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Warning

This machine contains moving parts and
operates automatically. This may present a
hazard to personnel.

Never operate this machine with any coversor guardsremoved or any guard switches or
safety devices removed or bypassed.

Only people who have been correctly trained should operate or clean this machine.

Only people who are correctly qualified and trained should carry out maintenance, installation
or any other service work.

Never clean or service the machine without isolating
the electrical supply and isolating the air supply.

Alwaystest for the presence of voltage befor e touching or working on electrical components.
Note that there might be other requirementsthat could apply.

Refer to the manuals supplied by the component manufacturersfor further safety instructions.
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Section 1: INTRODUCTION

Thank you for purchasing a Pharmafill Model PS1 PACKSERTER automatic packet inserter. We at
Deitz Company hope you will find that the Model PS1 meets or exceeds your expectations and
requirements for an affordable, reliable and innovative addition to your packaging operation.

Pharmafill products are designed and manufactured by Deitz Company Inc., in Wall, NJ, USA. We
have manufactured machinery for the bottle filling industry since 1966 and began directly marketing
our Pharmafill linein 1993. We are asmall (but growing) family-owned business that emphasizes
quality, innovation and superior customer service.

If you have any questions or comments, please contact us by phone or visit our website. Chances are
someone whose last name is Deitz will handle your inquiry personally.

Deitz Company Inc.
PO Box 1108
1750 Route 34

Wall, NJ, USA 07719

Tel 732-681-0200
Fax 732-681-8468

E-mail support@deitzco.com or
support@pharmafill.co

Web site deitzco.com or
pharmafill.com

The operation manual is designed to make it easier for you to know the machine and to make use of
its intended range of operation. It contains important instructions on how to operate the machine
safely, adequately and economically. Observing these instructions helps to avoid risks, to reduce cost
for repair work and machine downtime, and enhances the machine’ s operational reliability and
lifetime.

The operation instructions are to be supplemented by further instructions due to existing national
regulations on accident prevention and environmental protection.

If used in compliance with the instructions contained in this manual and provided that safety devices
areregularly maintained and properly working, this machine is not dangerous to the operator.

This manual isto be kept accessible to all operators using this machine and it is assumed that before
use the operator will read fully, and understand this manual and will follow instruction stated within.

As this machine may be used in the packaging of hazardous substances the operator should be aware
of the precautions required for these substances.
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In addition to the operating instructions and the binding regulations on accident prevention valid in
the country where the machine is being used and at its operational site, the recognized technical rules
on safe and proper working have to be observed as well.

These operating instructions and the information contained therein have been compiled with due
care and attention. However, DEITZ COMPANY does not take any responsibility for misprints,
tranglation errors or other errors and any damages resulting there from.

DEITZ COMPANY retains the right to make changes in the described products to improve
functionality, reliability and design. The measurements or data shown on schematics, sketches and
photos are not binding. They are for description purposes.

The information and drawings found in the operation manual are the intellectual property of DEITZ
COMPANY and may not be copied or given to third parties.

LEGAL NOTICE: DEITZ COMPANY ™, PHARMAFILL™ and PACKSERTER™ and any
graphic representations of the same are legal trademarks of Deitz Company Inc. and may not be used
by others without specific written permission from Deitz Company.
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Section 2: SPECIFICATIONS

GENERAL
MODEL
TYPE
PRODUCT CAPACITY
CHANGE PARTS
SPOOL CAPACITY
RATE

INPUT REQUIREMENTS
VOLTAGE
CYCLES
PHASE
AMPERAGE
COMPRESSED AIR**

ROOM HUMIDITY

PHYSICAL DIMENSIONS
WEIGHT

FLOOR FOOT PRINT
HEIGHT

FILLING HEIGHT
STANDARD CONVEYOR
BOTTLE HEIGHT

Notes:

Pharmafill Model PS1 Operation Manual

PS1 PACKSERTER Packet I nserter

AD1090

Yrgram to 5-gram packets on continuous strip spool.
Quantity: 3 for each width of strip (1 set included)

11.8" widex 1" ID core x 18.1" OD (30cm x 2.5cm x 46 cm).
80 to 100 cut packets per minute, depending on length.

110 VAC*

50/60 HZ

1

5.0 AMPS

50 PSI (344 kPa), consumes less than 1.0 CFM (28 LPM) 2
AIR MUST BE FREE OF WATER VAPOR AND OIL

85% RH non-condensing

250 Ibs (113 Kg) - without product spool

20" wide x 30" deep (51cm X 77cm)

Adjustable from 66" to 75" high (168 TO 190 cm) *
Adjustable from 67" TO 76" (171cm to 193cm) 3
4.5" wide x 36" to top surface (12cm x 92 cm) *
From 1” to 9" (2.5cm to 23cm) 3

1. Other input voltages are available as factory options if specified at the time of order

2. Compressed air must clean and dry, free of moisture (water) and oil.
3. May be adjusted further by adjusting or modifying leveling feet.
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Section 3. INSTALLATION

A. Unpacking

B. Commissioning
C. Compressed Air
D. Electric

3A. Unpacking

Carefully remove equipment from crate and remove all packing materials.

Inspect al supplied equipment for damage (if any damage is present please notify DEITZ
COMPANY immediately).

Assemble any components such as control panels, etc. using the drawingsin this manual as a
guide for mechanical, electrical and pneumatic assembly.

Position the machine on the line and adjust the legs of the machine to level the machine. Note
that the machine is designed for a standard conveyor height of 36 inches from the floor to the
top of belt.

3B. Commissioning

000D

000D

Check that the machine is correctly installed, levelled up and aligned.

Check that there are no loose bolts, screws and that all electrical connections are tight.
Ensure that the machine isolator (main disconnect switch) isin the OFF position.

Do not “megger” the machine (high voltage insulation test) as damage to electronic
components may result.

Apply power to the machine and check polarity and voltage of the incoming supply.
Check that all emergency stops work correctly.

Check that al guard switches operate correctly.

Check that the machine operates correctly.
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3C. Compressed Air

o Compressor must be adequate to meet the specifications (see Section 2).

o End user must supply filtration and regulation.

o Thesupply air should be clean and dry, free of condensation and oil.

o Connect the pneumatic supply (fig. 3.1). Standard fitting isfor ¥4 O.D. tubing.

