaining time and other hot pressing data.

SHORE TR @ TR R e . S v

AT AR R W E, BRAEEIE B E 2.
Parameter settings, press this key the working indicator lights up, switch interface to
set the data setting of the equipment except for hot pressing data setting.

-V A Jebr LT #s) Gl R DhRe s ).

VA Move the cursor up and down (in test mode is the function key).

“ Jehr AR S G AGE TR .

< Move the cursor to the right or left (in test mode is the function key).

+ — EAETyINY S

+ — Data modification

fEIRITR IR BT IR N AT O/ € ORI IR B (A =
ZAUCE NHE R B 355 FD

Constant temperature  switch press this key to start heating and keep the constant

temperature (in test mode and when set the parameter, the constant temperature

automatically shutdown)

4
4

PRSI (3-59) A EETEE
Output clearing  press this key (3-5s) to clear production quantity.

FIEEAL FIER BT IS BRI
Stop reset  stop equipment operation and remove equipment failure reset device.

4.3 thkx &
4.3 Curve setting
FE AR B ST AR R U B
Hot pressing parameters under operating mode can be set in this mode.
sz (<41 1 0w 1 SEaTB s 8dE ErdEEr.
Press [ <] and [» ] keys to shift pointer on the data bit by bit.
didiz (W] A DAY S0 2 A 20 E 8 L.
Press [¥]and [A] keystomove to the data you want.
did iz [+ 1 A 0—1 sinReus e, 78 3CE Bdin,
ANBEBCE /N T T BRACRT F R A2 -
Press k [+ 1 and [ — 1] keys to, increase or decrease the data; when setting the data, it
shall not be smaller than the minimum or greater than the upper limit.
Al B 58 A A B TR
Data settings completed. Press other mode keys to exit.
1t 2 e v B 1

Curve setting screen



HEiE
. Cl1 :200
@, 2 :350
UT2  HT2

UT1:100 UT1
O HT1:150 HT1 3
@. .o
B uT2:100 Cl

HT2:250
@. oo

O— B BB 2 — B HARIERE .
(DSegment 1 temperature: set segment 1 target temperature of the curve temperature.
x [ E(E: 30-480) Hifii: C
% [Set value 30-480]: unit: C
PR B AE LUK T 55 T A IR B, /N T <d% 205 1> T BB e B N R S
TEWE -
»The temperature setting value must be greater than or equal to the cooling stop

temperature, when the value is less than< cooling stop> temperature, setting is
unavailable.

M BB A AUV T < B BESTREWE, KT R IR BOE -
> The temperature setting value must be less than the temperature setting of < segment
2 temperature>, otherwise the setting is unavailable.

@Bl BCE R E A B H AR .
(2) segment 2 temperature: set segment 2 target temperature of the curve temperature.
% [ E{H: 30-480) Hifi: C
> [Set value 30-480]: unit: C

MIRE R L AUR T <—BARE>WEME, /DT <— Bt B> BOE M ¥ ok ik
SE o
> The temperature setting value must be greater than the setting value of < segment 1

temperature>. When the value is less than the value of < segment 1 temperature>,
setting is unavailable.

@B IR ] B — Bl B IR ) — B H AR T TR I A o
(3Segment 1 heating time: set the rising time when segment 1 temperature rises from
normal temperature to target temperature.
< LRCEME: 1-999] #47: 10ms(10 Z=AbH Hihr)
> [Set value 1-999]: unit 10ms (10 milliseconds as unit)

@—BORURIS 1] BB M — B H AR ORFF I 1]



@Segment 1 holding time: set segment 1 temperature holding time.
X [ EMH: 1-999] Hif7: 10ms(10 ZFP A4 H#.47)
> [Set value 1-999]: 10ms (10 milliseconds as unit)

OB TR 8] B — B B bRl B 2 = B B AR EE 0 T 18] o
BSegment 1 heating time: set the rising time when segment 1 temperature rises from
normal temperature to segment 2 temperature.

X [WEMH: 1-999] AL 10ms(10 ZFP A HAL)

>¢[Set value 1-999]: 10ms (10 milliseconds as unit)

© —BAORIURN TR] . 1B B H ARl PR IR ]

©Segment 2 holding time: set segment 2 temperature holding time.
X [ EMH: 1-999] Hif7: 10ms(10 ZF0 A4 H#.47)

> [Set value 1-999]: 10ms (10 milliseconds as unit)

OEIRIEE - BB H AR RIFRE .

(DConstant temperature: set the initial target temperature maintaining time.
x [WEE: 30-150) #fi: C

% [Set value 30-150]: unit: 'C

@R ENREE BB AR ENRRE (s v 20 R] ¥ SR [R] A4 2R B2 SR B .
(8Cooling temperature: setting target cooling temperature (Note: see cooling duration,
cooling time and cooling temperature which one comes first).

x [BE(H: 30-200] #Hifz: C

X [Set value 30-200]: unit: 'C

4.4 R E

4. 4Parameter setting
SHREE T

First page of parameter settings
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........ im FIEEFHE: 018
Q... | HEFCGE F= £ 090
........ mfEFRIELZEARL: K
®.. |EBFTIBFEEESIE]: 100
........ AEIRTE] & : 150
@. |FMEIBEE R 1 A
AEFEEERE: 99999 D}

OEEIEEANTR: B3 % TR 5 R B h 2R 7 =K
(DPeak temperature fine tuning: gain adjustment; adjust the following way of
temperature to the curve
x [iXEfE: 1-99]
> [Set value 1-99].

@il JE V(AR A EO R . R R B i 2k & 7 =
(@Temperature peak coarse tuning: proportion adjustment; adjust the following way
of temperature to the curve

x [iXEfE: 2-20]
% [Set value2-20]

@ DR RECE AT ERIR I E . AT AR /IR .
@ Power factor: maximum pulse length limit set, fine tuning of available power.
x [WEE: 1-99]1 (WILH{E R 90)
% [Set value 1-99] (The initial value is 90)

@ REIEHSLEA KA ER K+N A E+N A
@ Type of temperature control probe: K type; E type; K+N type; E+N type

© SEMSSRFEISIA]: SR SKTFAG T 3 34 o 380 7 ot = A B SE I 50
CRHUBT R IR SRR FRALIT R R ED
® Welding delay time: delay setting when the welding head lowers to contact the.
(The welding head is without limit switch welding)
 [BEEME: 1-999) #f7: 10ms(10 =ZF0 A H4r)
% [Set value [1-999]: 10ms (10 millisecond as unit)

© VRN IIUEE 5 R ¥ E RS 8 IR O FE T I ]



® Cooling time setting: after completion of welding, the delay time of welding
cooling to room temperature.

