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Connect the system cables before the system power on. Please strictly follow the

electrical system drawings of the system control cabinet.

T ERORIREEHLBT BT, A S A PR AL r 28 N 5 P 1 FE B AR B
RIS L 2 T B
Note: In order to minimize interference, the control cabinet main power and motor
cables shall be laid separately from the control cable and the weighing sensor cable.

POE ARG, TE A AU S RO O, IR ST hiAE A P B T R
[
Before switching on the system, please check the mechanical equipment carefully and
check whether the cable in the control cabinet is connect firmly.

PAE Rl A TE R e, VSR P AR A 1) FE IR R B T, JPRABAR R 2R
Wik 2 WL BRI A T, B m % N R G b R AR A B IE R G IR .
After confirmed above problem, please close the power switch in front of the control
cabinet, and close the air circuit breakers inside cabinet from left to right in turn, finally
press the "system power on" button to switch the system on.

VRIS, ARG AR B R Pa ] bR B U da i, 2 A RS e T
PLC HIIZAT4T (RUN) 5%, KRGO IEHITE.
At this point, the Siemens touch screen on operation panel displays the boot screen,
and the Siemens PLC running light (RUN) in the control cabinet is always bright,

indicating that the system has been opened normally.

R AR TR 3R A -

Control cabinet panel operation.

Pt RE AR b AN B 2yl oA AWLI D (U T TRl Be ), FE L R fR 7R3k,
AR AR . BRAE TR & LT
On the control cabinet panel are the man-machine interface (Siemens touch screen),

the power supply and voltage indicator and the operation buttons from left to right. The
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operation buttons are defined as follows:

“RG LR, WL RS B, AR R IT AL E

"System power on" button: switch the system on, display the boot screen.

BRI, SZORIEERATIRIENE, JEUIME ] R,

“E-stop” button: stop the action being performed and cut off the control power.

RS ENG S, RGO FERAE, AR AR 3R 3

“Status reminder buzzer”: make different warning tone according to the user's
operation.

“TAE/EE I, MR RKIZhRE—FE, REVIH RGN TR, RIEZ SR

AR, SECRERGUR I A FRIE S

“Work/pause" button: same as the foot switch function, can switch the system working

status, and issue different instructions to the batching system according to the different

pressing time.

T TARIEVEAI UL, 1625 b iR R GE R A (0 T A N 2

Note: for detailed panel operation instructions, please refer to the "Operating Profile

Screen".
3. MARRFENL. BHBEINESIT .
Check the rotation direction of each hopper motor and stirring (mixing) motor

@i TR T SR i T A R AR YOz e, W B 3 1f) 2
IR (FFZEWE TR A RO

@Through the "Manual Debugging Screen" on the panel, each hopper motor can be
operated successively. Observe whether the motor rotation direction is correct. (you
need to set the manual debugging function first)

WAREESNTT AR, R RORE LML, *M2, *M3 T EE S PIAR A

Bixril, JEEETELT

If the rotation direction is wrong, please exchange and reconnect any two cables in

*M1, *M2 and *M3 of the corresponding hopper motor.
Q1 53 BT HF 22 G W42 0 T A D0 FF) 45 B S5 S it bk L, A 2 e LI e 30
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J7 1]
@Please turn on the "# stir" to "# stir" motor on the right of "Process Monitoring
Screen" respectively, and check the motor rotation direction.

IR TT AR, TERAHRM IR * ML, *M2. *M3 R R R 26
XP, JFERT LT
If the rotation direction is wrong, please exchange and reconnect any two cables in *M1,

*M2 and *M3 of the corresponding stirring (mixing) motor.

RS 5 WAL 5 B4k

System touch screen interface monitor and operation
RAFHELRER, 40 B o SR 0.

System boot screen: the first screen display when the system power on.

PVC accessories Automatic Blending System

AN

Chinese English

Touch the Screen to Enter System

Address: Hebei Province, Wen'an County Industrial Park
® RIRfulds M B AT A, RO RTRE N R G [

® Touch any part of the screen lightly to enter the "Process Monitoring Screen".

