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Equipment Introduction 

The plane mask machine developed and produced by Beijing Zhongli 

Machinery Engineering Technology Co., Ltd. is mainly used for the automatic 

production of plane masks under four layers. 

This equipment adopts 1+2 structure design and uses ultrasonic welding 

technology. It has an advanced technology, reasonable structure, stable 

function and easy operation features. 

1. Equipment applicable materials 

Non-woven fabrics, ultra-fine polypropylene fiber melt-blown fabrics, 

ultra-thin polypropylene melt-blown fabrics and other non-woven fabric 

materials can be used for mask production. 

2. Device use function 

（1）Put on the roll materials 

（2）Insert nose line 

（3）Shaping 

（4）Ultrasonic pressure lace 

（5）Cutting 

（6）Ultrasonic welding earband 

（7）Automatic discharge 

3. Applicable products 

（1）2-4 layers flat masks (mask length 17-17.5cm, mask width 9.5cm) 

（2）Civilian flat mask 

（3）Medical flat mask 

4. Device function 

（1）After using ultrasonic and special knurling wheel to press, you can 

get the above mentioned functions. 

（2）The knurling wheel can be replaced with various round knurling 

wheels according to customer requirements. 

（3）No need for preheating when producing masks, and for continuous 

operation. 

（4）The equipment is easy to operate and easy to maintain. 

 

5. Equipment composition 

1+2 mask equipment composition and function：  

1. 上料机 Feeding mashine rack：install mask non-woven fabric material 
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and nose bridge material 

2. 本体机 Main corp machine: making mask body 

3. 翻片机 Turning machine: place the mask alternately on conveyor belt 

1 and conveyor belt 2 

4. 传送带-1 Conveyor belt 1: transmit the mask body to the ear band 

machine 1 

5. 传送带-2 Conveyor belt 2: transmit the mask body to the ear band 

machine 2 

6. 耳带机-1 Earband machine 1: welds earband 

7. 耳带机-2 Earband machine 2: welds earband 

8. 出料线-1 Discharging line 1: output finished mask 

9. 出料线-2 Discharging line 2: output finished mask 

 

 

6. Equipment size and layout 

Equipment layout size：7038(L)mm ×3630(W)mm × 1800(H)mm 
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7. Main parameters of equipment (for reference only) 

Model  

Overall size 7038(L)mm ×3630(W)mm × 1800(H)mm 

Total Weight 2500KG 

Mask size specifications Lenght 17~17.5cm，Width 9.5cm 

Applicable compressed air 0.6~0.8 Mpa 

Air consumption 300L/min 

Voltage 50/60Hz，AC220V （two-phase） 

Power KW 

Line efficiency ≥65 pcs/min 

Equipment production yield ≥95% 

Production environment 

requirements 

Temperature 10°~ 35°, humidity 35~65% HR 

No dust (cleanness is not less than 100,000 

level) 

Loading tray 

specifications 

3-roll fabric roll diameter φ650mm 
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Operating Instructions 

 

In order to make the equipment performing better, please read the 

product manual carefully before use, observe the safety precautions, set 

the technical parameters in strict accordance with the specifications, and 

equipment operating. If you have any questions, please contact us in time, 

we will serve you wholeheartedly! 

 

Please keep all manuals and related technical information properly for 

future reference! 

 

   
 

Danger：  

* Must be used a separated reliable ground wire, in order to avoid the 

danger of being hit by electric leakage or static electricity! 

* While a station is running don’t touch it，Otherwise, in order to 

avoid the risk of getting involved in the pressure cut! 

* After powering on don’t touch high temperature parts (such as 

ultrasonic platform), in order to avoid burns risk！ 
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Chapter 1 Security 

1-1. Function of safety device 

 

 

 

 

 

 

 

Device Function & 
Description 

EMO 
( Emergency Mechanical 

Off) 

 
 

 

 

EMO button (red)：  

When the EMO button is pressed, all mechanical 

movements will stop immediately. To release the 

button rotate it clockwise. After the button is 

released, all actions need to be re-initialized. 

