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How to run a flow packaging machine saftly?

Flow packaging machine operation instruction and
some main errors you might be occured.
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o AERIE IR ZP100. ZP320. ZP380. ZP500. ZP420.
ZP500SG

* ﬂzﬁlj‘]%?

1. & H#A R R T RE

2.y bR R R

3. HHE Rz

4. BE @4
This information contains our ZP100, ZP320, ZP380, ZP
500, ZP420,ZP500SG

main content:

1. Name and function of each part

2. Common faults and troubleshooting
3. Daily maintenance

4. Operational safety
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1.5 IR FE AR50 Film support for packaging machine
FEDRE: B Mol Fadtel
Main function: Fix the packaging material , centring adjustment and film feeding smoothly

WP R, R, A SRR RD 5 R
P HE20mm

Centring adjust, clockwise in,

anitclockwise out. Max.ajust 20mm

. % e i g EENESAERE, BS
e L] '~ Adjust the screw to fix the film
' =k | ‘ R, AL S, T M BRSNS K

FEIH A 1T Aa 3 Brake belt, control the tightness of the
coating, if the diameter of the packaging material
becomes smaller, the length of the bag becomes shorter,
please adjusti i \

1. [l 5E ekl

2. B R

1. Fixed packaging materials

2. Fine-tuning the center seal of the envelope
AERALBIURIETF, M %EER 1
—’ﬁ‘
Envelope limit locking handle
Adjust when the width of the
packaging material changes

LOTUS Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com



S 43 B 37
A7 54 Bag former
FEDRe . BRI BUR EIR, R TRl N

Main function: The packaging material is pre-made into a flat tube shape, which is conducive to
the material entering the packaging

.»‘ g /’ I L

into the packaging generation

i 4245 5 B2 U 47 Adjust bag
width

Layering, auxiliary products

SN = R R R 5
UM A= 0 TE B (BEL4R) A < R Triangular support plate,
the height is the same as the short distance

his board is related to the product
width (diameter)

O AT SCHER
AR [F]= S e (EAR) ARR

Short and short support plate

This board is related to the product width (diameter)

1. AR Rl 20 S 8 514 Key components of envelope molding
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S 43 B 37
A7 54 Bag former
FEDRe . BRI BUR EIR, R TRl N

Main function: The packaging material is pre-made into a flat tube shape, which is conducive to
the material entering the packaging

AR AR FE i Bag
Former Dovetail
Board

GHIERE A=Al ek AN = R S
The height of the bag maker is fixed with

e screw, which is related to the height
of the product

1. AR Rl 20 S 8 514 Key components of envelope molding
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B RAR IR H
Packaging film transfer part

FEThRE: WP R, ORI 1A A e

Main functions: make the bag smooth and ensure smooth delivery of the packaging film

O e
B Tk
[ |

e R .

2E K A T W Swing

arm tension handle —F§

AJJH 5K KR fEAjust
roller tenstion

5 Swing arm

Mobile/whatsapp:0086 13420288 Ik & 5 TR
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rh 3t 1Middle sealing part
FEYEE: PEBUNA. REH N

Main functions: pre-heating for middle seal, pressure-sealing

e o ik $22
Fill feeding roller
screw

LGk

Electromagnet
Hdst 23 Mid-seal
heater

EnfEse (JE&%H)

Embossing roller

RS AR

Film fedding roller

Hh ) P2 AR G B
Middle seal
ironing board
counterweight

EAREE, IEHEOL T MORRRACERA
ERAEse, IEHIEOUT N m) J) T WHBURE, ZISEEA A AREAB AL E A2 (Al AT AR
WG, BTE RBOKE 3, IR A AT 3G WIS, TR TR e )R R R AR
ERAEHE AT B SIS K TR AR ACH T i, B E S HIRDRE: HiWig, T 5l
R R R TR .
5. thERIREES, Wi TR, EHER B AR PURATIT, @A I, R IR
RABEPIRATIT (), I8 N B4 50 AL 5 i
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rh R4 1Middle sealing part
FEThRe: REBUNA. EE5EHO

Main functions: pre-heating for middle seal, pressure-sealing

B
IRARAE B [ R 22
Fill feeding roller A
screw HA Tk
Electromagnet
AR Hi3 2 Mid-seal

Film fedding roller

N —

o o

heater

Eifese (&%)

Embossing roller

rf 2 A B R
: Middle seal
The paper feed roller should be kept horizontal under normal circumstances. ironing boe_‘rd
The printing wheel, under normal circumstances, should be inclined to the direction of the tool holder, about 5 counterweight

degrees; point A is loose and point B is tight, and it is inclined forward and upward.

