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Automatic Screw Feeder

BCSMAE01

Operation Manual（Maintenace）
・Read these instructions for the proper use of this machine. 
・After having read these instructions, keep them in a covenient place
so you or the operator can refer to them whenever necessary.
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１． Before use

Thank you very much for purchasing our Automatic Screw Feeder, 『BS-CS series』 .
Please check up the escaperories supplied with it before using it.
 Accessories            Shoot box  x1         I/F cable x1           Operation manual x1       AC adapter x1      Allen wrench x1    
                                Screwdriver x1       Screw delivery tubex1

　　 Before using your product, please read this manual carefully to get best results from the product.
２． Operating Precautions
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      This manual contains safety alert symbols and safety precaution messages to prevent injuries of the operator or damages to property.
       ◎ Indications 

This indicates there is a chance of death, serious injury or fire 
 if the instructions are not followed.

This indicates there is a chance of personal injury or damage to property 
 if the instructions are not followed.

WARNING

CAUTION

◎ Symbols indicating type of danger and preventative measures

This indicates to stop operations.

Unplug power supply from wall outlet.

General caution.

Prohibited operation. Never do this!

Do not disassemble, modify or repair.

Do not touch with wet hands.



Do not disassemble the AC adapter as there is a risk of electric shock, fire or malfunction.

Do not damage, alter or change the power cord. Do not place heavy objects on the cord.　Do not pull hard on the cord or 
twist the cord as it could be damaged, thereby causing a risk of fire or electric shock.

Do not handle the AC adapter with wet hands as it could cause an electric shock.

When using an outlet with AC100 ～ 240V, don't overload the electrical circuit. 
Do not modify or remodel this machine as this may cause a fire or electric shock.

Do not operate this machine near flammable liquids, gasses or materials as there could be a risk of fire or explosion.

Stop operating the machine and unplug the AC adapter from the wall outlet when you detect overheating, smoke, a pungent 
odor or any other unusual condition, as there may be a risk of fire or electric shock. 
In the case of a thunderstorm, stop operating the machine, turn off the power and unplug the AC adapter from the wall 
outlet. If there is lightning and thunder nearby, move away from the machine and do not touch it or the AC adapter. After the 
thunder stops, and when it is safe to do do so, check the machine. If there is any abnormality, contact your dealer.

WARNING

When performing maintenance, changing parts or when you sense an abnormality in the machine, turn the power off and 
pull the AC adapter from the wall outlet. In addition, there are parts that become hot in the circuit board. When performing 
maintenance around the circuit board, turn off the power for at least 5 minutes before performing work. There is a risk of 
burns.
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　　　Attach the ground wire by loosening the screw near the mark          of the equipment.

the bottom of the main body
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Do not bend, alter or damage the rail. Do not apply any oil. It is recommended that the user　clean the rail periodically.

Do not use any screw that is out of the specified range nor any screw that is oily or dirty.

When pick-upping screws, do not exert excessive force or shock to the screws.

Do not allow any foreign material to enter the machine while in operation.
Do not put your fingers into the machine while in operation, otherwise an injury will result.

Use only the AC adpater supplied with this machine otherwise it may result in a fire or electric shock.

Do not install this machine in an unstable location otherwise it may fall causing damage or injury.

When moving the machine, always disconnect the AC adapter from the wall outlet or it may result in damage to the cord, or 
cause a fire or electric shock.
Turn off the machine and unplug the AC adapter from the wall outlet during closing hours or if the machine will be unused for 
any extended period of time.

Do not operate this machine in overly humid or dusty conditions. 
Keep the plug socket clean at all times otherwise it may cause a fire or electric shock.

Do not operate the machine with tension on the AC adapter cord. 
Keep the cord loose and untangled.

Always operate the machine with the upper cover in place, otherwise it may result in injury.

CAUTION

When moving the machine, be sure to hold it with both hands and be careful not to drop it.
Dropping the machine at your feet may cause injury.



