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IMPORTANT SAFETY MESSAGE

Please read this message fir st!

The System Ileis acontrol that acts as an interface between light curtains that are designed to guard
personnel working around moving machinery. Whenever the operator’s safety is dependent on the
machine’s ability to stop quickly enough to prevent an injury, it is absolutely imperative that the safe
stopping time of the machine shall be known and the light curtains be set the proper distance from the
nearest pinch point asisregulated in the United States by the Occupational Safety and Health Adminis-
tration (OSHA). The System | | eistotally dependent on the proper operation of thelight curtainsused to
safe guard the operator. Be certain that the light curtains used meet all OSHA requirements beforeinter-
facing themtothe System I | e. Be certain that the light curtains are mounted the proper distance fromthe
nearest pinch point as prescribed by thelight curtain manufacturer. Regardless of the cal culated distance,
you should never mount thelight curtains closer than 7.5 inches (191 mm) from the nearest pinch point.
Thisisrequired by OSHA Table 0-10in OSHA 1910-217 and Table 1 in ANSI B11-19-1990.

The System |1 e provides the stopping time of the machine in milliseconds when the machine is emer-
gency stopped in any position. The OSHA and ANSI B11 formulafor safe stopping time should be used
to determine the safe operating distance the light curtains are from the nearest pinch point. You should
refer to the light curtain manufacturer’s manua for the formula to be used to determine the proper
distance.

The System |l e can and should be used to monitor the brake stopping time. Proper setting of the stop
time setpoint inthe System | | eisthe soleresponsibility of the employer, purchaser and final owner of the
equipment.

If themachineisincapableof stoppingin enough timeto satisfy the OSHA time/distancefor mula,
themachineisunsafeand theram arrest valve system should berepaired or replaced. Thisrequire-
ment isthe soleresponsibility of theemployer and or machineowner.

The proper application, installation, maintenance and operation of the System | | e, thelight curtains used
and the machine itself isthe responsibility of the purchaser and or employer.

Itisthe purchaser’sand or employer’sresponsibility to inspect the System |1 e, thelight curtains, and any
other pertinent equipment daily for proper operation. It isal so the purchaser’sand or employer’s respon-
sibility to know that the stop time monitoring setpoints and the mute setpoints are proper and safefor the
operator.

The purchaser and or employer isalso responsible for the selection and training of the personnel neces-
sary to properly install, operate and maintain the machine and its safeguarding systems. For example, the
System Il e should only beinstalled, checked out and maintained by a qualified person, as*a person or
persons who, by possession of a recognized degree or certificate of professional training, or who, by
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extensive knowledge, training and experience, has successfully demonstrated the ability to solve prob-
lemsrelating to the subject matter and work.” (ANS B30.2-1983)

The user is the person(s) identified and designated by the employer as being appropriately trained and
qualified to perform a specific procedure. Often the user is the installer, die setter, electrician, mainte-
nance personnel, supervisor, foreman, etc. who isinvolved with the setup, daily test and checkout of the
machine and the safety devices.

The System Il e should never be accessed by anyone other than properly trained personnel so designated by the
purchaser and or employer. If the machine operator is not properly trained to setup up the machine or the
System |l e then a setup person so designated should perform the setup.

The machine operator must receive specific proper training on exactly which machinery is protected by the
light curtains, the machine’s operating controls, warning signs and safety instructions. The machine operator
must thoroughly understand and follow the company’s safety rules and always use the safeguards and proper
hand tools provided by the employer. The machine operator must notify management if the machine, tooling or
safety devices are not operating properly. Never use the machine if it or the safety equipment is not in proper
working order.

The System Il eis provided with akeyed selector switch. The purposeisto prevent untrained and unauthorized
personnel from entering or modifying programs or from changing setpoints programmed for brake stop time
monitoring, stroke length and top and bottom position setpoints. It is the purchaser’s and or employer’s re-
sponsibility to ensure that only trained and authorized personnel have access to these functions.

Thefollowing are additional requirementsthe purchaser and or employer must meet before using the
System lle.

The machine on which the System Ile and light curtains are to be installed MUST be capable of stopping
motion anywhere in the stroke or cycle in a safe time as prescribed by the OSHA formula for safe stopping
times.

Do not use the System I e or light curtains on any device with inconsistent stopping time or inadeguate control
devices or mechanisms.

When the System | e and light curtains are used to protect amachine operator from ahazard, the purchaser and
or employer hasthe responsibility to ensure that all applicable federal, state and local Occupational Safety and
Health Act (OSHA) requirements and any such rules, codes and regulations which may apply are satisfied.

All Safety related machine control circuit elements, including pneumatic, electric or hydraulic controls must
be control reliable.

