SET UP PROCEDURES
Feb. 29,2000

Blower
If the Blower is a short distance from the Feeder Bowl,(up to 20' feet) the
Conveyor on the Blower should be run at a minimum speed to keep
the spouts in the Feeder Bowl at 2 rolls, 1 spout high.
If the Blower is 20' feet or longer away from the Feeder Bowl, there
needs to be 2 timers set up in the program. 1st timer tells the conveyor
to stay on a set time and the 2nd timer tells the conveyor to stay off
a set time until the level switch calls for more spouts. Tune the speed
on the conveyor to coincide with the 2 timers to keep 2 rolls, 1 spout
high in the Feeder Bowl.

Conveyor
Set the speed of the Conveyor so it keeps the spouts at 2 rolls,!
spout high in the Feeder Bowl.

Feeder Bowl
Set the Feeder Bowl level switch arm in the Feeder so it just
touches the center of the spout in the 2nd roll. The 2nd roll
should bounce the level switch. Once the 2nd roll is depleted,
the Conveyor on the Blower or the stand alone Conveyor
should maintain the 2 rolls of spouts in the Feeder Bowl.
The speed control should be set to (5,this could vary),
which should be 33 to 35 R.P.M. for the disk.

Wattage

The higher density a cap is the more wattage it takes to weld.
The Cap Snap cap takes 700 to 750 watts.
The VE3 cap can be welded as low as 200 watts.
You can also achieve a good weld with more hold
time and less wattage. But this slows the process down.

Gap
Set the Gap to 10 to 12 thousands.This could vary
according to the thickness of the paper and the density of the
spout.

Weld Slide Delay
McCormick does not use the delay anymore.
Evergreen uses the delay from 100 to 250 milliseconds on
the EH2.

Feb. 29,2000
Center the Spout

Make sure the spout is centered in the carton, If the anvil brings
the spout in the carton not centered. This can cause a partial weld.
The carton should not move when the spout is loaded, or the
anvil retracts out of the carton.

Overloads

If the welders are overloading, you will see no welds, or partial
welds. To correct this. turn down the flow control on the
front of the weld slide. This will stop the anvil and horn
from banging, which will help to stop the overloads.
Open the cabinet door and watch the red light on the generator.
If the welder is still overloading. You will need to
tune the welder. You will also need to tune the welder
anytime you change a stack or generator.
To tune the welder, pull the plug out in the front generator.
Turn the selector switch to test.

While holding the switch to test. Put a small screw driver
in where you pulled the plug out and turn the pot all the
way clockwise. Then turn the pot counterclockwise.
When the needle stops dropping,
The welder is now tuned.

Flow Control Valves

You can open the back flow control valve on the welder, and the
front and back flow control valves on the anvil all the way open.
On all new systems there will be no flow control valves.
We will have built in cushions in the front of the welder cylinder,
and the back of the anvil cylinder.