３． Component name

DC jack
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I/F cable

Screw outer port

LED indicater light

Amplitude volume

Feeding
activation switch

Air regulator

Top lid

Frequency volume

Timer volume

Airtube
connection port 
for φ 6 tube



Slide unit

Rail sensor

Screw out sensor

Slide cylinder

Screw exit

Holding plate
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Passing plate

Rear hopper cover

Rail assembly

Air inlet connector

Scraper right

Scraper left

Scooping hopper

Brush



Unloading complete LED

Power switch

Operation panel

Unloading lever

I/F connector

- ６ -

Unloading lever open sensor

Screw count sensor

Unloading lever close sensor

Unloading lever

With the left side cover removed

Screw delivery tube



③

②
Operation panel

⑥
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④

⑤

①

⑧ ⑦

⑦ [AUTO START]

The operation will start.
The [RUN] LED lights up during operation.

⑧ [SCREW SET]

Set the number of settings.
The left side (X10) is the tens digit, and the right side (X1) is the ones digit.
It is valid only when [RESET] is pressed.

① [SCREW SET]

Displays the number of settings.
After setting [AUTO START], the dots on the display turn off and the LED
brightness increase.
After setting [AUTO START], the number of settings is memorized, and the
number of settings cannot be changed until [RESET] is pressed.

② [SCREW COUNT]

Displays the number of screws sent to the shoot box from the start of 
operation to the present.　When the number of screws sent reaches the set 
number, the [SCREW COUNT] dot lights up and [FINISH] (blue) flashes.
At the same time, the LED at the top of the shoot box also blinks.　If the
number of screws sent exceeds the set number, the value will blink.

③ [WAITING]LED yellow

Turns on when the screw feeder is in preparation. Turns off when the screw 
feeder is ready for air-pressurized delivery.

④ [RUN]LED green

Turns on during operation.
Turns off when the operation is completed.

⑤ [FINISH]LED blue

Blinks when the operation is completed. Turns off during operation.

⑥ [RESET]

Set the number of settings.
* If pressed during operation, the set number will be reset and the count 
value will be reset (initial value = 0).

・ ・



４- ２． Connection utility sources 
　(1) Power connection
　　Please connect the adapter cable to the connector as shown on right.
　(2) Air supply connection
    Please use plastic tubes of outer diameter φ6mm to connect 
    to the air regulator. Please set the pressure to 0.5MPa.  
    Lift the cap of the air regulator (upwards), and the lock will be
    released. After settings is done, fasten the cap down again to 
   lock the regulator.

４- ３．  Connecting I/F cable and screw delivery tube
　(1) Screw feeder
    Connect the attached I/F cable to the rear surface and fix 
    it with screws. Attach the screw delivery tube to the screw 
    outer port on the front and fix it with a fixing band.
　(2) Shoot box
    Connect the attached I/F cable to the top surface and fix 
    it with screws. Connect the screw deliver tube firmly to the 
    tube inlet on the top.　Be careful when routing the tube, as     
    sharp bending or strong tightening with a cable tie can 
    cause screw clogging.

DC jack

Air inlet

screw delivery tube

I/F cable

４． Installation

４- １． Installation of the shoot box
Φ28 metal joint mounting bracket is attached to the back of 
the shoot box. It can be attached to a φ28 ejector pipe. Also, 
if you remove this mounting bracket, you can install it using 
the 4 screw holes of M4.
The installation location should be within the reach of the I / F 
cable (2.5m) between the screw feeder and the shoot box.

φ 28 pipe, etc.

M4 screw hole
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interface cable 
connector

screw delivery tube
tube inlet
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Brush

５-3．  Set the number of settings.

[RESET]

the number of 
settings

[SCREW SET]

The setting is done with [SCREW SET] on the shoot box panel. 
The left side (X10) is the tens digit, and the right side (X1) is the ones digit.
It is valid only when [RESET] is pressed or immediately after the power is turned on.

５． Basic Operations
５- １． Loading the screws
- Take out the top cover, turn the power switch on and off so that the brush stops 
verticallyright above the rail, as shown on right. 
-At the first initialization of the machine, please place roughly equal amount of screws on 
both side of the rail. Level of screws inserted shall be below lower edge of the rail. 
-Please adjust the amount of screws accordingly, depending on the actual operating rate 
and conditions of screw delivery flow.      

- Use only the adapter supplied with this machine to connect it to a wall outlet. When you 
turn the power on,  the LED for the power  
   lights up, the motor rotates and screws are scooped on to the rail. 
- The rail vibrates to deliver screws to the pick up spot. When the screws come to the 
stopper, the motor and the rail vivbration stops 
   after 1-6 seconds

５- ２．  Turning ON the power

 Use only the AC adapter supplied with this machine otherwise it may cause 

damage to the machine.