Any power press which uses the System I1e and light curtains must meet the requirements and inspection
procedures of OSHA regulation 1910.217, ANSI standards B11.1-1988 and B11-19-1990 plus any other appli-
cable state and local regulations.
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All brakes and other stopping mechanisms and controls must be inspected regularly to ensure proper working
order. If the stop mechanisms and associated controls are not working properly, the machine may not stop
safely even though the System | e and the light curtains are functioning properly and should be taken out of
saviceuntil repairsaremade. DO NOT OPERATE A MACHINE INAN UNSAFE CONDITION.

A daily test must be performed by properly trained and designated personnel of the light curtains as prescribed
by the manufacturer and the System |l e and its associated equipment must be tested for proper functioning.

The enforcement of these regulations is beyond Metal-Tech Controls Corp.’s control. The pur-
chaser and employer have the sole responsibility to follow the preceding requirements and any
other procedures, conditions and requirements specific to the machine.

MTCC System Ile Page - 5



Page - 6 System Ile MTCC



PRINCIPAL OF OPERATION

The System I leisalight curtain interface that provides multiple mute points. Whentheramis
descending the light curtainsare “ON” and if interrupted would emergency stop the ram’s de-
cent. When the ram reaches the “MUTE” position the light curtains are ignored and parts and
hands can enter through the light curtain barrier without preventing the ram’s continued descent.

The System Il e has provisions for up to 15 “MUTE” positions that can be set for each of the 400
“TOOL” setups. A “TOOL” setup consists of a“TOOL” number, which identifies that particular
“TOOL”, asmany as 15 “MUTE" points, and a choice of forced ram stop positions.

Please make reference to the diagrams on the following pages depicting a simple “TOOL” setup
wherein a box is being formed with a 3/4 inch return and 5 inch high sides. Thisis atwo cycle
(stroke), setup and the “STOPS’ have been |eft at the default setting, “MUTE” stop.

You may want to review “HOW TO PROGRAM THE System I1€” to better understand the se-
guence of events.

A typical box shape starts out with ablank resembling the Red Cross symbol. In this particular case
we requiretwo “MUTE” pointsto allow usto form each side of the box.

Let’s assume that the finished box will be 24 inches square and 5 inches high.

Let's also assume that for convenience and ease on the operator that a support table has been
attached to the front of the bed.

Thefirst “MUTE” point will be .250 because the part isflat before the first .750 bend. The second
“MUTE” point will be .750.

Onthefirst bend bring the ram down until it reachesthefirst“MUTE” point (.250). When theram
comesto astop weinsert the blank through the die and up against the back gauge fingers. Oncethe
blank isin proper position bring the die through the forming depth and then back up to the top of
the stroke. Slide the blank out past the light curtains and bring the ram down to the 2nd “MUTE”
point. Insert the part through the .750 space in the die and up against the back gauge. Bring the die
through the forming depth and back to the top of the stroke. Y ou have just formed thefiveinch side
bend.

Slide the blank back out of the machine until it is outside the light curtains. Bring the ram down to
the 1st “MUTE” point while rotating the part to the next side to be formed.

Again the ram stopped at .250. Insert the blank through the opening and up against the back gauge.
(You will note that the 5 inch high sides have no effect on the ram movement) again form the 3/4
inch bend. Astheram returnsto thetop position, removethe part, bring theramto the2nd“MUTE”
position, insert the blank and form the second 5 inch bend. Do this to the remaining sides.
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Usingasupport tableinsert the
flat blank into the die and up
against the back gauge.

The operator releases the foot
pedal, then re-initiates the
stroketo form the part.

Bringtheram down until the
System lle stops it
automatically at the first
mute position.

Slide the part up against the
back gauge for the second
bend.

\_ J
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e

Bring the ram down until the
System |l e automatically stops
the ram at the second mute
position.

\__ Y,
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The operator releases the
pedal then re-initiates the
stroke to form the second
bend.

(. S
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Slidethepart out past thelight
curtainsand rotatethepart 90
degrees.

The operator releases the
foot pedal, then re-initiates
the stroke to form the short
leg of the second side of the
part.

=%

=
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o

Insert the part through the
die opening and up against
the back gauge.

Bringtheram down tothe
third mute position then
insert the part up against

~|.h-the back gauge.

. ™\
18,

e
/ﬁ‘,'ﬁéty

Slidethepart out past thelight
curtains and bring the ram
down to the third mute
position.

N, S

;. ™

The operator releases the foot
pedal, then re-initiates th
stroke to form the second high
side of the part. Repeat the

N S

sequence of operationsuntil the
ox has been completed. .
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INSTALLATION INSTRUCTIONS

Transducer Mounting:

It is very important that the transducer travel the exact same distance as the ram. This means that
the stationary end of the transducer must be securely mounted to anon-moving part of the pressand
the moving end of the transducer to the ram.