BOTTOM OF EXIT TUBE
CONNECT EXHAUST AIR EXITS HERE.
COMPRESSED AIR SUPPLY MAY BE ROUTED AWAY AS
HERE DESIRED BY USER

| VIEW OF BOTTOM OF MACHINE

Figure 3.1

o Connect the Bottle Stop Gate air lines (fig. 3.2). Standard fitting is for ¥2" O.D. tubing.

VIEW OF BOTTOM OF MACHINE

CONNECT STOP 2 HERE
(DOWNSTREAM GATE)

CONNECT STOP 1 HERE
(UPSTREAM GATE)

Figure 3.2

o Apply compressed air to the machine and turn pressure regulators to 50-80 PS.
o Check for air leaks and rectify any leaks found
Also see drawing “TN0085 PS1 Gating Setup” in the back of this manual
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3D. Electric

Power source must be adequate to meet the specifications (see Section 2).

Check the polarity and voltage of the incoming supply.

The machine must be solidly earthed.

Make sure the MAIN DISCONNECT SWITCH isin the OFF position (fig 3.3). If it is not,
no action will take place, but thisis good practice.

0O 00D0

o Connect the main electrical supply.
EMERGENCY STOP
START
PUSHBUTTON
(TWIST TO RELEASE) PUSHBUTTON

MAIN ELECTRICAL
SUPPLY CORD
(IN BACK)

MAIN DISCONNECT
SWITCH

(SHOWN IN “OFF”
POSITION)

Figure 3.3

o |If the machine comes with a Stack Light (fig 3.4), which was removed for shipping, install it
now. Align it correctly with the connectorsin the base. Press down to snap it together.

STACK LIGHT

STACK LIGHT BASE

Figure 3.4
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3D. Electric (continued)

o Make surethe electrical connectors in the back of the machine are in place and secure (fig.
3.5and 3.6).

N

RIGHT SIDE | _ A T LEFT SIDE

Figure 3.5 Figure 3.6

o Turn the Main Disconnect Switch to the ON position (fig 3.7). No action will take place.
o To confirm that the machine is powered up, twist and release the EMERGENCY STOP
PUSHBUTTON then press the START button. The Operator |nterface Panel should light up.

MAIN DISCONNECT
SWITCH
(SHOWN IN “ON” POSITION)

Figure 3.7

o The Packserter is now ready for operation.
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Section 4. FEATURES

A. Generd
B. Graphic Illustration (fig 4.1)
C. Adjustable Machine Height

4A. Generd

e Automatically cuts continuous strip packets into individual packets.

« Suitable for any strip-type product such as desiccants, oxygen absorbers, lotion
samples, fast-food condiments, etc.

o PLC-controlled, with digital touch-pad operator interface.

e Brushless DC step motor drive for repeatability and reliability.

« Easy access, positive drive, belt feed mechanism.

e Pneumatically-operated knife assembly.

e 3-color stack light (Green/Y ellow/Red) for high-visibility status indication.

e Ready to roll up to any conveyor - includes lift platform and bottle-gating control.

o Stainless steel, anodized aluminum, acetal & polycarbonate construction.
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4B. Illustrated Features

SUPPLY ROLL
(IN BACK)

INFEED ROLLERS STACK LIGHT
& ROLLER GUIDES
UPPER GUIDE BLOCK
SUPPLY STRIP SENSOR
BELT DRIVE
CONTROL PANEL
LOWER GUIDE BLOCK EMERGENCY STOP
PACKET MARK SENSOR PUSHBUTTON
START PUSHBUTTON
CUT-OFF KNIFE
EXIT GUIDE
BLOCK MAIN DISCONNECT
SWITCH
EXIT TUBE
CUT PACKET SENSOR BACKUP SENSOR
START SENSOR
(BEHIND BOTTLE)

BOTTLE STOP GATE 1 BOTTLE STOP GATE 2
(BEHIND BOTTLE) (BEHIND BOTTLE)

Figure4.1
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4C. Adjustable Machine Height

The Packserter is mounted on top of a variable height lift platform (fig. 4.2). To accommodate
various bottle heights on afixed height conveyor, the Packserter height may be manually
adjusted viaa hand crank on the lower |eft side of the lift platform. For height range please

see the specificationsin Section 2.

FACKSERTER g

LIFT PLATFORM—"" \
T—HAND CRANK

s &

Figure 4.2
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Section 5: Operation

A. Power Up

B. Using the Control Panel
C. Insert Packets

D. Adjust Settings

E. Feed Options

F. One Step Options

S5A. Power Up

The Main Disconnect Switch (fig 5.1) controls the electric power to the Packserter. No power goes
to any electrical component when this switch isin the OFF position.

MAIN DISCONNECT
SWITCH
(SHOWN IN “OFF” POSITION)

Figure 5.1

1. To begin operation, turn the Main Disconnect Switch to the ON position (fig. 5.2).

MAIN DISCONNECT
SWITCH
(SHOWN IN “ON” POSITION)

Figure 5.2
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5A. Power Up (continued)

2. The Emergency Stop Pushbutton (fig 5.3) (also know as the E-stop) will also effectively
disconnect all power to the electrical components of the machine viaalatching relay. When
pressed, it will lock into the depressed position. Twist the E-stop to release it.

3. Press the Start Pushbutton to power up the Machine (fig 5.3).

CONTROL PANFL
Model PS1 Packserter
—— Press Meru R
EMERGENCY STOP START
PUSHBUTTON PUSHBUTTON
(TWIST TO RELEASE)

Figure 5.3
4. The Control Panel (fig 5.3) will light up, along with other components such as the stack
light and the fiber optic light sources.
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5B: Using The Control Panel

Thisisthe screen (fig. 5.4) you will see when the Packserter isfirst powered up. The upper row of 5
buttonsis for menu control and data input. The lower row of 5 buttonsis for Machine control after a
menu item is selected.

Model PS1 Packserter
---- Press Menu ----

Figure 5.4

Y our only option at this point isto press MENU. All functions are accessed through the menu. Once
you have pressed MENU, the first menu item will appear in the upper line of the display (fig 5.5).

XXx Menu Item xxx
Enter/Arrow/Clear
1EN v J ABOF

Figure 5.5

The lower line will display your options for menu selection, which are:
ENTER — press to choose the menu item currently displayed in thefirst line.

