
`Web-Based Training (WBT) Course Summary 

Course Description This training is designed to orient learners to the T2 and V4 Packaging Systems, 
which are assembly line style equipment that packages toted and vial orders. 

Objectives Upon completion of this training, learners will be able to: 
Run the machine 
 

Target Audience T2V4 operators 

Duration 45 minutes 

 

Screen 
ID & 
Level 

Learning 
Objective 

Onscreen Content Design Notes/Audio Narration 
Reviewer 

Notes 

1  T2 and V4 Packaging Systems – 
Module II: Operations 

Audio Narration: 
 
Welcome to the T2 and V4 Packaging 
Systems – Module II: Operations 
training. This course will take 
approximately 45 minutes to complete. 
 
This training is designed to orient you 
to the functions that will be required 
when operating the T2V4 system. 
 
Click the Next button to advance to the 
next screen. 
 
User Interaction: 
Next button 

 

2  Navigation Audio Narration: 
 
 
User Interaction 
Next button 

 

3  Certification Requirements 
 
To become a certified T2V4 operator, 
you are required to complete a 
training certification program that 
includes the following components: 

 Module I: Overview 

 Module II: Operations 

 Module III: 
Troubleshooting 

Audio Narration: 
 
You should have already completed 
Module I: Overview and an on-the-floor 
demonstration. If not, make sure you 
do so before continuing this course. 
 
Let’s get started with a look at the 
learning objectives for Module II on the 
next page. 
 
User Interaction: 
Next button 

 

4  Objectives – Your Mission Audio Narration: 
 
 
User Interaction: 
Next button 

 

5  Starting the Machine 
 
Graphic of toggle button 
   Animate box around button 

Audio Narration: 
 
Before starting up the machine, tech is 
required to perform a visual inspection 

 



   Animate arrow pointing to button 
 
Graphic of VC999 Screen (Pic266) 
    Animate box around “Vacuum 
Start” button 
    Animate arrow pointing to button 
 
Graphic of VC999 Screen (Pic266) 
    Animate box around “Heater Start” 
button 
    Animate arrow pointing to button 
 
Graphic of Tension HMI screen 
(Pic267) 
     Animate box around “Auto Start” 
button  
     Animate arrow pointing to button 
 
Graphic of Heater in “Ready” mode 
(Pic270) 

of the area around the machine for any 
stray medication. 
 
To start the machine, you will first need 
to press the On toggle switch to the 
“On” position, which will turn the 
button green. This is located on the 
VC999 HMI screen. 
 
Next, press Vacuum Start button on the 
VC999 HMI screen. Again, the button 
will turn green. 
 
As the heaters are warming, it is 
important to check the following for 
adequate supplies and indicate on the 
checklist:  

 Pre-printed and blank paper 

 Envelopes 

 Top and bottom plastic film 
rolls 

 Printer ribbon 
 
Next, press Heater Start on the VC999 
HMI screen, which is located directly 
behind tote or Bottle Dump. You will 
also need to confirm the temperature is 
rising on the machine. In addition, 
confirm the heater button is green. 
Note: it will take approximately 20 
minutes for heaters to warm up to the 
pre-programmed temperature. Heater 
will indicate when it is ready. 
 
Confirm the Exit Conveyor is turned on 
and press the Auto Start button on the 
Tension HMI. Note: If steps 1-3 are not 
completed, Auto Start will not initiate. 
 
User Interaction: 
Next button 

6 Knowledge 
Check 

Starting the Machine 
 
Next, you will be asked a few 
questions to check your 
understanding about starting the 
machine. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction: 
Next button 

 

  Shutting Down the Machine 
 
Graphic of screen (Pic268) 
   Animate arrow pointing to “Purge 
Start” button 
 

Audio Narration: 
 
To shut down the machine, the 
following steps will need to be 
performed. 
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Graphic of VC999 HMI screen 
(Pic266) 
     Animate box around “Vacuum 
Pump” button 
     Animate arrow pointing to button 
 
Graphic of VC999 HMI screen 
(Pic266) 
     Animate box around “Heater” 
button 
     Animate arrow pointing to button 
 
Graphic of toggle button 
   Animate box around button 
   Animate arrow pointing to button 
 

The first step in shutting down the 
machine is to press the Purge Start 
button. It is important to ensure the 
purge is complete and the machine has 
stopped before continuing to the next 
steps. Purge is complete when the 
pouches clear, the machine stops, and 
the light towers blink green. 
 