 

Circuit breaker 

 

 
 

 

 

The air switch is generally in the circuit 

overload (overcurrent), short circuit, etc., the 

switch trips, cuts off the power, and plays the 

role of protecting the circuit. 

Main air source switch

 
 

 

 

To avoid danger when moving the mechanical part, 

after the main air source is turned off, the 

mechanical part can move freely. 
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1-2. Safety prevention 

 

1-2-1. Mechanical aspect 

 

 Wear suitable work clothes.  

 Do not wear tie, necklace or loose clothes when operating or 

maintaining the equipment. 

 Wear necessary protective devices, such as dust-free caps, masks, etc. 

 Before operating the equipment, revise the operating procedures. 

 Before demonstrating any operation by the device, always stop all 

moving parts. 

 

1-2-2.Electrical 

 

 There are always electrical risks on the power panel and terminals of 

the device. In order to avoid any electric shock and death accidents, 

the main power supply must be cut off when maintaining the device, and 

only qualified or trained maintenance personnel should maintain and 

repair the device . Be sure to turn off the main power before 

demonstrating maintenance of electrical wiring. 

 Please turn off the main power supply before doing any repairs in the 

electrical box. Only trained personnel are allowed to carry out 

maintenance or adjustment. 

 Check to make sure that the device / system is properly grounded. 

General maintenance will not only ensure stable and reliable operation, 

but also extend the service life of the equipment. 

 When performing any operation or maintenance on the equipment / system, 

the standard safety procedures should be strictly implemented. This 

can avoid any unnecessary accidents. 

 Understand and remember the location of all safety devices such as EMO, 

MCB, RCCB, etc. 

 

1-2-3. Operator 
 

 The operator must start the job after passing the training and 

assessment. 
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 When operating the worker must pay attention to to the position of the 

hand and the machine, and be careful of scratches. 

 When the machine is running, it is forbidden to touch the dangerous 

positions such as folding, forming, slicing, scissors, and ultrasonic 

platform. 

 

Chapter 2 Principles of Operation 
 

2-1. Workflow of fkat mask machine 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Preparation 

Adjust fold width 

Align material in layers 

Insert nose bridge 

Mask body blanking 

Mask body cutting 

Ultrasonic welding end surface 

Ultrasonic welding curling 

Fix mask hem width 

Conveying material 

Feeding 

rack 

Main 

corp 

machine 

Discharge 

line 

Earban 

machine 

Put on the roll material 

Turning machine 

conveyor belt 

Ultrasonic 

welding 

Ultrasonic 

welding 

 

Discharge 1 Discharge 2 

 

Termination 
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2-2. Feeding rack 

The cloth roll material is installed on the feeding machine in order, and a 

maximum of 4 rolls of tape can be installed. 

Place the nose bridge material roll into the nose bridge material roll 

position. 

Installable coil specifications：  

布卷 Cloth tape outer diameter：∮650mm ，Core diameter of cloth roll：∮

76mm  

Nose wire coil outer diameter：∮450mm，Nose wire core diameter：∮

140~250mm  

 

The installation of cloth roll and nose bridge is as shown in the figure 

below： 

 

 

Cloth roll: 

upper layer 

 

 

Cloth roll: 

lower layer 

 

Cloth roll: 

middle layer 

Nose bridge 

line roll 
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Upper layer 
Middle layer 

Node bridge line 

Lower layer 

 

3 layer of cloth pressed together 

Folding 

Adjusting folds width 
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The fabric roll replacement process is shown below： 

 

 
 

 

Nose bridge line 

Remove finished 

cloth roll core 
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Insert new 

cloth roll 

Using adehesive tape 

bond firmly cloth 

end and start 
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2-3. Main body machine  

Cloth wrinkling mechanism: pre-wrinkle the tape at the position where it 

needs to be folded. 