Mount the transducer so the cableisas vertical aspossible, not morethan 5 degrees inany direction. A
1/4incheye boltissuppliedfor thecableend. If you use somthing other than the supplied eye bolt besure
it doesnot flex becausethiscould changethe position readouit.

Transducer Wiring:

The transducer cable isathree conductor shielded cablewith adrain wire (bare ground wire). The
Transducer connector is pre-assembled. Be sure the drain wire is connected to the terminal marked
“Neg” located on the blue terminal strip in the control panel. Route the cable away from all high
voltage cables. See the wiring diagram for the other wire connections.

Mounk to the stationary part of the
fnachine. A cloese to the ram as

4=_. peeable, Be certan the cable can fravel
[r Waing! q/ the fill length of ram movement. The
]

-
“Frers i
e iy el

2 | et wn

Cable travel length iz 15 inchesz,

-—_
™ i Bishing

The cable mmst be able to travel
o amoothly up and down without mbbing

T the gude bushing. Parallel in both
directions.
I — The clasp
sl
o

[Tse the eye bolt supplied or some
other substantial bracket
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Mounting the System |1e Control Panel:

Before punching conduit connector holesin the panel de-
cide exactly how you are going to mount it. Select a posi-
tion on the machine so that thereis sufficient clearanceto
swivel and tilt the control enclosure asthisisessential for
viewing the display.

The panel should be mounted at eye level and the panel
controls should be convenient to the machine operator.
The “U” shaped bracket can rotate 220 degrees which
allows you to mount the panel in almost any position.

If the machine has a pendant mounted control already, a
muffler clamp or “U” bolt (obtained from any auto sup-
ply store) can be used to mount the System | 1 e to the pen-
dant just above the existing control.

If the optional articulated control mounting arm was pur-
chased, tighten the adjusting bolts on the control arm to
sufficiently secure the panel in position while still allow-
ing the operator to easily move the panel to any desired
position.

Existing Control

|

:l—

7i\—

I ] N\
/ \ 7/

~

Articulated Mounting Bracket

Lok Nt —g o

.l Fhdv | lniciie
|

i Grackel

_AgiEtion S

You Can Also Mount The System I1e On Top of the Bracket
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Treadle Operated Machines:

Anair cylinder and an air control valve will be added to the linkage to stop the machine. Actuation
of the ram will function the same as before. This mechanism will aso be used to stop the machine
at the desired “MUTE” positions.

With treadle operated machines it is necessary to install alimit switch as shown. The function of
this limit switch is twofold. First, it tells the control when the treadle linkage is in the uppermost
position (released). Second, when the treadle is pressed and the switch isreleased, it tells the con-
trol that the machine has been activated and that ram motion is expected. See “Motion Error” for
more details.

- Ec-unter Balance Spring

umﬂﬁ—@——E
@5 ﬁ *— | irmit Switeh
|

If the machine is stopped for either an emergency or for a “MUTE” position, the limit switch
preventsthe dual valve from coming back on until the operator has rel eased the treadle and allowed
it to returnto thefully up position, opening the limit switch circuit. Oncethe switch isactivated, the
air pressure is re-applied to the cylinder, closing it. Now the machine is ready to go again. If the
dual valve wasto come on beforethetreadle reachesthefully up position, the cylinder would close,
jerking the pedal up and possibly injuring the operator. I nstall and adjust this switch with care.

MTCC System Ile Page - 13



Treadle/Foot Switch Activation Option:

When using the electric foot switch to activate a Treadle/Foot Switch controlled press brake it is
necessary to 'lock’ the linkage in the fully down position. This extends the air cylinder to the open
position. When the foot switch is pressed, air isforced into the air cylinder closing it and drawing
down the clutch linkage and activating the press.

=] Counter Batanoe Spring
il | h

=
[ — e o, " f-;:jll L'J=-|-E|

Q_] - Limit Safich

L 1

Tmadle Deprassed il X
B <=

/ o =='\0
c_:,-.o-:'-.__.-'

Lacking P nstalled

No attempt has been made here to depict other methods of locking down the linkage. There are so
many variations of linkages that it would not be practical. Therefore you must rely on your own
ingenuity to design the proper mechanism. The more securely the mechanism islocked, the better
the operation will be. The locking mechanism should also be easy to engage and disengage.

