.Method for controlling successive nmachi ne processes 2.1. Conventi onal

- met hods for controlling successive nachi ne processes (11, 12) provide for a
central control station (1) to transmt the start instructions (5, 7) to

t he indivi duagrcogtpokgsmits (2, 3) only when the previous nachi ne

. processes have transmtted an end nessage (6, 8) to the central control
station (1). As a result of the central control station (1) being

over | oaded WAAQSQEQS tasks, there is a tinme delay (13) between the

i ndi vi dual process steps (11, 12). 2.2. In the nmethod according to the

I nvention, the central «control -station (1) actually transmts a

preparation iggthy§t £8P cb6RBro2fingl ShcBe88508INTBLMHBCHPHEEESSs(12) to the
second control unit (3) during the progress of a first machi ne process

(11), albeit together wwth a start condition. The second machine process
(12) is startediontynwbrpibhelsemotiogontfor UWdrhtréBlindassudeessvesl a

conpletion signal_ (34) transmtt fr the .first. control __.uni (2)
c urti T mer PR BrarPsERal (ion. 12 3 PRSrddhed Bontt ot
aut omati ¢ conpontnolf steitAgnneldii e transmit the start instructions

(5, 7) to the individual control units (2, 3) only when
the previous machine processes have transmitted an end
message (6, 8) to the central control station (1). As a
result of the central control station (1) being
overloaded with other tasks, there is a time delay (13)
between the individual process steps (11, 12).

2.2. In the method according to the invention, the
central control station (1) actually transmits a
preparation instruction (23, 24) for a second machine
process (12) to the second control unit (3) during the
progress of a first machine process (11), albeit
together with a start condition. The second machine
process (12) is started only when the second control
unit (3) has received a completion signal (34)
transmitted from the first control unit (2) as
fulfillment of the start condition.

2.3. Sequence controller in automatic component fitting
machines

3. Figure 2