ARROW - press the up or down arrow to scroll through the different menu items.
CLEAR — press to cancel the current menu item and return to the first screen.
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1, Insert Packets
Enter/Arrow/Clear

acSdada

Insert Mode

Press Auto or Manual
a=aaa
| | il N

Insert Mode

Press Auto or Manual
A=adad
= l=1 -

Insert Mode

Waiting For Bottle
a=daa
a=aa

Bottle Backug
Press Auto or Manual

Sga=z
asaad

Insert Packets mode is used to manually or
automatically run the machine.

1. Press MENU. The display should show “1. Insert
Packets’. If not, press the UP or DOWN arrows until
“1. Insert Packets” is displayed (normally it isthefirst
selection). Press ENTER to make this selection.

2. To cause the machine to make one cycle, press
MANUAL CY CLE. The machine will make one
cycle even if thereis no supply strip loaded. Thisisa
momentary contact button. It may be held down to
cycle continuously.

3. To automatically cycle whenever abottleis present,
press AUTO CY CLE. The machine will cycle when a
bottle is present at the start sensor and all proper
conditions are met. Thisis an aternate contact button.
Press onceto turn it on; press again to turn it off.

4. The control panel will display “Waiting for Bottle”
when thereis no bottle at the START SENSOR. A
cyclewill start as soon as a bottle is detected.

(See Section 4B. for sensor |ocations)

5. The control panel will display “Bottle Backup”
when thereis a bottle in front of the BACKUP
SENSOR. The machine will not cycle. Once the
backup is cleared, the cycle will resume.

(See Section 4B. for sensor |ocations)
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5C: Insert Packets M ode (continued)

6. The control panel will display “ Supply Strip

Missing” when thereisano strip in front of the
A SUPPLY STRIP SENSOR in the Upper Guide Block.

.. . - . The machine will not cycle. When the supply strip is
=f=-T- . the cycle will .
a=aad resored, the cycle will resume

(See Section 4B. for sensor locations)

7. The control panel will display “No Cut Pack

NG i PoEDranna Dropped” when the CUT PACKET SENSOR in the
Exit Tube does not immediately detect a cut packet

.. . .. dropping through after a cut. The operator must press
IR (i C CE CLEAR/ABORT and correct the problem.
aSaada

(See Section 4B. for sensor locations)

8. The control panel will display “Cut Packet Jam”

et T when the CUT PACKET SENSOR in the Exit Tube
detects something blocking the tube, such as a cut

.. . .. packet. The operator must press CLEAR/ABORT and
= . F F ect th blem.
acaaa corres e proniem

(See Section 4B. for sensor |ocations)

9. Press CLEAR/ABORT to exit Insert Packets mode
at any time and return to the top menu.
-==- Press Menu ----

-1-1- Il

a=a a

»
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2, Adjust Settings
Enter/Arrow/Clear

=f=]-1-1

Adjust Setting Mode
Offset = xxx steps

Adjust Setting Mode
Drop Time= .xx secs
I I
acddaa

Adjust Setting Mode
Index Time= .xx secs

=F=I-I-I-]

Adjust Settings mode lets you set the control values
for a production run.

1. Press MENU, then press the UP or DOWN arrows
until “2. Adjust Settings’ isdisplayed. PressENTER
to make the selection.

2. Thefirst setting is “ Offset”. This number controls
how far the packet strip is advanced after the
PACKET MARK SENSOR detects the registration
mark. Adjust this value by using the UP or DOWN
arrow keys. Press ENTER to accept the value and
move to the next setting. Refer to document TNO097.
(Units = step motor pulses, Range = 0 to 999)

3. The second setting is “No. of Packs’. Thisisthe
number of cut packets to be dropped into each bottle.
Adjust this value by using the UP or DOWN arrow
keys. Press ENTER to accept the value and move to
the next setting.

(Units = packets, Range= 110 9)

4. Thethird setting is“Drop Time”. Thisisthetime
needed for a packet to drop from the cutoff knife to
the bottle. Adjust this value by using the UP or
DOWN arrow keys. Press ENTER to accept the value
and move to the next setting.

(Units = 1/100 secs, Range = .00 to .99)

5. Thefourth setting is “Index Time”. Thisisthetime
needed for the bottles to advance one position on the
conveyor. Adjust this value by using the UP or
DOWN arrow keys. Press ENTER to accept the value
and move to the next setting.

(Units = 1/100 secs, Range = .10 to 2.00)
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5D: Adjust Settings M ode (continued)

6. Thefifth setting is“Roll Feed Time”. Thisisthe
T duration of each advance action of the Roll Feed,
Roll Feed Ting-x.xx which controls the length of roll feed. Adjust this

...-. value by using the UP or DOWN arrow keys. Press
“ma R BB ENTER to accept the value and move to the next
|.ﬂl 'l.fﬂ_il |!1 ‘!‘@ setting. Refer to document TN0092.

(Units = 1/100 secs, Range = .00 to 1.00)

7. The sixth setting is “Roll Feed Count”. Thisisthe

number of advanc&s actionsthat will madein one
Sald Faid ountx cycle. Adjust this value by using the UP or DOWN

. . . . . arrow keys. Press ENTER to accept the value and
R (I (R C eturn to the MENU screen.
azaaa r

(Units = strokes, Range = 0 to 5)(revised 04/24/2009)

8. Press CLEAR/ABORT to exit Adjust Settings
mode at any time and return to the top menu.
---- Press Menu ----

. . . F. NOTE: When you do this, the value showing on the

- F I display at thetimeis not stored and the previous value
lg} |g1 |!‘ ‘i E isretained. Changes (if any) are stored only when you

press ENTER.