In the middle seal ironing board, the front and back ironing boards are of the same level, and the two gaps are

parallel to the left and right; at room temperature, the gap is close to the thickness of the packaging film.

The linear speed of the printing wheel should be slightly higher than the paper speed of the paper feeding wheel; if

it is too fast, the entire middle seal will appear diagonally; if it is too slow, the middle seal will easily run out
Occasionally creases appear on the ironing board or the middle seal.

5. The middle seal ironing plate counterweight, during the operation of the equipment, the middle seal ironing plate

is opened quickly when the equipment is paused to prevent the packaging material from being burned. If this part

cannot be opened quickly when it is normal, clean the internal gear and drive shaft

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qq.com
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FEIIEE: BTAFIER, S 2 HOR A
Middle seal part 2:
Main funcction :change the heating state of the packaging material when running and

stopping

R, TAERFRRAT =
Middle seal electromagnet,
indicator light is on when working

T B AR 22, MENLE,
BRBGKIT BN, Al N The
middle seal counterweight jack screw, when
the machine is stopped, the middle

When the sealing board opens slowly, it
can be adjusted downwards

B R CA T A, HRIREME

PR, FFRITAh A A T The middle seal
ironing plate gear installation position, when the
ironing plate action

3 . b et . When obstructed, disassemble the outer
Hhast MR s B B, hnid i shE I 14 The counterweight of cover to check and clean

the middle sealing ironing board, accelerates the start and
closes instantly
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T1ENLE G 1Cutter part
FEDIRE: JIEIRE. T ORI R, B

Main functions: knife speed adjustment, tool holder center height adjustment, pressure
adjustment, horizontal sealing

TIE RSB, TIHEE JI R {E A The knife seal compresses
the screw rod, and the pressure of the knife holder can be fine-
tuned here

JIRE S FETT, PR e AR, EH AT The height of the
knife holder is adjusted, when the height of the product
changes, it can be adjusted accordingly

IR TR, RKAERNE, J1H PAES)EWALLS
T R, Spring for

eSS At A NS, T AR A T cutter

TH PKnife speed adjustment hand 1] 71T %4 Cutte
wheel, after the bag length changes, top wire

the knife sealing speed is adjusted

accordingly, I RE
Clockwise adjustment of knife Upper cuter jaw

speed is slow, counterclockwise

adjustment of knife speed is fast
NI

Down cutter jaw
Mobile/whatsapp:0086 13420743171;
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JIEHLE i 2Cutter part
FEDRe: PRI REAE. BT IERNA R KAL)
Main functions: conductive heating, temperature transmission, adjustment and
transmission of the upper and lower tool holders at the same tooth position

71 EEwR FlUpper tool holder
carbon brush

715 R Upper knife seat
conductive ring

tightening gear

Fﬁ@%&%ﬁﬁ@Down cutter jaw

tightening gear

R JJEERR I Carbon brush for down cutter
jaw

—Fjj}/_‘;léﬁa" EE‘}Z:Conductive ring for down

cutter jaw Mobile/whatsapp:0086 1




J1E ML ER 473 Cutter part 3

THEThRE: T REATHE A L B

Main function: adjustment of the shift angle of the tool holder

Y5 fEiChute

Pl Loz F K Eccentric bearing

1. 1gFEIEWRAIE, BT IEEEXSER, W

FEIEE, OO FlRA T 12 R E
1. The chute is in the correct position. When the upper and
lower knife seals are vertically aligned, the slide