Next, press Vacuum Pump on the 
VC999 HMI Screen to turn off. This will 
turn the button White. Note: HMI is 
located directly behind the tote or 
Bottle Dump. 
 
You will then press Heater on the 
VC999 HMI Screen. This will turn the 
button Green. 
 
Finally, move the toggle switch to the 
“Off” position on the chiller unit. Note: 
the unit is located by the VC999 HMI. 
 
User Interaction: 
Next button 

 Knowledge 
Check 

Shutting Down the Machine 
 
Next, you will be asked a few 
questions to check your 
understanding about shutting down 
the machine. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction: 
Next button 

 

  Changing Bottom Roll 
 
Graphic of properly loaded film 
(Pic269) 
 
Graphic of 2 layers of film (2layers) 
 
Graphic of Tension Bar (Pic269) 
    Animate arrow pointing to bar 
 
Graphic of VC999 HMI screen 
(Pic276) 
     Animate box around “Brake 
Release” button 
     Animate arrow pointing to button 
 
Graphic of VC999 HMI screen 
(Pic277) 
    Animate box around green “Brake 
Release” button and white “Unwind” 
button 
 

Audio Narration: 
 
Changing the bottom roll will need to 
be completed by Automation when the 
film used to create the pouches has run 
out and needs to be replaced. Contact 
Automation when there are 
approximately 2 layers of film left on 
the roll. After calling Automation, you 
will need to perform the following: 
 
First, press Autostop on the HMI 
screen. Then lift the Tension Bar. 
 
Next, go to the VC999 HMI Screen. 
Under the Bottom Film section, touch 
the Green, Unwind button on the HMI 
screen. This will result in the Unwind 
Icon turning White. A White Brake 
Release button will then appear. Press 
the Brake Release button. This will turn 
the button Green. 
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Graphics of cutting film (Pic272) 
    Animate word bubbles identifying 
“Bag Form Heater”, “LPN Printer”, 
and where to cut film 
 
Picture of cutting film (CutFilm) 
 
Graphic of spliced roll (Splice) 
    Animate box around seam 
 
Graphic of roll and Tension Bar  
    Animate arrow showing Tension 
Bar in down position 
 
Graphic of film tracking (Pic273) 
    Animate arrows on where to check 
film tracking 
 
Graphic of film grippers (Pic274) 
   Animate arrows showing grippers 
 
Graphic of LPN on film (Pic274) 
    Animate arrow to where LPN will 
be 
 

 
You will then need to cut the old film 
roll off between the LPN printer and the 
bag form heater. 
 
Automation will then place a new roll 
on the machine. The Operator and 
Automation will work together to tape 
the seam from the old roll to the new 
roll (splice). The new roll (splice) will go 
on top of the old roll, covering up the 
LPN. 
 
Next, on the VC999 HMI Screen, press 
the Unwind button again and ensure 
the Tension Bar is down. This will result 
in the Unwind button turning Green. 
 
Press Autostart on the HMI screen. 
Automation will ensure the roll is 
properly aligned. 
 
Next, watch for the splice line to come 
through the machine. After taping the 2 
rolls of film together and while feeding 
the machine: 

 Ensure the LPN is covered or 
defaced with marker for 
pouches associated with the 
splice 

 Watch for the film splice to 
enter the pouch forming 
heater. Visually check to 
verify film is traveling evenly 
under the roller between the 
left side and right side film 
guides. The film must be flat 
and smooth.  

 Visually inspect new pouch 
film for 10 machine cycles to 
verify it does not release from 
the gripper chain. Monitor 
the pouch film between LPN 
Barcode Scanners and Bagger 
Robot. 

Note: LPN will appear in this location. 
 
