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1. FEATURES

Ultrasonic electric control integrated machine is an integrated design of full - function

electric control + ultrasonic system.

v

v
v
v

Integrated cylinder control and fan control
Integrated cylinder control and fan control
Pedal control motor speed, ultrasonic wave, cylinder lift.

With a soft-start function, it can prevent the inrush current when the power is turned
on.

It has perfect protection function: overheat protection, overcurrent protection and
overvoltage protection.Ensure stable and safe operation of equipment.

Digital tube display frequency, power, phase, gear, tracking frequency, temperature
and other operating parameters.Clear and intuitive.

Button to set the parameters such as gear, phase, start frequency, etc.Easy to operate
and safe.

Provides a serial port interface, convenient to communicate with PC.



2. TEHARSE MAIN PARAMETERS
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Dimensions:
Net Weight
Speed
Voltage
Frequency
Power
Voltage
Current
Operation
Temperature

¥ 220mmx 3 205mmx 5§ 65mm

2.05Kg
0-40m/min
110V/220V
19-21KHz
0-2600W
AC220/50Hz
0-5A
-40 ~ 85°C

L220mmxW205mmxH65mm
2.05Kg
0-40m/min
110Vv/220V
19-21KHz
0-2600W
AC220/50Hz
0-5A
-40 ~ 85°C



3. BUEI R IhEEHBE FRONT PANEL FUNCTION DESCRIPTION

B1HEAX (MEAX) : ATFaERMNEATHE. XARENEEE, K2 147, &
F] O A3%. Power switch (ship-type switch) : The total power on and off the equipment is
located at the side of the front panel. Dial 1 to turn on and O to turn off.

3.2 imEtkiZE% A Front panel key description:

1, . SHeE; (MBEA) Empty keys(Reserve)

2, . H— R BB E AR L BEIB{EI 1. Press the data value on the digital tube

cursor to add 1.

3. . F— R E AR b B9 BIR{EIR 1. Press the data value on the digital tube

cursor once to reduce 1.

4, . I E AR ZEFE Move the digital cursor to the left.
5. . AL E L ARAFE Move the digital cursor to the right.

6. . FIANZRE (BEREBBEERE, RILEEER) Button confirm(After

modifying the digital tube value, press this button to confirm)

7. . SHeE; (MBEA) Empty keys(Reserve)

8. . VS K E =M%k B S Ik E Switch parameter display and set

parameter keys.

9. . PIEHBEEE R E (5 EFTT) Switch to digital tube display page (page
up)

10, . PBBEES~HE (@ THX) Switch to digital tube display page

(scroll down)



4. JETHI A3 O 15 REAR PANEL INTERFACE DESCRIPTION

1.

2.

3.

4,

BERmLEN
SEEBE#EED 1 (AC220V, B & H)
SEEBEB@ED 2 (AC220V)
EEED (MEEA)
MIEHRIED 2 (HriEn, BIEYEBRED)
BIRARIED 1 (EHUED, ERVIEBRED)
Rsi#ED (Ac220v)
BYEO 1 (FERBENENEO)
BAED 2 (GReERBEYIZEA)
Ultrasonic output interface
Cylinder solenoid valve Interface 1 (AC220V, reserved for reserve)
Cylinder solenoid valve Interface 2 (AC220V)

Communication interface (reserved for reserve)

. Pedal interface 2 (digital interface, welding machine pedal interface)

. Pedal interface 1 (analog interface, pedal interface of embossing machine)
. Fan interface (AC220V)

. Motor Interface 1 (Flower-wheel motor drive interface)

. Motor Interface 2 (Transducer motor interface)



5. Z(ALE B 7~ BHERE17 BH OPERATION INSTRUCTIONS OF DIGITAL TUBE

DISPLAY SCREEN

FHEETRIMUETBEREETHEMSE, FIMIRESIMSE.

BMERETRESIEAMER : BRER NEANLEERTE.