The groove is vertical, the eccentric bearing is located at
the 12 o'clock position

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qq.com



YR B 7 A0 R A e e B
Material position adjustment and center seal pressing wheel linear speed
adjustment

YR B 55 FR
FEIRE: TRIEYI R H 242 1)
vh (] {37 & Material position
adjustment handle

Main function: to ensure the
middle position of the material
handling bag

EEREE T TN
FEDJRE: RIS 50 2E IR K Tk 4R
it s Sr s
Pressing wheel speed adjustment handle
Main function: to ensure that the linear
speed of the pressing wheel is slightly
greater than the linear speed of the
paper feed wheel

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com



A (& B Air charging (optionial)
FEIEE: HEREEANEMYEL, PiEA
Main function: The retaining strip ensures that the air pipe does not touch
the material and prevents it from moving

A%, RAELIULT
S Ik %k Inflatable barrier,
the inflatable tube must be
lower than the tracheal layer

785, % Air charging pipe

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com
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GV EEE TIPS
Color mark
start and stop
switch

i B #4 .Touch screen

8K F 315 F Manal bag setting

F ¥ H [ Main control

S &S

Language switch

AR H, %
Y)W & Use when
there is a color code,
adjust the cutting
position

EPESSN ol

F LKW E e
Automatic bag length
detection and
Manual bag length
setting conversion

HH AV 2% A1 fih 455 57
WA T
Potentiometer and
touch screen
Speed conversion

A3
Hi ik 5 1B Envelope manual
forward, backward



s ege  ELBEET 2Touch screen

Click on the menu —> Function
settings

FTERAL B A% Printing

location adjust

7845 R M B Air charging
T 21 finishe angle

= S FE Charging start
angle

BEIEAE, PEER A H
Knife seal stop angle, useful for
cyclic stop

FITIRALE, AL T HETR A5 Y
B, PR DA B S ZAE 15mm A A
TFG, 5N E LT i £ 102072
ARCE s oL E 5 A 78S
HHIE . FEFETIE, BUE,
Fo U B A0 T P iR — 8 Rk
The start position of inflation should
be when the knife holder is about to
close. The gap between the two
cutters should start about 15mm, and
the end position should be about 10-
20 more than the beginning; the
other settings are the same as the

inflation. The inflation amount is
4p L B e % . .
IjJ ﬁb&ﬁ?ﬁ' related to the knife speed, nitrogen

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qq.com pressure, inflation time and the
height of the knife holder.




fi 51 5% 54> 3Touch scren

AR VEI 4% 4] Auto

splicing film testing

Pl H F8 78 Splicing output

BEIR A FE 7 Film situation instruction

BRI RETT 5%
Splicing on

BB TAER) K Splicing working time

ERcEEI
1) #E 2 Single and splicing film distance.

BT GRACIIRE

Mobile/whatsapp:0086 13420743171;
Email: 1697018439@qqg.com
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Temperature control instrument

y

UL, HRRAES-106 e 470, IRAETT LIRSS, 7607 it s i L’

Under normal circumstances, the speed fluctuates about 5-10 packs, and the e -
temperature does not need to change. Please pay attention to leakage detection —

for inflatable products

L4 ¢/
Middle seal Horlzontal seal ‘

135

/
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Prevention and treatment of common problems
Pressure test of new packaging materials

FrEM A
1. MR BT, 1B e BUREEAT R il
2. BV, BUEM BT, [ R Rl 25Kg LA b CRIURA R B R 55
R s .
3. H—8IEWAEHEREN (RAMARIZD) , SREFFRRERL . mEMR
RET (HFRFERSERE, H#iN(E0.3-0.35Mpa; #7 & A& 75 ZAE5% LA T,
AISERC AR SN A, — e U R @ AN EEEEd 200« MRS AT S HEAH
A I KIS HUA .
4. FEEAH] (R 204, AT, RAEZSR WS T, RELRS
ST, HIESETH (85 24850--100MR, RELRAEN T, ATLNAE
iR EK
New packaging material confirmation
1. Before purchasing packaging materials, please take samples for pressure test.
2. The recommended testing method is to use the same material and thickness of the packaging material above about 5Kg
(depending on the thickness and width of the material,
The bag length increases the number).
3. Use a normal packaging machine (inflated and non-inflated), first set the required speed, temperature and charging
Air pressure (if sufficient inflation is required, it is recommended to be 0.3-0.35Mpa; if the oxygen content needs to be
below 5%,
The inflation time value can be extended; the general inflation time value is recommended not to exceed 20). Related
parameters can refer to the original package
Install the used parameter value.