2) RGWRITEE, S YIREENRSE, B WA % T R g8 A W2 i Bk

RS, BRI I .

Process Monitoring Screen: The screen displayed when user enters the system for the
first time, or when user presses the "Process Monitoring Screen" jump button from the

other screen of the system.
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Restart |

" | This Class: 0000 :::Cumulative: 00000 } [():::;e;':::t

“gﬁgg; _____________ ﬁﬁﬁiu'ﬁgﬁﬁﬁ"gﬁﬂi” 6§$&© ____________
FERGUE I, AT USRI A R SE 0 Is 4T SRS AT IR, IFATH
KRR, KPR TT T 6 RGEHIAE o

In the "Process Monitoring Screen", users can monitor the system running
parameters and running status in real time, and perform relevant operations to

maximize the users’ convenience to use the system.

) 70 AR PEREA A, BoR TAE B K A ETE R ARECRH) TR B
TGOt I AT RR I 1245 2K W AR S LR,

The upper left of the screen is the "work status" column, which displays the current
weight on the scale and the time consumption of this batching. Users can judge the
batching accuracy and efficiency according to this information.

I [H A R AR A, R 1A ETRL L R . L. H
AR T LA 270 o) P RIORE - FRATLFR) 22 i sl AN S i 00, N kA R AL
i 3B B T RE AT R R A

The upper right of the screen is the "frequency conversion monitoring" column,
which displays the output frequency and motor current of the current hopper motor.
According to this information, users can judge the current speed and load of the
hopper motor, and timely eliminate the hidden danger caused by the overload

operation of the motor.

“RGBITIRE 1, o 7 RG0S AT RRBUAN ZaT TARRGE, A Al AR 2
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NME R TRGKARTBATIRE, PUTH R

"Running status" column displays the system current health status and current
working status. Users can perform relevant operations according to the display
information.

1 ] e R T e S s AT R .

In the middle of the screen is the current recipe number and set recipe.
“HETEC T oRs T R HTE R T g .

“Current recipe”---- displays the recipe number currently selected
“WEB G ----HTWE AR P .

“Set recipe”---- set (or select) the required recipe

B it ERINCTT i SN, AR T SE RIS O f ] — D, BT RC T gk
SN AE HI A “ 4 AT 7 B, T IR TE A

Input the required recipe number, press the "change recipe" button for one second,
then the input recipe number will be displayed in the previous "current recipe". The
recipe selection is complete.

A R 5 S 2 DY S P DY AN P s T B %

On the right side of the screen is the forced open switch of the four stirring (mixing)
motors from "1# stir" to "4# stir .

kb 2SR B A S R B R A (AR gEEY i, A
ZPYAN TR R ) T 5 i HE T BE -

When the batching material stored in hopper 1 to hopper 4 need to be constantly
stirred (to prevent agglomeration), these four switches can be used to force the
stirring (mixing) function on.

AT EL AR, AT RHIZ AT R . X L IZ AT h R RS H
WHERE.

Turn off these four switches when you don't need to stir frequently. Thus, the stirring
(mixing) motor operation is determined by the system parameters setting.
SRR SR DI BE B E AT IT I, St RE sL 2 PR BEAE B BRE AL RSB AT
[0EEIE
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When the stirring (mixing) function of the corresponding hopper set open, the
stirring motor starts with the operation of the corresponding hopper motor.

H mTRSHH) REAR, BARGIUHRR -, AR a8 1T B g s
BRI LT 7E o

Note: Due to the system different ex-factory configuration, the stirring (mixing)
hopper quantity shall be determined according to the actual order.

RE AR, B RN TR LR R HE R .

"Working hopper monitoring" column displays the current working hopper
information directly.

LR TARRE, AN AR5 AR Sk, fRaNisT

When the hopper is working, the corresponding hopper number will turn to green,
indicating its operation.

SR R E Ao P YA R T RS e AW = PN Gl

When the hopper stops working, the corresponding hopper number will turn to red,
indicating its stop.