Foot Switch Operated Mechanical M achines:

kg~ ~o C , chiliv4z Linkags Cu- o 5o e Thicodc
i

[he L o Sl S

= Plaamn Mewl Fee — Corraciis 7

i T
1

FF Maad Yot s

U(? . R
8 N
N

BooR "“---":n-

\“‘ Ect i i
PR L WIRATE, By
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Single Speed Air Clutch Machines: seewiring diagram:

Two Speed Air Clutch Machines:

On two speed machines it will be necessary to wire the HIGH SPEED RELAY to the existing
control. It isimpossible to go into exact detail because there are so many different machine con-
trols. Usually the two speed function is controlled by a

limit switch or an adjustable rotary limit switc roc

sometimes both. In either case this switch woul

need to be bypassed and or replaced by the HIGH

SPEED RELAY. We say ‘or’ replaced because

insomecasesdiminating theswitch may prevent some

other function of the pressfrom occurring. Basically

therearetwo air valves, amaster valveand the higl

speed valve. If, in any situation the master valvei: h

switched off, the presswill cometo astop becaus MUl Foaltion
themagter valveissupplying air tothehigh speed val ve

Usudly, if you determinewhat isdriving thehigh spes

vaveyou need only subgtituteit withthe System 11« FEEEEN  Denates High Speed On
HIGH SPEED RELAY. Thehigh speedrelay is‘ ON’

asshown, N/O contacts held closed. Actually, the high speed relay isturned * OFF 1/2 inch plusthe
DRIFT factor beforetheram reachesthe“MUTE” position.

MRS (Machine Reset Signal) (switch supplied with S400MC packages only)
TheMachine Reset Signd isaninput to the System | 1 ethat signasthe
top of the machine' sstroke (TDC). Thesignal hasthree purposes; the

firstisaredundancy check circuit for thetransducer It verifiesthat the n e
transducer’ stop positionisthe sameasthe MRS switch. Thesecondis _
toforcethelight curtainsout of theMUTE modewhen theram reaches , L
TDC. If theSystem | | efailsto recelvethissignal it will stop thema- ' . '

chineand display the error message“ MRSFailure”. Thethirdisto ; .
sgnd themachinetostop a thetopif thisoptionwassdectedfromthe = . - = |
tool program menu. ('. :

Theswitch should beingdled asshown. Notethecam driving theswitch. 1
Theleading edgeisadjusted so that theswitchisactivated early enough

to stopthemachineat TDC and sothetrailing edgewill deactivate the , .
switch as soon as the machine passes TDC. If the switch does not . ==
change statewithin 15to 25 degreesof TDC (drop off thetrailing edge) -

you may get MRS error messageswhen theramreachesthe* MUTE’ .
position. The MRSfunction checksto seeif theswitch changed state as '
asafety precaution. SN
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MTS (Machine Test Signal)

The System I erequiresthelight curtain relaysto open and close when power isfirst turned onand once
during each stroke of the machine. The purpose of thistest isto be certainthelight curtainrelaysare
working properly. Should therelay contactsweld closed the machinewould not stop if thelight curtainsare
interrupted during the downward portion of the stroke. The System | 1e checksitsownrelaysevery time
the machine comesto astop.

Some light curtain manufacturers do not have this input function. If they don’t, we would advise
against buying this type light curtain. However, if you have a set of light curtains without this
function, the control will accept alight curtain interrupt caused by the operator or the part breaking
the beam during the up stroke of the machine. Most operations cause this to happen anyway. On
initial power up you will have to satisfy the start-up test by manually breaking the beam. This
function can be turned off, however, it is very strongly recommended that it isleft on for safety.

Foot Switch:

For mechanical machines converted to electric foot actuation and air clutch machines (single and
two speed ). The System |l erequires an input from the press brake foot switch. Thisinput must be
51048 vdc. If there are no spare contacts on the foot switch you will have to add one, or you could
place asingle pole 110 vac relay on the din rail in the space provided. See the Panel Layout Draw-
ing. Wire the foot switch output to drive the relay and wire from the blue termina number 21
through the relay’ s contacts to terminal FS.

Page - 16 System Ile MTCC



Wiring and Electrical Requirements:

It isadvisableto use ajunction box or pull box to route the wiresto the System | | e so that you have
only two cables entering the System |l e panel. Thisis a much neater wiring method and will not
hinder the adjusting ability of the enclosure for viewing purposes.

Important Note: All inputsare 5 to 48 vdc. Should an AC voltage be applied to
any blueterminal you will destroy the computer control board and void the warranty!

If it isnecessary to input with 120 volt ac (such asfor the foot switch) you may use a
single pole relay. Room has been provided on the din rail in the control panel.
Do Not use 110 vac on the light curtain input!

Grounding:

BE SURE THE SY STEM ISGROUNDED! If astep-down transformer isin the system be sure the
common isgrounded to earth. Animproper or faulty earth ground isthe greatest cause of micropro-
cessor faults.

