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CNC-W500 ALIN KAYNAK MAKINESI

CNC-W500 BUTT WELDING MACHINE
CNC-W500 CBAPOYHbI ANNAPAT ANA CTbIKOBOW CBAPKU

Gug¢ kaynagi

Power Supply

380V 50/60 Hz Trifaze

MutaHue

Traslayici motor glici

Trimmer motor power

1,1 KW

TopueBaTesib C 3/1eKTPONPUBOLOM

Hidrolik motor gticli

Hydroulic motor power

0,75 KW

mppoctaHuma

Uti giici

Heater power

5,5 KW

HarpeBaTesbHbIi

Calisma arahgi

Operating range

@180-@500 mm

[nanasoH cBapku

Calisma ortam sicakhgi

Operating ambient temparature

-10C° ~ +40C°

Pa6ouas TemnepaTypa

Gerekli jenerator glci

Generator power

12 KVA

Tpebyemasn MOLLHOCTb reHepaTopa

Standart makine agirlig

Machine weight

450 Kg

Bec annapaTta HetTo

Sandikli makina agirlig

Machine Gross weight

550 kg

Bec annapata bpyTTO

Makine hacmi (sandikli)

Machine volume (with box)

1,43X1,59X1,20 cm.

TpaHCNOPTUPOBOYHBIN ALLMK

Kaynak materyalleri

Welding Materials

PE,PP,PVDF

MaTepuan cBapKM NAaCTMacCoBbIX TPY6

Uretici Ulke

Turkiye

Origin

Turkey

CrtpaHa u3rotosutens

Typuua




CNC-W500 ALIN KAYNAK MAKINESi GENEL OZELLIKLERI

e 32 Bar’a kadar PE - PP - PVDF boru ve fittingslerin 180 - 200 - 225 - 250 -280 - 315 - 355 - 400 - 450 - 500 mm
¢aplarinin kaynaginda kullanilir.

¢ ISO 12176 - 1 Uluslararasi standartlara uygun olarak operasyonel en kisa kuruluma sahip, glicli, kolay ve seri
kaynak imkani saglar.

o Hafif yapisi sayesinde kolay kullanim imkani saglar.

e Maksimum calisma basinci 150 Bar olarak dizayn edilmistir.

e -40 C° ~+40 C° ortam sicakliginda calistiriimaya uygundur.

CNC-W500 BUTT WELDING MACHINE GENERAL FEATURES

¢ Machine is for weldings of PE - PP - PVDF pipes and fittings up to 32 Bar .Welding sizes are 180 - 200 - 225 -
250 -280 - 315 - 355 - 400 - 450 - 500 mm

e With the shortest setup time it provides simple and fast welding operations according to international standards
ISO 12176 -1

e With it’s lightweight nature provides easy handling

e Maximum working pressure is 150 Bar

e The working environmental temperature is -40 C° ~+40 C°

CNC-W500 UCNMOJZIb3OBAHUE MO HASHAYEHUIO

*«CNC-W500 MawwuHa ana CtbikoBor CBapkm O6wme CBoicTa
[JasneHus ceapmBaembix Tpyb - <PN32 Bar, M3 — NN - NHA, - NBA® Tpybbl 1 GUTUHIM, PACCUUTAHHBIX
Ha cBapKy Tpy6 cneaytowmx avameTpos: @ 180 - 200 - 225 - 250 - 280 - 315 - 355 - 400 - 450 - 500 mm

¢|SO 12176 — 1 CooTtseTtcTByeT MexKayHapoaHbiMm CTaHaapTam - [103BONAIOWMM KOPOTKOE BPpemMA Nerko m
KayeCTBEHHO COBEPLUUTb CTbIKOBYHO CBApPKY.

ebnarogaps NErKOCTU KOHCTPYKUMKM obecneymBaeT NpoCcTOTy UCMOb30BaHUS.

*bbIN pa3paboTaH MakcMManbHoe paboyee gasneHume 150 Bar (aTmocdep)

«-40° C~ +40° C, MoaxoauT npu TemnepaTtype paboTbl OKpyKatoLen cpeabl




CNC-W500 ALIN KAYNAK MAKINESi EKIPMANLARI
CNC-W500 EQUIPMENTS OF THE MACHINE

CNC-W500 ObOPYAOBAHUE ANMNAPATA

MAIN BODY CNC HYDRAULIC UNIT HEATER

LI,EHTPATO P MmppocTtaHumna HATPEBATE/1b

PROTECTIVE AND CASING CLAMP AND INSERTS

TRIMMER

TOPLEBATE/Tb KOHTEWHEP BKAAAbILLN




ANA GOVDE.

Ana govde, Uzerinde bulunan iki adet hareketli ve iki adet sabit kiskag ile kaynak islemi yapilacak plastik borulara destek
olarak, sabitlenmesini ve merkezlenmesini saglamaktadir.