* [BEEME: 1-999] #fi: 10ms(10 =P N H147)
% [Set value [1-999]: 10ms (10 milliseconds as unit)

@ FMERIE RECRE ORI E, SRERERE S B bR SEbriR AR, @
RIS AT R 2 1R
(@ Temperature compensation coefficient: temperature adjustment settings, when the
hot pressing temperature and the actual target temperature do not comply, adjust the
parameter to fine tuning the correction.
 [WEM: —99-- +99] (WILHEA 0)
> [Set value: [-99 --+99] (the initial value is 0)

@4 Rk E: e HE, BRZRERESHIEIRE, JUEER
B )5 77 REFHE
Production quantity setting: set production quantity, when reach the number there
will be automatic shutdown alarm, reset before use.
X [ixEE: 1-99999]
% [Set value 1-99999]

4.4 ZH K E

4. 4Parameter setting
SRR EE L

Second page of parameter settings

@ ............ *[1:'?:9:—[: F%ii_& ETJ' 995
)N 1B =5 7IERf. 999
(€) J JEE IR E: 999

[=] (i




OFEL T RESER: BT A BER RN BHER

(DWelding head lowering delay: feeding delay of opposite feed cylinder under
automatic operation.
x [iEME: 1-999]
> Set value [1-999]

QIR EALIERS: HEMGIZATIN . ARk BT E#ERV L E R A
@Welding reset delay: feeding cylinder delay reset after the opposite welding head
rising under automatic operation.

* [ixEfE: 1-999]
> Set value [1-999]

@A G A B E: HENIBATI . BB IR ] FH DL 6158

@Tin feeding time setting: set tin feeding time to control tin feeding under automatic

operation.

x [ixEE: 1-999]

> Set value [1-999]

4.5 TARFH GRIEHEZD

4.5Working interface (operation mode)

XS IR B AT R A

This is the normal operation of hot pressing welding mode.

NIRRT IR SIS, X7 fhdt AT R IR AR,

2

When input hot pressing welding signal, the hot welding operation is
carried out, and the hot pressing data is output.

@O kA, ...
DType of probe...... . R
DK . .. 1YPE:K ) DU HLR
® welding head temperature 030 C ~ @ production count
display...... NO :00 0002 0 display
gioacZS number. . Cl :200 — @RENTEERX
@ HARBUEIRE— B, C2 :360 temperature
@Target temperature of segment 1 ) waveform display
bR SR B, UT1:0.5 area
Target temperature of segment 2 Ut2 1.0
® H br— B IR . .
(®Target heating up time of segment 1 HT1:1.5 B
A% — BT HR E T, HT2:2.0 : €— OMEXHE R
L 3 d | )
Target heating up time of segment 2 vwaming aispiay ®@alarm area display
© F b — R (R T, P1 205 o
R LSt
®Target holding time of segment 1 P2 368 0.0 5.405 ©®Total curve ti';ﬂne

H br —BARRR I ).

Target holding time of segment 2
@ Hbr—BUgEAH. .
(@ Target peak and valley value of
segment 1
H s B EABA. .

Target peak and val ley value of stage
2




OB, SRRk,

(Dtype of temperature control probe: selected temperature control probe type.

@ KR BoR: Bk AR A .

@ welding head temperature display: display the current temperature of the welding
head.

Q@ HFrRE RN B s — B — B H AR E H

(@ Target temperature display: display the setting temperature value of the first and
second phrase .

@ H brifs B THR I 18] R R TR S B R K3 E I TAE

(@ Target temperature rise time: display set time value when the temperature rises to
the target temperature.

© H bpili B ORFFI 8] . BoRTHER S B AR5 ORRR H AR iR 2 K 8] B B 18
B Target temperature holding time: display set value of the time lasting from the
temperature rises to the target temperature.

© H ARl Z I E A . 2o il 2 B A TG EME

©®Peak and valley value of target temperature: display the range value of curve
monitoring.

@A IR AR E R RN

(@Production count display: production count output display.

@i EPIE Hon: L2 B 07 SRR R R R A R . i H A
(®Temperature waveform display: display welding results as below in curve diagram.
O EX IR R IR 55 B, X s i (5 B 2R

©@Alarm area display: when failure or warning information occurs, this area display
alarm information type.

X HE GETRTHED DhRERT, THEERIN It KSR TEBER L, DRIRE.
»When using “cleaning count” function, the alarm to this area is cleaning welding
head not warning.

Q0 £ S IR 8] = SR 7 T HIR T U )6 42 5 G i 28 5L AT

X OyERML A ERACY s (B)  KEWREEN 0.1s .

(0Total curve time: display the total curve time form temperature rising to welding
completion.
Please note that the unit of time in this interface is second and the accuracy is 0.1s.