Install a Surge/Arc Suppression line conditioner in the 110 vac supply!
Use Surge/Arc Suppressors on all driven relays or valves! Do NOT put surge Suppressors across
the contacts of the System I1e€' srelays 1 and 2.

Check it Out!
After everything isinstalled, check it out! It' s easier than disassembling everything and sending it
back to us. If you are in doubt about any part of the installation, call us!

War ning! Do not run the press until the START-UP PROCEDURE has been com-
pleted. Thecontrol will not function properly until thisisdone.
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System I1e Wiring Diagram
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Light Curtains& Light Curtain Brackets:

Itisvery important that the bracketsbe mounted precisdly asshown. Theability to movethelight curtains
inand out from themachinedieareaiscritical intheuseof thewhole system.

The dlide adjustment allows for quick setups. Being able to move the brackets out to their maxi-
mum extension allows partsto be placed between the light curtain beams and the diefacilitating the
making of parts18” andlesswith only one“*MUTE” point.

Having the ability to adjust them in and out on ajob by job basis permitsthe setup person flexibility
inhow the partisto beformed.

The swing out featureisfor |oading and unloading diesfrom theend of the press. Simply loosenthedlen
locking screw and rotate the bracketsto the front of the machine. This clearsthe end of the pressfor
accessbility.

It also forces the light curtains out of alignment, preventing the machine from inadvertently being
activated while someoneisloading or unloading diesduring setup. An extrasafety feature!
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Light Curtain Bracket Detalil

NOTE: The machine mounts can a so be secured to the outside of the machine bed.
However the method shown alignsthethelight beamsmore acurately.
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START-UP PROCEDURE

Once all the components are installed and the electrical connections have been checked, you are
ready to perform the start-up procedure. Thisprocedureisonly required at start-ups, however there
may be times when you would want to make minor adjustments.

Keyboard notes: Pressing [MENU] returns you to the previous menu. Pressing [SKIP] moves
you to the next step or returns you to the MAIN MENU if there is not a next step. When in some

functions, pressing the UP or DOWN arrow keys will step you through the choices. The [Cycle]
key will zero some inputs. Pressing the [ENTER] key saves the entry or change you made.

During Setup you will do the following:

1. Set theram stop limit setpoint. Thisis used to prevent the machine from operating if
the stopping time of the machine deteriorates beyond the “ setpoint”.

2. Determinethe Motion Detect Setpoint. Used to detect whether or not the machineis
in motion when the press is activated.

3. Set the Machine Test Signal (MTS) ON or OFF.
4. Set the Foot Switch function.
5. Program asimple“Tool” setup to determine the stopping time of the machine.

6. Set the Drift factor. (See section entitled “DRIFT FACTOR”)

-0

i

o

o
EeOBO0

]
= i
Program EE‘-EI_L_ =1 E m d] '[_—} _{:‘* I:-:)

From inside the enclosure, turn the setup toggle
switch to ON and then press[7] on the keypad
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Turnthekey toPROGRAM’
Togglethe setup switch (located on top control -
ler board, press[7].

Note: 7isahiddenfunctionusedfor initia setup
only. Usethe UPand DOWN arrow keysto ac-
cessdl functions.

MTS (MachineTest Signal):

This is a very important safety feature! The
only time you would turn this function off is
when the light curtains you are using do not
havethisfunction. ThisisNOT recommended
and could prove extremely hazardous to per-
sonnel.

The Machine Test Signal checks for the light
curtain’s relays to turn off and then on again
when the control is first turned on and at the
bottom of each stroke. If an interrupt does not
occur by the operator or the part being formed,
the System Ile will send a signal to the light
curtain controller to turnitsrelays off and then
on again. Should they fail to do this you will
getan“MTS Failed on Up Stroke” error mes-

sage.

Motion Detection

This function checks for the ram movement
anytime the machine is actuated. If the
System Il e fails to detect the ram movement
within the programmed time it will stop the
machineand display “LOST MOTION” mes-

sage.

Set the time to the lowest possible setting
which does not cause nuisancefaults. The set-
ting is in milliseconds, 1000 equals one sec-
ond. 500 Msisthe ideal setting. Press[3] to
enter thisfunction and enter the desired time.

PROGRAM MODE

1=TOOL
3=CYCLE

2=STOPS
4=DRIFT

SETUP MODE
1=STOP TIME SETTING
2=DEL ALL 3=MOTION

Press Dn Key For MORE

SETUP MODE
4=MTS TEST ‘OFF’
5=MUTE FAULT ‘ON’

Press Up Key Prev.