»
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5E: Feed Options Mode

1. This mode lets you directly control the belt drive.

| eriarTRrrobiston_
L Arav {GARaN Press MENU, then press the UP or DOWN arrows

. . - ; ' until “3. Feed Options” is displayed. Press ENTER to
— make the selection.
aSadl

2. Select one of the options by using the “F’ keys.
Press F1 to move the belt forward (down).

3. Press F2 to move the belt in reverse (up).

"1-Forward 2-Reverse

acanda

4. To exit thismode at any time and return to the top
Model PS1 Packserter menu, pre$ CLEAR/ABORT.

-==- Press Menu ---

=gE~E
a=a a
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" 4. One Step Options
Enter/Arrow/Clear

acadai

One Step Mode

1-Feed 2-Cut 3-Index
[=l=f0-I-
a=Ad

One Step Mode
1-Feed 2-Cut 3-Index
| 3 r 4
asaAad

1-Feed 2-Cut 3-Index
acaan

Model PS1 Packserter
-==- Press Menu ----

aza a

1. The One Step mode lets you control each part of
the inserting processindividually.

Press MENU, then press the UP or DOWN arrows
until “4. One Step Options” is displayed. Press
ENTER to make the selection.

2. Select one of the three options by using the “F”
keys.

Press F1 to advance the belt feed once (equal to one
packet). This allows you to visualy check that the
Offset valueis correct

3. Press F2 to control the cutoff knife. Thisisan
aternating function. Press once to close the knife.
Press again to open the knife. Thisallows you to
check the performance of the cutting action.

4. Press F3 to control the bottle indexing function.
Thisis an alternating function. Press once to advance
all the bottles by one position. The next bottle is now
in thefilling position. Press again to release the first
bottle. This allows you to check that the position of
each Bottle Gating Stop is correct.

5. To exit this mode at any time and return to the top
menu, press CLEAR/ABORT.
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Section 6. SETTING UP FOR A RUN

Install Supply Roall

Install Change Parts

Start Up

Feed In The Supply Strip

Adjust Roller Guides

Setup Conveyor

Adjust Settings

Adjust Machine Height

Use One Step Mode To Fine Tune The Setup
Run aManual Test

CTIOMMUOm®

This section describes the procedure to follow when initially setting up the Packserter to run a
particular job. Thisis the suggested sequence of tasks to set the Packserter up for anew or different
product. For more detailed explanation of each task, you may have to look elsewhere in this manual
or in documentation provided by third parties, such as your conveyor manufacture.

6A.Install the supply roll on the shaft of the Supply Roll Stand. First loosen and remove the
retaining collar using a 3/16 hex key (fig. 6.1). Theroll should be installed to unwind from
the top. Re-install the retaining collar, making sure to engage to pin on the retaining collar
with the hole in the roll hub.

6B.1nstall the change parts for the particular width of strip you are using (See section 8C.)

6C. Start up the Packserter by turning on the Main Disconnect Switch, then pressing the Start
button. Observe that the Control Panel lights up.

6D.Feed in the supply strip to the Infeed Rollers. There are two options here:

a. Direct feed (fig 6.2): bypass the Tension Bar and go directly to the Infeed Rollers.
Thisisthe ssimplest and most reliable method. This depends on the belt drive not
slipping due to unwind tension on the supply roll.

b. Tension control (fig. 6.3): feed the strip under the Tension Bar and then to the Infeed
Rollers. Thisis necessary when the supply roll is difficult to unwind and produces too
much tension so that the Belt Drive may occasionally slip when pulling the strip.

Pass the strip through the Infeed Rollers as shown (fig, 6.2 or 6.3) and down through the
Upper Guide Block (fig. 6.4). Raise the Lifting Handle of the Belt Drive to open the space
between belts. Feed the strip into the belts and release the Lifting Handle to trap the end of the
strip between the belts.

6E. Adjust the Roller Guides (fig 6.2) by using a 3/16 hex key to loosen and move the adjusting
clamps. The large pair on the wide roller should be placed widely apart to allow the strip to
unwind from side to side without riding over the guides. The smaller pair on the narrow
roller should be set to conform closely to the width of the strip. All the guides must be
centered on the opening of the Upper Guide Block (fig. 6.4).
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6F. Setup the conveyor, according to the manufacturers directions or based on experience.

a. Adjust width between rails to alow the bottles to pass freely down the conveyor and

directly under the Exit Tube of the Packserter.

b. Locate the Bottle Stop Gates and Bottle Sensors as shown in drawing TN0O0O085 in the

back of this manual. Y ou will fine-tune the Bottle Stop Gate positionsin step 61.

6G.Adjust the control settings of the Packserter (see section 5D) for your product.

6H.Adjust machine height to bring the bottom of the Exit Tube approximately 1/8” to 1/4" above

the top of the bottle. Make sure the bottle is centered under the Exit Tube left-to-right and
front-to-back.

6l. Use One Step Options to fine tune the setup (see section 5F):

a. Usethe Feed function to move the packet down to the cutoff blade (press F1 one or

more times). Look at the cutting area (fig. 6.5) to make sure the packet will be cut in
the proper place. If necessary, adjust the Offset (see Section 5D) to correct any error
before actually cutting a packet. If the packet appears to be below the desired cutoff
point, make the offset value smaller. If the packet appears to be above the cutoff
point, make the offset value larger.

. Use the Cut function to make atest cut (press F2 once to close the knife and once
again to openit). If the cut is not satisfactory, see Section 9B Troubleshooting for
help.

. Set the conveyor to the desired speed and use the Index function of the One Step
Options to step through the bottle indexing sequence. Adjust the Bottle Stop Gates so
the bottle are released smoothly and without being “kicked”.

6J. Run a manual test by using the Manual Insert function (see section 5C). Thiswill make one

complete cycle: cut a pack, advance the strip and index the bottles. If all is satisfactory, you
are ready to go.

RETAINING COLLAR &
3/16 HEX KEY

Figure 6.1
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ROLLER GUIDES
(LARGE AND SMALL)

INFEED ROLLERS
(SET OF 3)

SUPPLY STRIP NOT GOING
UNDER TENSION BAR

Figure 6.2

SUPPLY STRIP GOING
UNDER TENSION BAR

Figure 6.3
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UPPER GUIDE BLOCK

BELT DRIVE
LIFTING HANDLE

Figure 6.4

REGISTRATION MARK SHOWN IN CORRECT POSITION
(HALF OF MARK VISIBLE BELOW FIXED BLADE)

Figure 6.5
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Section 7. RUNNING PRODUCTION

Sz | L6 o OO RO O R UPPTRUPRTPR
Check Supply ROIl @nd SEriP.......cooveieceeie e
CheCK BOLLIES.......eeeeeeeee et
=S @07 = 1 o o SRS
BEGIN OPEIELION.......coieiieiieeieeee ettt et e e sre e e e e nns
Stopping The Packserter Manually .........ccccoeveivieiieieceese e
When The Packserter Stops Automatically .........cccoveveiiniininnenneneeneee,

OMMoUO®»

This section describes the procedure to follow when starting or re-starting production when the
Packserter is set up and ready to go, such as after a shift change or a break. Thisis the suggested
procedure to start and run production on the Packserter.