- The Type and length of screw changes the load capacity so check and adjust 
the load accordingly. 
-Do not overload the hopper with screws otherwise it may cause a malfunction 
or damage the machine.
-This machine accepts only steel screws. Plustic or stainless screws are not ac-
cepted. 
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③ When you press [AUTO START], the set number of screws 
will be sent from the screw feeder.
When the set number is reached, the air-pressorized delivery 
stops and the blue LED on the top of the shoot box flashes.

Push in the unloading lever and remove the screw.
The next operation will start automatically.

 ５- ４． Auto start
① After setting the set number, push in the unloading 
lever and remove the remaining screws.

② [SCREW COUNT] changes from [CC] to [0].

　

LED blue

[AUTO START]

[SCREW COUNT]

取出しﾚﾊﾞｰ



Maker: Nanaboshi Scientific Research 
Model: NCR-16-3-R
1-COM: (low potential)
2-Unused
3-Completion signal: (when the set 
number is taken out from the shoot box)
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 ５-7． External output （Option)
When the set number of screws have been delivered and the screws are removed with the unloading lever, a 500ms signal is 
output from the external output connector.
〇 Signal rating　　　　Direct current max 100mA　　　Applied voltage 5 to 24V (max 27V)
　

取出しレバー
Unloading Lever

Open

Close

Auto Start
On

Off

ネジカウントセンサー
(シュートボックス)
Screw Count Sensor
(Shoot Box )

On

Off

完了信号
Complete Signal

On

Off
500ms

供給機
Screw Feeder

外部出力
External Output

設定数５の場合
When the number of settings is 5

If the screw is not supplied to the tip of the rail for a certain period of time, the vibration of the rail will increase.　The vibration of 
the rail is increased regularly in order to eliminate the biting of the screws in the scooping chamber. The vibration noise becomes 
stronger, but this is not a malfunction.

 ５-5． Forced vibration of rail

 ５-6． Instant motion of slide unit
When the rail sensor detects the screw but the passage sensor cannot detect the screw after the escape operation, the slide 
block repeats a instant motion to eliminate the screw catching.

〇 Connector　　　　　　　　　　　　　　　　　　　　　　　　　　　　　〇 Time chart　

【Note】

The length of the signal line should be within 3m.
Use with the signal terminal set to high potential and 
the COM terminal set to low potential.
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６.Adjustment
 ６-1． Checking and adjusting the rail vibration
The amplitude and frequency of the rail vibration can be adjusted. The vibration has been adjusted at the factory for screws that 
correspond with the rail. Put some screws into the rail and turn the power on. If they are delivered smoothly, there is no need for 
adjustment. The screw transport feed differs depending on screw type. For screws with a low transport speed, or screws that 
easily jump, perform the adjustment according to the following procedure.

Step1: Amplitude VOL Maximum

Step2: Frequency VOL Adjust where screw flows fastest.

(Around the middle) 

Step3: If the vibration is too strong, decrease the amplitude.

Use the supplied resin driver. VOL may be damaged.

・ If the vibration is adjusted to a too large a value to increase the 
   transport speed, screws may jump from the rail and fall into the 
   machine from the clearance, failing to unload screws normally.
   Adjust the vibration to a proper value that matches the loaded screws.
・ With the accompanying screwdriver, turn the knob without using 
   excessive force.
・ When no screws are scooped onto the rail for a certain period of time, 
   the rail vibration increases. If, still, no screws are scooped on to the 
   rail, the machine stops operating.

Amplitude adjusting knob

CW    ： Low

CCW ： High

Frequncy adjusting knob　

CW   ： Low

CCW ： High
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 ６-2． Timer Adjustment
Depending on actual shape of screws, delivery speed may be varied. It is recommended to adjust the timer setting longer for 

screws with a slower delivery rate; and a shorter timer setting for smaller screws that move easily on the rail. 

·- The screw delivery and vibration of this machine is designed to continue until 
   a screw is delivered, and the vibration shall stop after a certain time frame after 
   a screw is present. This time frame before the vibration stop is set by this Timer 
   volume. After the delivered screw is picked up, screw delivery operation r
   esumes. 
- Screw presence is detected by optical sensors. 
- The timer volume is shown as picture below (Third from the top)
- Turning the volume clockwise will make the timer shorter, and counter-clockwise 
  will make it longer. 