LIGHT CURTAIN TEST
MTS is ON
2=0FF
[ENT] TO ACCEPT

1=ON

SETUP MODE
1=STOP TIME SETTING
2=DEL ALL 3=MOTION

Press Dn Key For MORE

Press ENTER or SKIP

Motion Delay Ms 2000
Enter New Time 0000

New Time Saved

MTCC
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Stop Time:

The System |l e checks the stopping time of
the machine every time the ram comes to a
stop and displays the stopping time in milli-
seconds on the screen. The stop time is com-
pared to a maximum stop time setting. If the
stopping time exceeds this setpoint a“ STOP-
TIME FAULT” will be displayed and the
machine will be disabled.

The set point must be programmed into the Sys-
temlle.

To determine the average stopping time you
will have to program a“TOOL” setup. Refer
to the section “HOW TO PROGRAM THE
SYSTEM |l€’ then return to this function.

Now that you havea“TOOL”, determinethe
average stopping time of the machine by stop-
ping the machine 15 times at the “MUTE”
position. Takethe highest and lowest numbers
and discard them. Add the remaining 13 num-
bers and divide by 13 to obtain the average.
Multiply theresult by 1.15 and enter thisnum-
ber for the stop time set point. Press[ENTER]
to save the setting.

Deleting Tool Setups:

If therecomesatimewhenitisnecessary to de-
letedl the* TOOL” setupscurrently stored you
candosoby pressing|[ 2] for “DELETE".

If you do delete these “TOOL” setups they
cannot be recovered again.

If you press [SKIP] you will leave this func-
tion and return to the SETUP MENU. Press-
ing [ENTER] beginstoimmediately deletethe
files and cannot be stopped.

SETUP MODE
1=STOP TIME SETTING
2=DEL ALL 3=MOTION

Press Dn Key For MORE

Enter Averaged Press
Stopping time plus
15 percent.
STOPPING TIME: 285

Stop Time Saved

SETUP MODE
1=STOP TIME SETTING
2=DEL ALL 3=MOTION

Press Dn Key For MORE

DELETE ALL SETUPS?
WARNING!
Can Not Be Recovered
Press ENTER or SKIP

PLEASE WAIT

Deleting Files: 400
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PROGRAMMING THE SYSTEM IIE

Befor e proceeding, set the machineup, install the
diesand adjust theram for proper penetration.

NEW TOOL SETUP:

With thekey turned to PROGRAM select [1]
for TOOL.

Select [3] for anew program.

Having previously determined the number of
cycles required to form the part, enter the
number of cycles.

Place a part or some scrap material the same
thickness as the part on top of the lower die.

Following the instructions on the display,
move theram down until the upper dieisjust
touching the part. Press[ENTER]. The con-
troller now hasazero reference point to work
from. All thefollowing “MUTE”" points that
are entered are set from this zero reference.

After pressing the [ENTER] key the screen
will display the MUTE point screen. Notice
that it asks you to enter Mute Point #01. En-
ter it in decimal form (the controller will au-
tomatically enter the decimal point) in this
case 1/4inch (.250). Press[ENTER] and the
controller savesthe entry and goesto the next
cycle - #02, etc. Finish entering the mute
points for each cycle.

PROGRAM MODE

1=TOOL 2=STOPS
3=CYCLE 4=DRIFT
TOOL MENU
1=0Open 2=Edit 3=New

Enter Choice

PROGRAM TOOL No. 001

Enter No. Of Cycles
Cycles: 00

PROGRAM TOOL No. 001

Move Ram to Material
Reference Pos: 10.987

PROGRAM TOOL No. 001
Enter Mute Point #01
[ENT] TO ACCEPT
Position 0.000

PROGRAM TOOL No. 001
Enter Mute Point #01
[ENT] TO ACCEPT
Position 0.250

MTCC
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Once al the mute points have been entered
the display will revert back to the
“PROGRAM MENU” screen.

Stops:

The System |l e defaultsto “MUTE” position
stop. This means the ram will come to a stop
at each“MUTE” position alowing the opera-
tor to insert the material. At this point the op-
erator must release the foot pedal and pressit
again to continue the stroke.

There may be occasionswhereit isbeneficial
to not have theram stop at the“MUTE” posi-
tion (such asapunching or coining operations)
you can select TOP stop as follows.

Press[2] for STOPS, press[1] for TOP. Now
the machine will not stop at the“MUTE” po-
sition, however the light curtains will still
“MUTE” at the programmed positions.

You can aso select TOP and MUTE stops.
When thisis selected the ram will stop at the
top of the stroke and at each MUTE point.

Once chosen, the stop selection becomes part
of the*TOOL"” setup.