 
User Interaction: 
Next button 

  Changing Top (Smaller) Roll 
 
Graphic of top roll (TopRoll) 
 
Graphic of lift sensors (Pic275) 
    Animate arrows pointing to hook 
and peg 

Audio Narration: 
 
Changing the top roll will need to be 
completed when the film used to create 
the top of the pouches has run out and 
needs to be replaced. This should take 
place when there are approximately 2 
layers of film left on the roll. In 
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    Animate arrow showing counter-
clockwise 
 
Graphic of HMI screen (Pic276) 
   Animate box around white 
“Unwind” and white “Brake Release” 
buttons 
 
Graphic of HMI screen (Pic277) 
   Animate box around white 
“Unwind” and green “Brake Release” 
buttons 
 
Graphic of heater plate (Pic278) 
   Animate arrow showing film 
touching heater plate 
 
Graphic of roll being cut at heater 
plate (RollCut) 
 
Graphic of roll on manual crank lift 
(Crank) 
 
Graphic of film unwind on right side 
(UnwindRight) 
 
Graphic of taping seam (Taping) 
    Animate arrow pointing to seam 
 
Graphic of hanger sensor (Pic279) 
 
Graphic of film alignment (3 pics) 
(Pic280, Pic281 
    Animate arrows showing where to 
inspect 
 
Graphic of adjustment knob (Pic282) 
    Animate boxes around “In” and 
“Out” 
     Animate arrow pointing to 
adjustment knob 
 

addition, the following need to be 
performed: 
 
Press Autostop on the HMI Screen. Go 
to the VC999 HMI screen and: 

 Move top film roll level 
sensor to the right (counter-
clockwise) away from the film 
roll. Place hook onto peg to 
hold sensor out of the way. 

 Under the Top Film section, 
press Green, Unwind button 
on the HMI screen. This will 
result in the Unwind button 
turning White and the White 
Brake Release button will 
appear. 

 Press the Brake Release 
button. This will result in it 
turning Green. 

Next, unwind old roll until film touches 
heater plate then cut the old roll at the 
position indicated by the arrow. 
 
The top film roll is held on the spindle 
by a white spanner nut. Remove the 
spanner nut to release the empty top 
roll film core. Rotate the white spanner 
nut clockwise (CW) to loosen or 
remove. 
 
Then, using the manual crank lift, place 
the new roll on the machine and 
tighten up the roll. Note: ensure that 
the film unwinds from the right side. 
 
The operator will then work to tape the 
seam from the old roll to the new roll 
(splice). Please ensure there is a 2 inch 
overlap between existing roll to the 
new roll prior to taping both sides 
across each roll. Next, install the white 
spanner nut to secure the new top roll 
film in place. Rotate the white spanner 
nut counter-clockwise (CCW) to tighten 
or install. 
 
Next, unhook the hanger sensor. On the 
VC999 HMI screen, press the Unwind 
button again. This will result in the 
Unwind button turning Green. 
 
Press Autostart on the HMI screen. 
Then ensure that the top film is lining 
up with the bottom film/formed 
pouches. Inspect the film alignment at 
four locations after the pouch sealing 
areas: 
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 Between the Heat Sealer and 
Barcode Scanning Station 

 Between the Barcode 
Scanning Station and Pouch 
Cutting Station 

Finally, make adjustments as necessary 
using the center adjustment knob 
(black knob) by referring to white 
In/Out stickers on above roller. 
 
 
User Interaction: 
Next button 

 Knowledge 
Check 

Changing Bottom and Top Roll 
 
Next, you will be asked a few 
questions to check your 
understanding about changing the 
bottom and top rolls. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction: 
Next button 

 

  Bell Mark Shipping Label Printer 
 
Graphic of “Error” message (Pic291) 
 
Graphic of “Print Label” button 
(Pic292) 

Audio Narration: 
 
You will need to perform the following 
steps when the machine stops and a 
Label Printer Fault error message 
appears on main operations HMI 
screen. 
 
First, check the Bell Mark HMI screen 
display for “Error”. Determine if the 
ribbon is broken by pulling the cartridge 
out and visually inspecting the roll. 
 
If the ribbon is not broken, reset the 
machine on the HMI screen. 
 
If the ribbon is broken, press Autostop 
on Bagger HMI screen. Next, collect 
diverted bags from the bin and take to 
validation. You will then need to fill out 
a T2 and V4 Validation Form. Note: 
machine will divert bags 8 on T2 and 12 
on V4. 
 
Next, change the Bell Mark Shipping 
ribbon by performing the following 
steps: 

 Clean print head using isopropyl 
alcohol (90% or higher). 