Sisteme hidrolik basing kuvveti uygulanir. Taslyici mil Gzerinde bulunan iki adet piston ile bu kuvvet hareketli kiskaglari ileri
ve geri yonlendirerek, kaynak isleminin gerceklesmesi icin gereken hareketi saglar.

MAIN BODY

The main body supports and centres the plastic pipes with two fixed and two movable clamps. Using the hydraulic pressure
on the system, the two pistons on the carrying metal bars move the clamps for and backwards and supply the necessary
movement for the welding process.

LEHTPATOP

YcuneHHas KOHCTPYKUMSA, HagaexHaa duKcauma Tpyb nerkas ocesas v pagmasbHas NoaroHka Tpyb 3axknmbl perysinposKoi
CUAbl GUKCALLMM, HE NPOCKasIb3biBatoT. [INA CBapKM GACOHHbIX M34enunn K Tpybe

CoCTOUT U3 2-X NOABUKHbIX 3a*KMMOB, KOTOprﬁ npueoaucCa B ABUXKEHUE ABYMA TMAPOUUANHAPAMU PACNO/TIOKEHHbIX Ha
HanpaBaAaloWwmnx n AByX HENOABUXHbIX 3aXKMMOB.

FRAME TRIMMER SPINDLE

LEEHTPATOP

HYDRAULIC PISTON

TMAPABIVYECKNI LANMHAP WANMHAPUNAUHAPIAPABANYECKMI
UMAVHAP

UPPER CLAMP

o]
|>
=)

BOTTOM CLAMP

HUKHUI 3AKUM

CLAMP CONNECTING BOLT

BEPXHUM 3AXKUM

CLAMP CONNECTING PIN

BONT ANA KPENJIEHNA 3AXKUMA

FIXING LAMA

TAVIKA 419 KPEMNEHUA 3AXUMA PETY/INPOBKA 3AXUMA

INSERTS

BKNAAbILLIN




TRASLAYICI

Traslayici; sag ve sol tarafinda bulunan iki doner kanat ve bu kanatlar lizerinde bulunan kesici bigaklar ile ana govde lzerine
sabitlenmis ve merkezlenmis borularin, isitma isleminden 6nce alin temizligini yapan ve isitmaya hazir hale getiren alin
kaynak makinesi elemanidir.Traslayicinin doner hareketi, tizerinde bulunan motor ve rediiktor grubu tarafindan saglanir.

TRIMMER
The trimmer is the tool which cleans and smoothes the both ends of the pipes before the heating process with its blades on
both sides.

TOPLEBATE/1Ib C9NIEKTPONPUBOAOM

3aKprTbIl7I Kopnyc, BbICOKOHaAeXHaA Nnocadka Topuyouwmnx gUMCcKos, OGECI'IE‘-IMBaIOLIJ,aﬂ NNOCKOCTb TOPLOBKK pr6, yganeHune

CTPYKKM Hapy:Ky. OcHaleH puKcaTopom paboyero nonoKeHus.
BpalaTtenbHoe ABUKEHME TPUMMEPA CNOCOBCTBYET STOMY 3/1eKTPOABUraTeN 514 peaykTop.Paboyan pasneHune makc 30 6ap

ROTATING FLAPS BLADES

KPYTALLMI AIIOMUHUEBBINA KPbILLKA PEXYLLMIA HOX

SECURITY PIN ELECTRIC MOTOR

PYYKA BE3OMACHOCTH SNEKTPOABUIATEN
GEARBOX POWER PLUG
REAYKTOP I/IEKTPUYECKAA BUTKA

ISITICI

Isitici; traslama islemi ile istenilen purizlulige getirilen boru alin ylizeylerini isitma plakasiyla isitarak
birlestirme islemine hazirlayan alin kaynak makinesi elemanidir.
Isiticinin ist derece ayari hidrolik tnite Gzerinde bulunan dijital 1s1 ayar termostati ile yapilmaktadir.

HEATER

The pipe ends will be heated by this heater before the welding process.
The settings of the heater will be done by the thermostat on the control box

HATPEBATE/1b

PaBHOMepHOe pacnpeaeneHve TeMnepaTypbl N0 BCe NOBEPXHOCTM HarpeBaTeNbHOrO 31eMeHTa AOCTUTaeTca nyTem
MCMONb30BaHUA UHAMBUAYAZIbHO U3TOTOBIEHHOTO NIOCKOFO 3/1EKTPOHArpeBaTeNbHOro anemeHTa. CneymanbHoe
aHTUNPUrapHOe NOKPbITUE NPOTMB Npuannanua. TemnepaTypa peryanpyetca 20 C—300 C.

o




HEATING PLATE HANDLE
MOBEPXHOCTb HATPEBATENA PYYKA

POWER PLUG |
BUTKA

MUHAFAZA VE DESTEK KUTUSU

Muhafaza ve destek kutusu, isiticinin isi kaybini dnler ve traslayici,
isiticlya destek olarak disaridan gelecek etkilere karsi (darbe, su, vb.) korur.

