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Fig.2 Current feedback control
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Table 1 Faults info processing
Faults Action

Water current

Door

SCR A phase failure
SCR B phase failure
SCR C phase failure
Fixed draw < 50bar
Moving draw < 50bar

Oil temperature and stuff

Stop and alarm
Stop and alarm
Stop and alarm
Confirm and alarm
Confirm and alarm
Confirm and alarm
Stop and alarm

Stop and alarm
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