1E TF] P T 2 AN PR = 5 [ 30 21 e B0 2 4440

Below the screen displays this class output and correction data reset.
AR o T A FT YRR BB, %5 T B TR R A AT AT AR B
PR S TR

This class output displays the successful batching times. Press “correction data
reset” button, "this class output" become zero.

“BEN2RBEETE T 4L, T AT B S w0 H s 480 S P T
BE RIBCRHR Z BRI, W2 R Ibied, RGa it Eashamds, &
bR OB RS

“Correction data reset” button is used for automatic correction and reset data.
When user changes the recipe or finds the batching error is large, press this button,
and the system will recalculate the data, automatic correction to ensure the batching

accuracy.

R T 01 T S 0 T A L, P AT AR S A B AR L A T, B
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AR R, NI AR E E A, ASEEE T .

At the bottom of each screen is the screen jump button. Users can jump to the
corresponding required screen and perform the desired operation. It will not be

explained again in the following other screens’ explanation.

3) FEERERE, =) WR G H A m % T T e R m PR, BoR
P 1 T

Manual Debugging Screen: The screen displayed when the user presses the "Manual

debugging switch" jump button from the other screen of the system.

........................ Rec'peDewatlon Matenal
_ Settings Query Statistic
FEAZE T, AR LTl Rl = s AT Mo, J7 (8 2 AT A AL

i, FERR I

In this screen, the user can manually control the running and closing of each hopper to

facilitate user to debug and check the machine and troubleshooting.

PAT FB AT, TS AL E A PR AT R T R E TR R
BHo XA VR R ) 2 AR T
Before manual debugging operation, please open the upper left corner "Manual
debugging switch" to make it in the "effective" position. This makes it easy to control
each hopper.

T TR &SRB IR, b RESHE w1 F3h
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Note: during manual debugging the operating frequency of each hopper motor is

determined by the "Manual feed speed" in the "system parameter setting" screen.
“FRRATNREESR TR, SEM P MIEZIFR. R a8 1%/ T & s
TP R A E 395 ]

The "manual debugging function switch" will automatically close when user touches the
switch, clicks the "pause/work" button or when the foot pedal switch closed

4) RGSPEEEE, S ARG HANE L F RS HOE B AL N
B B I I

System Parameter Settings: The screen displayed when the user presses the "System

parameter settings" jump button from the other screen of the system.

----- Slow Welght

.o o :Unified-Automatic e e i e AR k] S
cooSlow Speed: ool T T |
................. System Y M D e
..... Source of Clock: - - Update | '
- Feed Speed QQ".".E?Ct'm.HMS |
-Hopper: Work Intervals:. Touch Screen Callbration:| Calibration g

Process Manual Recipe Separate User Scale Deviation
Monitoring | Debugging Settings | Feed_Speed [Management|| Calibration | correction

FERBSHCEET”, A PLVEH i & e 1 % A R G 24
In this screen, user can set various system parameters in detail
RS H o AU BER Y
System parameters are divided into the following two parts:
(1) HBERLEEAREE
Feed speed setting
FIHEFBFE, RN T A BB BB AT, A7 Hzo
50.00Hz X 37 FEL L AR B E e 3 )

Manual feed speed: used to input the running speed of each hopper motor during
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manual debugging, unit Hz (note: 50.00Hz corresponds to the rated speed of the motor.)

Z— B FHAAE, RN B SRR # AR s e B
Unified automatic feed speed: input the feeding speed of each hopper when automatic

batching at high-speed.

Z—HFFEER, HTHRNS RS T AR5 AR & .
Unified automatic slow speed weight: input the material batching weight of each

hopper at low speed.

Z— B S ICEAF, T HNS AR T 2R 0 32 (R .
Unified automatic slow speed frequency: input the speed for the end period of

batching.