Cycle Change:

To change the CYCLE so you can repeat a
bend or go back to abend or synchronize the
System |l e cycle with the back gauge cycle
do the following:

With thekey in“ON” press[CY CLE]

Typeinthedesired cycle and press[ENTER]

1=TOOL 2=STOPS
3=CYCLE 4=DRIFT

PROGRAM MODE

1=TOP 2=BTM 2=BOTH

SELECT STOPS

SELECTION: TOP

Enter Stroke: 04

Cycle Changed
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EDITING AN EXISTING TOOL SETUP

From the “PROGRAM MODE” menu select
[1] for TOOL.

Note: Anytimewhenin EDIT MODE you can
press [SKIP] to bypass a screen or the [UP]
and [DOWN] arrow keysto movethrough the
selections.

Select [2] for EDIT.

Enter the tool number that you want to edit.

Select [1] for edit.

Note: A few additional screens will display
depending on your entries.

If you change the number of Cycles and that
isall you wish to change, use the arrow keys
to move up to the Cycle that is blank and en-
ter the “MUTE” point as before. If you are
done editing press [ENTER] then [MENU].
Editing is complete.

If you need to change the zero position press
[SKI1P] from the Cycles Menu and then move
the ram to the new Zero position and press
[ENTER]

If the new Zero position is different from the
original you will see this display. If you are
sure of the change press[ENTER] if not, press
[SKIP] to bypass this function. Pressing
[ENTER] saves the new setting and al the

PROGRAM MODE

1=TOOL 2=STOPS
3=CYCLE 4=DRIFT
TOOL MENU
1=0Open 2=Edit 3=New

Enter Choice

TOOL MENU

ENTER TOOL # TO EDIT
Tool No. 005

EDIT TOOL No. 005

1=EDIT 2=DELETE
Enter Choice

EDIT TOOL No. 001

Enter No. Cycles
Cycles: 02

EDIT TOOL No. 001

Move Ram to Material
Reference Pos: 10.987

WARNING!
ZERO SETTING CHANGED
CHANGE ZERO SETTING?

“MUTE” positions will automatically adjust YES=ENTER NO=SKIP

to the proper position based on the new Zero

position.
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DELETING AN EXISTING TOOL

PROGRAM MODE
From the “PROGRAM MENU" press|[1] for

TOOL. 1=TOOL 2=STOPS
3=CYCLE 4=DRIFT
TOOL MENU
Press[2] EDIT.

1=0Open 2=Edit 3=New
Enter Choice

TOOL MENU

Enter the TOOL number.
ENTER TOOL # TO EDIT
Tool No. 005

EDIT TOOL No. 005

Press[2] for DELETE

1=EDIT 2=DELETE
Enter Choice

DELETE TOOL No. 001

Press [ENTER] to continue with the deleting Press ENTER or SKIP
process or [SKIP] if you changed your mind. Enter Choice

DELETE TOOL?

You are given an addition opportunity to WARNING!
change your mind. If you are certain press Can Not Be Recovered
[ENTER] and the tool will be deleted. Press ENTER or SKIP

Program Deleted
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OPENING AN EXISTING TOOL SETUP

From the “PROGRAM MENU" press[1] for
TOOL.

PROGRAM MODE

Press [1] OPEN.

1=TOOL 2=STOPS
3=CYCLE 4=DRIFT
TOOL MENU

1=0Open 2=Edit 3=New

Enter Choice

Enter the TOOL number and press[ENTER].

TOOL MENU

ENTER TOOL NUMBER
Tool No. 005

SELECTED TOOL OPENED

WARNING!

make this safety check.

Whenever you open a TOOL Setup take the machine through a complete
dry run to be certain that none of the settings have been changed and that
the proper dies arein the press. Serious injury could occur if you fail to
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DRIFT FACTOR

Defining Drift:

When astop command isissued to the pressthereisadelay from the time the command isissued to
the time the ram actually comes to a complete stop. During this time the ram travels past the in-
tended stop.

If programmed, the System Ile will automatically compensate for this drift based on a factor
entered through the Drift Function.

Setting the Drift: PROGRAM MODE

From the ‘PROGRAM MENU” select [4] for

DRIFT. 1=TOOL 2=STOPS
3=CYCLE 4=DRIFT

The next screen shows the distance from the
progranmed “MUTE” position to wherethe SET DRIFT
machine actually stopped.

Mute - Actual = 0.215
MUTE - ACTUAL = distance the ram trav- Enter Drift: 0.000
elled past the MUTE position.

Entering the exact number shown will 9ften TOOL MENU
cause the ram to stop above the “MUTE” po-
sition because of momentum. It is best to en ENTER TOOL # TO EDIT
ter aDRIFT number about 30 percent lessthan
: . ) Tool No. 005
the number displayed. Test it and make minor

adjustments as needed.

Once the DRIFT is programmed it is seldom necessary to enter it again especially on
air clutch machines because they usually stop quickly. If you find that the DRIFT istoo
much or too little, change it as appropriate.
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QUICK MENU

IS not activated.