4.6 TAEFH GRIEHEZD HiZios

4.6Working interface (operation mode) curve display



i 28 s A0 A E
-
Judgment range 123 C 88888
of curve NO : 00
monitoring C1 : 200 B
C2 : 360
UT1: 0.9
o .
SEBRIP IR 2k Ul2: 1.0
I HT1: 1.5 VB iR
e HT2: 2.0 2%
_ Temperature
P1: 205 curve set
P2: 368 0—>5. 4S5

X AR AR I 1R B TR 2 AN SEBR TAE o #2630 A X IR BN S 5
FSEIFGE

»¢ The set temperature curve and the actual working display curve are not coincident
with each other during hot pressing; this is caused by temperature lag;

X TEHE AR P A 4 S0 D ik WA 75 7 Y A 24 ) e i L Y T i
PR T R S EHTBE Dl R M U 200 U AR A DA K F R RS A6
> In normal work the internal software will determine whether peak temperature

exceeds curve judgment curve, or there will be warning alarm. Then it is necessary to
set the power and peak temperature fine tuning and coarse tuning as well as voltage;

5.2 % 2 1 &
5.Parameter curve setting
fao)
Warning
X nRAE (CTARFm) 8, VRRREsa, WSHIRKE, mLERN
DA N BAFHEER A -
X)If press “work interface” key to switch to the operation mode, the parameter
setting starts, the memory of curve setting is stored in the built-in memory.
X WEAEESE AL 10 Tk
> The write life of built-in memory is 100 thousand times
X AEBCE VR EE S 5 — AT IR N, U S B0 E S — DU R RRR
RERE N B HEEN - 50C —100C”, 1XFE, BIfH 2 #UE $dE
BEAG R I, AR OCPR B PR35 Sk B T A B3R
»When conducting the first hot pressing test after setting the data, the limit
temperature on the first page on parameter setting should be «ond segment target



temperature plus 50 degree- 100 degree”. In this way, even the hot pressing data
Is not set properly and overshoot, it can also protect the damage caused by welding
head and the work piece.

5.1 DI E
5.1Power range setting
I e B R TR BT SR AR B A AR TR s e i Y L I, BRI, B K
H LIt B 2 T SR
When selecting the switch of the front panel to change the output voltage of the
transformer in the device, the maximum output current will also change accordingly.

WERWCEAEA KR, 5 TERE BT, (BRW 5 T HIEIE, BEEFENA.
If the setting value is larger, it is easy to raise the temperature, but also prone to
overshoot, which will increase the consumption of electricity.

F T P55 WA REL TR R0 U P V(B A S <Dh R R B> e B, TTRES ™
AR IR, P 2 PR L
The settings of “temperature peak coarse tuning” and “temperature peak fine tuning”
and <power factor > may have a greater impact on current; we must pay attention to
the following circumstances:

XA ATRRAE AR Sk RS Rk #e Dy RV ], MR T g Rk Bk, Wik Bt
Ifa], R RER BRI, TSR RAL, HREEP T
> Select the power range according to the welding head size and select the switch

according to the following list, if at the time of rise and the temperature rise slowly,
please change the unit to gradually increase the voltage.

X OMRDPRJEEIE R, B K MEE?, ARREIELERG .
> If the power is too large, it is easy to send out “noise”, unstable and result in
excessive vibration.

X HE T H 5 R SL AT 700mm K552 HE 8 45 A s
e 1 =YEH 3 AR RS IR,
»¢ The combined use of hot pressing tool, reflow welding head and 700mm welding
cable tool, with range 1 to range 3 can gain enough power.

WIRAEAED)ZRa 1 2Va 3 WAL T, kiR EJF, NIATRE 2 r ik
H RS AT IR B S BRAS, Bzt AR Sk, RS, it T, AT
LOIMATTR, IEER AT A R
If it is in range 1 to range 3 and the welding head temperature does not rise, the current
operation in the circuit is broken or blocked. Please check the welding head, connect
cable, output terminal, and the front panel red heating switch, and check the short
circuit to ground, etc.



hAu i R ERGEAEVESS
1 1.2V JK-1.6-25(JF )% 1.6 K 25)
2 1.6V JK-1.6-35
3 2.0V JK=2. 0-40
4 2. 4V KT JK-3.0-40

Power range Output voltage Standard hot pressing
welding head
1 1.2V JK-1.6-25 (thickness: 1.6
length: 25)

2 1.6V JK-1.6-35
3 2.0V JK-2.0-40
4 2.4V Greater than JK-3.0-40

LR AT H A TP A O T IR RS R PR 26 P sl A 0 A
RS, SR AT RS

» Values in this table are got by inspection within the company before delivery. When
user conditions or the equipment settings are not the same, this list may not apply.

5.2 HhZk K &
5.2 Curve diagram Setting
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In curve setting screen, set the temperature curve according to (1)---®)value.
ESHEE T, RO, REHRRERE>SH.

On the first page of parameter setting, set <constant temperature setting > parameter
according to the value of ().

HUCE IR A B H bR JE ,  #A AR Sk T 32 232 6

When the set temperature curve becomes the target value, the temperature of hot
pressing welding head is controlled.

H 58 FH RSk B IR RS S D3 ANTR], - FRL AT AN ) ¢ B8R [ i ) BHLA70E e )
PRAANE, A 58 55 7 R T B2 W T B B it L ER A — 2.

The shape, size and the power of hot pressing heads are difficult, damage caused by
current time setting and circuit impedance is different, the temperature curve is also
inconsistent with the temperature curve after the completion of hot pressing.

NTH5REIREMLESEH—8, ZREHTTAR 1 D RIE K,
In order to be the same with set temperature curve, power selection switch of the front
panel should be adjusted,

i PEE VAR LR U, i PR V(R TR AN D o DA B2 A T T 8

Adjust “temperature peak coarse tuning”, “temperature peak coarse tuning” and power
factors.

H T R L RS ANR], @ ORI 18] % & Y 0.5----1.0 75
Due to different head size, heating time should set to 0.5----1.0 seconds.

O TR IR IR, R AE — & PB4 58 UG DR — S M B2 o A B T3S Th g
A LA/ A1 B PR B AR PR 5 0

> Constant temperature means to maintain a certain temperature after hot pressing in a
certain environment. This function can reduce the influence of temperature change in
the peripheral environment.

5.3 R BRI AT, IR BRI I B

5.3 “Temperature peak coarse tuning”, “temperature peak coarse tuning” set

P Tk S U AR, il PR W AR 0428 o) O 09 o5 B0 L RO, 30 B R R
% ETHEE .

Use “temperature peak coarse tuning” and “temperature peak coarse tuning” to control
and adjust the output current of the equipment, and change the temperature rise curve
by setting.

TR VB 5 — AN ep, 38 5 () SR A B <3 P e (B 4T 38 2
TE Ik @)k 1 e U RH 1 L A1)
In the first picture data set, use @ to adjust the gain of “peak temperature fine
tuning”
Use @to adjust the proportion of “peak temperature coarse
tuning”

L WA 4 H 1 25 ] DALE 01---99 Vi [l Y R %2, @ R AE 50 £ 80 2],



The gain of “peak temperature fine tuning” can be adjusted in the range of 01---99,
usually between 50 to 80.