G — B3 EFEE BN G — H 3 EEHTFNAN SRR, BHER R BIRHR
JZ . FEAFEMRECRIRS BERITE LY, By EE AR nlaEd /N, DUERE A R
H Sy T E AR SEPR B LR AT BOE , — AR LURE R B LT AR o AR A
I, R AR AR RO E .

The setting values of unified automatic slow speed weight and unified automatic slow
speed frequency are directly relevant to the batching precision. In order to improve the
production efficiency, the automatic slow speed weight can be as small as possible
without affecting the batching precision. The automatic slow speed frequency needs to
be set according to the actual situation. Generally better when the hopper motor

performs the terminal low speed frequency, the deceleration is very obvious.

BRI ERIFLAE, TR RDE L, RGNS — R E S,
A 18 A e 1) B B R B S 3
Source of Feed Speed is used to select the feeding speed of each hopper, whether to
choose the unified batching speed parameter or to choose the separate batching
speed parameter.

Gi—HIECRHE S, W is B B i =124

Unified batching speed parameter is the three parameters above the selection knob
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PR E R SR, AR e R R A 1 [ AT BOE
Separate batching speed parameter needs to be set in the "separate feed speed screen"
by 7/ R AN e e o a1 112 L A v )
BB S HERPRL A PGS B N (R B B A ok, AEIE N, PASIE Bk R AR
pias s, —LL 0.5 #--1.5 N H
Hopper Working Intervals is the interval between the last hopper stop and the next
hopper start. This parameter setting is relevant to the feed hopper inverter deceleration
time setting, which should not be too small, so as to avoid causing the inverter alarm
when switching the hopper. Generally, 0.5 -1.5 seconds is appropriate.
(2) ThRETFRARSH
Function switch relevant parameters
— S B FEERE, H T 0E — TR RN LR B REE — SR
JRNMIBAT .
The 1# hopper stirring (mixing) function selection is used to determine whether

the 1# hopper stirring (mixing) motor operates with the 1# hopper motor start.

PISHAZIEEAFE, T 00E ISR R LR 5 B ISRk LAY
JRBHTEEAT -
The 4# hopper stirring (mixing) function selection is used to determine whether
the 4# hopper stirring (mixing) motor operates with the 4# hopper motor start.
RGHEHFIE, FTHIERGN) SR E . 2 FERAT NP IER, 5%
BONET Y A, ARG A B SR A A, ARG R TR R
NVCE FITA] T
System clock correction is for correcting system display time. When clock
correction, enter the current date and time, then click the "clock update" button
for one second, and the system display time will be updated to the set time.
BEFACHELRIE, T TROER R . WA DA BN H, B .
ik T R AR, T IT AR R HE B R OB AT . RPN, SRR AT,
FRSHEDY AN, a s e R AR AL, B ARSHE S

10
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Touch screen calibration operation is used to calibrate the touch screen. If you find
the touch screen button is not working very well, please calibrate the touch screen.
Click "calibration" behind to begin the screen calibration operation. According to
the prompt, first calibrate the center point, then calibrate the four corners, and
finally click any part of the screen to confirm the completion of calibration.

i B A BRI 7, BS54 BEFT T b 0 042 5 i P P4
o

Note: only users with operation permission can open this screen and modify the

data in the screen after login in.

N AZ U A B 1 A B A Rl R B R B LA, TR AR R
T I T
Press the "Separate Feed Speed" button at the bottom center of the page to enter

the Separate Feed Speed screen.

SR BERLE SR € i, B8 RERHE I SR e T VR R

The Separate Feed Speed parameters setting method is the same as Unified Feed

Speed parameters setting.