7A. Start Up

o Turnon the Main Disconnect switch.
o Pressthe Start button.
o Check the compressed air pressure is correct.

7B. Check Supply Roll and Strip

o Check that the supply roll is setup correctly.
o Check that the strip is properly threaded all the way to into the drive belts.
o Check that the end of the strip is at the cutting point.

7C. Check Bottles

o Check that the bottles are setup correctly.
o Check that the Start and Backup sensors are positioned correctly.

7D. Test Operation.

o Put the machine into the Insert mode.
o PressMAN to make a 2-3 cycles.
o Confirm that the packets were cut and inserted correctly.

7E. Begin Operation

o Put the machine into the Insert mode.
o PressAUTO
o Observe operation for 5-10 cyclesto make sure all iswell.
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7F. To Stop The Packserter Manually

Q
a
Q

Press STOP
Press CLEAR/ABORT
Open the guard door.

7G. When The Packserter Stops Automatically

The Packserter will stop automatically for a number of reasons. The stack light will alert you
about this

a
Q

When the stack light is green, the machineis ready or running.
When the stack light is yellow, it indicates a minor fault condition. The machine will
continue operation as soon as the fault is corrected.

e Nostrip

e No bottles

e Bottle backup
When the stack light isred, it indicates a major fault condition. The machine will not
restart without operator intervention.

e No cut packet

e Cut packet jam
When the machine stops automatically, read the message on the control panel. See
Section 5C for an explanation of the message.
Also see Section 9 for technical information.
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Section 8. ROUTINE MAINTENANCE

Installing Change Parts
Cleaning

Belt Maintenance

Knife Maintenance
Knife Blade Adjustment
Sensor Adjustment

TMOO®>

8A. Installing Change Parts

The Packserter comes with one set of changes parts suitable for running one width of strip. In order
to run asignificantly wider or narrower strip, different change parts must be installed. (Different
lengths of strip do not require change parts). The first step to install changes partsis to remove the
current parts, which will be explained here. Installation is the reverse of the removal procedure.

Upper Guide Block

1. Remove the Upper Guide Block by using a’5/32" hex key to remove the two (2)
mounting screws (fig. 8.1).

2. Pull the block forward, and then disconnect Strip Presence Sensor tube from the block by
using the 5/32" hex key to loosen the retaining screw. Rest the sensor tube on top on the
machine. Remove the guide block from the machine.

3. Install the new Upper Guide Block.

4. Re-install the Strip Presence Sensor tube.

UPPER GUIDE BLOCK RETAINING SCREW STRIP PRESENCE SENSOR TUBE

Figure 8.1 Figure 8.2
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8A. Installing Change Parts (continued)

Lower Guide Block

1. Removethe Mark Sensor Block by using a5/32" hex key to remove the two (2)
mounting screws (fig. 8.3). Set the sensor down on the base of the machine.

2. Remove the Lower Guide Block by using a 3/16” hex key to remove the two (2)
mounting screws. Remove the guide block from the machine by raising the Lifting
Handle of the Belt Drive with one hand and rotating the block out and down with the
other. Be careful not to damage the flexible guide strip attached to the guide block.

3. Install the new Lower Guide Block.

4. Re-install the Mark Sensor Block

LIFTING HANDLE

LOWER GUIDE BLOCK
MARK SENSOR BLOCK

Figure 8.3
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8A. Installing Change Parts (continued)

Exit Guide Assembly

1. Remove the Exit Guide Assembly by using a 3/16” hex key to remove the two (2)
mounting screws.

2. Install the new Exit Guide Assembly, making sure the block is straight and level.

3. Visually check that slot and hole in the Exit Guide Assembly are properly aligned with
the Cut Packet Sensor. The rear hole should be directly in front on the Cut Packet Sensor.

EXIT GUIDE BLOCK

Figure 8.4

ALIGN HOLES IN EXIT TUBE
WITH CUT PACKET SENSOR

Figure 8.5
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8B. Cleaning

a

Washdown: The Packserter is constructed with contact surfaces that are made of
materials suitable for food grade packaging, but it is not waterproof and is not intended
for full wash down. If full washdown is performed on the equipment near the Packserter,
the Packserter must be completely protected by a waterproof cover or by other means.
Washdown will void the warranty.

Cleaning solutions: Stainless steel is resistant to corrosion due to most cleaning solutions.
Other contact materials such as aluminum and nonmetallics (plastics, or rubber) are
generally less corrosion-resistant and care should be exercised in their cleaning.
Aluminum is readily attacked by acids as well as highly alkaline cleaners, which can
render the surface non-cleanable. Plastics are subject to stress cracking and clouding from
prolonged exposure to corrosive cleaning agents. Use a USDA approved sanitizing
solution that is safe for all materials listed below, in a spray bottle, by lightly wiping
down all contact surfaces. In the absence of such a cleaner, recommendations follow.

Stainless steel: This material isresistant to damage from most cleaners. Routine cleaning
can be done with soap and water, acohol.

Anodized auminum: Any highly acidic or alkaline cleaner will etch the aluminum over
time and damage it. Soap and water, or alcohol is acceptable.

Clear plastic: The clear plastic material is polycarbonate (known as Lexan). Cleaning
with alcohol or acetone will damage it and should never be used. Ammonia or any strong
cleaner will make it cloudy over time. It may be safely cleaned with soap and water.

Drive belts: These are made from polyurethane and Kevlar. These materials are resistant
to damage from most cleaners. Routine cleaning can be done with soap and water, or
alcohal.

Other plastic: All other manufactured plastic parts are made from acetal (known as
Delrin). It isresistant to damage from most cleaners. Routine cleaning can be done with
soap and water, or acohol.

8C. Bdlt Maintenance

a

b.

If the surfaces of the belts become stained with ink (transferred from the printing on the
strip packets), acetone may be used to clean them. Y ou should then follow up with soap
and water, or alcohol.