Cloth tape folding mechanism: folds and forms material where it needs to be 

shaped; 

Nose bridge cutting mechanism: straighten and press the nose bridge line, 

cut the nose bridge line at a fixed length and put it into the designated 

position; 

Welding mechanism of mask body: fold the cloth roll according to the 

specification and size, insert the nose bridge line in the cloth, and then 

weld the edge to make the mask body 

Mask body slicing mechanism: cut the finished mask body to a fixed length 

as required.

 

 

 

Nose bridge cutting mechanism 

Mask body slicing mechanism 
 

Cloth wrinkling mechanism 
Cloth folding mechanism 

Mask body welding mechanism 
 

Mask cutting hob 

Mask cutting position adjusting knob 
Welding tooth mold 

Nose bridge line cutting hob 
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2-4. Turning machine 

 Turning mechanism: the mask received from the body machine is 

alternately turned over to the conveyor belt-1 and conveyor belt-2. 

 Conveyor belt-1: convey material to earband machine-1. 

 Conveyor belt-2: convey material to earband machine-2. 

 

 

 

 

 

 

 

 

Conveyor belt 2 

Conveyor belt 2 

 

Turning mechanism 
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2-5. Earband machine 

Conveying mechanism: convey the mask to the ear band welding mechanism. 

Earband welding mechanism: The earband is welded to a predetermined 

position of the mask body by ultrasonic waves. 

Earband hot press forming mechanism: fold the earband into the mask body, 

and heat and shape the earband. 

Beating mechanism: transfer the mask to the discharging mechanism. 

Discharging mechanism: convey the finished mask to the subsequent mask 

collection station.

 

 

Conveying mechanism 

 

Earband welding mechanism 

Earband hot press forming mechanism 

Beating mechanism 

Discharging mechanism 
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The threading and trimming of the ear line are as follows: 

 

 

 

 

 

 

 

 

 

 

 
 

 

 

 

 

Earband line 

Earband scissors 
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Earband welding mechanism: 

 
 

In the process of using the device, 

if you do not need to fold the ear 

strap into the mask body, you can not activate the earband 

thermocompression molding mechanism, and at the same time, you can remove 

the two shown in the figure below. The advantage of this is that it can 

save energy and reduce the failure rate of equipment operation. 

 

 
 

 

Earband welding head 

Earband ultrasonic welding  

Earband thermocompression molding mechanism 

support blocks on both sides  

Support blocks on both sides 
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                    Chapter 3 Installation 

 

3-1．Schematic diagram of equipment installation dimensions 

 
Working power：220VAC，50/60HZ  

Working air source：0.6-0.8Mpa，flow 300L/min  

 

3-2．Equipment installation 

Step Content 

1 Install each module according to the layout, adjust the screw to 

the standard level and fix the connection. 

2 Connect the separate communication cables. 

3 Connect the compressed air source to the main air inlet of each 

equipment. 

4 Adjust the air source knob to make the air pressure input 

correct. 

5 Use a multimeter to check whether the equipment circuit is safe, 

whether there is a short circuit, and whether the grounding is 

reliable. 

6 Connect to the main power supply: 220VAC, 50 / 60Hz, use the ACV 

power meter to check whether the power supply is consistent and 

stable before powering on. 

7 Turn on the main power switch of each device. 

 

height of the main body machine 820 mm 

height of the turning machine 865 mm 

height of the earbelt machine 800 mm 
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Chapter 4 Power On / Off Process 

 

4-1．Content： 

 

Before turning on and off the equipment, understand all mechanical and 

electrical safety measures, check the power switch of each part, and 

switch the equipment power. 

 

4-2. Power on checklist 

 

Number Check content Yes/No 

1 Make sure the main power supply is consistent with 

the equipment requirements, 220VAC. 

 

2 Check whether the air source (air source air 

pressure) is set correctly, and the air pressure is 

set properly to make the device operate normally 

(not less than 5kgf / cm2). 