Fesd:Speed |1 Slow Weight | [ ““Slou;i éﬁééd

[ 000.00 [z || 00.000 [ikg | [ 000.00 JHz|
] 000.00 Hz || 00.000 [Kg | | 000.00 Hz |
[ 000.00 |az: | [ oo.000 kg || 000.00 |HzZ |
| 000.00 Hz: - |::| 00.000 Kg | | 000.00 Hz}:
| 000.00 |Hz: || 00.000 [Kg ::|:ii| 000.00 [HZ:|
[ 000.00 Hz: ;i 00,000 Kg ::|::::| 000.00 Hz:|:
[ o0o.00 Hz | [o00.000 kg ' | [000.00 Hz |
[ 000.00 Hz | |00.000 Kg | | 000.00 |Hz |
| 000.00 |Hz: || 00.000 [Kg ::|:i| 000.00 [HzZ:|

:Ii fespe | gaten [ Peenie [ N
M 7 EdiE B SR 2 R A o 2 AR KR (D 148} 2F 10Kg, 1 2#
B2 HE 100g), f# H S — IECRR S 2 5UR MEA 2 B2 fORS BE AR &, X

11
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15 AT LA R FH R O R S 5

When the recipe data of each hopper’s weight has a large difference (e.g. 1 #
hopper 10 kg, 2# hopper only 100 g), use unified feed speed parameters are
difficult to achieve the desired accuracy and speed, can consider to choose

separate feed speed parameters in this case.

e ok 6T i T BN AR B e AT 2 L R R R
EHSHREIAE

Click the "Page Data Reset” button at the bottom center of the screen, and all

separate feed speed parameters will become zero.

5) FC7BEEIE, =) M AR G A 2 T e 5 B R I B AL, BoR
F 1

Recipe settings screen: The screen displayed when the user presses the "Recipe settings"

jump button from the other screen of the system.

Recipe Setting Screen 1 2000-00.00 00:00: 00

| 01# Recipe |

| 02# Recipe

03# Recipe

Deviation
Query

Manual
Debugging

TR RN, SR BRRECTT — WK, B 20 NI B AL AL
The content shown in this screen is actually a list of recipes, which consists of 20 recipes

jump buttons.

PP AR B AN EC 7 s A R A N S A C 5 B F L, 2 NARSL A C TS PR i

SE A -

12
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Click the corresponding number recipe setting button to set recipe, and enter the
corresponding recipe setting details screen.
WR PR

As follows:

000.000
000.000 000.000
000.000 000.000

000.000 000.000

000.000 000.000

DGR | Reset | | Maimbist | | Next |
it | oty || it | e | i |

000.000
000.000 000.000
000.000 000.000
000.000 000.000

000.000 000.000

DUAGRWIN] | Rese: | | Previous | | Next |
i | oot [P | i | ce | S|

13
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Recipe Setting Screen = '2000-00.00 00:00:00

20# Recipe Setting Details 05# Hopper: 000.000 ' Kg
01# Hopper: 000.000  Kg 06# Hopper: 000.000 : Kg
02# Hopper: 000.000  Kg 07# Hopper: 000.000 ' Kg
03# Hopper: 000.000 - Kg 08# Hopper: 000.000 : Kg
04# Hopper: 000.000 Kg 094 Hopper: 000.000 < Kg

Process Manual Recipe Deviation Material
Monitoring | Debugging Settings Query Statistic

FERRANEC T PR Beg T, I AR B B BRSOk

In each recipe setting details screen, users can set each hopper batching weight in turn.
BeT7 R 75 A DUANZA, ThEEa T
There are four buttons at the bottom of the recipe, the function as follows:
A, ez ] R 2 BT T 8 ik T
Apply: Click the button to set the current recipe to the selected one.
B 78, Rz A A TG 77 B A e E
Reset: Click the button to reset all the data of the current recipe to zero.
L= F— B, R AT AR AN T VR 1 T [A) Bk .
Previous/Next: Click to jump between each recipe details screen.

i g2, iz g el n] s B AL 5 — ViR I .
Main List: Click the button to jump to the recipe menu screen.

A TRERAAEHAURM A, B35 A REFT I HC 77 1505 18] 1] A0S 24 1] P B 258
Note: only users with management permission can open this screen and modify the
data in the screen after login in.

6) BCRMRZEE, 49 ARG HARE % N kbR 22 25000 i i B, 2R
1) IE TEA]

Deviation Query Screen: The screen displayed when the user presses the "Deviation

Query Screen" jump button from the other screen of the system.