Timer adjusting knob

　CW   ： Shorter

  CCW ： Longer

 ６-3． Adjustment of the air pressurizing speed
If the air pressure is set more than necessary amount, the screw 
may bounce out from the output port. Or, when the pressure is 
too low, the screw may not be delivered smoothly. Please make 
fine adjustment according to actual conditions accordingly. 

Adjustment is made with the acrylic panel removed. 
When the feeder is in operation, pressure setting can be 
adjusted by turning the actuator control as shown above. After 
the adjustment is done, please fasten the fixing nut firmly. 
CW  : Less airflow 
CCW: More airflow

Pressurizing speed controller



If you need to adjust the speed of the slide unit, adjust the 
speed with the speed controller of the cylinder on the left side.
If the cylinder speed is set too fast, screw may jump out from 
the escaper unit. 
After the adjustment is done, please fasten the fixing nut firmly 
and reinstall the acrylic cover. 
　CW ： Less air/ slower
　CCW ： More air/ faster

 ６-4． Sppeed adjustment of the slide unit

Speed controller for front

Speed controller for back

 ６-5． Speed adjustment of the push cylinder
If you need to adjust the speed of the push 
cylinder, open the front cover and adjust with the 
speed controller.After the adjustment is done, 
please fasten the fixing nut firmly and reinstall the 
acrylic cover. 
　CW ： Less air/ slower
　CCW ： More air/ faster

Push cylinder
speed controller for front

Slide unit
speed controller for back

Slide unit
speed controller for front
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 ６-6． Adjustment of the brush height

Brush-base holder 
screws

Height adj. screws

Brush

 ６-7． Adjustment of the rear hopper cover

Rear hopper cover fixing screws Rear hopper coverPut in screws to the feeder unit. Turn on and off the power switch to active 
the unit so that screws fall into the rail. 
･By operating the power switch, adjust it so that the brush stops at the   
horizontal position on the left side
･Swing the brush by hand, and check if tip of the brush can touch top of the 
screws on rail lightly. 
･If the brush is too low or too high, it will affect the screws’ supply speed. 
･When adjustment is needed, loosen the height adj. screws. 
･If plastic part of the brush touched the  passing plate above the rail, please 
adjust horizontal position of the brush with the base holder screws. 
･When adjustment is done, turn on the power and make sure that the brush 
is functioning effectively. 

-Please check that there’s roughly a 0.5mm-wide clearance between the back-plate and the rail. 
-Please adjust the plate so that it is not too low to affect vibration of the rail, or too high so that screws became stuck within the opening. 
-  When adjustment is necessary, please loosen the screws , and adjust the height of the cover. 
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 ６-8． Adjustment of the scrapers

･Check that the clearances, between the scraper right/left and hopper wall right/left, are around 0.5mm. 
･When the scraper makes contact with the hopper wall, the rail vibration becomes weak and the screws are delivered slowly. 
  When the clearance between the scraper and the hopper wall is too large, the screws may be caught easily.
・ If any adjustment is required, loosen the scraper fixing screws and move the scraper up or down.
・After such adjustments, if deformation on the plate has occurred so that proper clearance and adjustment cannot be achieved, or 
scratches on the plates had caused trouble in screw movement, please purchase replacement parts for best results.
Left Scraper : TPO91201 Right Scraper: TPO91202

Scraper

Scraper fixing screws

Hopper wall

Please make certain that the power is OFF when making adjustment to avoid personal injuries. 

Please make certain that the power is OFF when making adjustment 
to avoid personal injuries. 

Please make certain that the power is OFF when making adjustment to avoid personal injuries. 



 ６-9． Adjustment of the screw flow from rail to slide unit

 　６-9-1． Detaching the cover plates
When checking the 
screw flow, remove 
the 4 screws on both 
sides and fold the front 
cover.

Datach both sides 
and front cover when 
adjusting the slide 
unit or checking and 
adjusting the screw 
retainer plate.

