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MODEL MPi@Z
SHEAR AND DUNCH CONTROLLER
(ENHANCED VERGION)

The MPLO3 is & versatile shear and punch contraoller which employs
micraprocessor techriclopy to  provide state-of-the—-art features
and performnance. We have desipried this system with the spscifie
needs of the metal fabricating industry in mind. 8o riot only ig
this controller very flexibis arnd powerful, but it is alsa essy
te use ard provides features riot found orn other corntrol lers,

The MEOI@3’s capabilitiess ancd ease  of use make this arn ideal
retrafit  to replace flag switches, mechanical stops, and sirmple
bateh corntralliers which will enable youlr dperation to resalize
increased productiorn and efficiency.

The MPIR3Z ie cortained in a ragged industrial ernclesurs utilizinmg
military—-type conresctaors o maximize reliability arnd ersure
trouble free ocperatior.

The MEIBE provides the following features:

—Ability to program ap to SE Jobhs specifying quamntity
arnd lencth and up to 20 purches per olisce

~Three Length Totalizers — Total amunt of metal rum by
Job and the total amount of metal rur ard the anount
made irto pood parts by coil

—Ability to erter a correction Factow for precize lengihs

~—Both decimal irch ard fest—-iroch-38md umits

—Capable of cperating on a wide variety of coil processing
equipment

~RAbility to prooram rew Jobs while previously praorammed
Jobs are being run

-Selectable job control

—Ability to increment the guantity of the job being run
~Battery hack up‘far cata retention durinmg power lose
=Bbility to run comtinucusly or halt bBetween Jobs

~Setup lockaout capability for program security

HELIED MICROSYSTEMS, INC.
Y410 Aero Spsce Drive
St. Louig, MO EZ3134

(314) 45B-4P07
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FRONT PANEL COMPONENTS AGND DESCRIETION

The Model MPIR3 fromt panel has two 12 key keypads and & 12 digit
seven seagment light emitting diode (LED) display for prngwammiﬂg
and displayinp various parameters, ctipht LED*s across the bottom
indicate the state of the various cutputs and one LED rext to the
display indicates if the controller is in the decimal irch or
feet—-inch-3&nd (when lit) mode of cperatiorn.

KEYRPARDE

The keys provide the functions as listed below:

SET Up Frograms initial set-up parameters
END Exits any of the program or status modes
RET Resets the controller and causes a piece egual to

the startup lergth entered in the sgtup mode
to be sheared when the line is started (Used
after a new coil has besn loaded)

FT IN Bwitches betweern decimal irnchee and feet—-inch-
J2nd mode

CUR PRG Displays original job values programmerd

SET SEQ Frograms job seguence execution

FRE Frograms Job parameters (quantity-length-punch)
FT ONT Fot Count — Displays lenpth totalizer values

F Rt Displays current line speed in feet/minute

ENT Enter - Stores values entered in pragramming mode
INC @TY Rdds crne piece to the quartity of the Job

in process each time the key is pressed

CE Clear key - restores original value and clears the
lenpth totalizers when lerigths are displayed

LIGHT EMITTING DIODES

The 8 (LED’s across the bottom of the panel display the status of
the cutputs as listed below (from left to right):

LED 1 Fast Forward
LED & Slow Forward
LED 3 Reverse

LED 4 FrLirich

LED & Shear

LED & Forwanrd

LED 7 R

LED 8 Reset

Papne 3



FROGRAMMING

The three programming modes are Setup, Program, and Set Sequernce.
These modes can be entered by depressing the "SET ue", "PRG", and
"SET SEGQ" keys.

The Setup and Program are idertical as teo programming rules and
are discussed below. The Sequence mode is different arnd will be
discussed in more detail under the Sequence Mode heading. When
each wvalue is first displaved a messape is displayed on the left
side of +the display and the current value is displaved orn the

right side. When the first rumber or decimal pxint is ertered
the right side of the display is blarked and riumbers are shifted
in to the left. Pressing the clear key (CE) restores the

original value. Pressing the "ENT" key stores the value shown in
the display and proceeds arntoc the next value. All values have a
range specified belaow. For example, 2.@02 to 92.99 indicates crly
four digits are allowed two above and twe below the decimal
point. Zeros to the right of the decimal point are added in
automatically after an entry has been made ard a decimal point is
automatically entered after the maximum rwumber of digite is
erntered. This allows faster proegramming by mivimizing the rumber
of keys which must be pressed.