If the friction of the belt surfaces becomes reduced over time, they may be cleaned with
trichlorethelyne. Y ou should then follow up with soap and water, or alcohoal.

Page 33



Pharmafill Model PS1 Operation Manual

8D. Knife Maintenance

WARNING: DANGER OF BODILY INJURY!

Before doing any work on the knife or in the knife area, disconnect theincoming
air supply line. There must be no air pressurein the machine and therefore no
possibility of the knife moving unexpectedly. The Movable Blade is very sharp!

a. Cleaning: Clean the knife as needed, using the cleaning guidelines in Section 8B.

b. Servicing: If it is necessary to service the knife, it may be easily removed as a unit. Please
contact Deitz Company for assistance.

c. Blade Replacement: (refer to fig. 8.6) Tools Needed: 1/8”, 3/16” and 5mm hex keys.

i. Usethe3/16” hex key to remove the Exit Guide Assembly (see Section 8A).

ii. Remove the Movable Blade by using the 5mm hex key to remove the two (2)
adjusting screws. Be careful to catch and retain the two (2) springs that are behind the
blade and the locking nuts that are on the other side of the mounting block.

iii. Remove the Fixed Blade by using the 1/8” hex key to remove the two (2) mounting
SCrews.

iv. Install the new blade set following the reverse of the removal procedure.

v. Follow the adjustment procedure in Section 8E.

8E. Knife Adjustment (revised 2006-11-13)

WARNING: DANGER OF BODILY INJURY!

Befor e adjusting the knife, disconnect the incoming air supply line.
Air pressure must be zero for this procedure.

(Refer to fig. 8.6) Tools Needed: 3/16” and 5mm hex keys.
a. Usethe 3/16” hex key to remove the Exit Guide Assembly (see Section 8A).

b. By hand, dide the Movable Blade forward to the fully closed position. If it does not move
smoothly, use the 5Smm hex key to turn the two (2) adjusting screws CCW until it does.

c. Withtheknifein the closed position, turn both adjusting screws CW (tighten) all the

way, so that the Moveable Blade is flat against the Fixed Blade, front to back and left to
right. Do not overtighten.
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. Adjustment 1: Turn the Right adjustment screw CCW (loosen) 1/4 turn (90°).

. Adjustment 2: Turn the Left adjustment screw CCW 1/3 turn (120°). The Blade Gap

should now be approximately .040” (1.0 mm). Measure the gap at point marked (1) in fig.

8.6.

By hand, dide the Movable Blade back and forth. It should move smoothly.

. Hold apiece of paper in the cutting area. By hand, move the Movable Blade back and
forth to make atest cut. If the results are unsatisfactory, make slight changes to the

adjustment screws until the test cut is good.

Install the Exit Guide Assembly.

Restore the compressed air supply to the machine.

o o
FIXED
BLr.mnl-:_“n@mmr @
ELADE GA&F ) o 2
MOWABLE = -
BabE @ \\\ \\ O ADJUSTING
ICREWS
WIEMEERGR - ERCET LEFT & RIGHT
] [ FIXED EBL&DE
MOUNTING ZCREWS
LEFT & RIGHT
FIXED__| |
BLARE AT JUSTING
ICREWE
LEFT 2 RIGHT
MOVABLE |
ELADE
Il =priNGs
WVIEW FROM BOTTOM {OREM) ¢HIDDEMN>
MEASURE
ELADE GAP—
HERE

]
VIEW FRCW BOTTOM (CLOSED)

Figure 8.6

Page 35



Pharmafill Model PS1 Operation Manual

8E. Sensor Adjustment

There are five fiber optic sensorsin the Packserter. Each consists of an amplifier and afiber optic
cable. All five amplifiers are located inside the electrical enclosure on the right side of the machine
(fig. 8.7). One end of each cable s attached to an amplifier and the other (thetip) is mounted in the
area where the sensing takes place. The labels above the amplifiers identify them by function.

There are 2 lights and one screwdriver-adjustable trim pot on each amplifier. The green light
indicates the sensor is connected +24VDC power. The yellow light indicates the sensor sees
something (steady = strong signal, blinking = weak signal). The trim pot sets the signal level which
will turn on the yellow light. It is 15-turn pot with slip clutch (may be turned beyond 15-turns).

A typical procedure to set the sensorsis as follows:

a.  With no target blocking the sensor: if the yellow light is on, turn the trim pot CCW until
it turns off.

b. With no target blocking the sensor: turn the trim pot CW until the light turns on.

c. Placethetarget in front of the sensor: turn the trim pot CCW until the light turns off,
counting the number of turns.

d. Turnthetrim pot CW one half the number of turns counted in step c.

Thiswill set the level in the middle of the usable range. Y ou may fine-tune it from there if needed.

Name (nickname) Tip Location Reference
SN1 — Strip Present (Presence) Upper Guide Block fig. 8.8
SN2 — Strip In Register (Mark) Lower Guide Block fig. 8.9
SN3 — Strip Cut Packet (Drop) Exit Tube fig. 8.10
SN4 — Bottle Start (Start) Conveyor Rall Drawing TN 0085
SN5 — Bottle Backup (Backup) Conveyor Rail Drawing TN 0085

LABELS

AMPLIFIERS

FIBER OPTIC CABLES

Figure 8.7
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STRIP PRESENT SENSOR
(PRFSFNCF)

Figure 8.8

STRIP IN REGISTER SENSOR
(MARK)

Figure 8.9

CUT PACKET SENSOR
(DROP)

Figure 8.10
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Section 9. TECHNICAL INFORMATION

A. Cycleof Operation
B. Troubleshooting
C. Index of Technical Notes/Drawings

9A. Cycle of Operation

Manual Cycle
1. If MAN button + no jam at SN3 + guard door closed =
2. Cycle Knife then when done
3. Cycle Belt Drive + Index Bottles then when done return to top

If the guard door is opened at any time, the machine will drop out of the cycle
and return to the top menu.

Automatic Cycle
1. If AUTO button + strip at SN1 + no jam at SN3 + start bottle at SN4 +
no backup bottle at SN5 + guard door closed =
Cycle Knife then when done
Start T1 (drop time) + Cycle Belt Drive then
When T1 done, Index Bottles then
If T1 + drop detected at SN 3 return to top
If T1 + no drop detected = fault, stop cycle

agrwn

If the guard door is opened at any time, the machine will drop out of the cycle
and return to the top menu.