R L VLA Y L g T LAAE 2--20 YE T N YRR, Gl RAE 17-20 Z JA],
The proportion of “peak temperature coarse tuning” can be adjusted in the range of
2--20, usually between 17-20.

HRCEAEROR, R BT, A E BN ETHRUE, (HIRE S T
€, TN
If the setting value is large, the temperature rises rapidly, and if the setting value is
small, the temperature rises slowly, but the temperature is easy to stabilize and the
temperature overshoot is small.

‘Yt Vg 1 248 T AR e A iis FE IO

“Peak temperature fine tuning” can be understood as minor temperature adjustment.
Y WA ARTRE AT DAL 9 T R A

“Peak temperature coarse tuning” can be understood as coarse temperature
adjustment.

A DA <R BEWEARL A, 0 SRR B B B KB B IME IR R T2, AT
BR GRS, R E R A TR A A 2 BU A R IA B s R PEAR H
Fro

First adjust “peak temperature fine tuning”, if the maximum or minimum value can not

meet the need, then adjust peak temperature coarse tuning” parameters, and then use

“peak temperature fine tuning” parameters to reach or close to the ideal goal.

R 2 R TR IS TR) AN ) 2R A SR ORI AR T R i 2 e 3R A AR
It can also adjust the heating time and power fine tuning coefficient to adjust the
temperature curve in order to the ideal target.

5.4 D)W REOE

5.4 Power fine tuning coefficient setting

LI B Sk B FELAL AR KB 52 2 0 L5 — 1 I T D H BR i
Through the maximum value of current passing hot pressing welding head is limited by
the first picture (3 of parameter setting.

R LR, AR, R 2 MR, B, B AR 1
A0 2 R (aME . AR SIS DU D) BRI, R DR R, AR
S I AR H AR

The starting speed is too slow when the power is selected at gear 1, and the overshoot
is too large when the power is selected at gear 2. Therefore, the middle value of power
between gear 1 and gear 2 must be taken. According to this situation, the larger power
gear is selected, and the power value is adjusted so that the temperature curve is closer
to the ideal target value.

FRONTh R RBUE B E Y (90%), MR ZAEARD, A5 TiRERET &, Hi
A5 Fim DU o



The default power value is set to (90%). If the value is smaller, it is not easy to rapidly
increase the temperature, but it is not easy to overshoot the temperature.

5.5 Y& HIN [A] % B

5.5 Cooling time setting

AR — B T B R AME TR O/ S I )R 52 5E il e HE NI e [ 4 AR, 4
7 AN 1) 1 B8 e 4Rk T A BT

When hot pressing welding is completed after segment 1 heating, segment 2 heating
and constant pressure holding time, and then enters the welding solidification and

cooling. When the cooling time reaches the setting value, the welding head begins to
rise.

5.6 IEM R E

5.6 Delay welding settings

FEPURTBEAS B ISR BBk a5, —ME SRR sh T 5. P 58
FESLTT 06T FEA5 5 % tH 5 S i — BT ()b 217 vt s il — M3 5.

The welder may not output a signal of limit switch when the welding head lowers to

the contact products. Therefore, it is necessary to delay a period of time after the
lowering signal of the head is output, so as to contact the product and output a signal.

5.7 mEAMERE

5.7 Temperature compensation setting
YRR MAE, G SRR R SEpRR S H iR BEA —SHIRZ /N T 10
B, AT R R S O T SR R L

When the hot pressing head is heated, if the actual temperature and the setting value is

not consistent and the temperature difference is less than 10 degree, the actual control
temperature can be adjusted by adjusting this parameter.

RIS W AR B B BRI, BB AT R < M > 1
That is, if the temperature is higher or lower, change and adjust the < temperature
compensation > value
XIXNIhREIEHE AT EBCE, %EN <0 BRI,
»<This function can be realized when the value is “0”.

5.8 il JEMMR I E
5.8 Temperature limit setting

24 A WA i T B UG Ui R 5 B (B
When the maximum temperature or peak temperature of hot pressing exceeds this
setting value.

XUMIEAERAE N b PP, IR IR A AT Be ik B LR 2

TR A, DIRESHE B A E T K.

> The sampling of the peak value is 5 microseconds per time, and the interference
peak temperature may reach this value.

When adjust the peak temperature, power and other parameters, be careful not to
overshoot too much.



5.9 R E
5.9 Count settings
PR BRI AL, MR AR R R s AT O B AR, 14 B 10 20
5510 I R MR- S e AR, ERNTHE RS,
Quantity control count of the product, when the operating panel screen counter arrives
at the count setting value, the 10th pin of 14 pin I/O interface will output the low level
signal to the external equipment until the count reset ends.
A LT R REK 428 H“COUNT COMPLETE.”.
The operating interface screen will prompt the output “COUNT COMPLETE”.

6.7 [k AR

6. Hot pressing operation

FEEBRAFRE NN W] AR IS 5 I HE S TR s RO “HRE =k, AL 5
THAFAEREAT, BTk, ErRERTHRIRFER 2SS, fa AR, K5
fan RS RS 5 .

When the signal can be received in the operating mode, the “ready indicator luminous
diode” lightens, input hot pressing start signal to conduct hot pressing. Then, when the
set heating holding time is reached, output hot pressing data and hot pressing end
signal.

6.1  HEES K
6.1 Circuit detection

ARG A
Connection check
KA NS AT A o, SRR, RS RN .
Check and confirm the various components: make sure output end of front panel,
welding cable and welding head are safe.
WRAR 22 Fn ), BT AL, SRR IE AR AR R, BRI, AREIR R
JIr 75 ) R T
Screw loose and contact surface oxidation will cause contact resistance becomes bigger
and cannot provide enough power for hot pressing.

LR A
Line check
R A AR R 48 LA — i
Check and confirm that two welding cables have been bundled together.
ORI R R BE B, FI R AE Y, WS FHBTAR R, R, ANEE
ALy AP B
If the two welding cables are too far away, the electromagnetic field may be generated
and the impedance of the circuit increases. Therefore, it is not possible to provide
enough power.



