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7. Tension Adjustment

The tension of packaging belt may be adjusted with a screwdriver through the
flow valve stem mounted below the tightening button beside the handle.

Flow valve stem

Warning:

light packaging belt (<0.7mm) may bear 150kg tension. Don't apply excessive
tension; otherwise, the packaging belt may break.
Time of friction fusion

The time of friction fusion can be adjusted according to the dimension of packaging
belt, quantity of air pressure, and the condition of packaging machine. For this reason.
a small screwdriver is used to adjust the small screw below the fusion button (red)
The time will increase if rotating clockwise and decrease if rotating anticlockwise.
Tighten the lock nut after adjustment. Sound fusion can ensure smooth and burr-free
joint
Width of packaging
(1) Panel

The panel can be dismantled from the packaging machine through removing its
screws. Replace anew panel according to the dimension of the used packaging belt
and the installation method of the previous panel.
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(2) Location hook

The location hook of blade holder may be reassembled through taking the spring
pin from the blade holder.
Note:

There is a small compression spring within the location hook. Don't lose it.

Choose a hole from the three holes of blade holder according to the dimension
of packaging belt. The external hole is used for 19mm packaging belt; medium hole
is for 16mm packaging belt; and internal hole is for 13mm packaging belt.

N

Distance (a) between tightening pulley and tightening toothed plate

‘The distance between take-up pulley and tightening toothed plate should be
adjusted according to dimensions of the used packaging belt. Check the distance (a)
between take-up pulley and tightening toothed plate with a feeler (as shown in the
figure below).





image8.jpeg
—————————] 7. Tension Adjustment |

v

\

=

The distance (a) should be no less than the thickness of packaging belt. While

delivery, this distance is setto 1.0mm more than the thickness of packaging belt

(11fthe thickness of packaging beltis 0.8mm, place a 0.2mm thick gasket under the
tightening toothed plate;

(2)1f such thickness is 0.6mm, place two 0.2mm thick gaskets under the tightening
toothed plate;

(3)1f such thickness exceeds 1.4mm, insert two 0.2mm thick gaskets to the middle of
body and bade.

Distance (b) between the bottom of vibrating bar and the fusion toothed plate
Measure the distance between the bottom of vibrating bar and the fusion toothed

plate (see the above figure) with a feeler. While measuring, please follow the following

steps:

(1) Press the fusion button (red) for at least 2S, so that both piston and vibrating bar
will be downward fully.

(2)Measure the distance (b) with a feeler; if o gasket is used, the distance (b) has
been setto 0.5mm. If the thickness of packaging belt s less than 0.6mm, inserta
0.2mm gasket to the bottom of fusion toothed plate.

N

* Don't reduce the distance (b) by inserting too many g

- The packagil may be ifthere is no
bottom of vibrating bar and the fusion toothed plate;

+If the vibrating bar strikes the fusion toothed plate, testh of the plate will be
damaged immediately.

| 8.Disassembly | ————

8. Disassembl

The following i the disassembly method of parts in daily maintenance. This is
the best method of replace parts. It's hard to assemble the parts of motor body, 50
please send those parts to our service center for replacement

@)

D Pull out the two hoses (A19086) on PL6-01m hose plug from the lower end of the
rear side of motor body.

Note: if the steel ring of joint isn't pressed fully, the hose can't be pulled out.
Remove 5 filister round-head screws (T002) from the bottom of base (A19013)
with a 4mm hexagonal wrench

@ Then, the base can be disassembled from the motor body (A19049) of the body
(A19001).

Aranes

(2) Take-up pulley and tightening toothed plate

1 Lock the connection pin shaft (A19068) with the attached 13mm wrench, remove
M6 nut (T641) and gasket (T602) with a 10mm wrench;

@ Pullthe assembly of front side plate to the left so as to separate it from the connection
pin shaft, and disassemble the take-up pulley (A19066);

13
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(@ Remove 2 filister round-head screws M4 x4 (T001) with a 3mm hexagonal wrench,

then the take-up pulley (A19018) and tightening toothed plate (A19019) can be
removed.
A19015

Asote

A19066
602

(3) Connection pin shaft
(1) Motor body (A19049), base spring (A19083) and base (A19005) can be disassembled
through pulling out the connection pin shaft (A19066).

A19068 419049
68 425049
N

| 8.Disassembly | —————

(@) Cutting device

@ Remove 2 filister round-head screws M5 30(T003) with a 4mm hexagonal wrench,
then the blade holder (A19046) can be disassembled.