Wheri power is applied to the umit the memory is checked for data
retent iorn. If art ervor is detected the menory is cleared and the
Setup mode is entered. After the Setup values are all entered
the currernt status mode is entered. If the data retertion test
passes, the current status mode is entered directly.

Fressing the "FT IN" key will cycle from decimal irnches to the
feet-inch~38nd mode. The LED to the left of the display will be
illuminated wheri in the feet-—inch mode. Wher in the feet-—-inch
mode &1l lengths programmed and displayed will show feet followed
by a decimal point amd thern inches followed by & second decimal
point and ther 328nds of an inch.
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MODEL MOIR3
SETUR MODE

The following values are programmed in the order cshown below.

DISPLAY

Counts

diSt.

Corr.

dirEction

sL0. LE.
Start
LEASE
bAce. LE
LE., 5~-F
SLU. LE.
Shr. SEC.

FUNCTION

Number of counts or pulses per revelution generated
by erncoder, 102 to 1002 counts. Applied
Microsystems £8567 erncoder gererates 256 counts.

Distance traveled with ore revolution of the
encoder wheel (Encoder wheel circumferencs).
.0 tn 2A.20 inches.

Eorrection factor or rate multiplier. SR, B2d to
119, a0@., Begivi by setting value teo 123, 2o,
See page 1 for additiconal irvformatiorn.

Direction of encoder wheel to praduce ‘positive
counting. 1 for clockwise and @ for counter o/w.

Length to run in slow. Set to @ for a flying
cutoff line. Q. to 999.92 inches or B to 99 feet
11 and 31738 inches.

Startup scrap length. Defines a minimam lerngth to
be run to insure that the line is at full spesd
before cyclivg a prese, 2.9 to 999,97 inches or
B to 92 feet 11 anmd 31/38 inches.

Length of the shortest part the controller will
produce. Desigrned to prevernt scrap tam tp on lines
using large die sete. 2. 22 to 293,99 iviches aor

2 to 93 feet 11 and 31/32 irches.

Maximum lenpth that the lire will rurn in reverse.
After a line has beer manually halted, the distarce
to the rext sghear operation may be less thawn the
startup lerngth, The controller will back the metal
up &0 that the distance to the shear operation is
egual to the startup lenpgth and elimimate producing
& piece of scorap. If set to zero, the conmtroller
willi rnot cause the line to back up. 2.3 to 233,95
inches or @ to 9 feet 11 and 21/32 inches.

Diztarce between the shear and purnch dies. Q.82 to
BF2.99 irches or @ to 99 feet 11 and Zi/38 inches.

Length of slug remaved by shear. .33 to 993,99
inches o @ to 99 feet 11 and 31/38 inches.

Time of shear cycle. Q.92 to 99,99 secornds. If set
to @ themn the shear cutput will stay o urntil an
external shear complete switch is cleosed,

o
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Shr. PALL

Fi. SEC.

HALt

FrESh

(See pape
equipment. )

1z

MODEL MDP1@3
SETUF MODE
(CONTINUED)

Pause time after a shear cycle urmtil the line
restarts., @.02 to 93.93 secords.  Used Srily o
slowdowrn—stop lines.

Time of punch cycle. 2,02 to 99.9°2 seconds. If
set to @ then the punch output will stay on urntil
arn external punch complete switch is closed.

Sets controller to halt between Jobs if desired.
Pressing any numbered key will toggle yes o wio.

Used to clear all system memary. Enter "1984" {m

clear all setup and Job data.

for a form to record the setup parameters of your
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FROGRAM MODE

There are S0 batches or jobs which cam be programmed, To program
a Job a job number, guantity, lergth, and purnch positicons are ern—
tered in respovee to prompts Ffrom the controller as listed below.
The program mode is entered by pressing the "PRG" key and exited
by pressing the "END" key.

DISPLAY FUNCTION

Joab Nio. Number of job to be programnmed. 1 to S0.
The gob rnumber is automatically incremented
after each Job is programmed. If the ajob
number displayed is the desired Job rivmber,
simply press the "ENT" key.

PC. XX Number of pieces to be run for Job rumber XX.
& to 9999, If set to zerc the job is skipped.