14
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 Last Deviation DataList . . 05#Hopper: . +00.000 Kg. |
OL#Hopper:  +00.000 Kg  06# Hopper:  +00.000 Kg |
' 02# Hopper: . +00.000 Kg = ' 07# Hopper: . +00.000 Kg |
. 03# Hopper: | +00.000 Kg . . 08#Hopper: = +00.000 Kg |
 04# Hopper: ~ +00.000 Kg 094 Hopper: ~ +00.000 Kg |
Target: +00.000 Kg  Actual:  +00.000 Kg  Deviation: +00.000 Kg'|

Process Manual Recipe Material Operating
Monitoring | Debugging Settings Statistic Profile

2 [ (12 _EIRBCRHIR Z 1500

This screen displays the last batching deviation data list.

P AT P A W 2] EIRBOR &R SR E B S B B FARE

Users can query the deviation between the actual weight and the set weight of each
hopper’s last batching.

WA AN AR ER, SRS EENRES TS,

Users can also query the target total weight, the actual total weight and the total
deviation.

P AT SRR LR, AR ORI RE,  JF DA R Y X B 34T I 5

Users can refer to these data to determine the batching accuracy and adjust the
batching system accordingly.

FRIGETHEIE, =407 ARG H A m 4% AR o R T B R A, BoR
F I T

Material Statistic Screen: The screen displayed when the user presses the "Material

Statistic Screen" jump button from the other screen of the system.

15
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04# Hopper:

Deviation
Query

Recipe
Settings

Manual
Debugging

Process
Monitoring

ZIE R R SRS B S AR, P 2%
This screen displays the material statistic data used in each hopper for users' reference.
F AT A s R AR RS T 1, PUTE T ERAE

The user can click the below "material statistics data reset" button to make data

become zero.
8) ARGHEMNHETE,
373N P 1 T

I R G H A T 42T R S A S T A T L

Operating Profile Screen: The screen displayed when the user presses the "Operating

Profile Screen" jump button from the other screen of the system.

:

Process Manual Recipe Deviation Material
Monitoring | Debugging Settings Query Statistic
ZHEE R T RGBT E L ARSI, fHP2%,

This screen displays the system operation method and daily attention for users'

16
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reference.
9) RGMEFIREME, 4H 7 NARGIHANE % TR GHRE S 3R 18 17 Bk 12,
373N P 1 T

System Alarm List Screen: The screen displayed when the user presses the "System

Alarm List Screen" jump button from the other screen of the system.

0110111999 12:00:00! 4711 Mmsage Text .... Message Text .... Message Text .... Message ... A

Process Manual - Recipe Deviation Material Operatlng
Monitoring | Debugging Settings Query Statistic Profile
ZE N RoR | RE LA NIREE B RSIR, 2%, AERRRR R4
At

This screen displays a list of current alarm information generated for the user's

troubleshooting reference

HARGRBEIEE TAER, R BT, Sl B iR EE L, IF
R R I e S5 AL PR G507 A Y ) AL

When the system cannot work normally, the user can open this screen, query the
generated fault alarm information, and deal with the problems according to the

information.

10) REMIEBLEBEE, =4 ) MR G H A T 4% T R 22 4 15 U B 1 B A2 A1
7 PR I T

Deviation Correction Screen: The screen displayed when the user presses the "Deviation

17
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Correction Screen" jump button from the other screen of the system.

Deviation Correctlon Screen2000-00 00 00: 0000

07# Hopper: +00.000 Kg

" 03# Hopper: . +00.000 Kg = :  +00.000

Process Manual Recipe Material Operating
Monitoring | Debugging Settings Statistic Profile

ARG AABORNRE B IETNRE, )W) Lo i m m AT 5 E .

This system has the function of automatic correction of batching deviation, which can
be set by the user through this screen.

1 T ) T 23 RS B S R . X e R R R T R G B
HENER, REREE, ATHEEEK.
The upper part of the screen is the Deviation Correction Data of each hopper. These
data are automatically calculated during the batching process. They can only be read or
reset, non-modifiable at will.