@ Disassemble blade and blade pin (A19071).

@ Check the blade, and replace a new one fitis blunt.

@ Remove blade pin and 5 bearings (T505) simultaneously;

A19023
A19082

A19038
19016

\
A19010

(5) Vibration motor

(1 Remove 4 M5 12 half-round head screws (T025) from the rear cover with a 3mm
hexagonal wrench, and knack the shaft end of small rotor (A19045),

@ Bearing liner (A19070), ball bearing (T503) and gasket (A19076) are disassembled
from the bottom of body along with the small rotor.
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(6) Body cover and piston

() Remove the M6 16 half-round head screws (T026) from the top of body cover with
a4mm hexagonal wrench.

2 Pullthe bottom of pressure valve stem (A19060) upwards, so that the body cover
will come out a little from the body: and then pull it out gradually with a screwdriver.

Note: don't lose the small spring or other parts disassembled from the body.

@ Take out rocking pin (A19040) with a 4mm hexagonal wrench.

@ Blow the hole (diameter: 6.5mm) under the body with an air duster gun, then piston
(A19050) and piston spring (A19081) can be taken out.

Kisoso”

Aot

| 8.Disassembly | —————

(7) Vibrating b
) Take out the vibrating bar (A19010) from the bottom of body (A19001);

A19001

(8) Pressure valve stem
@ Pull the pressure valve stem (A19060) upwards to take out it; don't release O-ring
(T804),
Note: when dis the parts to the body, be y, don't
lose such small parts.

A19069 A19079 A19061 419062

//

A19001
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9. Reassembly

(1) Vibrating bar

(D Insert vibrating bar (A19010) into the bottom of body (A19001). Pay attention to
the front and rear direction. Don't turn upside down.

(2)Assemble 5 ball bearings (T505) on blade pin (A19071),

@ Assemble the blade pin assembly on the vibrating bar through the horizontal hole.

(2) Piston

@ Insert piston spring (A19081) into the hole (diameter: 50mm) after lubricating oilis
added in the interior of the body.
Assemble O-ring P60(T802) into piston(A19050), and add lubricating o, and then
insertthis partinto the body.

Note: The front face of rocking pin must face forward.

@ Insert rocking pin into the axial pore (A19040) of piston and vibrating bar.

@ Assemble O-ing P28(T803) and G65(T801) on the body cover (A19002).

(5 Assemble body cover on the above complete piston, and tighten it by 4 cup head

screws to complete the assembly with the body.

18

| 9. Reassembly }————————
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(3) Vibration motor

@ Assemble gasket (A19076), 2 ball bearings (T503) and bearing bushing on small
fotor (A19045); insert pneumatic motor into the body from the opening, and assemble
ball bearing (T504) from the opening of vibrating bar.

@ Fix 4 M5x12 half-round head screws (T025) to rear cover (A19004).

M9029

K905
19033

A903s
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(4) Cutting device
Assemble blade at the head of blade pin (A19071) and confirm the right direction
of blade.

2 Assemble blade holder (A19046) on the blade (A19061) and tighten it by 2 M5 30
cheese head hex socket cap screws (T003),
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(5) Connection pin shaft

(1) Assemble base torsion spring (A19083) at the front of base (A19013), and assemble
motor body (A19049), insert connection pin shaft (A19068)

@ Assemble take-up pulley (A19066) on the shaft of turbine (A19024);

@ Insert front side plate (A19005) assembly into connection pin shaft, and insert the
ending of turbine into the bushing of front side plate assembly.

@ Fix the head of connection pin shaft with 13mm wrench, and tighten flat gasket M6
(T602) and nut M6 (T641) with 10mm wrench.

yoois
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(6) Base

(D After entire base (A19013) is assembled, fix motor body (A19049) on the base
through connection pin shaft (A19068).