(o2 Ny
Wiring check
R FEAh AR a2 FEL G AN (R JR0 R Sk 5 e 2 Ve AT 5 LAt < J 136 Ak e b
Check and confirm the jumper wire of welding cable and reflow welding head are not
connected to other metal contact to ground.
KRR N (350mm DL ED, BT HLITE B RO, Bl ) ER A
F&, TR T REAN 2R P BCE B H AR E LTt
When using long welding cables (above 350mm), there will be power loss due to the
large inductance of the current path. The temperature may not rise as the set target
temperature.

TN, G EEE R, HEAIE B BEPUR TR SL I BE YT, SRR RE S
PR RR I
In addition, if the inductance is large and the impedance of the current path is greater
than the hot welding, welding cable may produce higher temperature.

BRGNS, MRS NAZR TR SR, PATCE, b HR
When connecting cables, two cables should be as close as possible and be parallel to
reduce inductance.

6.2 i 5 S Tt L K R A
6.2 Inspection of temperature feedback circuit

SRR A

Connection check

KA RN SN0 AUTHIAR (Y ACT/IFB JERERS, [RIVA MR Sk 0 #A r ) 380 A5 L 4
RS .

Check and confirm the various parts: front panel ACT/FB connector, and the
connection between thermocouple of reflow welding head to socket welding.

LRk e A

Line inspection

BT R GBI <AFT/FB>CH 5 12 1% R G 4L AE — 2, AR IR I 45 i
JEUCE AE 5y 7 A M % S L

Verify that the temperature return cable <AFT/FB> is not bundled with the welding

cable, and verify that the temperature return cable is not placed around the equipment,

which is prone to noise.

WER R A S i A e, B2k Ca$AT, WRe ik TN E, JHH
S R SR AR IR
If the feedback cable and ground contact, namely the hot pressing has been executed,

temperature measurement may not be conducted, and will cause damage to the welding
head.

UNIR AT RE, RISk Al Sk 0 A LR B AL, 2R R A A AR o e 75 BT
USRS B, R REIA AR AR PSR



If possible, use the iron to contact the thermocouple parts of the welding head, and then
check whether the temperature display rises. If the display drops, it is possible that the
thermoelectric dipole is reversed.

bEE A AR R G A, iR BN AR K.
With the extension of thermocouple feedback cable, the temperature display value
becomes larger.

6.3 PRI HAE
6.3 Hot pressing operation

AT IR

Front panel

LEARETTORE TG, WSRO RE K, FERBIRR TR, <
JEARZR RO —HVE RS, TR T ia i i g
When input hot pressing start signal, “ready indicator luminous diode” falls out; when
welding head lowering is completed, “hot pressing indicator luminous diode” lightens,
and the current hot pressing begins.

FE R 58 B PR AR 78 KOG “AREHE K, 18 T BB B & TR 8] 56 B
“THER R RO “IRE N — IR, R )E M e ROt Ve R 5,
AT — AR BB E S
After the hot pressing is finished, the “hot pressing indicator luminous diode” is
extinguished, and after the set time is finished, “count indicator luminous diode” shines
once, then “ready indicator luminous diode” lightens. The next hot pressing start signal
can be received.

Jo AR 1/0 1
Rear panel 1/O port

50PIN I/O #2 RS 4 A% T {5 5
4 pin connector of 50PIN 1I/O interface output the following signal:

BN AE R S S R E S, ERJER SRR S E S, B 5E IA

ISP E MG, #ERBZEn B R TE S, S TIREREIE S .
Output low level signal when hot pressing is ready, output high level signal after hot
pressing, until the hot pressing action is finished, the low level signal is output again
when the preparation is ready, and the next hot pressing start signal is waiting.

7. HH 2 1]t A Wy 45
7.Judgment results of curve diagram
monitoring
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Schematic diagram
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8. A5 =
8.Test mode

FERRVER U ZE B OL S, I e e E A <FLI>8 )4 2 A (.
When the operating mode is ready, switch to the test mode by pressing the <F1> key.

MR 0 IR B AR DO R

The differences between test mode and normal operating mode include:

O FH (TESTMODE.) HIEFfefx 177, IEWBRARA ER.
(DThe word “TEST MOD” appears at the top of the screen, and the normal mode is not

displayed.

ki (v 8 BT,

press [ V] key to lower the welding head.
ki [AY 8 Bk b

press [ A1 [] key to rise the welding head up.



e [ 1% Fehatg.
press [» 1 key to right the platform.
gz [« 8 FEE%.
press [« ] key to left the platform.

MO LR B L BT TR, SRR TAZE BT T B
Start welding head rise/ lowering from 1/O interface; the welding head is alternately up
and down

@R L2z (V] 8 . VO EsREL TR, AT TRIRES
@If start welding head lowering by pressing [ ¥ 1 key and I/O interface, the welding
head is lowering
MO 2 HEUS ST R ARSI IS 5, #EATHE, 8k,
ARIEM A RN CHUHRAREH ] A A5
When input the hot pressing start signal from the 1/O interface or the start switch, the
hot pressing is started and the beeper beeps. There is a hot pressing curve display.
(Some models may be shipped without hot pressing)

R MR BT — IR IR AL
Note: test cycle mode is effective when conducting only once hot pressing.

@UUERIEIAL T ETHIRTS

@If the welding head is on the rise

MO FE R BT M NSRS S, AT AR, IS8R KR .

When input the hot pressing start signal from the I/O interface or the start switch, the
hot pressing is not started and the beeper beeps.

R WAHREMZE R, ERSHERTER 2R,

Note: there is no hot pressing curve showing, but the status indicator is in normal
display.

bR EIREAAE, PR IR R A R

Except for the above, test and normal operation mode are the same.

9.H st =

9.Auto mode

FERAER S RGOS, B i IS Bt <F2>fy)4e 3 B shibiats

When the operating mode is ready, switch to the auto mode by pressing the <F2> key.
B 24 205 1R B X T

The differences between auto mode and normal operating mode include:

© B FHE (AUTO MODE.) HIRFESi# ik EJ7, IEHEAKA BR.
(DThe word “AUTO MODE.” appears at the top of the screen, and the normal mode is
not displayed.