SrEATENREERTEYRAR: 2P TxEv® EEmm

BrEATE: TEAREFEEREEE TENETSE. Wbt TSR, Brl
KAESEATER, REAFET.

BESATE: TEAXEERREBREE TENES RS,

Digital tube display screen can display the parameters of ultrasonic operation, and can set
the parameters.

The digital tube display screen is divided into two modes: display mode page and setting
mode page.

s
Display mode page and setting mode page switch mode: press button Ui , can switch back

and forth, no password.
Display mode page: mainly used to display the parameters of electronic control and

ultrasonic work.In order to prevent workers from misoperation, display mode page parameters
can not be modified, only used for display.

Setting mode page: it is mainly used to set the parameters of electric control and ultrasonic
work.

1. BTERTTEESE 16 51, S T3 : The display mode page consists of 16 pages, with
the parameters shown in the table below

BRIER Display 41 Prameter
0T | 3K frequency 19.xxxk Hz
% 1T |3BEF tracking 1000-1500
22T | #xME amplitude 13

B J£ % 4 #8 AL Voltage output
# 3T | phase 150
% 471 | & algorithm 0

SR/ M 848 1 Continuous
% 5T | mode/intermittent mode 1(ELEAZ ) Continuous mode
6T | IhE power 150W
B 70 | BEGEE Inductance temperature

16 (#%) 17 (iBF7H) 16

% 8T | BXFERD Fault code (ready) 17 (running)




% 9T | HFEEE Case temperature

HATL | B 1 %3E Motor 1 speed 2000
EBTT | B4 1 {8 Motor 1 enablement | 1

% CTU | H#1 1 &Ltk Motor 1 speed ratio | 12
DM | B 2 & Motor 2 speed 2000
EET | B4 2 {£8E Motor 2 enablement | 1

% FT | ¥ 2 FLk Motor 2 speed ratio | 12

2. IRBERTIERSE 20 71, BH I T3 There are 20 pages in the setting mode page.
The parameters are shown in the following table

8 (REZEHIHE OK £3%1)

Parameters (after setting each item,

EEER Setting mode press OK to confirm)
:2pe ]k
Welder E 141 embossing
machine machine
F0 PxME Amplitude 20 13
¥ 1W | 4BHL phase 150 150
F2M B EEE/ME Trace minimum 800 800
F3W | BEHRAE Track maximum 1600 1500
E4TT 1B B K Tracking speed 1 3
¥ 5T > [FIEF 8] Closing time
F 60 B4/ 1 7715 Motor 1 direction
BT B4 1 &R X EL Motor 1 pole log 12
E 8T B4/ 1 3tk Motor 1 speed ratio 6
E N B84l 2 7318 Motor 2 direction 1
FATL | B2 RXFE Motor 2 pole log 12
EB! BB 47 2 # Lk Motor 2 speed ratio 6
TAEAE R B93% E The speed of the
BTCh speed regulating mode 2000
EIRIET A% E The speed of the
BEDM constant speed mode 2000
MR AE L AYIE FE The speed of the
TEQW Test mode 2000
0 (i) /1 (GAE) /2 (BF) O (test)
EFR # 1 %E3F Mode selection /1 (speed) /2 (constant speed)
B41FF /B ZERT Motor opening
%101 delay 100 50
B3 41,5 (7] ZE A Motor shutdown
ENN delay 300 200
F 12T | RFIRE Save Settings i\ 8888 f5, 1% OK AR After
$F 13T | WEYET ’RE factory data reset entering 8888, press OK to confirm




1.1 TIE THEE/T4E Page function Introduction

FONERE): BTFEEBARTIERNMZE, 19950HZ, AR 19.95KHz,
%1 T(EE): BrdBEK MBS,

%2 TU(IRIE): AT R @R KBEIRENIRIE.

3 MARA): AT B RBAERMER RN R,

FoMBAERER): BEEIEER: oRrBEER, 1 RrERER.

F 6 NINK). ATETHEFEERNAAINER, —RELVINEZA 150-200W zZ 8, #H
B BE R TR ZE 300-500W, HHEIRIBELFEERE.

