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Type—150/200 instruction manual

[. Main structure
Main structure is composed of mechanical parts , running
parts, conveyer plastic DICCES parts, cutting too parts,
conveyer liquid parts, corverer shoelace mechanism and
electrical parts.
2. Main technical data
Measurement:  2800x%] | D(*]1800
(length#wi dth*height)
Weight: FL150 200kgs 11200 200kgs FL250 600kgs
Knife specification: Gl 021 @23 D25 2.8
3.0 032 @35 3.7 04.0
042 045 @47 D5.0 etc
Plastic pieces specificati;. Al colors, all specification.
Width: 25 30 32 4 50 etc
Acetone consumption: About 0.3kg per 1000 pairs of shoelace
Horizontal power motor: Y vp: 1 Skw triphase
Voltage specified AC 226GV tor thermostat, installed one

thermostat of 250w



3. Performance

Suitable use shoelace made ot cotton. acrylic. polypropylene.
polyester etc. Auto-conveyer. cut and count shoelace. Free fix
numbers with sound alarm. Auto-stop when break down. Safety and
reliability. One person operate .lake capacity of production is
10000-12000 pairs by 8 hours.

4. Operation

Charge lubricant in each running parts before start. Charge acetone

in acetone box. Release air from liquid conveyer pump. Enter

acetone in pump. Install plastic pieces. Contact power. Turn on
heating switch. Switch on conditioner to preheat 50°C about. It
takes cutting tool 10-15 minutes to preheat 50-60 C .Penetrate
shoelace. Start motor .Put lever of cluth on the off position.

Auto-conveyer shoelace carry on

5.Adjustment

(I)Equipment has been adjusted strictly before delivery, no need to
be adjusted by the userself.

(2)On function if the plastic picces can not be cut, seal ends are not
good, check spray position which is on shoelace in cutting tool
or not. Adjust screw loose or tight on cutting tool. Check knife
which is damaged or not. Adjust screw on cutting tool and rectify

position of spray or change knite.



3. Performance

Suitable use shoelace made of cotion, acrylic. polypropylene.

polyester etc. Auto-conveyer. cut and count shoelace. Free fix

numbers with sound alarm. Auto-stop when break down. Safety and
reliability. One person opcrate . lake capacity of production is

10000-12000 pairs by 8 hours.

4. Operation

Charge lubricant in each running perts before start, Charge acetone

in acetone box. Release air from liquid conveyer pump. Enter

acetone in pump. Install plastic picces. Contact power. Turn on
heating switch. Switch on conditioner to preheat 50°C about. It
takes cutting tool 10-15 minutes to preheat 50-60 “C .Penetrate
shoelace. Start motor .Put lever of cluth on the off position.

Auto-conveyer shoelace carry on

5.Adjustment

(1)Equipment has been adjusted strictly before delivery, no need to
be adjusted by the usersel{

(2)On function if the plastic piezes can not be cut, seal ends are not
good, check spray position which is on shoelace in cutting tool
or not. Adjust screw loose or tight on cutting tool. Check knife
which is damaged or not. Adjust verew on cutting tool and rectify

position of spray or change knite.
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(3)If conveyer plastic piece. -5 | r-dinate, in case of lengthy or

shortern, adjust conveyer plastic picces mechanism. Check screw

On pattern roller, tight roller 2nd ratchet gear, tighten up if

necessary.

(4)Liquid conveyer pump is allocaied type 195 diesel. If there is no

spray when the pump starts, rel2ase all air from liquid conveyer

system.

6. Attention
(

1)Do not touch on knife with metalljc matter in order to avoid

damage on knife.

(2)Maintain voltage 220V uhoit production, if voltage is too
higher, the thermostat wil] be damaged.

(3)Forbidden on conveyer plastic pieces twice for sealing one end,

otherwise the knife will irc dame ped,



Attention:
1. Do not touch on knife with metallic mattcr in order to avoid damage on knife.

2 Equipment has been tested and adjiried ‘teictly before delivery, no need to remove any parts before

opcration.

Operating cutting tool and adjusting position(see Drawing No.2, No.3. No.4)
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Ahead knife module

Attention:
1. Do not touch on knife with metallic matter in order to avoid damage on knife.

2. Equipment has been tested and adjusted strictly before delivery, no need to remove any parts before
operation.

Operating cutting tool and adjusting position(see Drawing No.2. No.3. No.4)
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