@ Bz AT Gl N A EE R SE LA AT B BTR T 6 L RS TRed
o W BCEAMRYE P R RE

(@Under the auto mode, function combination of left and right platform, front and rear



platform and tin feeding can be realized by inner DuPont line. The factory settings
are determined according to the user's needs.

@ M 1O = LA A ST R AR I IR1E TS, BERRET e e, 4l
RS TBRIERS Y A S AR N TR, Ja2RBEN IER TARR.

(3 When inputting the hot pressing start signal from the I/O interface and start
pedal switch, the feed cylinder begins to move. The welding head begins to lower
after “welding head lowering delay” time; then enters into the normal operating
mode.

@ SRS, Bk BT @ REENIER) KA e BERF ST IR E AL,
Ja St N IEH TARER .

@ After completing welding, the welding head rises, and the feed cylinder start reset
after “welding head lowering delay” time; then enters into the normal operating
mode.

@  TAFBRFE 1: 50P /O i Nt s 1 bl R A A AT R, 27 A et A
YR IR J N (AR 22 . SRR ZEVE Dy 10 280 /2 h

@Working mode sequential 1:50P 1/O input and output ports, because of the serial
mode, will lead to the input and output time lag error; the maximum error range is
about 10 milliseconds.

© AP FE 2: 14P 1O Ha ANt s 1 R A FATRCC ot g A\ e K iR
ZJE DN 1A .

®Working mode sequential 2:14P 1/0O input / output port, because of parallel mode,
the maximum error range of output and input is 1 clock beats.

©iF=:
®Note:
SR SR T B S0 I TR R AR 56 52 A7 S8 N P[] 1) 0 28 T g o 3t bR UL AR Sk
PRSI R 3D R A A A R B )
»The adjustment of welding head lowering delay time and welding end reset
delay time may cause the lowering conflict between feed cylinder and the
welding head; it is necessary to further adjust delay time or the feed speed.

105515 2y e

10.Error detection function

IR AR R, RGAEROLEME R, JRRYE &R AR R R, AR E (S
T MLE R IR AR RS B

If an error occurs, the cable hot pressing is stopped immediately, and the alarm signal
and the related message of the error are output according to the causes of each error.

@ IR BRI -

(DOver-temperature or couple opens circuit:



LCD J##%: 4 &/~:"TC OPEN ERROR."
The bottom of the LCD screen shows: “TC OPEN ERROR”.
2Ly S T P28 A 20 O T S et S R U B I R AR XN R
This error occurs when either side of the cable is broken according to temperature
feedback or the temperature exceeds the specified number.
@ WEENGE:

@Temperature difference is too high:

LCD Bi%: /7 &7R:"TEMP LIMIT OVER."

The bottom of the LCD screen shows: “TEMP LIMIT OVER”.
R SR P A R R, R A R IR AR PR (AR
When the temperature feedback exceeds the internal prescribed temperature, the error
of ultra temperature limit occurs.

@/mﬁﬂﬁ%e R
(3 Temperature setting error:
LCD % /7 i~:"SET TEMP ERROR."
The bottom of the LCD screen shows: “SET TEMP ERROR”.
Y9 KRR E SRR B RERR, RAERER.

This error occurs when the temperature parameter setting error is involved.

@— B R B 1%
(@Error occurred in the 1st segment of heating up:

LCD Bf#: /7 &r:"1st TEMP ERROR."
The bottom of the LCD screen shows: “I1st TEMP ERROR”.
ETFAAI J5, B IR BT R S R S MRSk B 5 R AR AR R
This error occurs when hot pressing starts, if there is no temperature rise or
temperature feedback probe falls from the welding head.

@ B R AR
®Error occurred in the 2nd segment of heating up:

LCD Bhf%: [ /7 &7~: "2nd TEMP ERROR."
The bottom of the LCD screen shows: “2nd TEMP ERROR”.
PR HEAT 256 Z BRI, A TR BT EGR B RBR S MR L E VR S R AR A
i,
When the hot pressing is on the 2™ heating up segment, this error occurs when hot
pressing starts, if there is no temperature rise or temperature feedback probe falls from
the welding head.

© Tt it 15 5 S IR L 1 42 I
©Temperature rises slowly or anti-polarity feedback probe:
LCD Bf# RN J7¥7R: "TC INVERSE."
The bottom of the LCD screen shows: “TC INVERSE”.
AR Ja, R BLREEAS B S B IR T R A AR AR

This error occurs when hot pressing starts, the temperature does not rise but drops,



@& Fik:
(DCount arrives:
LCD B#%E N7 &7s: "count complete.”
The bottom of the LCD screen shows: “count complete”.
R CRIATHEOCE, Plasi s L BRI EUETR .
Indicates that it has reached count setting, and the machine will stop until the count is
cleared.

@ FEE ki 2=

(®Temperature difference between main and auxiliary welding heads is too high:
TN HIOURSRIN:, NE S R0 A 8 72 {8 T W e 1R

Represents that when using the double welding heads, the heating temperature
difference of the two heads exceeds the set value.

R RS FELAE T B«
©@Auxiliary welding head couple opens circuit:

FORM BRI, BRI %
Represents that when using the double welding heads, the auxiliary welding head
opens.

11. 25 3RE B

11. Warning message
A, JEIE BRI R
A. Welding head cleaning tips:
LCD JF# T 77 7~:"CLEAN HEAD."
The bottom of the LCD screen: “CLEAN HEAD.”
A HEEFE S E S R <FIH S BOE AN . KSR E B R R E —
T
When the count quantity reaches the setting value of < cleaning count > parameter
setting on the second page, send out prompt message and alarm once.

B. P EIIEIIR:
B: count arrive tips:
LCD Bi%: K7 E7n:"COUNT COMPLETE."
The bottom of the LCD screen: “COUNT COMPLETE.”
LI BEE FIA S E B <t E SO AR . KFRRE R
When the count quantity reaches the setting value of < counting setting > parameter
setting on the second page, send out prompt message.