FITUBERKEE) EEEHEENEREE, BREBE I ENEENREMG T
EMLRERS, 100°CIATER21EE T1EEHE.

Page 0 (frequency) : Frequency used to display ultrasonic working, 19950HZ, representing
19.95khz.

Page 1 (tracking) : Shows the tracking characteristics of ultrasound.
Page 2 (amplitude) : Used to display the amplitude of the ultrasonic power supply.
Page 3 (phase) : Used to display the effect of ultrasonic frequency tracking.

Page 5 (Ultrasonic mode) : Ultrasonic working mode: 0 means welding mode, 1 means
embossing mode.

Page 6 (Power) : It is used to display the input power of the ultrasonic power. The power of
the general embossing machine is between 150-200W, and the instantaneous power of the
edge sealing machine is between 300-500W. Other models are set according to actual needs.

Page 7 (inductance temperature) : The inductance temperature of the ultrasonic power
supply is displayed. The inductance is an important power component of the ultrasonic power
supply. The operating temperature is relatively high, and the normal operating range is below
100°C.

%8 (tEm): BrRBERIERS: 16 RRLEHME, 17 RrEAELE, Hfhhi
&, WERAI T3 k. Page 8 (fault code) : Display the working status of ultrasonic wave: 16
means the wave is ready, 17 means it is working;Others are faults;The fault code is shown in the
table below.



#y H 45 8% Output short circuit 0x01
#; 13 % Output overload 0x02
#y H FFE& Output open circuit 0x03
#4433 £ Output overvoltage 0x04
1 N\ X & The input voltage 0x05
i N2 J% Input overvoltage 0x06
JBEIT S The temperature is too high 0x07
i 3R Output flow 0x08
0X09

#EE1L Initialize Ox0A
R4 & Hardware failure 0x0B
T8 8L & Hardware failure 0x0B
AIZ Unauthorized 0x0C
F2& Ready 0x10
T 49 Running Ox11
FA&MEB K No ultrasound was detected 0x12

FITIMMAEE) ErBERBEENVERE.

58 ATIME D TU(EAEE) ATETERNIIENEE, S3E/100 AXRERE, B
A K/ . FRRETEN 1 D PHEEBLE S AIKEL

Page 9 (cabinet temperature) : Display the cabinet temperature of the ultrasonic power
supply.

Page A and Page D (Motor speed) : It is used to display the working speed of the
embossing machine. The parameter value /100 is the actual speed, and the unit is
"meters/min".Represents the number of meters that the embossing machine can sew in 1
minute.

52 BEHIEFHIENRE
BAEGFRAE =MER: EFERX. FRER. WHER,
BAEHEAEESE, BREEINNEER, AERIGDHESIRE

SRENERERNTTHPEYR, EXSHE BEROKRE, FHRERNE 1271 (R
FIRE) Hh 8888, BIZ'OK'E, REXVEFHTEENT,

5.2 Motor control mode setting

There are three motor control modes: constant speed mode, speed regulation mode and
test mode.

Motor control mode speed parameter, is to set the motor speed, that is, the number of
meters stitched per minute by the embossing machine.

Modify parameters In the setting mode page. After modifying parameters, press "OK" key,
change the setting mode page 12 (save Settings) to 8888, press "OK" key, then shutdown and
restart.



521 EERET
ERERNAEEHR, BEREHBE BIEHENEEER.
EEREX T, SEWT, BYEEEFKFELR.

5.2.2 AEET

BEELAEREEE, REERORE, HENNEE SRETZ%E. BE
BATHEFREEIRSERE, KRBVEERERRAERTIRSEREMETL.

HERRXT, [EWT, BHEEERFRIFELK.

5.2.3 MiHER
WHBRLXBTEVBELZER, WHERXT, SEEOAGE, BEEARK.
5.2.1 Constant speed mode

The constant speed mode is fixed speed. The pedal controls the start and stop. After
starting, it enters the set speed.

