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(Original) Use and maintenance manual

Type: Auto-Puncher for Conveyor Belts
Model: AFP-200

IMPORTANT:
Read this user manual and follow the instructions and warnings before operating this device.

Any modification or transformation performed on this machine may cause loss of the
manufacturer’s guarantee and liability

This manual must always remain near to the machine and visible to all the operating and
maintenance staff, for any future consultation, forming part of the equipment

www.ermengineering.com Clinfo@ermengineering @ (+34)937632525
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- CE Declaration of conformity:

WE DECLARE, under our responsibility, that the machine:

- Type: Automatic Puncher
- Brand: ERM Engineering
- Model: AFP-200

- Serial No.: xxxxxxX
- Manufacturer date: 2021

Inspired by the directives of the Official Journal of the European Communities:

2006/42/CE Machinery Directive
2014/35/UE Low Voltage Directive
2014/30/UE Electromagnetic Compatibility Directive

Complies with the design and construction specifications of the European Standards on General
Machine Safety:

EN 349 - EN 614-1 - EN 614-2 - EN 1005-1 - EN 1005-2 - EN 1005-3 - EN 1005-4 - EN
14118 -EN 12100-EN 13850 -EN 13857 - EN 14118 - EN 14120 - EN 60204-1 - EN
11161 -EN 61310-1 - EN 13849-1 - EN 13849-2 - EN 60204-1

General Manager: Eduardo Ramos Martinez

erm

LNITEEEEN belting Tabrication €

Arenys de Munt (Barcelona)-SPAIN
Date: 2021/08
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- Transport and unloading the machine:

Due to the fragility of some components of the machine, wood packaging is required with
reinforced board to attach it to the base by bolts through the openings in the rubber feet.

To keep the weight of the load well balanced, moving the punch cutting head to halfway across its
run before proceeding to pack is recommended.

For sea transport, the linear rails and drive screw located at the bottom of the cutting head must
be lubricated and full plastic cover provided.

A pallet truck must be used to move the machine, lifting it by the bottom cross bars of the bench
just as shown in the picture.

Fit the four rubber feet and proceed to level.
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- Dimensions and weights:

Total weight: 615 Kg

Measurements: 2775x1070x1325 mm.

- Installation and connection:

Provide compressed air through a tube with a minimum interior diameter of 8 mm., connected to
the intake.

A WARNING: DO NOT LUBRICATE THE COMPRESSED AIR that supplies the machine, all
pneumatic elements are self-lubricated.
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A WARNING: Avoid the entry of air with humidity or condensation. For this, it is
recommended to use a compressor with a drying unit.

NOTE: While the compressed air is connected, we will hear a slight air leak coming from the
pressure regulator. This is not an abnormality.

NOTE:
One must bear in mind that the air consumption of this punch cutter is 220 litres/minute.
Connect the power cable to the control board at 230v monophasic.

NOTE:
It is recommendable for the air and power lines to be run from above to prevent the staff

tripping or falling.

- Description:

Pneumatic punch cutter with a motorised head to cut conveyor belts in zigzag, with ball screw
activated by a stepper motor and positioning control. Pressure and punch cutting time control.

- Exchangeable cutting heads for different cutting geometries, with the possibility of
programming diverse forward steps.

- Support bench with material positioning guides.

This punch cutter is especially designed to cut thermoplastic materials with interior fabric.
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- Technical characteristics:

Dimensions 2775x1070x 1325 (1xwx h)
Weight 615 Kg
Max. thickness 8 mm.
Voltage 1x230
Power 0.40 kW
Max. pressure 7 bar
Belt width 2010 mm.
Advance speed 1 metre/minute
- Using instructions:
&WARNING:

HAND AND ARM TRAPPING HAZARD WITH THIS DEVICE DUE TO THE MOVEMENT OF THE
CUTTING HEAD. GREAT CARE MUST ALSO BE TAKEN BETWEEN THE CUTTING HEAD AND
SUPPORT PLATE, AS THERE IS THE DANGER OF LIMBS BEING SEVERED

Once the machine electrical and air connections are made, proceed to start it up using the ON
switch.
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Safety systems and messages

This die cutter has been equipped with the following safety systems:

1- EMERGENCY STOP

This system allows an emergency stop to be performed at any time using the two push buttons
located at both ends of the bench.