12. 54515 & WEHE
12. Connections with external devices

K BA =MD, 202 10 #:0, Bk 11O £ A F AT @ 3z,
F T RSB £ i 42

This equipment has three interface functions, which are 1/O interface, reflow welding
head 1/0 interface and serial communication interface, and they are used for
connection of an external device.

o B\ TR Dh g

* Function of input / output interface

fan HH AL EOIRES IR, AL AV 0 A 55 5 A NS 5 .

Output equipment status, hot pressing state, monitor and judge the contact signal, and
input control signal.

o [RIAAR Sk N\ fn 2 1 ) DR

* Function of reflow welding input / output interface

BRI SR B E T IR RSk BTN IE A AE T e s ke AL X Bl Y
B Z BT .

Input reflow head start signal, and output welding head movement and the cooling
signal or output the positioning signal of pulse positioning X axis Y axis and Z axis.

o BATIEREIZIRE

* The function of serial communication

R RS-232 HIH AR, A JE AT AAE S

According to the technical specification of RS-232, the output and input signals are
inserted from pin.

o O\ LR DhRg

« Function of input / output interface

14P 1/O #: HIEBARHIE SR

The signal list of 14P 1/O interface connector

FL Y s RS RE R 300 2272

The output current of the power supply should not exceed 300 Ma

Jei I K hhe wON /| KA NS
o
1 HEAD HUFF WS4 1 R R 1) i o +24V 5 5 Hi
2 HEAD HUFF RS VA H01 HEL R 1] N |51 A S
i




3 LEFT- A& () Langa] +24V(E S5 H
FEEDSTOCK Y8535 ) HE 1 1) e
4 LEFT- e (k) It | 2B 3 AL
FEEDSTOCK 5L 106 ) rL 1 1R o HH Uity
5 HEAD DOWN 5K R R G 1R e iy +24V A E S5
6 HEAD DOWN RSk IS A L 1R o It | 2B 5 AL
7 LEFT RIGHT EHTE CH) Langa +24V (5 S5 H
8 LEFT RIGHT EHVa h) I | BT AL
9 +24Vcom +24V 3% [A] +24V fie £ i HH
COM
10 | +24V +24V iy +24V fi 55 40 L
11 LD oy e u % 2 | +24VC0M
i
12 | HEAD UP B & Sk b FHE N LETPN oy A6 U & B2 | +24VCOM
(5 @ NS EE D) ‘WE’
13 | HEAD DOWN EFRSS NG PN LTPN o g & $E | +24VC0M
GE e XCNEBIEIMES) zik=
14 TN o F& i B2 | +24VCOM
‘HE
Pin Name Function Input /| Type Common
Output end
1 HEAD HUFF Air cooling solenoid valve output Output +24V signal
output
2 HEAD_ HUFF Air cooling solenoid valve Commo | First pin
n End common end
3 LEFT- Left and right platform (left) Output | +24V signal
FEEDSTOCK Solder feeding solenoid valve output

output




4 LEFT- Left and right platform (left) Commo | Third pin
FEEDSTOCK Solder feeding solenoid valve | nEnd common end
output

5 HEAD_DOWN | Head down solenoid valve output Output | +24V signal

output

6 HEAD DOWN | Head down solenoid valve output Commo | Fifth pin

n End common end

7 LEFT_RIGHT Left and right platform (right) Output +24V signal

output

8 LEFT RIGHT Left and right platform (right) Commo | Seventh pin

n end common end
9 +24Vcom +24V return +24V Contact output
COM
10 +24V +24V output +24V Contact output
11 Input Common  end | +24VCO
connection M
‘closed"

12 HEAD_UP Reflow welding head rising input Input Common  end | +24VCO
(Second is defined as an emergency connection M
stop) ‘closed’

13 HEAD DOWN | Reflow welding head down input Input Common end | +24VCO
(Second is defined as auto start connection M
signal) ‘closed’

14 Input Common end | +24VCO

connection M
‘closed’
o B\l LR D Re
* The function of input / output interface
501/0 #% MIER G HIE 553
Signal list of 501/O interface connector
TRy FR S o (B K IR 30 Z%8)
Protection power output (maximum current 30 Ma)
47 k0 e Bk DNV St VAP
fin
1 AUTO_RUN AR EILEE S HIA AP TSt +24VCOM
2 HEAD DOWN/UP SR BT TR N | A3l +24VCOM
3 Wi | AR +24VCOM
4 READ #4554 IR RS GERD 5 ity fih i +24VCOM




5 | AU +24VCOM
6 | g +24VCOM
7 +24V +24V i +24V | HLE +24VCOM
8 +24VCOM +24V iR [H] +24VCO | AFhuf R +24VCOM
9 NC Wl | g +24VCOM
10 | S +24VCOM
11 Wl | g +24VCOM
12 N | ASSE +24VCOM
13 | iU +24VCOM
14 PRG NO SEL1 B RE S LTI AL g +24VCOM
CON MR, OFF IE % TARRERD
15 | AU +24VCOM
16 IDLE START TERTTIEE S LTI AL T +24VCOM
17 ACT_IN- LB N BN | BRI ZOTRIN
18 ACT-IN+ FRREER TP N | A ZETHIN
19 PRG NO SEL2 TZiEFES AN | AtunSiE +24VCOM
(ON: 1512 OFF: 05 12D

20 HEAD DOWN 123 AR E S it | Al +24VCOM
21 HEAD HUFF AH HEMES | iU +24VCOM
22 ERROR ¥ 24HiR EaRSHNES i fik AU +24VCOM
23 READ %% e IEFIEHES S GERD F5 it fik AU H +24VCOM
24 AN | Ak +24VCOM
25 +24V +24V i +24V | HIE +24VCOM
26 | S +24VCOM
27 | g +24VCOM
28 TC_IN- FRL RPN N | AR FEST N
29 TC_IN+ R RERt HPNG N | B FESTRIN
30 COUNT1_RESET RS AL WA | AdumiE +24VCOM
31 | iU +24VCOM
32 N | A3 TE +24VCOM
33 | +24VCOM
34 COUNT1_OK TS 1 BE RS Fa | flS e +24VCOM
35 NC