 Rethread the ribbon according to 
diagram on unit. 

 Carefully install cartridge, ensuring 
ribbon doesn’t get cut or broken. 
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 Press the HOME (house icon) 
button on the Bell Mark HMI 
screen. 

 Press Print Label document on the 
Bell Mark Printer. 

This will result in the machine starting 
back up. 
 
Finally, ensure the shipping label is 
printing clearly and that there are no 
streaks or lines through the barcode. 
 
User Interaction: 
Next button 

 Knowledge 
Check 

Bell Mark Shipping Label Printer 
 
Next, you will be asked a few 
questions to check your 
understanding of the Bell Mark 
shipping label printer. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction: 
Next button 

 

  Bell Mark LPN Printer 
 
Graphics??? 

Audio Narration: 
 
You will need to perform the following 
steps when error “Index blocked by 
from thermal printers” is present on 
VC999 HMI screen. 
 
First, check the Bell Mark HMI screen 
display for “Error”. Determine if the 
ribbon is broken by pulling the cartridge 
out and visually inspecting the roll. 
 
If the ribbon is not broken, reset the 
machine on the HMI screen. 
 
If the ribbon is broken, press Autostop 
on Bagger HMI screen. To change the 
LPN ribbon, follow these steps: 

 Clean print head using 
isopropyl alcohol (90%+) 

 Rethread the ribbon 
according to diagram on unit 

 Carefully install cartridge, 
ensuring ribbon doesn’t get 
cut or broken 

 Press the Home (house icon) 
button the Bell Mark HMI 
screen 

 Press Print Label document 
on the LPN screen 

This will result in the machine starting 
back up. 
 

 



Next, ensure LPN is printing clearly and 
there are no streaks or lines through 
the barcode. 
 
Finally, establish both printers are 
aligned with each other by doing a 
reset after a ribbon change. 
 
 
User Interaction: 
Next button 

 Knowledge 
Check 

Bell Mark LPN Printer 
 
Next, you will be asked a few 
questions to check your 
understanding of the Bell Mark LPN 
printer. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction; 
Next button 

 

  Protrusion Errors 
 
Graphic onscreen of “T2” button 

 Clicking on it displays layer 
specific to T2 

Graphic onscreen of “V4” button 

 Clicking on it displays layer 
specific to V4 

Audio Narration: 
 
When a Protrusion Error occurs, 
different actions need to be taken for 
the T2 and V4 machine. 
 
Depending on your job role, please click 
on either the “T2” or “V4” button to 
learn more about the steps needed to 
be performed for that machine. 
 
User Interaction: 
Click T2 or V4 button 
Next button 

 

  Protrusion Error – T2 
 
Graphic of 8 exposed pouches 
(Pic283) 
 
Graphic of “Protrusion Reset” button 
(Pic284) 

Audio Narration: 
 
When a Protrusion has occurred on the 
T2 machine, a blinking yellow indicator 
light will appear on the top of the unit. 
Perform the following steps when 
encountering a Protrusion Error: 
  
First, inspect all eight exposed pouches 
(four on LHS and four on RHS) for 
correct orders by confirming that the 
name(s) on the print packet and the 
number of vials match with the name 
and amount on the Rx label. 
 
Note: it is important that all 8 pouches 
be inspected every time the T2 stops 
and the Protrusion Reset button is 
illuminated. 
Note: when inspecting the pouch, roll 
each item in the pouch to check that all 
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drugs match with the patient info 
without lifting items from pouch. 
 
Next, you will need to determine if the 
contents in each pouch are correct. If 
they are not correct then the Operator 
needs to log issue on Enterprise Mail 
Order Quality SharePoint. Then: 

 Contact a Lead or Supervisor. 

 Locate correct pouch and place 
item in pouch. 

 Proceed to next pouch until all are 
checked. 

 
If the contents in each pouch are 
correct, you will first need to press the 
Protrusion Reset button, located 
between pockets 1 & 2. This will result 
in the line moving forward to the point 
on the machine labeled “Protrusion 
bag stops here.” 
 
Once all 8 pouches are checked and 
confirmed correct, press the Protrusion 
Reset button again to restart the 
machine. After pressing the button, 
determine the following: 

 If an exit fault appears and 
protrusion light turns solid 
orange then the machine will 
index one cycle. Note: the 
next two pouches will need to 
be checked. 