Knife Cycle
1 Close knife then wait T2 then
2. Open knife then wait T3 then proceed to next
Belt Cycle
1. Feed strip until mark detected at SN2 then
2. Feed strip to offset value then proceed to next
Index Cycle
1 Withdraw stop one + extend stop 2 then wait T4 (index time) then

2. Extend stop 1 + withdraw stop 2 then wait T4 then proceed to next
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9B. Troubleshooting

a

No power overall or to some components

Q

000D

Check power cord is plugged in and in good condition
Check Main disconnect ison

Check STOP is released

Press START

Check fusesinside right side electrical enclosure
(LED on indicates blown fuse)

Have power but no response

a
Q
a

a
Q

Check guard door is closed

Check air pressure is 40-80 psi

Check fusesinside right side electrical enclosure
(LED on indicates blown fuse)

Check PLC isin run mode and terminal mode
Check PLC is connected to control panel

Cutting: partially or no cut

Check for obstruction at the blades

Check air pressure is 40-80 psi

Check fusesinside right side electrical enclosure
(LED on indicates blown fuse)

Adjust blades

Replace blades

Cutting packet in wrong place

Q

000D

Check setting for Offset value

Check supply roll for binding or other obstruction of strip
Check feed path of strip from supply roll to knife

Check spring action on belt drive

Check beltsfor slipping, cleanliness

Jamming supply strip

[y Ry Ry Ny

Check tension bar in working correctly

Bypass tension bar if possible

Check roller guides are set correctly

Check that change parts are correct size for product
Check for obstructions

Try wider changes parts

Jamming cut packet below knife

000D

Check roller guides are set correctly

Check that exit guide block and tube are correct size for product
Check for obstructions

Try wider changes parts
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9C. Index of Technical Notes/Drawings

(Technical Notes/Drawings Begin After Last Page)

Number Title No. of Pages
TECH NOTES

TNO085 PS1 Bottle Stop Gating Setup 2
TNO0092 PS1 Roll Feed Technical Info 2
TNOQ97 Packet Length Conversion Chart 1
DRAWINGS

9001-86 PS1 Dimensiona Drawing 1
SC 1007 PS1 Wiring Schematic 11
SC 1008 PS1 Air Line Schematic 3
Addendums or additional technical data

TNO0104 PS1 Cut Length Sensor Op Instructions 2
TNO0105 PS1 New Features May 2009 4
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Pharmafill PS1 Roll Feed - Technica Info

TNO0092 — PS1Roll Feed Technical Information

The supply roll of the Pharmafill PS1 Packserter is automatically advanced viaa mechanism that is
housed in the Supply Roll Stand. The advance action is started when the supply strip lifts the
Tension Bar, which tells that PLC to begin the advance cycle.

Technical Explanation

The Roll Feed Air Cylinder advances the roll. When the air cylinder extends, alever and slip
clutch mechanism causes the Supply Roll Shaft to rotate, in the forward direction only. The
amount of material fed from the supply roll is controlled by several elements.

1. Roll Feed Switch - thissends a signal to an input on the PLC. The cam that activates the
switch can be adjusted to vary the point at which the switch is closed. Thisis factory set and
should not be changed, except by a qualified technician.

2. Roll Feed Needle Valve —this limits the rate at which compressed air can enter the air
cylinder. Based on the available pressure, thiswill set the speed at which the air cylinder will
move. Thisisfactory set and should not need to be changed, except by a qualified technician.

3. Roll Feed Drag Bar — This bar is clamped onto the Roll Feed Shaft and provides drag to
control any excess travel of the shaft due the inertia of the supply roll when it is advanced. This
isfactory set and should not need to be changed, except by a qualified technician.

4. Roll Feed Time (see Sec 5D-6) —thisis a user adjustable setting. It controls the length of
time that pressure will be applied to extend the air cylinder. By limiting this time, the length of
stroke can be controlled. This length directly translates to degrees of rotation of the supply roll.

5. Roll Feed Count (see Sec 5D-7) —thisis a user adjustable setting. It sets the number of
strokes that will be made in one advance cycle.

Production Set-up

Theideal setting will require sometrial and error, but should only take a few minutes. Also, asthe
supply roll diameter decreases the amount of feed may need to be increased.

1. Start with the Roll Feed Time set to alow value such as 0.10 and the Roll Feed Count set to
1.

2. Start atest run and observe the action of the roll feed,

3. If theroll is not feeding enough material or the advance cycle is called for too often, increase
the Roll Feed Time by 0.10 secs and test again.

4. If this does not provide satisfactory results, try setting the Roll Feed Time to a middle setting
(ie: 0.5), then increase the Roll Feed Count by one, and test again.

TNO0092 January 2006 Page 1



Pharmafill PS1 Roll Feed - Technica Info

CAM ROLL FEED

SWITCH

TENSION
BAR

SUPPLY
ROLL SHAFT

DRAG
BAR
AR
NEEDLE CYLINDER
VALVE
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Deitz Company Inc. Model PS1 Packserter

HOW TO FIND THE “OFFSET” VALUE, BASED ON PACKET LENGTH

This tables applies to machines shipped or upgraded after January 2007. Vaues are
approximate. Use this table as a starting point and fine-tune based on your application.

LENGTH (inches)

LENGTH (mm)

OFFESET (pulses)

0.60 15 120
0.70 18 60
0.80 20 0

0.81 21 156
0.90 23 120
1.00 25 80
1.10 28 40
1.20 30 0

1.21 31 238
1.30 33 220
1.40 36 200
1.50 38 180
1.60 41 160
1.70 43 140
1.80 46 120
1.90 48 100
2.00 51 80
2.10 53 60
2.20 56 40
2.30 58 20
2.40 60 0

2.41 and up

61 and up

March 19, 2007

TNO097 Packet Length Conversion Chart
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PS1 Cut Length Sensor Assy Deitz Company Inc.
Operating Instructions May 2009

DESCRIPTION

1. Usethe photo below to familiarize yourself with the PS1 Cut Length Sensor Assembly
components

FIBER-OPTIC
CABLES

RULER

FIBER-OPTIC
BASE UNITS

8-32 THUMBSCREW
(ADD HOLE HERE)

UNIT 1: SHORT |

| SENSOR 1: SHORT UNIT 2: LONG |

FIBER-OPTIC
CORDSET

| SENSOR 2: LONG

DUAL-SENSOR
MOUNTING BLOCK

SET UP & OPERATION

The Cut Length Sensors are only active in the AUTO Insert Mode. Set up the machine as usual using
the MANUAL Insert Mode. Once the length is correctly set and you have made severa satisfactory
cuts, adjust the Cut Length Sensors as described below.