LE. XX Lergth of part for job rumber XX. 2.21 to
999,99 decimal irches or 1/38 inch to 92 feet
11 and 21/32 irnches.

FY. XX Length of Funch Y from the leading edge for job
rumber XX. Q.02 to 999.99 decimal inches or
299 feet 11 and Zi/3&8 irches. e to 22 purnches
arg allowed where Y is 1 to Z92. Fresging the "@*
key arnd the "ENT" key after the last purnich is
erntered will permit programming the rnext Job.

INCREMENT QUANTITY

During a run parts may, for various reasons, be determined to be
urusable, Te  make up the difference an Irncrement Cuantity key
(INC QTY) has been provided. Each time the "INC QTY" key is
pressed, an additional piece will be added t= the current
guartity «f the job in process, -

RESET

Fressing the reset key (RET) wher the lire is halted resets the
system and causes a piece equal to the startup IEhgth entered in
the setup made to be produced. This key should be used after a
new coil has beer loaded.
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SECQUENCE MODE

Tz enter the secuerce programming mode prese the “"SET SEQY key.,
This ailows & ranpe of Job rumbers to be LY, If both riumbers
are the same then only orme job will be rurn. Wher entering the
vurn o mode  the  firet  job riumber entered will be vurn first. a1l
Jobs from first to last will bBe run urtil all guartities are
TETD, Wher erteriva the ssguerce mxde, the display will read
"FirSt"  followsd by the Jab number to be run first. To enter a
new  Aob o rumber bt be vorn first, press the avprooriate rumbered
keys followed by the “ENT kev, The display will row read "LASt"
followsed by the Job rumiber te be yon last. To enter a new Job
rimber o bBe oy last, press the asppropriaste runmbered kevs
followed by +he TENTH bew. fAr exit from the seguernce mode is
dome automatically.

The  M"Fivst"  jobh number  must pot be larger than the "Last® job

riumber specified. For dinstance; the followivg examples ars
allowable Job ERQUENICES, "Eirgt'=] "Lagt"=EQ, "First =1
"Last =40, amd "First'=3Z3% Y sstv=3FS, A Job sequerce such as
"First =45 "Lagt"s=5 iz rot allowed and will causze .an error to be
displaved. The illeoal secuence will he totally cleared anmd the

cperator may then erter am allowable SeEgquUuEnCe.
ERROR MEESSOGES

Fri error  messspe will be displaved whern an illenal cperatiom is
attenmpted. The display will show:

Ervoer XX
where ¥X is= a number relating to the tyoe of error performed,. to
cl@ar  an  ervore mEfsage press the "CEY key. The error rumbers
uzed are:

1 The rumber of erncoder cycles per revalutieorn is out of
the accepted ranoe. Must oe 10 to 1@2Q.

2 The gircumferernce of the ercoder whesl ic out of the
sccerpted raroges. Must be .50 to 20,00 inches,
2 The rate multiplier iz out of the accepnted ranpe.

Must bpe 20,002 to 110, @2,

4 fAn dillegal batch rumber was ertered in the proogram mode.
Must be 1 to 5@, Or an attempt wss nade to chanoe the
data =f & job in process. .

A programmed lencth of zers was entered, All lencths
programmnad must be greater tharn zerc.

£ A leroth shorters than the minimum allowed established

in the zetup mode was programnmed. Check "LEASt" value.
7 A run was attempted with all jobs betweenm the first ard

|

lagt aobz in the sequence mode at zero guantity.

8 fn illepal Satch rumber was entered in the seguerce mode,
Must se 1 teo S,

ZF Rn oattemnt to change a setup value or clear the totalizers

W&E made with the setup/coil lockeut switch o,
@ Over Z00 chiegar and press coerations were proorammed into
& distarnce less than the shear to punch diztance.