36 IDLE_STOP fHIR T 5 N | AdtuiE +24VCOM
37 | g +24VCOM
38 NC

39 NC

40 +24VCOM +24V & 7] +24VCO | >3t e +24VCOM
41 | S +24VCOM
42 STOOP/RST/{% 1&-/ & fir PR L/ RIS RS LETPN At T +24VCOM
43 M| +24VCOM
44 | AU +24VCOM
45 RISE. POINT2 EFF /5 2 CGEE) B ETHR BRI P | S fi AU +24VCOM




46 Bl |l +24VCOM
47 | S +24VCOM
48 NC
49 NC
50 +24VCOM +24V iR [A] +24VC0 | A FLi iR +24VCOM
Pin Name Function Input /| Type Common
Output end
1 AUTO_RUN Automatic hot pressing start | Input Common +24VCOM
signal terminal
turn-on
2 HEAD DOWN/UP Hot pressing head up / down Input Common +24VCOM
terminal
turn-on
3 Output | Contact output | +24VCOM
4 READ ready Hot pressing start ready (finish) | Output | Contact output | +24VCOM
signal
5 Output | Contact output | +24VCOM
6 Output | Contact output | +24VCOM
7 +24V +24\output +24v Power Supply | +24VvCOM
8 +24VCOM +24Vreturn +24vco Common +24VCOM
terminal power
supply
9 NC Output | Contact output | +24VCOM
10 Output | Contact output | +24VCOM
1 Output | Contact output | +24VCOM
12 Input Common +24VCOM
terminal
turn-on
13 Output | Contact output | +24VCOM
14 PRG NO SEL1 Mode selection signal Input Common +24VCOM
(ON test mode; OFF normal terminal
working mode) turn-on
15 Output | Contact output | +24VCOM
16 IDLE START Constant temperature start signal | Input Common +24VCOM
terminal
turn-on
17 ACT_IN- Thermocouple Input - Input Analog input ZEOT RN
18 ACT-IN+ Thermocouple input + Input Analog input S0 TN
19 PRG NO SEL2 Process selection signal Input Common +24VCOM
(ON: No. 1 process; OFF: No. 0 terminal
process) turn-on
20 HEAD_DOWN Head down the auxiliary signal Output | Contact output | +24VCOM




21 HEAD_HUFF Cooling auxiliary signal Output | Contact output | +24VCOM
22 ERROR Emergency error Emergency status output signal Output | Contact output | +24VCOM
23 READ Ready Hot pressing start ready (finish) signal | Qutput | Contact output | +24VCOM
24 Input Common +24VCOM
terminal
turn-on
25 +24V +24\output +24v Power Supply | +24vCOM
26 Output | Contact output | +24VCOM
27 Output | Contact output | +24VCOM
28 TC_IN- Thermocouple Input - Input Analog input E=DrE TN
29 TC_IN+ Thermocouple input + Input Analog input ZEHIN
30 COUNT1_RESET Counter reset Input Common +24VCOM
terminal
turn-on
31 Output | Contact output | +24VCOM
32 Input Common +24VCOM
terminal
turn-on
33 Output | Contact output | +24VCOM
34 COUNT1_OK Number of counter 1 arrives at the | Output | Contact output | +24VCOM
signal
35 NC
36 IDLE_STOP Constant temperature stop signal Output | Common +24VCOM
terminal
turn-on
37 Input Contact output | +24vCOM
38 NC
39 NC
40 +24VCOM +24Vreturn +24vCO | Common +24VCOM
terminal power
supply
41 Output | Contact output | +24VCOM
42 STOOP/RST/& 1L/ AL Hot pressing stop / error status | Input Common +24VCOM
cancel signal terminal
turn-on
43 Output | Contact output | +24VCOM
44 Output | Contact output | +24VCOM
45 RISE.POINT2 Rising point | (Set) point 2 segment rising | Output | Contact output | +24VCOM
2 temperature reaches output level
46 Output | Contact output | +24VCOM
47 Output | Contact output | +24VCOM




48 NC
49 NC
50 +24VCOM +24V return +24VCO | Common +24VCOM

terminal power
supply
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* Technical specifications and connections for contact input signals
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The input signal is input from the 1/O interface connector of the rear panel.
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» Technical specifications and connections for contact input signals
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The input signal is input from the I/O interface connector of the rear panel.

SOPVO BAESE)
—=14v
‘ | 13K
BHURERBES ! ¥4 [
GUl
) 1IK
BEMLERTRES |2 ¥/ [
" 'Y
) " adak
e 12 1‘4 C
aul
i | AP L) S
TR %R - 14 15 I::
QU4
HRTFHES e 16
_ 19
e 24
THEELES - 30
- 32
[ fEigE HES S 36
. ‘ ] k) S -
BERLEERERE 2 ¥
3 QU
[ 40
50




o il S T B BRI AN
* Technical specifications and connections of contact output signals

28 A5 T = NS TR 1/0 H2 LR
The output signal is output from the 1/O interface connector of the rear panel.

50P I/O #5552 3« K 12-24V HR: /M 30 =%
50P 1/0O output signal definition: voltage 12-24V; current: less than 30 Ma

HECRE IR KT 30 22 TCVE RS S 1 IR P 1 FL %« 0 4K FE 2% PR R TSV BB
Note: (when the load current is greater than 30 Ma, it can not drive and will damage
the internal circuit; ordinary relay circuit can not drive)
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The output signal is output from the extended I/O interface connector of the rear panel.
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The output signal is output from the front panel connector.
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« Technical specifications and connections of analog input signals
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In this equipment, the measuring temperature obtained by the connection of the
AFT/FB connector of the front panel to the thermocouple is regarded as analog signal.
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* Compensation wires for feedback should be as short as possible and must be
shielded twisted pair access.
JEOR A S N ] 5 A ] K RS, 2 SRS P A 2R A A
R E B, 75 3 Bl &R 22
The input of the amplifier is fixed to use K thermocouple. If other thermocouples are
used, the measurement error should be made in advance, otherwise the measurement
error will be caused.
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*.In case of software update due to upgrading equipment

performance, this manual is subject to minor changes without
notice.
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