The QUICK MENU can only be displayed when the machine

With the key in the “ON” position press the
[MENU] key.

Safe Distance:

The System Ile will automatically calculate
the minimum safe distance the light curtains
may be from the nearest pinch point. Press[1]
and the safe distanceis displayed based on the
stop time parameter that was programmed in
during SETUP.

In this case the minimum safe distance is 7.8
or 8 inches plus penetration.

Batch Counter:

Keypad Notes: [Cycle] zerosthe count alow-
ingitto start over. The[ARROW] keysincre-
ment or decrement the count once per press.

The counter is used to count parts “made’,
which means, if the part takes five cycles to
finish, the counter will only count up after the
five cycles are compl eted.

Select [2] for the batch counter.

Once the batch count is reached the machine
will be stopped and the RED indicator lamp
will flash. Press [ENTER ] to zero the batch
and restart the machine.

QUICK MENU
1=SAFE DISTANCE
2=SET COUNTER
3 =LAST ERROR MESSAGE

LITE CURT. DISTANCE
Based on stop time
entered at testing
7.8 Inches + Pene.

Penetration isthe distancethesmallest part
of the body can penetrate thelight curtain
without causing a fault.

Thecounter only countsif the number islarger
than zero in the batch. To disable the counter
enter 0000 batch.

COUNTER MENU
Inc<-- -->Dec
ZERO=Cycle 1=BATCH
Counter 0000

NOTE: When setting the
BATCH besuretheramisin
the up position. The counter
incrementsat thebottom of the
stroke.

MTCC
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To enter anew batch setting press[1]. COUNTER MENU
Enter the desired batch count and press

[ENTER] to saveit. Ent. Batch Amt. 0000

The new batch setting is saved.
Batch Saved

Last Error Message:

TheLast Error message functionisto provide

a means of reviewing the last error that oc- QUICK MENU

curred. Computers operate so fast that if an 1=SAFE DISTANCE
intermittent error occurs the control will stop 2=SET COUNTER

the machine but because the error cleared, the 3 =LAST ERROR MESSAGE

control will reset to the run mode.

If you should experience having the machine
stop for no apparent reason, use the LAST
ERROR function to determinewhat caused it.

LAST ERROR

Press[MAIN MENU] then [3] - the last error LIGHT CURTAIN FAILED

that occurred will be displayed.

Thisis valuable when trouble shooting.
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WARRANTY

Metal-Tech Controls Corp. - herein after referred to asM TCC warrantsits productsto be free from
defects of material and workmanship and will, without charge, replace or repair any equipment
found defective upon inspection at itsfactory, provided the equi pment has been returned, transpor-
tation prepaid, within one year from date of shipment.

THE FOREGOING WARRANTY IS IN LIEU OF AND EXCLUDES ALL
OTHER WARRANTIES NOT EXPRESSLY SET FORTH HEREIN,
WHETHER EXPRESSED OR IMPLIED BY OPERATION OF LAW OR
OTHERWISE INCLUDING BUT NOT LIMITED TO ANY IMPLIED WAR-
RANTIES OF MERCHANTABILITY OR FITNESS FOR A PARTICULAR
PURPOSE.

No representation or warranty, express or implied, made by any sales representative, distributor, or
other agent or representative of MTCC which is not specifically set forth herein shall be binding
upon MTCC. MTCC shall not beliablefor any incidental or consequential damagesor lossarising
from reduced or lost production, or expenses directly or indirect arising from the sale, handling,
improper application or use of goods or from any other cause relating thereto and MTCC’ sliability
hereunder, in any case is expressly limited to the repair or replacement (at MTCC’s option) of
goods supplied by MTCC.

Warranty is specifically at the factory. Any on site service will be provided at the sole expense of
the purchaser at MTCC' s standard field service rates.

All associated equipment must be protected by properly rated electronic/electrical protection de-
vices. MTCC shall not be liable for any damage due to improper engineering or install ation by the
purchaser or third parties. Proper installation, operation and maintenance of the product becomes
the responsibility of the user upon receipt of the product.

Returns and allowances must be authorized by MTCC in advance. No returnswill be accepted after
30 daysfrom shipment. Therewill be a30 percent restocking charge on all returns. All returns must
be in new resalable condition and in the original packaging. MTCC will assign a RETURNED
GOODSAUTHORIZATION (RGA) number which must appear on all related papers and outside
of the shipping carton.

WARNING! Any attempt to repair or troubleshoot MTCC'’ s products except aslimited to the user
replaceable componentswill void the warranty and may render the product unsafefor use. MTCC's
products contain complex electronics which may only be tested and repaired by an authorized
MTCC trained technician.
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