STATUS KEYS

The three status keve are "CUR PRG", "FT ONTY and "Fome, Sressing
cne of the keys sets the mode to dlsmlav the information relating
to each  key. Unless orme of the propram keys (BRE, SET up, GET

sEQH o ome of  the status  kevs  (CUR FRG, FT ONT, FEM) are
pressed, the display wiil show the current status of the sob
beinn rurm. The information displaved from left to right is the
Job o number  currently being run, the guantity remaining ivn the
Job, and the current length rur since the last shear. To prevent
the rnumbers  from Blurring topether curing a run the display is
updated onece every guarter of a secornd. If the metal is joooed
in reverse past the last shear print the current lenpth counter
will become a wmegative rumber and will ecount in reverse. This
feature allows the distance dlelEVEd to be sasily related to the
shear point. For example, & display of 2,02 irches indicates the
leading ecdpe of the metal is =& iviches past the shear opoivt, and a
dieplay of mpivds 2,00 irnches indicates the leading ecoe of the
metal to be .00 inches behingd the shear point., Under certain
conditicorns  the total rumber of digits to . be displaved conld be
egual to 1l or  1E. To maintain readability of the display a
space is always left betweer the Job rumber and guantity and
betweer the gquantity and length. Irc order $o insure this, orne or
two derimal dipits for the lergty may rnot be disnlayed.

FT ONT  is used to obtain  the totals of fthe three length
tatalizers in the MPIGS, The followino =tep by—sten instructiorns
show how to display and clear the lengths in the totalirers.
. Tz Record the Total Metal Used for Each Johb.
1. FPress  the "FT CNT" key. The display will show "Jaob Ft, !
followed by the total amount of metal used for the last icb.
2. Record the amount displaved.
Za Fress the “"CEY key to clear the Job totalizer. Failure to
clear the job totalizer after each Jebois run will resalt in
the j1ob totalizer storing the amourt uzed for several Jobe,
4. Fress the "END" |lkey 4o continge RUCDramminn or runming
additiornal jobs, ‘
E. To Record the Total Metal Used A+ Bry Point.
1. Press the "RST" key.
E. Press the "FT ONTV bkey.
3. Fresse the U“ENTH Ry, The display will show "totalw
followed by the t”uel amount of metal runm sivce the totslizepr
was last cleared.
4. Record the "Total® 31 noth disnlaved.
Je. Press the "ENT" Haey. The display will show "Bood” F£ollowed
by the total amount of metal used to produce the proprammed
cuantities and lerpths (or the amount mace irnto pood parts),
Subtracting the “Bood” amournt from the "Total" ancournt will
provide the amoumt of sCrap penerated.
E. Record the "Good® lerpth displaved.
7. Fress the "CE" key. IMPORTANT =~ Pressing the "CE™ bey at
this time will clear &1] three lernpgth totalizers, Be sure a1l
lerinths have beer recorded befere pressing the "CE" key.
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ETATUS HKEYS
(CONTINUED)

CUR FRG displays informatiom about the oripinal propramned values
of the aob being rur. From left to right the digplay shows the
current  ob  rumber, the origirnal cuantity, ang the total lemgth
of  the sart to be run. As described above the rumber of digits
gisplayed could he 11 or 18 arnd in orcer to maivtain readability
of the display ore or two decimal digits for the lenpth may not
be displayved in soms cases,

FEM displays the currernt live soeed in feet/minute. This value
i averaped aver 1/4 second,

DFERATING CONSIDERATIGNE

There are limitations o programming the 1ob that is current 1y
beivng run. The quartity and length of the Job in process cannot
be reprogranmsd. If the guantity or levipth of thengob irn process
needs to be  chargped, halt the livne, preszs the “RSTH kev, arnd
reprogram  the Job with the correct data, Remember the irncremenrnt
auartity key (INC  CGTY) ecan be used to increase the guantity of
the 1ob in procese,

Once the lire is started, the jobe which have been completed can
be  reprogrammed with  new batcoh data without stopping the line.
Te krnow  whieh  Jobs  have been completed and are availeble fore
reprapramming, cbhserve  which  job number  the conteoller ig
currently processing. For example, if the controller jic Worhino
wr Job number 5, thern jobs 1 fthrouph 4 can be PEDTNOG T EmEed,
Ernter the propram mode by pressing the "FRG" key, propram Jobs 1
through 4, and exit the propram mode by pressing the "END" key,
After the controller has completed the last 3ob origirally
propramnmed, it will without stopping run Jeb o rumbeEr 1 oagasin with
the ob data that was re-entored, ARogain, re-programming &
completed job can be accomplished withoot stooping the lins.

The controller will allow the shear to be marnually cyvoled an a
Tve-stop line without halting the lirne. Therefore with the lime
vl v, an  operataor  carn manually cvole the shear +oa cut cink
sections  which canrot  be onsed  or  to cut  out s=sctiore For
insopection., On & slowdowr—-stog line where a length in slow has
been onroorammsd in the setup mode, the cormtroller will orily allow
the shear to he marually cvcled whern the live ie halted.