SET UP

1. Onthe HMI (front panel), select menu item “5. Technician Only”. Press ENTER until you
see “ Cut Sensors are OFF". Press the UP ARROW. The screen should now read “ Cut
Sensors are ON”. Press CLEAR.

2. Move the dual-sensor adjusting block so that the SHORT sensor is aimed at the seam at the
leading edge of the uncut packet. On the corresponding base unit, adjust the gain knob on the
fiber-optic base unit CCW until the yellow signal light turns off. Then turn the gain CW until
the signal light just turns on, plus one-quarter turn more.

3. Move the adjusting block up so the LONG sensor is aimed at the seam. Repeat the gain
adjustment as described above.
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PS1 Cut Length Sensor Assy Deitz Company Inc.
Operating Instructions May 2009

4. Move the adjusting block up and down, confirming that the base unit signal lights turn on
and off as expected for both sensors.

5. Set thefinal position for the adjusting block so that the leading edge of the packet seam is
midway between the SHORT and LONG sensors.

OPERATION

6. Begin AUTO Insert Mode.

7. The system checks the status of the Cut Length Sensors prior to each cutting action.

8. If the SHORT sensor output signal is OFF, there is ashort feed error. The RED stack light
will turn on and the cycle will stop. The HMI will display “ Short Feed Error”. Press CLEAR
or open the guard door to return to the Main Menu.

9. If the LONG sensor output signal is ON, thereisalong feed error. The RED stack light will
turn on and the cycle will stop. The HMI will display “Long Feed Error”. Press CLEAR or

open the guard door to return to the Main Menu.

10. If you experience false errors, or you miss true errors, try adjusting the sensor block up or
down and small amount, or reset the gain adjustment on the sensors.

Page 2 of 2



New Features — as of April 2009

Pharmafill Model PS1 Operation Manual — Supplement April 2009

5. Technician Onlg
Enter Arrow Clear
EeEE=

e —

aad

Press LR or DN Areow
Petection = OFTICAL
SooEs

Press UP o DH Arrow
Detection = ROLLER

Press UP ar DN Artow
Ed9s = LEADING
Mum@m

Press |IP or DN Arrow
Edge = TRAILING
SoEEm

1. Technician Menu

From the Main Menu, press ENTER.Use the Up and
Down arrow keysto find “5. Technician Only Menu”.
PressENTER to select.

Seam Detection: OPTICAL (up) or ROLLER (down)
OPTICAL uses the fiber optic sensor which is below
the belt feed and above the knife. Best for packets
with the punched hole in the seam for cut-off
registration. May also be used on packs without the
hole, using the “ See-through” method.

Press the UP arrow.

ROLLER usesthe roller and proximity sensor which
is located above the belt feed. Best for packets
without the punched hole in the seam. May aso be
used for pack with the hole.

Press the DOWN arrow.

Edge Detection: LEADING (up) or TRAILING
(down). Allows the use of two different ranges for
offset values, to find the right cut location and to
avoid double feeds. Change this setting if you have
difficulty getting the cut in the middle of the seam,
such as when the offset value is close to zero or very
high. Also changeit if you get double feeds

LEADING means the registration signa will be
turned on as the leading edge of the seam is detected
(pouch-to-seam). Thisisthe default selection.

TRAILING means the registration signal will be
turned on as the trailing edge of the seam (flat) is
detected (seam-to-pouch).

April 2009 Page 1




Pharmafill Model PS1 Operation Manual — Supplement April 2009

New Features — as of April 2009 (continued)

Prezz UP or DN Arrou
| Low Roll i= ON
Zoo==

Ecada

Press UP ar DN F!rrcvu
Cut. Sersors are ON

T L
== - 1

"Press |IP or DN Arrou
Drop Sensor is OM

| G-LEAH-I l
m . B i

cEEaaa

Press UP or DN Fh"r-:ru
Bottle In Timer
mma@@

Low Roll ON/OFF (up/down)

Enables or disables the function of the low roll sensor
(the arm that rests on the back of therall).

Thisis convenient for certain troubleshooting tasks.

Cut Sensors ON/OFF (up/down)

Enables or disables the function of the Cut Length
Sensors (the ones on the drop chute that prevent
improper cuts).

Thisis convenient for certain troubleshooting tasks.

Drop Sensor ON/OFF (up/down)

Enables or disables the function of the sensor at the
lower end of the drop chute (the one that detectsif cut
packet has fallen down the chute and a so detects jams
in the chute).

Thisis convenient for certain troubleshooting tasks.

Bottle In Timer (default = .20)

This sets the time delay of the Start and Backup
Sensors. The delay may need to be increased the
prevent false triggering with very wide bottle s or very
slow conveyors.

END
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Pharmafill Model PS1 Operation Manual — Supplement April 2009

New Features — as of April 2009 (continued)

2. Large Diameter Roller Guides

3. Roller Proximity Sensor - for Strip Presence
sensing (dynamic only) and Seam Detection for cut-
off registration (user option)

To feed the strip into the guides, open the door and
press the top of theroller lever while lifting the belt
feed release bar.

4. Cut Length Sensors Assembly as mounted on Drop
Chute.

The upper sensor isthe SHORT sensor. The lower
sensor isthe LONG sensor. Prior to starting a cut and
feed cycle, the Short sensor must detect the lowest
edge of the strip, while at the same time the LONG
sensor must NOT detect anything. If these conditions
are not met, the cycleis aborted and the type error is
reported on the HMI.
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Pharmafill Model PS1 Operation Manual — Supplement April 2009

New Features — as of April 2009 (continued)

5. Low Rall Sensor Arm — detects when the supply
roll is more than half empty, briefly causing the
yellow light to flash and a message be displayed, once
every 5 seconds.

6. Hinges added to right side access cover for ease of
service and adjustment.

END

April 2009 Page 4