 If no fault appears then the 
machine is operational. 

 
 
User Interaction: 
Exit button 

  Protrusion Error – V4 
 
Graphics???? 

Audio Narration: 
 
When a Protrusion has occurred on the 
V4 machine, a “Protrusion Fault” error 
will appear on the main operations HMI 
screen. Perform the following steps 
when encountering a Protrusion Error: 
 
First, determine the position of the 
dump station. 

 If it is in then Down position 
then contact Automation. 
Note: the green light on the 
backlight bar will not be 
illuminated. 

 If it is in the Home (Up) 
position Note: there will be 
two visible lights (one green 
and one amber) on the 

 



backlight bar) then complete 
the following: 

o Verify the name on 
the vial(s) match 
the name on the 
print packet. 

o Clear the protrusion 
by laying down any 
standing 
(protruding) vials in 
the RHS2 pouch. 

Finally, press the Reset and Autostart 
on the machine. 
 
 
User Interaction: 
Exit button 

 Knowledge 
Check 

Protrusion Error T2 and V4 
 
Next, you will be asked a few 
questions to check your 
understanding about protrusion 
errors on the T2 and V4 machines. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction: 
Next button 

 

  E-Stop Machine Procedure – T2 Only 
 
Graphic of bagger screen 
    Animate arrow pointing to red 
forward arrow button 
 
Graphics???? 

Audio Narration: 
 
An E-Stop can occur when a door has 
been opened or a safety switch has 
been engaged. 
Note:  In the case an E-stop has been 
pressed or an operator needs to enter 
the machine, call Automation if needed 
to ensure there has not been an order 
mixed in the process. 
  
Operators should perform the following 
steps: 
 
First, advance the machine four indexes 
and verify each order by inspecting all 
eight pouches (four on LHS and four on 
RHS) for correct orders. 
 
Next, determine the following: 

 If order is mixed up, then: 
o Match up order 

with paperwork and 
return incorrect 
product to correct 
pouch. 

o Log Error and 
associated order # 
in the Sharepoint 
site. 

 



o Notify Supervisor 
for approval to 
resume normal 
operations. 

 If order is not mixed up, then: 
o Resume operation 

as normal. 
o Press Reset, 

Resume and 
Autostart buttons 
on the HMI screen. 

 If order is too large to fit 
under gate, or the safety gate 
has been bumped; machine is 
E-stopped before product 
reaches guillotine blades and 
damages the product. Note: 
front and back of V999 will 
flash red on screen. Then: 

o Lift safety gate 
o Lay product flat 

inside the pouch 
o Lay safety gate back 

down into position 
o Press Reset button 

on bagger screen, 
and the red forward 
arrow button, as 
shown in the 
picture. 

o Press Reset 
Autostart on the 
HMI screen 

o Ensure bag causing 
error has no hole 

o If hole is present, 
take bag to 
Validation 

o After machine has 
been restarted, 
visually inspect bags 
to ensure bags are 
being sealed 
correctly. 

Note: if the red arrow appears, visually 
inspect bags to ensure bags are being 
sealed correctly. Red arrow can be an 
indication that bags may be cut 
incorrectly by Guillotine blade. Any 
bags not cut correctly must be grabbed 
and taken to Validation. 
 
Finally, restart the machine. 
 
 
User Interaction 
Next button 



 Knowledge 
Check 

E-Stop Machine Procedure 
 
Next, you will be asked a few 
questions to check your 
understanding of the E-Stop machine 
procedure. 
 
Note: the question portion of this 
training does not include audio 
 
Click the Next button to begin. 

 
 
 
 
 
 
 
 
 
User Interaction: 
Next button 

 

  Printer Replenishment 
 
Graphics???? 

Audio Narration: 
 
When the paper needs to be refilled, 
the Printer Icon on the HMI Screen will 
display yellow. Follow the steps listed 
here to replenish the printer: 
 
First, visually check all the trays of the 
highlighted printer. Note: if the trays in 
question are filled, contact IT. 
 
Next, retrieve additional paper from the 
supply cart then open and refill empty 
trays. 
 
Finally, restart the printer on the HMI. 
 
 
User Interaction: 
Next button 

 

  Final Assessment   

 