 

3 Set the process parameters of the ultrasonic molding 

place according to the process requirements. 

 

4 Clean up the debris in the equipment to ensure that 

all doors have been closed. 

 

5 Follow the correct procedure to turn on the power.  

 

 

4-3. Power off checklist 

 

Number Check content Yes/No 

1  Make sure that the device has stopped or the operation is 

completed before you can exit the program. 

 

2  Remove the unfinished product from the device before 

stopping the operation of the device. 

 

3  Close all doors.    

4  Follow the correct procedure to turn off the power.  

5  Before exiting the program and leaving the device, check 

whether the power of the device has been cut off. 

 

 

 

 

 

 

 



                                                                                  

22  

 

 

 

4-4. Starting device process 

 

Step Content 

1  Connect 220VAC power to the equipment. 

2  Plug in the air source connection plug of the device. 

3  Close the circuit breaker (MCB). 

4  Turn on main switch.   

5  Return system to origin.   

6  Turn on the ultrasonic power, check whether the ultrasonic is 

normal, and switch to automatic mode. 

7  Load the materials and put them on.  

8  After the operating system is initialized, the device can 

start running. 

 

 

4-5. Stop the device process 

 

Follow the power-off checklist. 
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Chapter 5 Manual / Automatic Operation 
 

5-1. Operation interface 

 

1+2 flat mask machine operation interface is composed of three parts：  

 

 
 

 

 

During manual operation, each machine operates independently. 

During automatic operation, each machine is connected to the machine for 

operation control. 

 

 

 

5-1-0 Driving steps： 

 

When the device is already powered on, the next step is to start the 

machine. The main process is to turn on the earband machine first, 

followed by the turning machine, and finally the body machine. 

The boot sequence is as follows:： 

 

    

 

 

 

 

 

Main body 

machine  
2# earband 
machine 
operation 
interface 

1# feeding 
machine 
operation 
interface 

 

Earband 

machine 
Turning 

machine 

Body 

machine 
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On the touch screen of the earband machine, set the mode to automatic 

mode, reset the device, and click the start button.(For better cost 

saving and time, you can turn off the heating and pressure setting in the 

setting interface two) The operation is as follows 

 

 

If you don't need the ear band hot pressing device, turn off the pressure 

heating operation as follows:
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On the touch screen of the material turning machine, set the mode to 

automatic mode, reset the device, and then click the start button.

 

 

 

Finally, on the touch screen of the main body machine, set the mode to 

automatic mode and press the start button to start the main body machine. 

The startup sequence is as shown in the figure： 
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Matters needing attention: During the driving process, we must pay 

attention to the sequence of opening the equipment, so as not to cause 

waste of materials. If there is a problem of shutdown, look at the alarm 

information on the touch screen and solve the shutdown problem based on 

the alarm information. 
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5-1-1. Main body machine - Man-machine operation panel： 

 

Boot interface： 

After the power is turned on, the following interface appears on the touch 

screen of the main body machine.  

After the device is powered on, turn the <power switch> knob on the man-

machine interaction interface to enter the operation interface of the main 

body machine.  

 

After clicking, the running interface is displayed as follows (automatic 

interface): 

Automatic page:
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If you need to use automatic mode, just set the mode to automatic mode, and 

then click the start button. 

Manual page:

 
 

The manual interface is required for debugging. The main motor needs to 

be running at full speed, the conveying motor and ultrasonic welding can be 

opened. Note: Full-speed operation refers to the motor speed of the main 

unit when both earband machines are running. If only one earband machine is 

turned on, the speed needs to be set to half speed operation. 