4. Continuously prefabricated (inflated)l20iemplyabags fob GitGtighthass 4e5t /and adjust the test pressure according to
requirements to ensure no air leakage Email: 1697018439@qq.com
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Prevention and treatment of common problems
Pressure test of new packaging materials

New packaging material confirmation
1. Before purchasing packaging materials, please take samples for pressure test.

2. The recommended testing method is to use the same material and thickness of the packaging
material above about 5Kg (depending on the thickness and width of the material,

The bag length increases the number).

3. Use a normal packaging machine (inflated and non-inflated), first set the required speed, temperature
and charging

Air pressure (if sufficient inflation is required, it is recommended to be 0.3-0.35Mpa; if the oxygen
content needs to be below 5%,

The inflation time value can be extended; the general inflation time value is recommended not to
exceed 20). Related parameters can refer to the original package
Install the used parameter value.

4. Continuously prefabricated (inflated) 20 empty bags for air tightness test, and adjust the test pressure
according to requirements to ensure no air leakage

Under the conditions, the prefabricated (inflated) empty bags are continuously tested for 50-100
times to ensure that under the condition of no air leakage, they can be regarded as energy

fulfil requirements.

Mobile/whatsapp:0086 13420743171;
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Horizontal sealing sealing air leakage treatment

There are four main types of horizontal seal leakage:
1. Leakage (red area)

Leak detection is manifested as bubbles overflowing from the
cut-off part of the horizontal seal

Cause of failure: insufficient temperature or insufficient tool
holder pressure

Treatment method: increase the temperature; tighten the
compression spring or need to adjust the tool holder

2. Cut the packaging material to leak air (green area)

Leak test performance is that bubbles overflow from the first
tooth pattern on the product side of the horizontal seal

Cause of failure: tool speed is too fast; tool holder has wrong
teeth or temperature is too high

Treatment method: reduce the knife speed; adjust the knife
seat or lower the temperature

3. Air leakage due to slag inclusion at the horizontal seal
Mainly aerated products and meat floss bread

Treatment method: reduce the filling pressure, the amount of
aeration or improve the product characteristics; improve the
adhesion of the meat floss

4. When inflating products, when the inflation pressure is too
high, it is easy to break the intersection of the middle seal and
the knife seal. Please pay attention to the heat sealing time,
temperature, and pressure resistance of the packaging material,
and increase or decrease the inflation pressure and the

amount of inflation appropriately

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qq.com
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Treatment of air leakage in the middle seal

There are three main types of air leakage in the middle seal:
1. Leakage (red area)

Leak test performance is that bubbles seep from the outer edge of
the seal

The cause of the failure: the temperature is not enough or the
ironing board gap is too large

Treatment method: increase the temperature; adjust the gap
between the ironing plates

2. Poor adhesion and air leakage (green area)

The performance of leak detection is that there are bubbles
appearing on the side of the middle seal close to the product.