MESSAGE: EMERGENCY BUTTON PRESSED

To deactivate it, we must unlock the push button and then press RESET to return the head to the

starting point.

2- TREAD BAR
This device does not allow engagement of the cutting head if the bar holding the belt is not
lowered.

MESSAGE: CLAMP OPEN
To deactivate it, all one need do is lower the bar and press START.

3- DOOR OPEN

This device detects that the rear door of the blade head is open.
MESSAGE: COVER OPEN

The door must be closed to deactivate it.

4- CYLINDER DETECTOR

This device does not allow displacement of the head because it detects that the cutting
cylinder is not raised. This may happen due to lack of air or failure of the detector.

MESSAGE: CYLINDRE WRONG

To deactivate it, provide the machine with air or replace the detector.

1. CYLINDER DETECTOR

This device does not allow displacement of the head because it detects that the cutting cylinder is
not raised. This may happen due to lack of air or failure of the detector.

Message: CYLINDER DETECTOR

To deactivate it, provide the machine with air or replace the detector.
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Programming:

We must know the functions of the push buttons on the board to program the die cutter.

This must be pressed after an emergency stop or position the head at the starting point
after STOP.

2. A-A
Selection of the A-A program
This program is used in the majority of cases, to always operate on the left guide rail and
cut the belts performing the first end with the coverage on top and the second end with
the fabric on top, both for direct finger die cutting as well as finger over finger die cutting.
3. A-B
Selection of the A-B program
This program is only used in cases of diagonal belts, or belts with an hi profile, to operate
the first end on the left guide rail and the second on the right guide rail, always with the
coverage on top.

4. STOP

Allows the cutting process to be halted at any moment, to change the time or cutting
pressure, for example.

On pressing START, it will continue the process without losing the positioning memory
5. START

Starts the cutting process or acts to reboot following a STOP.
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6. WIDTH

We shall use this button to program the width of the belt in centimeters using the
keyboard, accept the value and press ENTER
7. STEP

We shall use this button to program the cutting step depending on the assembled head,
using the keyboard set the number in millimetres, between 3mm to 50mm, to accept the
value press ENTER.

8. TIME

We shall use this button to program the cut time with the keyboard, the values accepted
are between 3 to 10, to accept press ENTER.

9. ESC
We shall us this button to correct or delete any wrong value during programming

Belt cutting measurements for the different punches.

B0 X 10 902, . i 100 mm. Longer

BOX 10 75 Qi s 100 mm. Longer

120X 1590 Qe e e 135 mm. Longer

50 x 20 finger overlapping 909.........ccccceeeueene. 125 mm. Longer (cloth opening 130mm.)
Changing punch:

&WARNING:
When changing punches, switching off the equipment at the OFF switch is recommended
for greater safety.

Open the sliding door.

Loosen the 2 bolds using a 13 mm. spanner.
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Take out the punch and insert the new one.

Retighten the 2 bolts.

Close the sliding door and program the correct step in button STEP XX and ENTER

NOTE:
The cutting pressure must be adjusted for each type of punch or material.

If not, excess pressure may cause the blades to break or premature wear of the cutting
nylon.

80x10---------5/6 bar
120x15 6/8 bar
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PUNCH CUTTING A-A direct finger.

First place the first end of the belt by the guide with the cover upward and place the end of the
belt just by the Ref. 0 mark.

Then pencil in the insert measurement for the relevant material according to the punch
required.

Then place the belt under the tread bar until the mark made coincides with Ref. 0, ensuring it is
fully in contact with the guide.
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Lower the tread bar using the down push button.

We select function A-A if it is not activated.

We use the WIDTH button to adjust the width of the belt in centimeters and press ENTER.
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Check the STEP is correct. If not, use the STEP button and input the required value with between
5 and 30 then press ENTER.