UE TELT P S T 70 “ IR ZE A D R T S0 A B B A B s T 124
The lower parts of the screen are deviation "Correction Function Switch" and automatic
deviation “Data Reset" button.

L HEREM WY RERT, FUREEIT S BB AT T .
When user needs deviation correction function, set the selection switch to be on.

AL B MURBARE T 158 — 0o, WK B S AU WS %

Press and hold the automatic deviation "Data Reset" button for one second to reset the

>

deviation correction data.
2 P U1 T B FRE AR IS AN EORR ZE R, ATHAT BRTE B RAE,
i R G EH B vk S AR AR -

18
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When large deviation occurs when use switching recipe or in the batching process,

"Data Reset" operation can make the system recalculate the deviation correction data.

e TEAABRERRIA T, BS54 RedT T 0 [ S S A 20 .
Note: only users with operation permission can open this screen and modify the data in

the screen after login.

11) Al FERAFFRAEETE, M) RS S EORE E 2T o e R 0 T B #H
I, o R I

Scale Calibration Screen: The screen displayed when the user presses the "Scale

Calibration Screen" jump button from the system parameter settings screen.

Limnit Frequency

Depth\;;{u’;“:;;?fgggggggg | current weight: | +00.000 |Kg

Weighing Range: [ 00000 | 1 | 1" adj zerovalid - Adj. Weight Valid |
Decimal Point: [0 || || oooo0 || o0 |
Ca..t;;z;;.;,n ona sese: () [mtiom | ||| [y zero vt | - st we v |

Process Manual Recipe User Operating Deviation
Monitoring | Debugging Settings |Manhagement Profile Correction

i FEACFFRAE 0 =28, )7 AT DL 12 AT R0

Scale Calibration operation needs three steps, and users can operate from this screen.
(1) REFERATAEE
Scale Calibration Data Set
MEFRFZHER, H TR E S, WHEEENA/N TR KHE
1 20%, FFABCREUE N E -
Adj. Weight (Reference weight): Used to input the weight of the scale weight.

This weight value shall not be less than 20% of the maximum batching weight, and

it is advisable to take a larger value.
FREE/BAFAEE, T B4 NFR AR RS IR IE(E

19
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Characteristic Value: select input the weighing sensor’ characteristic value

RHIEAE — SRR AR PR AL IR B WA ) I AR 2mv/v (1, B
ABRIN A 2mV/V,

This characteristic value is usually marked on the weighing sensor. The original
setting is 2mV/V ex-factory, so the default value is 2mV/V.

BRARF P S 3 A —FERFIE(E RIFR AR A, A RV HE Ut S 4.
This parameter is not allowed to be modified unless the user has replaced the
weighing sensor with a different characteristic value.
EEFRERBHFE, T kPm AR E RO #H 8 R AR MR A%

Limit frequency: select input weighing module limit frequency of weight collecting.
IEFEERIN“5.00H” BB, —RAMEZE.

Select the default value "5.00Hz", generally do not modify.

FEIEIEFE A T N R EE A e Ak 2 B 500 P )1~ B R A5 TR P

Depth of Average Value Filter: input depth of average value filter while weighing
module processing weight data.

Bl 10, R RGBT RERIN 10 > HEEIRERFE, 1E)v4am)
HEE, fithg cPu. —BOREN 10 VE, sAAEY 15,

E.g. input 10, which means output the average value of the 10 recently collected
weight data values to the CPU as the current weight value. Generally set 10, the
maximum is no more than 15.

IHRAEERE, N TWMARGHRREER.

Weighing Range: input the system weighing range

— MR E N32767” (IKNAED BN T HEUE.

Generally set to be 32767(maximum value) or values less than 32767

DA FEFE R, T PR E AR O N S A

Decimal Point: input decimal numbers of weight data of weighing module.

IS E, HERXRPRGHIEORM X B E .

This parameter setting is directly relevant to the system precision and range setting.