Setting page:
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I/O Monitor page： 

 
Display the current status of each signal input and output（check during 

fault detection) 

Alarm history:  

 

 The status column shows the historical alarm record of this machine  

 1# Cloth roll detection shielding off: Whether to shield the 1 # cloth 

roll with or without detection sensor; 

 2# Cloth roll detection shielding off: Whether to shield the 2# cloth 



 

30  

roll with or without detection sensor; 

 3# Cloth roll detection shielding off: Whether to shield the 3# cloth 

roll with or without detection sensor; 

 4# Cloth roll detection shielding off: Whether to shield the 4# cloth 

roll with or without detection sensor; 

 

 

5-1-2. Turning machine  man- machine operation panel:： 

 

Boot interface： 

After power on, the following interface appears on the touch panel. Enter 

the turn-on interface of the turning machine. 

 

 
After clicking,the operation page will show as follow（automatic mode page：  

Automatic mode page：
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The operating principle of the turning machine consists in flipping the 

masks produced by the body machine, through conveyor belts and to 

transport them to the earband machine. 

In automatic mode，we first reset the device，and then press the start 

button again。 

 

Parameter setting face： 

 
 

 
 

Automatic turning speed：the speed of the reversing motor when the mask is 

flipped. 

Reset turning speed：when resetting，the reversing motor will flip, and 

therefore motor speed become the reset speed.Turning acceleration and 

deceleration：during the acceleration time, the motor speed accelerate from 

0 to the maximum frequency; during the deceleration time，the motor speed 

decreases from the maximum frequency to 0. 
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I/O Monitor page: 

 

 

Display the current status of each signal input and output（check during 

fault detection） 

Alarm page： 

 

When the turning machine is not working，first check the alarm information 

on the touch panel，whether an alarm occurs. 
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5-1-3. Earband machine operation panel 

 

Boot interface： 

After power on,，the following interface appears on the touch panel. Enter 

the turn-on interface of the earband machine. 

 
 

After clicking,the operation interface will show as follow（automatic 

operation page）： 

Automatic face： 

 
 

Automatic page is in automatic operation mode.To start automatic mode, you 

need to reset the device first，as shown in the figure，and therefore it 

passes into a stop state. Press the reset on the touch screen，then press 

the start button. Auto mode is on. 
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Manual page： 

 
 

Servo shift：press the servo shift to return the earband machine to zero 

position. 

Front pressing cylinder：the action of fixing the mask during welding. 

Rear pressure cylinder：the action of fixing masks。 

Push earband cylinder：make the earband rush to the inside. 

Hot pressing cylinder：when earband is inserted inside, the shape of the 

earband is fixed. 

 

 
 

When we put on the ear line, we need to open the pressure ear strap to come 

on the ear line. 
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I/O Monitor page: 

 
 

Display the current status of each signal input and output（check during 

fault detection）. 

 

Parameter setting interface： 

 
 

Ultrasonic pre welding time：ultrasonic advance welding time。 

Ultrasonic welding time：ultrasonic wave welding time 

Incoming material induction time: the sensor senses the time of incoming 

material  

Welding solidification time：ear wire solidification time during welding. 
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Chapter 6 Common troubleshooting 
 

6-1. Content 

 

Provides：   

- Possible faults 

- Method of operation 

 

 

6-2. Common troubleshooting procedures 

 

step Content 

1  Identify the wrong component   

2  According to the fault resolution, circuit diagram etc，

identify the component or instrument that caused the 

failure. 

3  Analyse problem 

4  Solve problem  
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6-3. Common mechanical faults and troubleshooting methods 

 

6-3-1. Fabric tension control：fine-tune the tension control knob at the 

rear end of the fabric roll to increase or decrease the friction of the 

fabric roll shaft. The rubbing force can increase or decrease the tension 

of the fabric. 

 

 

6-3-2. Mask welding is not good（weld is not strong/weld is too strong）：  

The bad welding of the mask may be caused by the excessive gap between the 

welding tooth mold and the ultrasonic generator. An excessive gap may cause 

weak welding; if the gap is too small, it may cause a too strong welding. 