EXTERNAL INRUT

Whern the SETUP/COIL LOCKOUT comtent is elozed by prounding pin T
of  cormector | I3 via & switch) the values entered in the setup
mxtie  carmot  be  charnced and he  lewpth +totalizers carrvot be
cleared. Instead an error messace is displaved.

MANLUAL ERR cau%es & shear oycle to start and clears the lang
counter dl“pl*yEC in the current status mode. It can be used any
time.,

SHEARAR COMFLETE turns the ehear cutout offF and indicates
completed cyele to the cornterosller.

n

MENUAL FPUNCH causes a purnch cycle to start, It can be ussd arny
time except if the live is setup as & slowdowrn—stop lirne and the
livie is rurmingo.

FUNCH  COMPLETE turns  the punch  output off  armd indicates a
conpleted cycle to the cortrol let,

JOG FORWARD amd JOB5 REVERSE are inputs for thke ngging furnctions.

Wher the RUN/HALT switoh is clrosed the run mode ie entersd 1F the
foellowing conditiornz are met. The joo ivouts must be off and the
shear outout must be of F. At least ore of tha Jobs in the rarge
programmed must have a norn cero guarntity. If thesme concditiors
are met, a rum is started. If the "RST" key has besn presesed the
lire will restart at the first non-Iers Joh proorammsd, If rot
a test is done. If the distarnce +¢o the mext shear

raticn is  less  than the startup lenoth erntersd in the satup
moce, arn adtomatic reset is done, Otherwise the lirms restarts at
the poivt it was halted. (Unlegss a backun lerigth was ewtered in
the setup made ir which case the controller will reverse the
metal  and not do oan automatic recet. ) The lire will coarntirue teo
rum umtil  all jJabs in the ranpe specified are zero or until thie
run switch is aperned.

oF

resSe
o

REAR CONNECTORS
Three cormectors on  the rear interface the cortraller with the
yaten. Cormmector  J1 (Ericoder Cable Z14B-2%5) covrmects to the
lennth  encoder, 15 VAC and 9 to 24 VDD are brought in through
J2 (Power/Cutput Cable 2@41-7).

J&  also harndles the following cutpute:  Forward, Fast Forward,
Slow Forward, Reverse, Shear, Funch, and Rur,

JZ {(Switch/Irput Cable Z448-7) handleg he following imputs:
Manual Shear, Shear Complete, Manual Purnch, Puwmeh Com molete, Jop
Forward, Jop Reverse, Setup Lockout, and Ruan,



DETERMINING THE PROFPER CORRECTION FACTOR

If the rumber of pulses per revolution of the encader and the
distarnce traveled per orne revolution of the encoder wheel are
erfered accurately in the setup mode, the lirne should produce
precisicon length parts. However if there iz a differerce between
the length programmed and  the lerngth actually produced, the
followirng steps should be taker.

First, run & large number  of  short  parts  and measure the
variation iv lerngth  from the shortest part to the lompgest part
produced. This total variation should be within the machine's

specified tolerarce. If not, further attempts to fire-tune Yo
line should rot be attempted until this variation tolerarnce is

met. Once it has beer determined that your equipment is running
withivn the marufacturer’'s specified tolerarnces vou should run
several parte as long as possible and, carefully measuring each

part, firnd the average length. R rnew correction factor carn then
be determired as follows:

New Correction Factor = 0ld Correction Factor ¥ (RL/7AL)
Where PL is the programmed length
and AL i= the actual measured length

For example, with +the ald Corvection Facteor at 1@, paa, a 120
inch part was programmed with the reswlt being a 102. 25 inch part
being prodoced. The rnew Correction Factor would be:

New Correcticorn Factor = 100.0082 x (1007108, 25)
102, 223 »x 29791
9. 751
This rnew wvalue for the Correction Factor showuld therm be entered
imta your systen. Remember that this feature will alse allow Y
to  compersate for  normal  wheel wear arnd elimirate the rneed to
purchase rew wheels to maintain precise measuremsnts,

i

I
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MODEL MPL@S
SETUR DRTA

Evicoder Count (Ceunts)

Ercoder Wheel
Circumferernce (0iSt.)

Correction Factor (Core. )

Encoder Rotation (dirEecticm)

Length in Slow (SLO. LE.)