2 Assemble 5 M5 15 cheese head hex socket cap screws (T002) at the bottom of
base to fasten it with the body.

A1%001

(7) Air supply hose
@ Insert 2 pieces of air hose with stress protection spring (A19086) into pipe joint
(T913) atthe end of valve body.
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hooting

Common failure and trouble-shooting:
(1) Tightener operation

Phenomenon Cause Trouble-shooting

1.There s forsign material in the | 1.Deliver packaging machine to factory
motor for repair
Motorbody | 2Themotoristoodryandinneed | 2.Add several drops o lubricating oi fo
can'tstart of ubrication motor from ait intake
3Improper adjustmentorairvalve | 3 Readjust air valve
rosults inlack of air pressure

————| 10. Failure and Trouble-shooting |-————

(2) Fusion operation

Phenomenon Causes Trouble-shooting

Fusion time is too short Refer o this Manual for adjusting

Airpressure is not enaugh fusion time

1D of air pipe is too sm Supply air atthe air pressure of

The teeth of fusion toothed 72psi or higher

plate or vibrating bar are Replace the air pipe to aair pipe.

blocked by residue or worn with an internal diameter of over

out 6.4mm

Vibration molar i too dry and Cloanteeth patorroplace vbrating

inneed of lubrication bar and fusion toothed plate
Add lubricating ol from i intake

Incomplete.
fusion or no
tusion

1 Distance betwoentako-up pulley | 1.Increase gaskel. Refer toAdjustment
andtoothed plateis toowide | of Machine on the page 12
2.npointof thickness of packaging | 2 Adjustthe tension of packaging belt
bell,tension force is oo strong | by adjusting air valve with a screw
3 Take-uppulley s blocked by dust | driver
orresidue of packaging belt | 3.Clean the teath of taking-up pulley
4The teeth of taking-up pulley | with air blow gun or brush
are blunt 4Replace take-up pulley. Refer to
Roplace of Pars on the Page 13

Tightening pulley
presses the upper
packaging bolt

1.Take-up toothed plate s blocked | 1.Clean the teeth of take-up toothed
When packing by residue of packaging belt plate, blow off the residue with air
2Theteethon the take-uptoothed | blow gun
plate are blunt 2 Replace take-up toothed plate. Refer
3.The tension of packaging beltis | o Replacement of Parts on the page
of packagingbelt |  too strong 14
3 Adjust throttle valve with a small
scrow driver

Cautions during the tension operation

(U After the article is tied by packaging belt, hold the overlapping part by left hand to
pull out redundant part.

(2 Make sue the overlapping part of packaging belt in the packaging machine is in
alignment.

@ When packaging, ifthe tension is too high, the packaging belt will break. Control
the tension of packaging belt by adjusting air valve.

22

The thickness of packaging Use the packaging beltwhich has

beltis not enough correct specification

Fusiontime i toolang. Reduce fusion time as required.

“The cooling time for friction Refer o this Manual

fusion part s too short Keep at least 3 seconds after
fusion

Packaging belt
is excessively
fused or broken
off during the
fusion process

Packagingmachine| 1. Take-up pulley can' reverse. Press rowind button to release.
can'tmove off Packaging belt can't loosen the tension of packaging belt
from packaging Vibrating bar fals o ise from Hold the handle of ightener to
beltafter fusion packaging belt enable tightener to connect with
exhaust valve, and then turn on
shut-offvalve

Cautions during fusion

D Turn the small screw under the fusion button (red) with a screwdriver, so as to
adjust fusion time.

@ Time will increase if rotating clockwise and decrease if rotating anticlockwise.
Tighten the lock nut after adjustment

@ Sound fusion can ensure smooth and burr-free joint, however, overlong fusion will
reduce the adhesive force of PET packaging belt.

@ After fusion, keep 35, otherwise fusion joint will be deformed or separated.
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Continued
il R Part number Figure no. Part name Ratio

2010013106 | A19039-1 Tnverted valve element i
Use the parts supplied by our factory only. Please indicate specific model and 2010013249 | A1903 Inverted valve rod
2010013031 | _A1904 Oscillation pin
T bl ondering; 2010013032 | A1904 Planet pin
2010013033 | _A1904 Turbine
2010013034 | _A16043 Worm
2010013035 | A19044 Greater trochanter
2010013036 | _A19045 Lesser rochanter
010013084 | _A1906 Cuting frame
010013163 | A19047 Inner wheel
010013037 | _A19048 Planel wheel