In these cases, the welding adjustment bolt may be adjusted. And thus, the 

gap between the welding tooth mold and the ultrasonic generator is adjusted 

to a suitable size. 

 

Tension control button 

Welding tooth mold adjustment screw 
Welding tooth mold 
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The bad welding of the mask may be caused by the incorrect parameter 

setting of the ultrasonic generator, which needs to be adjusted.

 

 

6-3-3. Mask cutting position is wrong： 

By setting the mask cutting position adjustment knob，mask pressure wheel 

can move upward and downward，Until the mask cutter cuts the mask at the 

mask cutting line. 

 

 

 

Mask cutter 

Mask pressure 

wheel 

Mask cutting line 
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6-3-4. The nose bridge line is not in the middle of the mask： 

Loosen the tensioner，adjust the nose bridge line cutter gear（clockwise or 

counterclockwise gear rotation）, thus the initial position of the nose 

bridge cutter is adjusted. Through this adjustment, the position of the 

nose bridge line cutter is changed，so that the bridge of the nose is in 

the middle of the mask。 

 

 

 

 

Nose bridge line cutter sprocket 

Tension wheel 

Nose bridge line cutter 
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6-3-5. Earband line tension adjustment：  

The tension of the earband line determines the length of the earband line 

cut; different materials or shapes of earband lines may require different 

tensions. In these cases, the change of position (up and down) of the 

tension control slider of the earband line is an appropriate adjustment for 

ensuring a proper tension of the earband line. 

 

6-3-6. Earband line welding firmness：It should be adjusted according to 

the changes of the material of the earband line and the mask cloth. 

The welding fastness of the earband line may be different due to the 

use of different materials of the earband line and of the mask cloth; in 

this case, it is necessary to reset the welding time of the earband for 

different earband lines and mask cloths. 

Finally, a proper degree of welding strength of the earband line can be 

obtained. 

 

6-3-7. Pay attention to the details of ultrasonic welding debugging of mask 

body machine 

Switch on the machine first and do not open the ultrasonic welding. 

Ensure that there is a certain gap between the mask welding tooth mold and 

the ultrasonic welding head before starting up，so as not to damage the 

welding tooth mold and ultrasonic welding head. 

Judgment method：mechanical operation starts only when machine is at first 

adjusted. Check if you hear a jingling sound when the welding tooth mold 

hits the ultrasonic welding head at high speed. If you hear a jingling 

Earband tension control slider 
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sound，it means that the welding tooth mold may crush the ultrasonic 

welding head and the ultrasonic wave cannot be turned on; otherwise the 

welding tooth mold and ultrasonic welding head could be damaged. After that，

the gap between welding tooth mold and ultrasonic welding head is adjusted，

until no jingling sound can be heard. At this time you can turn on 

ultrasound，and restart the motor. Then，Slowly try to debug the gap and 

adjust the welding effect of the mask body. Start with a slow trial, see 

the imprint. Accelerate only when the imprint is welded. 

 

 

 

The welding tooth mold is closely attached to the ultrasonic welding 

head.(×） 

The welding tooth mold and the ultrasonic welding head are more than 3U（×） 

he distance between the welding tooth mold and the ultrasonic welding head 

is correct, the thickness of a 25 g non-woven fabric is 2.5U,（√） 

 

6-3-8. Cloth roll position adjustment: 
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If there is a large deviation in the position of the cloth roll, you need 

to loosen the fixed knobs of the cloth roll on both sides of the cloth roll 

and then readjust the position of the cloth roll. If the cloth roll has a 

small deviation, you only need to adjust the position of the cloth roll 

fine-tuning knob in order to fine-tune the position of the cloth roll.

 
 

6-3-9. Equipment wearing parts： 

Welding tooth molds, mask cutting blades, nose bridge cutting blades, ear 

belt line cutting cylinders, ear belt line scissors, ear belt line clamp 

jaw cylinders, pull ear belt cylinders are wearing parts, please reserve 

spare parts for replacement. 