IR E N2, FonEEEBIEN/ MR 2 5. BUETHE 10g, HKER
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N 327.67Kg;

If set to "2", it means that there are two decimal numbers of the weight value data,
accurate to 10g, and the maximum range is 327.67Kg.

IMRBE N3, RonHEHEBIER/NUS)EH 3 L. BRG] 1g, mKER
N 32.767Kg.

If set to "3", it means that there are three decimal numbers of the weight value
data, accurate to 1g, and the maximum range is 32.767Kg.
HREERAFE LR R, GEHREIZSH.

Please set this parameter according to the range and precision requirements.

(2)  BAPHEEfHERIE
Scale Calibration Data Transmission
HHEEA, FTHRAT R Ak FE TR R H S 5 NFR B AR (540
Date send: send the relevant touch screen scale calibration data to the
weighing module
BB, N TARAT UK AR PAY 35 1 i A P AH DG B PO #R A
Date read: Read the relevant touch screen scale calibration data in the
weighing module

(3) fFRFEERAIE
Scale Calibration Operation
SHFERRE NTRMESHL N GF LA ERER.
Adj. Zero Calibration: calibrate adj. (reference) zero (zero weight of nothing on
the scale)
SZEERME NTRESEER.
Adj. Weight Calibration: calibrate adj. (reference) weight

IEA B BRI N -

Correct Scale Calibration Operation Steps:
S VB 0t B AR AH DR

Firstly, set the relevant touch screen scale calibration data
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PRAG AT TR 5 N ERAE

Secondly, send the scale calibration data

RIGHFES TG R T8, PITSH T SRR

Thirdly, clean the scale table and operate adj. (reference) zero calibration
e R AR LA ST, AT S H R AR

Finally, place weight on the scale table and operate adj. (reference) weight

calibration.

VE: R AR, B3R5 7 REFT T I i i A 5 T A PR

Note: only users with operation permission can open this screen and modify the
data in the screen after login.
12) P EEREEE, 1) NRGESEOE B T S50 B 2
I, S R I o

User Management Screen: The screen displayed when the user presses the "User

Management Screen" jump button from the system parameter settings screen.

:::::::USEI’ name_ 0
User name_1
:User name_2
User name_3
.- User name_4
User name_5

Process Manual Recipe Material Operating
Monitoring | Debugging Settings Statistic Profile

T EREEE R AR ER.

This screen is used to manage the users’ information of who can log on the system

APER, R EE finz i, STOPERE N, PUT e R,

Log On: user can open the login window and click the button to log on.
HHER, Ml i, OSSR
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Log Off: user can click the button to log off.
H P EREEESE, R aEC N EORIH P R NE, WAEE PR AR, B, e
BRI AR B . BRI T

User Management: the user can modify the properties of the user shown below,
including user name, password, group permissions, logoff time, and so on. The details
are as follows:

HPE, R ENE B B 49K

User name: input the modified or created user name

1, TR

Password: input user's password

4, MTRAPHEsE eI M e 4 CREEA MRS,

Group: input the modified or created user group (different group with different

permissions)
YERRT e, TN B SRR S R IR E], —RAEE .

Logoff time: input automatic logoff time, generally without modification.

ﬁzt
Notes:
JBTE (1 WA, BEERIBR, REgduriEdl. #i1E.
® User of Group 1 with limited permissions, only monitoring and operations

B TA (9 WA/, BEHEAMP, BAREIBIR, wTHaThl. #1E.

® User of Group 9 (Administrator user) with highest permissions of monitoring,

operations and management

RERIA T, BABRKIBR, REEHAT AL, AT AT 2L )

P2
Ao
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® Unauthorized users, with minimal permissions, only monitoring, cannot modify

data and management.
B H A A ERIEE, TR ZA .

® Delete the user by clearing all information about the user

TE: R ERAEEARIOM T, BERJ5 A REFT T ) i AME S T A R

Note: only users with management permission can open this screen and modify the data in

the screen after login.
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