Spare Parts List of A19. A25 Pneumatic Packer

Part number | Flgureno. Partname
2010013002 | _A15001 Main bod,
2010013003 | _A19002 Main body cover
2010013004 | _A19003 Handle
2010013005 | _A19004 Back cover 10013164 | AJE0iE. Motor
2010013006 | _A19005 Front side panel NDOIS01s | ATS05D Bikion
2010013007 | _A19006 Decelerator 10013165 | ATE0T Vaive
2010013018 | _A19007 Tightening button 5010013166 | A15052 Comnectingnul
2010013019 | _A15008 Welding button 5010013167 | A19055 Back bearing cap
2010013020 | _A19008 Protecting cover 010013769 | A15054 Bonnet
2010013008 | A19010 Vibration rod 2010013168 | _A19055 Reversing bonnet
2010013021 | _A15011 Large cylinder 5010013170 | A15056 Sealed cap
2010013022 | A19012 Smallcylinder 2010013171 | _A19057 Reversing valve seal
2010013000 | A19013 Base 2140089529 | A19058 Reversing valve rod
2010013023 | A19014 Planel carrier 2010013155 | A19059 Flowing valve rod
2010013096 A19015 Pansl 2140080290 A19060 Pressure valve rod
2010013007 | A19016 Backpanel 2010013038 | A19061 Straping vaive rod.
2010013098 A18017 Bearing washer 2010013039 A19062 Welding valve rod.
2010013024 | A19018 Welding wheel 2010013156 | _A19063 Exhaust valve rod
2010013025 | A16019 Strapping wheel 2010013014 | _A19064 Cutter
2010013099 | _A15020 Front washer 2140080108 | A19065 Internal tooth nest
2010013100 | _Ats021 Backwasher 2010013083 | _A19066 Tighten wheel
2010013089 | A19022 Inverting button 2010013157 | _A19067 Fiowing valve base
2010013090 | _A19023 Cuting stopper 2010013158 | _A19068 ‘Gonnecting pin roll
2010013091 | A16024 Handleing base 2010013159 | _A19069 Exhaust valve base
2010013026 | A19025 Handle 2010013160 | _A19070 Boaring bushing
2010013092 | _A19026 Right cover plate. 20500010002 | _A19071 Cutter pin
2010013492 | A19028 Blade 2010013040 | _At0072 Large trochanter ring
1020901738 | A19029 Sound splitier 20500010001 | _A19073 Front side bushing a
2010013027 | _A18030 Limit block 13 2010013041 | _A19074 Smal trochanter ring
2010013026 | _A19031 Limit block 16 2140079861 | _A19075 Front side bushing b
2010013029 | _A19032 Limit block 19 2010013042 | _A16076 Gaskel 12.6"3
2010013162 | _A19033 Large front cover 0013043 | _A19077 Plug 291/8-28
2010013010 | _A19034 Large back cover 0113393 | A19078 Tighten vaive spring
2010013011 | _A15035 ‘Smallfront cover 0113392 | A19070 Exhaust valve pressure spring
2010013072 | _A19036 Small back cover 0113394 | A19080 Welding valve pressure spring
2010013161 | _A10037 Bearing base 0113395 | _A19081 Piston spring
2010013030 | _A19038 Orientation hook 1030113396 | _A19082 Cuting frame spring.
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Continued Continued