 　６-9-2． Passing plate adjustment

Holding plateLoaded screw

Passing 

plate

Passing plate fixing screw
Passing plate

･The space between the passing plate and the 
screw shall be roughly 1 mm. Opening on both side 
of the screw shall be even.
・ If the passing plate is too low, screws cannot 
pass. If the passing plate is too high, it will hamper 
a smooth transport of the screws.
･If adjustment is required, loosen the passing plate 
fixing screws and adjust either up or down.
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Please make certain that the power is OFF when making adjustment to avoid personal injuries. 



 　６-9-3． Holding plate adjustment
Space between holding plate and screw shall be roughly 0.5 ～ 1mm. 
・ If there is no clearance, a screw will be blocked. If the clearance is too
large, screw piling or screw jump out will occur.
When the holding plate adjusting screw is turned clockwise, the plate moves down.
When the adjusting screw is turned counterclockwise, the plate moves up.

Holding plate

Holding plate fixing screw

Adjus. screw

 　６-9-4． Slide unit adjustment
Remove both side covers, front cover, rail screw sensor mounting bracket and holding plate, and check the positions of the 
rail and slide block grooves from above the machine.
-Check the center position of the groove of the rail and slide block ⇒ Visually make it almost in the center.
-Check the height of the rail and slide block ⇒ Lower the upper surface of the rail and the screw receiving part of the slide 
block by about 0.2 mm on the slide block side.

Rail screw sensor

 mounting bracket
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Rail assembly

Holding plate

Loaded screw

Slide block

0.5 ～１㎜

Holding plate

Rail assembly
Slide block

Slide block

Rail assembly

Holding plate



Lateral adjustment
　Loosen the three slide unit fixing screws on the underside 
of the height adjustment nut from the bottom of the 
machine. Move the slide unit body left and right so that the 
groove of the slide block and the position of the rail in the 
left-right direction are visually centered.

Height adjustment
　Loosen the three slide unit fixing screws on the underside 
of the height adjustment nut from the bottom of the 
machine. Visually check the height direction with the height 
adjustment nut so that the upper surface of the rail and the 
slide block screw receiving part are about 0.2 mm lower on 
the slide block side. After adjustment, fix it with the three 
slide unit fixing screws.

Height adjustment nut

 　６-9-5． Rail and Slide block adjustment
Remove the holding plate temporary to check the 
clearance opening between rail and slide block. 

*Opening between rail and slide block
    ⇒ Approx. 0.5mm

Please loosen the rail fixing bolt  shown on right,
adjust the position of rail assembly.

Slide block

Rail assembly

Rail fixing bolt
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 ７． Maintenance

 ７- ３． Grease up

 ７- １． Rail groove cleaning
A dirty rail groove may interfere with the screw transport speed.
Clean the dirty rail with a soft, clean cloth dipped in alcohol.　
If there is any dirt or a flaw in the rail groove that may cause an 
impediment in use,　we recommend the user to replace the rail.

Rail assembly

 ７- ２． Cleaning inside the machine
If the inside of the machine is very dirty, remove the cover and blow 
the inside of the machine with air to remove iron powder and dust. 
Also, wipe the inside of the machine with a clean thin cloth soaked 
with alcohol.

Grease is applied to the following drive parts. Check once a month, 
and if there is a shortage of grease, add grease.
　① Brush Drive Shaft
　② Brush Drive Gear Large
　③ Brush Shaft CP
　④ Brush Gear
　⑤ Magnet Shaft
　⑥ Slide Block
　⑦ Unloading Lever Guide

Recommended grease
　Made by Toray Dou Coating
　MOLYKOTE BR-2PlussEquivalent

① Brush Drive Shaft
･Grease application location : Sliding part of brush drive shaft and drive 
  bush

R ｶﾞｲﾄﾞ

Brush Drive 
Shaft
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･Grease application method : Apply grease to the vicinity of the upper 
  and  lower bushes.



Grease application point on the brush shaft

② Brush Drive Gear Large
･Grease application location: Sliding part of brush drive gear large
･Grease application method: Remove the E-ringand the brush drive gear large, 
  and apply grease to the shaft side.

③ Brush Shaft CP

④ Brush Gear
･Grease application location: The part where the brush gear and the brush drive 
  gear are engaged

･Grease application location: Sliding part between bush and the brush shaft
･Grease application method: Remove the front and rear E-rings, move the brush shaft 
slightly forward, and apply grease to the part that fits with the bush.