The cause of the failure: the upper edge of the copper block has
abrasion at a 90-degree right angle, resulting in uneven heating,
and the sealing becomes a spot-like heat seal

Treatment method: increase the temperature or replace the
heating ironing board

3. Air leakage due to slag inclusion at the middle seal

Mainly aerated products and meat floss bread

Treatment method: reduce the charging pressure, the amount of
aeration or improve the product characteristics; improve the

adhesion of the meat floss; if none of the above can be solved,
please evaluate and replace the model

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qq.com
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Wrinkle treatment at the horizontal seal 2

The empty bag is not flat and
wrinkled

Solution: Check the following two
points,

1. The swingable adjusting arm
should be kept parallel as far as
possible; (red area)

2. The adjustable tension roller is
parallel to the left and right, and
adjust it as parallel as possible;
(green area)

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com
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Wrinkle treatment at the horizontal seal 2

Reasons for wrinkles in the middle seal:

1. When the linear speed of the pressing
wheel is less than or equal to the film feeding
wheel, there will be occasional wrinkles, or
even burst seal

2. When the linear speed of the pressing
wheel is too large than the film feeding wheel,
a relatively fine diagonal pull mark will appear
on the middle seal.

Processing method: adjust the speed handle
of the pressing wheel and change its linear
speed to make it beautiful

Pressing wheel linear speed
adjustment handle

I 4

The angle of the film feeding wheel and the pressing
wheel are in the normal state.

film feeding wheel
level

1 Film moving direction

atsapp:0086 13420743171; Email: 1697018439@qq.com
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Misalignment of both sides of the middle seal

Middle seal fine-tuning handle,
the maximum adjustment is
L less than 20mm

The middle
seal in the
picture has
appeared

2mm more on
one side

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com
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Large sealing temperature fluctuations

Abnormal sealing temperature display

Status: when the meter display is much higher
than the set value or HHH

Reasons: 1. When the actual temperature is
obviously different, the control meter is broken;
2. The carbon brush of the knife seal is worn or
there is dirt attached to the conductive ring; 3.
The sensor (thermocouple) is faulty; 4. The
sensor circuit is loose or damaged

Treatment method: 1. Check the temperature
control instrument or replace; 2. Clean the
carbon brush and conductive ring, please
replace if it is invalid; 3. Check the sensor or
replace; 4. Check whether the wiring is loose,
broken, rusted or damaged by rats and insects,
repair it

Note: Before cleaning, please confirm that the
power is off to ensure personal safety

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com
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Machine maintenance and inspection

1. Maintenance and cleaning of the machine every day or every shift:

(1) Clean the machine every time after packaging.

(2) Turn off the power before cleaning the machine.

(3) When cleaning, do not spray water or steam directly on the machine.
(4) Main parts to be cleaned:

*If product debris accumulates on the product transportation line, use compressed air or
other methods to remove it.

*|If film debris adheres to the sealing surface of the sealer, wipe it off with a wire brush
coated with silicone oil.

* Use a soft cloth to wipe off the dirt on the control board, safety cover, and paint surface.

* Conductive ring of thermostat: every other week or two weeks, after shutting down and
cutting off the main power, clean the conductive ring with sandpaper on the back.

2. Monthly maintenance and inspection of the machine:
(1) Add grease to the bearing of the end seal (knife seal part);
(2) Add grease to the gears and chains (wheels) in the transmission parts;

(3) Check whether the chains and belts of the transmission parts are tight, if they are loose,
tighten them;

(4) Check whether the set screws or nuts of each part are loose, if they are loose, press them
tightly.

3. Check the machine every six months:

(1) Check whether the belt of the transmission part is worn or not, if it is worn seriously, it needs
to be replaced with a new one

Mobile/whatsapp:0086 13420743171; Email: 1697018439@qqg.com
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(2) Check whether the rubber roller is worn or not, if it affects the paper
feeding effect, you need to replace it with a new one.

(3) Adjust the brake device of the supporting roller to make it suitable.
(4) Check various wearing parts and pay attention to timely replacement.

(5) Check whether the wiring on the electrical wiring board is firm, if it is
loose, fasten it,

Check whether there is dust or dirt on the inverter and circuit
board, and blow it away with compressed air.

| sincerely hope that you can insist on cleaning and maintaining the
machine every day, and regular inspections.

Inspection, so that the machine can exert its maximum efficiency,
safe production, and maintain long-term good

Good performance. If you have any questions, please call and
exchange,

After-sales phone:+86 13420743171 Thank you!
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Causes of failures and troubleshooting methods

Error Reason Adjust methods
(1) The paper film is not centered (1) Adjust the film roll centering handwheel forward or
(2) The tension of the paper is not adjusted reverse to center.
properly (2) Adjustment.