Par number | FIgure 1o Pariname Raii) Fart number | Figureno Pariname Ratio
7030115397 |_A19083 Base trsional sping 1 703011337 | 1723 Column pin2.5°5
1030113 084 Front side paneltorsional spig 7030113388 | T724 Column pin2.5"12
1030113 085 Positon selecor vaive spring 7030113403 Oypering 693
1020900 060 Tobe 7030113404 Gtypering 636°6.7
7070007 087 i ffow confacior 0113405 Olypering 283,55
oot 13600 | ATo08 Tupe reine spi0g 713408 O ype ring 16°2
1030113539 | 1001 Black coaiing soket head cap screw 12.0 grade mé*d 0113413 Otypering 11°2.5
1030113710 | To02 Black coating soket head cap screw 12.9 grade m5*14 0113407 Otypering T171.5
1030111940 7003 Black coating soket head cap screw 12.9 grade m5*30 30113408 Otype ing 10°1.5
1030102181 | _T004 Black coating soket head cap screw 12.9 grade m5-20 11; Olyperig 85015
1030113849 | _T021 Black coatig alen cup head screws 10.9 grade mis o1 Otypering8.571.5
1030113545 Black coaling round head hex sockel screws 10.9 grade md'8. 011; Otypering 5°1.5
1030105808 Biack coating aln cup head screws 10.9 grade mis o1 Otwerng2s2
030105860 Black coatig sokel head cap screw 129 grade mS*10 Son balio?.95
103011 Black coating allen cup head screws 10.9 grade m5*12 e
010; Black coating socke! cap scrow 12,9 grade m*12 s
011 Bl cosing hexagon socel el srew 2. grade S Stsamgas comaclr
Binck coaling sel serew 0.9 grade 45 Hexagon socket key 2.5
Black coatig set screw 10 9 grade &' Rexadon sockel Koy of
mpor bearing used for sirapping machine 6067 e et aoar
Impait bearing 81682 Open-end wrench 8-10
Beering 626 Open-end wrench 12-14
mportbearing 625 Flathead screwdtver
impor bearing 6277 ducre
Bearing 685 Sieol pricker
Bearing 6000z e box (while no words]
Boaring 6001z inner box(pneumatic)
Bearing 6300z uter carton(iwo pieces]
Needie bearing hk0709 Outer carton(four pieces)
Necdie bearing ki*7"T Pricumalic pe foam strapping 315
Needie bearing h0408 Chinese nsiruction book
1401556 Needie bearing bk0810 English instruction book
1021401557 O bearing 91210 Strapping washer
1021401558 i bearing 26°32°12 Welding washer
1021401550 Ol bearing 10°1212 One outer carton
1030100748 Flower patter washer 64 e bohroan ATE 0 A5, o o h oowing O e o o323
1030100081 Plain washer 06 5001 Front side panel
1030102685 Giamp spring fo hole 522 5007 Vibration rod
1030106527 Ciamp springforhole 048 5003 Base
1030100187 Giam spring for bearing ©10 5004 Welaing wheel
1030100196 Retaning nut mo 5005 Sirapping wheer
1030101749 Spring pin 3*16 2010013108 A25006 Orientation hook
1030101765 Spring pin 4740 2010013493 | —Az5007 Tightening pulle
1030113385 Column pin 210 7030113873 | A25008 Strapping washer
1030113386 Column pn 25°6 1030113874 | —A25000 Welding washer
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12. Assembly Drawing
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In order to ensure safety, please read the Manual carefully before operation
‘and keep it properly for future reference.
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2. Safety Instructions

Please read the Manual carefully before using this packaging machine.

General safety rules

1.Bearinmind “safety-foremost” principle, and operate this pneumatic tool properly;
2. Read the Manual carefully before operation;

3. Don't dismantle safety parts of the tool;

4. Don'ttear or damage label or mark of the product;

5. Don't put hand or other part of your body between packaging belt and packaging tool.

Application

This tool is specially designed for binding articles with PET packaging belt;
Applicable width of packaging belt: 13, 16, 19mm;

Don't use the packaging belt for lifting.

Correct dressing.

Wear safety glasses, earmuffs, protective gloves, helmet, protective footwear
and long sleeve shirt, fasten all buttons; take care, your necktie, long hair and cloth
shall not be hooked by the packaging machine.

Gas sourct
+ Ensure the air supply pipe can bear pressure and is resistant to oil;
+ Do use the special quick union forair pipe; the air pressure shall not exceed 100psi/7bar;

+ Use only clean compressed air, rather than gas source or dynamic source.

Indoor air is easily to be polluted by lubricating oil; hence, the ventilation should
be proper.

It's harmful to operators if contacting excessive vibration for a long time. The
operation specification should conform ta relevant requirements of 1SO5349.

{ 2. safety Instructions |

Noi:
Operators shall wear earmuffs if the noise is higher than 85Db (A). Even the noise
is lower than 85Db (A), it is also recommended to wear earmuffs.

If the tensing packaging belt breaks suddenly, it may hurt eyes and result in
blindness, so operators shall wear safety glasses.

Note:
While cutting the packaging belt, hold its upper part, and stand at ts side; the
upper beltwill be cut down; be careful, there should be no people in the surrounding.
During maintenance and cleaning, the dust brought by air duster gun is harmful
toeyes.
Moving part
During operation, the moving part (tightening pulley) may clip glove or other part
of your body, 50 when the take-up pulley is rotating, don'ttouch it
Maintenance
+ Conduct daily maintenance to the machine;
+ Check regularly, and remove dust with an air duster gun;
+ Tighten the screws of hook:
« Turn off gas source while replacing parts

Hazard while cutting

‘The sharp blade on the blade holder may hurt hand and finger, so please wear
safety gloves.
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Principle of Friction fusion

This ool is a kind of friction fusion packaging machine. The lapped thermoplastic:
packaging beltis fused by the heat produced by friction motion; hence, itis called
“friction fusion” .