< ® @000\
6 AR CRes.

<

NOTE:
The values programmed shall not be lost, even when the equipment is switched off; the
program always memorizes the last values input.

We press START to begin cutting at the first end.

NOTE:

During the cutting process, no programmed value may be changed, except the cutting
time. To do so, we press STOP after change that value with TIME button enter the value
between 03 and 07 and ENTER to save that value, Them, press START to continue.
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NOTE:
The programmed values will not be lost, even if the equipment is switched off. The program
always memorises the last values input.

Press START to begin cutting at the first end.
Once the first cut is completed, release the belt by pressing the bar raise button.

Place the second end of the belt by the Left side by the guide and position the end of the belt just
by the Ref. 0 mark.

Then mark the insert measurement is pencil for the relevant material, according to the required
punch.
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Then place the belt under the tread bar until the mark made is next to Ref. 0 and make sure it is
fully in contact with the guide.

Lower the tread bar using the drop push button and press START.

Once the operation has concluded, release the material by raising the tread bar.

PUNCH CUTTING A-A diagonal

Select the A-A function if not activated.

Insert punch 80x10 752
Program the step to 10 mm.
Adjust the cutting pressure between 4 and 6 bar
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Program the width in centimeters 4% wider than the belt width.
Example: if the belt is 400 mm. wide, program 42 instead of 40.
Replace the 909 straight guide and fit the new 752 diagonal guide.

To do so, release the two nuts that hold it to the bench.

Extract the straight guide rail by separating it from the side of the machine.

Insert the new 752 guide plate the same way.

Move the guide right up to the side of the machine and fix it down by tightening the two nuts.

Pag.
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Place the cut belt on the 752 diagonal by the supplementary guide to mark the advance measure
of 80x10 752 from Ref. 0.

Then insert the belt until the mark made is level with Ref 0.
Lower the tread bar using the drop push button and press START

Once the first cut has concluded, note that the head will be positioned at point 0 at the opposite
end of the control board. On reaching this point, release the belt by pressing the raise bar button.

Place the second end of the band at the other end of the bridge next to the right diagonal guide and
with the cover upward too, positioning the end of the belt right at the Ref. 0 mark, to pencil the
insert mark for the material that will be 80x10 75¢.

Then insert the material until the mark matches Ref. 0, lower the tread bar and press START.

PUNCH CUTTING finger over finger:
For finger over finger there are two possibilities about different geometries

With program A-B
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With this function A-B the puncher always changes the step when return the head in second
operation.

With program A-A and A-B pressing together both buttons for three seconds.

\
!

With this function A-A + A-B the puncher changes the step each two operations.
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NOTE:

This type of punch cutting requires prior separation of the cloths using the PS-15
separation device

Separate the cloths of the belt 130 mm. at both ends.

Fit 50x20 mm. punch.
Check that the A-B function is activated.

Program STEP 20 mm. and the required width in centimeters.

Adjust the pressure to 2 bar, as the cutting surface is less due to the blade length.

NOTE:

To perform finger on finger cutting, the two ends of the belt must be done on the same side

of the machine. The A-B program changes the step progress every two operations.

Place the first end of the belt next to the guide and position the end of the belt just by the Ref. 0
mark.

Then mark the two material insert measures for STEP-1 and STEP-2 in pencil.

After making the two marks (STEP-1 and STEP-2) place the cut-proof plate between the previously
separated cloths, so it comes out on both sides.
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Insert the end of the belt with the cut-proof plate up to the second mark, STEP-2.

Lower the tread bar by pressing the drop button and press START.
Once the first cutting operation is completed, withdraw the surplus material and cut-proof plate.

Then put the same end in again, but on the STEP-1 mark.
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Lower the tread bar and press START to conclude the first end.

Place the second end of the belt, with the opposite face upward on the same side and repeat the
same operations, first performing STEP-2 with the cut-proof plate in the middle of the material,
and then withdraw the plate to do STEP-1.