 

6-4. Common electrical troubleshooting 

 

1. Sensor: check each sensor to make sure it is working properly and in the 

correct position. The on and off of the sensor must be consistent with the 

on and off of the corresponding input points of the PLC, in order to ensure 

the right functioning. In the manual mode, test whether each cylinder is 

operating normally. If the cylinder does not move, first check whether the 

air pressure adjustment valve of the cylinder is too tight, resulting in 

air block, loosen the adjustment valve to see if it is connected.After the 

connection, if the manual solenoid valve still has no action, the solenoid 

valve is broken. If the solenoid valve is not broken, please check whether 

the output point of the PLC light on in manual mode. If it does not light, 

the PLC output point is broken. 

 

2. No ultrasonic wave during welding: if the ultrasonic wave does not work, 

please check whether the signal line of the device is loose; whether the 

Cloth position fine adjustment knob 

Cloth roll fixing knob 
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communication is normal; check whether the generating line between the 

generator and the transducer is well connected; after a period of power 

failure, restart and try again. 

 

3. Mask body welding over welding：if the welding is over-welded, first try 

to change the ultrasonic amplitude value and gradually reduce the amplitude 

value until the proper welding effect is achieved. If after adjusting the 

ultrasonic wave, the effect of reducing overwelding has not yet been 

achieved, the gap between the welding tooth mold and the ultrasonic welding 

head can be appropriately increased to reduce the effect of overwelding. 

 

4. The welding of the mask body is not strong: if the welding is not strong, 

it may be that the ultrasonic amplitude value is low, try to change the 

ultrasonic amplitude value, and gradually increase the amplitude value 

(note: too much will reduce the ultrasonic life). If with amplitude value 

increase welding is not yet strong, it is necessary to increase the 

starting frequency of the ultrasonic wave, thereby increasing the working 

frequency of the ultrasonic wave. In addition, try to reduce the gap 

between the mold and the ultrasonic wave until the normal welding firmness 

is reached. 

 

5. Earband welding over-welding: if the earband is over-welded, firstly 

through the HMI touch screen to reduce the welding time setting. In 

addition, the amplitude value can be gradually reduced by changing the 

amplitude value. 

 

6. Earband welding is not strong: if the earband welding is not strong, 

first through the HMI touch screen increase the welding time. In addition, 

the amplitude value can be gradually increased by changing the amplitude 

value, Until a suitable welding effect is achieved. If with amplitude value 

increase welding is not yet strong, you need to increase the starting 

frequency of ultrasonic waves, so as to increase the working frequency of 

ultrasonic waves until the normal welding firmness is reached.  
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Chapter 7 Prevention and Maintenance 
 

I ns pec ti

o n are a  

Project Method Standards and 

checkpoints 

 

 

 

Structure 

part 

Clean  Clean debris  
Structure is 

clean   

Parts and 

accessories   
Check raw edge and elasticity Tighten with 

tools  

Ultrasonic 

welding system   
Check function Functioning 

normally   

Transmission 

system 

Lubrication  
Functioning 

normally, 
no abnormal noise 

 

 

Electrical 

parts  

Relay Check function Functioning 
normally   

Switch Check function  Functioning 
normally   

Sensor  
Clean the sensor 

surface.  Determine the 

sensitivity of the sensor, lock the 

sensor, check the function 

Functioning 

normally   

 

 

 

 

Pneumatic 

part  

 

 

Air duct  

Check: 

1) Whether the connector is 

loose 
2) Check for leaks, kinks or 
cracks 

3) Whether the label and logo 
came off 

 

Functioning 

normally   

Cylinder Check function Functioning 
normally   

Electromagnetic 
valve  

Check function  Functioning 
normally   

Pressure 

regulator  

Check if the work pressure 

is normal 

Within normal 

range 

 
 

 

 

 

The information provided in this manual is for reference only. We reserve the 

right to modify at any time. 

 