The compressed air will push the piston within air cylinder. The upper part of piston
and vibrating bar is connected with the rocking pin, 5o the vibrating bar will press the
lapped part of packaging belt when moving down.

There is an elliptic hole at the center of vibrating bar. This hole is connected with
the eccentric shaft of pneumatic motor. The pneumatic motor rotates at a high speed
(10000rpm), 50 the vibrating bar conducts reciprocal motion quickly. The lower part
of packaging belt is fixed by the peg teeth of fusion toothed plate, and its upper part
is driven by the peg teeth of vibrator for strenuous friction. Hence, the lapped part of
packaging belt is fused by the heat produced by friction. When the vibration timer
reaches the set time, vibration stops and fusion completes.

Both upper and lower parts of the packaging belt are stuck while extruding.

| 3. Principle of Friction fusion |——————

Vibration motor —
Blade holder —

Blade pin Take-up pulley Tightening toothed plate

Body cover
i ~

__ Rockingpin

-

- Piston
-

_— Eccentricshatt

—— Ballbearing

= Vibrating bar
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4.Spec

Mode: A19, A25
Tension force of binding band (when input air pressure is 0.63Mpa): 3,500N
Max. allowable working pressure: 0.8Mpa
Required scope of working pressure: 0.5~0.7Mpa(72~ 100psi)

Ideal working pressure: 0.63Mpa
Weight of packaging machine: 3.8kg
Total length: 278.5mm (base: 70mm)
Width: 149.5mm

Height: 173mm

Material of packaging belt: PET

Width of packaging belt: 13mm~19mm
Thickness packaging belt: 0.5~ 1.5mm
Allowable lubricating oil: 51#

Vibration quantity: meet requirements of IS05349
Consumption of compressed air: 0.3L/Min
Adjusting scope of fusion time: 2-55.

Parts

(1) Tightener: 3,500 (when 0.63Mpa)

(2) Cutting device

Hoavy cutting device

The heavy cutting device is composed of blade holder and blade and is used to
€ut0.5~1.5mm thick packaging belt.

Friction cutting device

The friction cutting device is used to cut 0.5~0.7mm thick light PET packaging belt.

Suspension

Proper hooks may be suspended at different positions (top sealing, vertical sealing,
and horizontal sealing)

{ 5. Gas Source Instruction |———

5. Gas Source Instruction

Requirement of air pressure
The required scope of air pressure: 72-100psi (5.0-7.0 bar)

Installation of gas source

Filter, pressure regulating valve and lubricator assembly shall be close to the
pneumatic tool. The min. inner diameter of air hose is 6.0mm (1/4). Both ends of air
supply pipe should be equipped with quick unions.

Moisture filtration
Adrain valve must be mounted at the bottom of the air supply circuit's bypass to

drain once every day.

Lubrication
Pneumatic motor should be lubricated properly, and the lubricator should be full

and well regulated (a drop every 2min).

Filter, pressure regulator
and lubricator should be.
installed vertically and
filed with oil

/-~ Air supply pipe

Airpressure £

quick union

Airpressure "

auskurien o W\ cnbiions, A

Airpressure
quick union \

" Drain vaive
Fiter
Prossure regulator

 Lubricator
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6. Operation Instruction

As shown in the left figure, bundle the article
with packaging belt, hold the lapped part with
left hand, leave about 300mm tail, pull the
remaining part out with right hand.

Hold handle and tighter with right hand (to ensure
the maximum opening dimension between
take-up pulley and tightening toothed plate),
insert both upper and lower parts of the packaging
beltintothe packaging machine. Note: the lapped
part of packaging belt must be separated by
the blade of blade holder; release the tightener
(the take-up pulley clips the packaging belt
tightly)

Press the tightening button (right side) with the
thumb of right hand tll the packaging belt s tight
fully,

(4) Vibration and cutting

(6) Take down the packaging

machine

| 6. Operation Instruction |———————

Press the fusion button (red) with the thumb of
right hand till the packaging belt is fused and
cutof.

Note: press the fusion button till the vibration

timer stops automatically.

Press handle and tightener tightly with right
hand. Press the rewinding button with the lttie
finger of right hand il the belt is released from
the take-up pulley. Press handle and tighthener
tightly, remove the tool from the packaging belt
Note: don't remove the packaging machine
until the packaging belt is released.