⑤ Magnet Shaft

⑥ Slide Block
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Grease application point on the 

brush drive gear large

Grease application 

point on the magnet 

shaft

Grease application point on the 

brush gear

･Grease application location: Sliding part between magnet shaft and magnet arm
･Grease application method: Remove the C ring and magnet arm, and apply grease.

･Grease application location: Sliding part of slide block bush and slide shaft
･Grease application method: Remove the plate on the right side of the slide unit and the 
cylinder for the slide, pull out the slide block from the right side, and apply grease to the 
inside of the four bushes of the slide block.

Grease application location
of slide block
Same as face-to-face (4 places)

Brush shaft

Magnet shaft

E-ring

C-ring

Magnet arm
E-ring

Screw

Brush drive gear large

Slide block

Plate

Grease application 

location of color

Slide shaft

Cylinder for slide

⑦ Unloading Lever Guide
･Grease application location: Sliding location between the slide block bush and the slide shaft
･Grease application method: Remove the lower cover and apply grease to 
　the left and right slide shafts.

slide shaft

cover



 ７- ４． Replacing the brush

 ７- ５． Replacing the driving belt
If the screw cannot be scooped up by the magnet arm, the driving belt may have 
deteriorated. In such a case, remove the left side cover and replace the driving belt.
    ・ The part number of the driving belt is TPO00511

Driving belt

Brush assembly fixing screws

If the brush is too worn to sweep screws off of the rail, replace it. Remove the brush 
assembly fixing screws and remove the brush assembly. Assemble the new brush 
assembly in the reverse order.　　

      ・ Adjustment See 6-6
　　 ・ The part number of the brush assembly is PBSB4023
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 ７- ６． Confirmation of component interference in the event of abnormal vibration
If you cannot adjust the vibration to the proper level, check the following.
① Interference due to screws mixed 
② Interference between rail and slide block
③ Interference between the rear hopper cover and rail
④ Interference between scraper and hopper wall
⑤ Interference between hopper wall and rail
⑥ Solenoid gap abnormality

③

②

④

①

①

⑥

④

⑤

⑤

④



 ８． Trouble shooting
Trouble Cause Corrective measures

The feeder
continues to be
inoperable.

Motor overload
When excessive current flows through the motor,
the feeder continue to stop.
① Screw hooking on the brush
② Adhesion of screws, etc. on the magnet drive
unit

Perform the following processing and turn on the power again.
① Remove the screw on the brush.
② Remove the screw, etc. on the magnet drive unit.
③ Recovery of mechanical abnormality ⇒Please contact us.

Forced
vibration
continues and
stops.

Screw supply error
It occurs when the screw cannot be detected by
the rail sensor. The probable causes are as
follows.
① There are no screws
② Rail vibration is inappropriate and screw flow is
poor.
③ A screw is caught on the passing plate

Perform the following processing and turn on the power again.
① Replenish the screws.
② Adjust the vibration of the rail.
③ Remove the screw and
When pushed by a subsequent screw and caught on a passing plate
　・ Weaken the vibration.
　・ Shorten the timer to reduce the amount of screws that ride on the
　　scraper.
　・ Raise the passing plate.
When the misaligned screws are caught on the passing plate
　・ Lower the passing plate.
　・ Lower the brush.

Air-pressurized
delivery
continues
Intermittently.

Air-pressurized delivery of screw abnormality
It occurs when the screw count sensor of the
shoot box cannot detect the screw in the air-
pressurized delivery.

Check that the screws are jammed between the main unit and the shoot
box, and then remove the screws. For recovery, turn on the power again.

The push
cylinder do not
push out
screws

Slide cylinder sensor position error
When the slide cylinder operates, the cylinder
sensor may not be ON.

Adjust the sensor position of the slide cylinder.
For recovery, turn on the power again.

The slide unit
repeats
instantaneous
operation.

Abnormality of the slide unit
It occurs when the rail sensor detects a screw and
slides, but the feeder the screw outer sensor
cannot detect it.

Check the slide unit for clogging of screws, and if there is any clogging,
remove the screws. After restoration, turn on the power again.
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Trouble Cause Corrective measures
Weak screw
feed on rail

Rail vibration abnormality
The rail vibration may be weakened and the screw
feed may be weakened.