Run (3) The bag former is too low and the feeding 3) It %s advisable'to raise the bag former to just push the
; pusher touches the paper block without touching the paper.

film (4) The bag former is too narrow (4) Adjust the width of the bag maker to adjust the handwheel

(5) Feeding paper is too fast or too slow to relax a little.

(5) The paper—feeding photoelectric disk and its components
are faulty, replace the corresponding parts.

(1) Inaccurate length (1) Reset the length.

(2) The feed roller is too dirty (2) Clean the dirt and black spots on the roller.

(3) No response from the electric eye (3) Check whether there is any problem with the color code,
(4) The proximity switch on the knife shaft does adjust the distance between the sensor and the paper or the
not respond or is offset sensitivity knob on the sensor, the color code is aligned

with the sensor, the light on the sensor should be off, and

5) The brake is too tight too 1
(5) ¢ braxe 18 oo tlght or too 100se the light on the eye should be turned on.

Detecto (6) Improper compensation value settin
r wrong g (4) Adjust the distance between the proximity switch and the

cam (2«»3mm). When the upper and lower knives are aligned,
the proximity switch should face the screw head on the cam
and the light should be on.

(5) Adjust the angle of the clamp block connected with the
spring on the brake band.

(6) Change the compensation value.

(1) The push rod is not synchronized with the (1) Pie position adjustment.
cutter (2) Adjust the compression degree of the product by the
(2) There is a change in the position of the pressure spring plate.
Cut material in the bag former (3) Adjust the height of the knife seal so that the
p]?O(hJCT) (3) Tool holder is too high or too low engagement center of the knife holder is in the middle of the

product height.
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Rrror Reason Adjust methods
(1) The temperature is not enough or (1) Adjust the temperature appropriately.
too high (2) Clean up the debris on the knife seat.
(2) The knife seat is not clean (3) Readjust the tool holder.

Leakage/film (3) Dislocation of upper and lower tool | (4) Change the paper.

broken holders (5) Adjust the knife speed to the right
(4) Poor paper quality
(5) The knife speed is too fast or too
slow
(1) Paper long electric eye failure (1) Replace the electric eye.
(2) Tool holder proximity switch (2) Replace the proximity switch.

The paper failure (3) Re—adjust parameters and re—adjust the

length is less
than the set
value

(3) If the machine is running, the
adjustment of the parameters of the
electric eye tracking system is not
ideal; the paper length setting exceeds
the limit and the electric eye is not
adjusted properly

electric eye.

Paper length is
not displayed

(1) The position of the electric eye
and the chainring is incorrect

(2) The tool holder proximity switch is
broken or the position is wrong

(1) Adjust the position of the electric eye
and the chainring.

(2) Replace the proximity switch or adjust
the position.

The temperature
control meter
cannot control
the temperature
or has no
display

(1) The heating element is damaged
(2) The solid state relay is damaged
(3) The thermocouple is damaged

(4) The temperature control meter is
damaged due to excessive voltage or
instability

(1) Replace the heating element.

(2) Replace the solid state relay.

(3) Replace the thermocouple.

(4) Replace the temperature control meter.
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Operational safety for flow packaging machine

Personnel safety
It is forbidden for multiple people to control the start-up work of one machine
When clearing the debris on the tool holder, please press the emergency stop button

When cleaning the heat-sealed parts and their surroundings, please pay attention to the
high temperature to prevent burns

When cleaning the transmission parts, please stop and press the emergency stop switch
When the machine is running, it is forbidden to touch the transmission parts by hand
Maintenance and repair of electrical components should be done by professionals
Machinery safety

It is forbidden to put sharp and hard objects in the packaging machine, knife seal or other
places that may enter the knife seal mechanism to prevent damage to the knife seal

It is forbidden to put small words and grains on the top of the knife seal of the packaging
machine to prevent electrical short-circuit or jamming of the knife seal mechanism due to
falling

Violent operation is prohibited
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