After placing the two marks (STEP-1 and STEP-2), insert the cut-proof plate between the
previously separated cloths so it comes out on both sides.
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Place the end of the belt with the cut-proof plate in up to the second mark STEP-2

A “élﬂff

Once the first cutting operation is completed, withdraw the surplus material and cut-proof plate.

—

Then insert the same end again, but on the STEP-1 mark.
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Then lower the tread bar and press START to complete the second end.

Changing support plate:

The guide strip is removed to change or turn the support plate.

Fully remove the plate displacement nut.
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Use a screwdriver to lever in the jig opening to lift and withdraw the plate.

Remove the plate from the side of the table under the tread bar.

Maintenance and care:

- Keep the screw and linear guides dust free and well lubricated with low density, low silicone
content lubricant oil.

- Replace the blades or the polypropylene bench when imperfect cuts are observed.

- Periodically move the polypropylene base 2 or 3 mm. to even out the wear.

- Empty out the water and clean the air intake filter basin if there is condensation in the line.
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- Troubleshooting:

The board does not turn on.

Check whether the switch LED turns red to determine a possible problem in the electric power
line to the machine.

The head does not move at all.

Check that the cylinder is upward and that the grid (cylinder cutting detector) is on.

The head moves but does not cut.

Check that the electro-valve is working and that the connector LED is on.
Check that the regulator pressure is above 2 bar.
Check that the cutting time is programmed between 05 and 10.

The belt is not cut across the full width.

Check that the intake pressure does not drop during cutting due to compressed air supply
shortage.

Check the thickness of the polypropylene plate

NOTE:
In the event of any problem, pay special attention to the messages on the screen to find
what is wrong.
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- Pneumatic scheme:
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- Spare parts:

PUNCHING PLATE 80X10 70°

Number | Porf name Uiz

Kn7A0S | owchilla 0 7x795-70 00
Kn7A04 | cechdlo 0 7xB825-70 oo
70200 DO&farcial frogueel 120 Ol ga
70220 Faxodor froguelpor

67105 TROMEL -80X10- 70 par

[N Y [ [ [

70200

Kn77103

Kn77104

PUNCHING PLATE 50X20

Number | Porf mame Uitz
Ka7ACS | codille 0 7525 oo z
70200 Defoncial frogeel 120 OC por 1
T2 Facador froguelpor 2
67104 TROMEL -50x20 o 1

70200

67704
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Kn77101

PUNCHING PLATE 120X15

Number Parf nome Umifs
Kn7AGM | cwdiilla O 7xlZ2xdoble b el mormol gor z2
TO200 D&fanciol froguel 120 OCpar 1
443 11_ge vl gor 1
ToZEG Paxodor froguel por z2
67101 TROGMEL-120%15 oo 1

70200

PUNCHING PLATE 80X10

Nember Part name Uitz
Hn7A02 | cuchdla O 7x82xdoble bsel normalpar 2
70200 Detancial frogeel 120 O par 1
70220 FPasodor froguelpar 2
67102 TROGLEL-80X1 000 1

Kn77102

70200
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Number | Part nome Lhits
ont Ala brida par b
o0 Gase osTonciolpor 1
F0E05 Base patines par b
oo 75 10 TF-L000Z asm 1
7000 Oefacial froguel 20 ICpar ki
002 Enlarce frogue AFF par b
Fon3 K7 2-035 par 2
7021 T ae_vQpar b
v e N Hiwh S0.par 4
70203 Festana froguel par Z
025 Fostizo froquel par b
FOE0L Soporte guia cobeza par 7
iy Tapa Glindropar b
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Number | Parf name Unrs
100100 | Barra pisador.par
100101 | CA2B25_400_0_par 2
100102 | Placa £02 p&ador.par 2 700 702
100104 | Cnfa psador.pa 1
100107 | KQ2A04_M5 par 4
100108 | Alumnic pisador.par
100105 | Goma psader.pa
W it
w_ 100101
& o—————
100704
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- Electric schemes
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Use and maintenance manual
Auto-Puncher for conveyor belts
Model: AFP-200
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belting fabrication equipment
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