Startup Length (StArt)

Miriimum Length (LEASt)

Reverse Length (bAc. LE)

Distance betweern Shear
arid Fanch Dies (LE., S—~F)

Slup Length (SLU. LE.)

Shear Cycle (Shr. SEC.)
Ehear Pause (Bhr. FAUL)
Funch Cyecle (FI. SEC.)
Halt Betweern Jobs (HRLt)

Clear Memory (FrESH)

122 o 1200

2.0 to 2.8 inches

DE. Q20 to 112, 20R

1 for clockwise or
2 for counter cw

2.3 to 999.99 inches

B to 29 feet 11 and
31/32 irnches

.22 to 933,99 inches

& to 99 feet 11 and
1/38 irnches

fu)

@03 to 999.2% inches

? ta 99 feet 11 and
31/32 irches

2.8 to 993,92 inches

Z to 99 feet 11 and
31/32 inches

.02 to 999,99 inches

@ te 29 feet 11 and
21/37% inches

Q.23 to 999.99 inchecs

Bt 339 feet 11 and
31732 irnches

220 tn 399,99 seconds
V.22 to 99. 2% gecontds
2.20 to 99,99 secords

Yes or No

Eniter "1984" to clear all memory.

(Setup and Job data)
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OPERATDR INSTRUCTIONS

FOR PROGRAMMING THE MP1@3
USING DECIMAL INCH UNITS

This 1is arn example of how tao program the MP1@3, In this example
we will program the controller to make 8 pieces of the part

iliustrated below.

o o

0 21.75

Press the "FRB" key.

Press the “ENT" key.

PC. H
Since we want to
then press the "ENT"

LE. 1
The display may show

o | "|

60.00 . 98.25 120.00§§

D G ST W

The display will read:

Job No. 1
The display will riow read:
RC. 1 @

means pieces for job rumber 1.
make 8 pieces in job 1 prees the "8" key anrnd
key. The display will now read:
LE. 1 @
means length for job rnumber 1.
some rnumber other than a @ o the right side

of the display but this is ot important. Since we want to make
parts 120.@2 irches long the following keys must be pressed:

Press the "1i" key.
Fress the "2" key.
Press the "@" key.

Press  the VYENT" Lkey. Notice that you do ricot have to erter the
". 02" part of the length. The display will now read:

1, 1
ARgair the display
right side of the

Fl1. 1 @

mears punch 1 for job wumber 1.
may show some riumber other tharm a @ on the
display but this is not importarnt. At this

point  we start proprammive the hole locaticrs starting with the

hole closest to the

leading edge. Since the first hole is 21.75

inches from the leadirn edge the fallowing keys must be pressed:

Press the "&" key.
Press the "1" key.
Fress the ".'" key.
Press the "7" key.
Fress the “S" uey.
Press the "ENT" key.

FZ. 1
Sirnce the second

"The display will now read:
Fz. 1 @ :
means punch & for job rnumber 1.

hole is &@2.22 irches from the leading edge of

the part enter "60.P2" as described above and press the "ENT"
Hey. The display will rnow read:

F3. 1
Since the third hole
part enter "98.3250

The display will ricw

R4, 1

F3. 1 2

mearns purch 3 for job ruimber 1.

is 98.28%5 irches from the leadinp edne of the
8s described above and press the "ENT® key.
read:

P4, i 14

means punch 4 for job vriumber 1,



OFPERATOR INSTRULCTIONS
FOR FROGRAMMING THE MP1(3
USING DECIMAL INCH UNITS

(CONTINUED)

ARt this point job number 1 has been proagrammed because we tdo not
have to enter a fourth punch location. The run buttor can rnow be
pressed and the controller will cause the lire to make 8 pieces
1@ inches long with the holes positiorned per the above part

tdrawirig.

If we had wanted to program a second Job we would have proceeded
as follows at the point where the display read:

B4, i @
Since we have no more holes to ernter in Job number 1 arnd want to
contirive programming Jjob  rumber £, press the "@" key and ther
press the "ENT" key. {(If zero is already shown orn the right side
of the display, just press the "ENT" key.) The display will reow
read: '

Job No. P
Job rnumber 2 could now be programmed following the above example.
Remember with the MP1G3 you ecan propram up to 5@ jobs and up to
21 purich positions per part.
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