Perform the following processing and turn on the power again.
① Vibration adjustment
  Refer to 6-1 Checking and adjusting rail vibration, and adjust the vibration.
② Foreign matter mixed
  There is a possibility that foreign matter has entered the gaps between
  the vibrating parts and the vibration has weakened. Blow the solenoid,
  rail cover, etc. with air.
③ Solenoid gap abnormality： Adjust the gap with a 0.5 mm shim.
④ Interference of parts：Check for interference with the following parts.
   ・ Interference caused by screws mixed in the rail vibrating part
      ：Removal of screws
   ・ Interference between rail and slide block ：Adj. See 6-9-5
   ・ Interference between the rear hopper cover and the rail ：Adj. See 6-7
   ・ Interference between the scraper and the hopper wall ：Adj. See 6-8
   ・ Interference between the hopper wall before and after and the rail
　　　　：Adjustment or parts replacement is required. Please contact us.

Slide unit does
not move

Abnormal screw outer sensor
The screw outer sensor may be detecting the
screw at all times.

A dust may have adhered to the surface or slit of the screw output sensor.
Remove the sensor and remove a dust adhering to the sensor surface and
slits. When assembling,  insert the slit on the light receiving side (the
sensor surface is black).

Air-pressurized
delivery is
performed but
do not count

Abnormal of the screw count sensor of the
shoot box
The screw count sensor may be in a state where it
is constantly detecting screws.

A dust may have adhered to the surface or slit of the screw count sensor
Remove the sensor and remove a dust adhering to the sensor surface and
slits. When assembling, insert the slit on the light receiving side (the sensor
surface is black).

Small quantity taken out Foreign matter may be mixed in. Clean the inside of the screw path. If it
recurs, please contact us.

Large quantity taken out It is possible that the screw count sensor is abnormal or multiple screws
are stuck in the tube. If the screw count sensor is abnormal, replace the
sensor. If multiple screws are mixed, take corrective action. In case of
recurrence, please contact us

Abnormal
screw removal
quantity
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９． Specifications
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Power AC adapter
（switching type)

Input：AC100〜240V 50/60 ㎐
Output：DC15V

Dimensions Feeder： 118W x 343D x 237H (mm)
Shoot box：113W x 213D x 227H (mm)

Weight  Feeder：Approx. 4kgf　Shoot box：Approx. 2kgf
Screw capacity  Approx.280cc

Accessories

Shoot box : 1unit             I/F cable : 1piece
Operation Manual : 1copy  AC adapte r: 1unit
Hexagon Wrench:1piece    Screwdriver : 1piece
Screw delivery tube : 3m

Installation location  Level stable place
Installation and

storage condition
・Temperature:0～40℃
・Humidity:10～85％(Without condensation）

Compliance standard
EMC:2014/30/EU
MD:2006/42/EC
RoHS2:2011/65/EU

[CAUTION]

･This machine is a dedicated machine for the specified 
  screw. Please contact us when changing the screw type.
・ For improvement, the design, performance and 
  specifications are subject to change without prior notice.
・The noise of this unit is less than LAeq 70 dB at a distance 
  of 1 m.
・This product complies with EC directive. Please check the 
  EC Declaration of Conformity for compliance standards.

Slit
Light receiving sensor

Luminous sensor Slit

Luminous sensor

Light receiving
 sensor
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For users within Japan, the effective term of warranty is 6 months after delivery.
Such warranty will not be applicable to purchases or users outside of Japan.
If any troubles should occur, please contact your dealer.
After the warranty period, repair services will be completed.
In the following cases, the purchaser shall pay for parts and labor regardless of the terms of warranty:　　

        ① Failure due to improper handling.
　　　  ② Failure due to product modification or improper processing.
　　　  ③ Failure due to causes beyond control (for example earthquake or fire).
　　　  ④ Failure attributable to any cause other than this product.
　　　  ⑤ Consumable  (brushes, main motor, driving belt, scraper)
And replaceable parts and replacement work expenses.
The repair parts shall be available within 5 years after purchase.

１0． Warranty



１1. External dimensions
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[Unit ： mm]

Power switch

Shoot box

Screw inlet

I/F cable

DC jack Feeding activation switch

Air regulator

Screw outer port
Screw inlet port

Unloading lever

Screw feeder

I/F cableMount blacket for φ 28pipe
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