In constant speed mode, the cylinder is put down and the ultrasonic wave continues to
send after the motor is started.

5.2.2 Speed regulation mode

Speed control mode is pedal control speed, according to the depth of pedal, control motor
speed, free control suture speed.The set value of speed in the speed regulation mode is the
maximum speed, and the actual motor speed changes linearly from zero to the maximum speed
according to the pedal depth.

In the speed regulation mode, the cylinder is put down and the ultrasonic wave continues
to send after the motor is started.

5.2.3 Test mode

The test mode is used for synchronous motor debugging. In the test mode, the cylinder is
lifted by default without ultrasonic waves.

5.3 BAEEE Ultrasonic set
SERENETEATRAEAER. B E, B E SR BHE TR,
ERER, HEORE MR RORERH, TRBEALAEEL GTams S
PR AR L TER) . BEA AEEA S —EAEREN.
% 0T(RIE) AT REEEROEORIE, BEBEy Sh-4sh RIERERE, HHI
TR, —REBINTE 30%IUA T, BAIIE/ T 900W,

58 1 TI(HEAL): BT BB AR R R ERAYIR . R E A 150, — R SLFRZE177E 100-200
Z BIFRITENERIRERIE S, HAME@IT 1504100, UEAASRIRERAY, R ITEERETLES.



F 2 NGEERR/IME). WIUAEER TR, BERERrEBFERENESEGE, BELTR
HERFNEEERERLCEENEEZESI.

% 3 M(BEERAME): WITAEE LR,

X)) REBFKBIRNEE, RECE 1-10, REEHEKX, BEREXHIR,
RN ER, RBENSERNTIRELNEL, BN, TESEINRERNER.
_I.I_T

NEEETL BYSHRE ATREBVEER. BHNEHRAEATF
R ENER) BRE=MERNERE: 0 R FMAER. 1 R rARER. 2 Rk T~ERE

F£ 10T, 5% 11 (BT B/XMER): BYLEE/FMERE, BALms,
% 12 URFRE) RESEERF.
FI3TU(MERRE) RAREEFHRE, TREEVSE.

Ultrasonic setting page is mainly used for ultrasonic debugging.Generally, after factory delivery,
ultrasonic power supply and transducer have been matched, no debugging is needed.When
changing transducers from different brands or manufacturers, you may need to debug in this

. s . . .
interface (switch & to this page to operate this page when opening the power

button).Operators need to have a certain debugging ability.

Page 0 (amplitude) : It is used to set the amplitude of the ultrasonic power. The setting range is
5%-48%. The higher the amplitude is set, the higher the output power will be.General
recommendation is less than 30%, input power less than 900W.

Page 1 (phase) : Used to display the effect of ultrasonic frequency tracking.The factory setting is
150. Generally, the actual operation is between 100 and 200, indicating that the frequency
tracking is normal. The phase value exceeds 150+100, indicating that the frequency tracking fails
and the work is not at the optimal working point.

Page 2 (trace minimum) : This page is the trace minimum.Tracing represents the system control
value of ultrasonic tracking. Setting the upper and lower limits of tracing is an important
parameter for debugging ultrasonic transducer matching.

Page 3 (tracking maximum) : This page is the tracking maximum.

Page 4 (tracking rate) : Set the ultrasonic tracking speed with a range of 1-10. The higher the
setting value, the faster the tracking rate and the faster the frequency response. It can adapt to
the change of high-speed tool pattern, and at the same time, it may increase the heat of
transducer.

Page 6 to Page E: Motor parameter setting, used to set the motor speed, motor control mode,
etc.

Page F (mode selection) : Ultrasonic three mode selection: 0 means test mode, 1 means speed
regulation mode, 2 means constant speed mode.

Page 10, Page 11 (motor start/close delay) : Motor start/close delay time, unit MS.
Page 12 (save Settings) : Save after setting parameters.

Page 13 (restore factory Settings) : only restore ultrasonic factory Settings, not motor
parameters.



6. IEIC

6.1 ILEC

RERXARTALEEL, —MR20KHZHEAkT LB T EE T, TFHM, LTFH
H, RRABEIZNERESENEETIZ.

62 TE

v OE#EN, RPELLEER, RIEREINALES, FAEN2F, THENITEREAIER
150-200W,

v TR, RBELEAEER, RIERE20%EE, FAEN2F, THENITERAAIE
300-500W

v HiB, XRABREEERMSRLAEER), RIERE2NAS, FEEREOSF, IFiEAfE0.5
b, AHESE0.3F, TEBRE) 3T E REIATIEA00-700W.

6.3 1AL

HTREE 150, EZER. EETEN, MRABMEREEL20 28K, HADHIR
1o SRR E R EE£100 BSEE, W RBUIRASTY), FERTEERERELT LRI TR,

6.4 BT

REIUE R BB IRER EFRF TR . 20KHz TPR9800, EPRA1600. —RAFTEEN. BF
RETER, SRS nEERR, BRESHE/ . SEESENRERE, BRESEK.

AEHBELT, IRERELR TR, BAMEEREZREEN, TRBEE/IER TRIERE
BUEFHEEREE. Rz, ERHAEAT, MRERERXRT LR, BHEMCEEREREE. o
OB KIB bR EFRIE.

6.5 & [o)&

6.5.1 [RENRE, IBNE
REIZ®RE, EHENEERIE IEEZRE,

6.5.2 kTR
FEEENRRIFAOEL TE S BRRREMEZERE, oJERRDIRFER,

6.5.3 IMETLEDE

WEIE MR KT 22KHz, T[IAERIERIER LR, Rz, WRBFEREEMZE/NT 18KHz,
o] U2 VB EE LR .



6. TROUBLE SHOOTING

6.1 match

This power supply adopts the vibrator automatic matching algorithm. Generally, the vibrator
near 20KHz can be powered on and work normally. There is no need to scan frequency or debug.

6.2 process

Vv Embossing machine, using continuous wave mode, amplitude set around 13%, closing delay 0.2
seconds, working homepage shows input power 150-200W.

V Punching machine adopts continuous wave sending mode, the amplitude is set at about 20%, the
shutdown delay is 0.2 seconds, and the main page shows the input power of 300-500W when
working.

V Edge sealing machine adopts intermittent wave mode (intermittent wave mode), the amplitude is
set at about 25%, the preparation time is 0.5 seconds, the welding time is 0.5 seconds, the cooling
time is 0.3 seconds, the main page of working moment shows the input power is 400-700W.

6.3 phase

Factory set value 150, do not modify.During normal operation, if the phase fluctuates between
the set value +20, the frequency lock is successful.lf the phase exceeds the range of +100 set value,
the frequency locking is unsuccessful, and it is necessary to check whether the tracking value is at the
upper or lower limit.

6.4 track

Settings Pages can set the upper and lower limits of trace values.The lower limit of 20KHz is 800
and the upper limit is 1600.Generally no modification is required.The higher the gear or the larger
the load, the smaller the tracking value will be.The lower the gear or the lighter the load, the greater
the trace value.

Under heavy loading, if the trace value reaches the lower limit and the phase is constant away
from the set value, the phase can be re-locked to the set value by reducing the trace lower limit.On
the contrary, in the case of light load, if the tracking value reaches the upper limit and the phase is
constant and deviates from the set value, the tracking upper limit can be increased.

6.5 Frequently asked Questions

6.5.1 Poor welding effect and impenetrability
Check process Settings to increase welding amplitude or welding time appropriately.
6.5.2 Vibrator heating

In the case of good welding effect, the vibration heat can be effectively reduced by
appropriately reducing the amplitude and welding time.

6.5.3 Frequency cannot be locked

If the tracking frequency is greater than 22KHz, try to increase the tracking upper
limit.Conversely, if the ultrasonic tracking frequency is less than 18KHz, an attempt can be made to
reduce the tracking upper limit.
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