PROTECTIVE CASE

The protective casing prevents heat loss of the heater and protects the trimmer from external effects
(impact, water, etc.).

[

KOHTEUHEP

MpeaHa3HayeH ANa XpaHeHUA M TPAHCNOPTUPOBKM HAarpeBaTeIbHOro 3leMeHTa U TopueBaTens. CayKuT
TENI0M30/1ATOPOM HarpeBaTe/IbHOTO 3/1IEMEHTA.

HEATER CHAMBER TRIMMER CHAMBER HANDLE ‘

MECTO A1A HATPEBATENA MECTO /1A TOPLLEBATE/NA PYKOATKA ‘




CNC-W500 HiDROLIK VE ELEKTRIK KONTROL UNITESI
CNC-W500 HYDRAULIC POWER PACK WITH ELECTRIC CONTROL UNIT
CNC-W500 rMAPOATPETAT C 6/IOKOM YNMPABJ/IEHUA.

Elektrik ve hidrolik kontrol Unitesi; makinenin ¢alismasi igin gerekli olan elektrigi isitici ve traslayiciya hidrolik basinci ise ana
makineye iletir.

Kontrol Ginitesi el kumandasi vasitasi ile ¢alistirilir. El kumandasinin tzerinde iki buton ve bir anahtar vardir. Butonlar hareketli
kiskaclari ileri ve geri hareket ettirir. Anahtar ise traslayiciyi calistirir.

The necessary electric will be transfered to the heater and trimmer by means of this unit and to the main machine by the
hydraulic pressure.

It will be controlled by the manual buttons. On the manual control panel there are two buttons and a key. The clamps are
controlled by the buttons and the trimmer by the key.

MpeaHasHavyeH oA ocyLWwecTBeHNA NpoLecca AaBAeHUA CBAPKU U OXNaXKAeHWA, CBOAUT U Pa3BOAUT 3aXKMMbl. 3alUULLEH OT
33I'peBHeHVIl7I. OcHaweH: Perynatop TemnepaTypbl, 3J'IeKTpM"IeCKMl7I WNT ANnAa NoAKNKYEHNA HarpeBaTe/IbHOro azIeMeHTa U
TopueBaTena C 3/IEKTPONPMUBOAOM, MaHOMETP C MULEPUHOM, 3aUJ,MTHbIVI BbIK/1KOYaTENb, NY/1bT YNPaBAE€HUA. ObecneunBaeT

NMNOCTOAHHOE AaB/sieHWe AaXe NMPU BbIKTKOYEHHbIM TMAPaB/INYECKOM Hacoce.

ELEKTRIK FiSi

ELECTRIC SOCKET
S/IEKTPUYECKAA BUIKA
ISITICI PRiZi

HEATER PLUG SOCKET
PO3ETKA HATPEBATE/NA
MANOMETRE

MANOMETER

MAHOMETP

BASING AYAR REGULATORU
PRESSURE ADJUSTMENT REGULATOR
PEFYIATOP AABEHMA

YAG GOSTERGESI

OIL INDICATOR

WHOWKATOP YPOBHA MAC/IA

TRASLAYICI PRiZi

TRIMMER PLUG SOCKET

PO3ETKA TOPLIEBATENA

EL KUMANDASI

MANUAL CONTROL PANEL

NYAbT YIPABAEHWA TMAPABANKOWM
YAG GIiRiS / GIKIS KAPLINLERI

OIL INPUT AND OUTPUT COUPLINGS
BXO[l M BbIXO4, MAC/IO

BASING DUSURUCU

VALVE FOR REDUCING THE PRESSURE
PEAYKLIMOHHbIM KNAMAH

ISI AYAR TERMOSTATI

THERMOSTAT

TEPMOCTAT




CNC-W500 ALIN KAYNAK MAKINASININ CALISTIRILMASI VE KAYNAK iSLEMI

1-Elektrik Gnitesinin elektrik fisi calisir haldeki jeneratore veya herhangi bir 380Vfise takilir.

2-Isitici, kaynak islemine baslamadan once elektrik panosuna takilip elektrik verilir ve i1sitilmaya baslanir.

3-Ekranda ileri ve geri tusu kullanilarak hareketli kelepge grubu ileri ve geri calistirilir ve makinenin problemsiz hareketi gozlenir.
4-Boru gapina uygun paftalar secilir, tiraslama icin gereken bosluk gozetilerek borular paftalarla ana makineye baglanir.

5-Operator ekranindan malzeme, boru ¢api ve PN sinifi asagi ve yukari oklari ile segilir ve usb takilir

CNCW500| ¢« >l = e
2

TURKCE ENGLISH PYCCKMWIA
USB TAKILDI.

MALZEME BORU CAPI

HDPE-100

clzim NO FIRMA ADI PROJE ADI

bbbbbbbbbbbbbbbb | nnnannnnnnnAnnNn

6-Cizim no,Kaynak no,operator adﬁJeratbr no, firma adi, proje adi alanlari tizerine dokunurak ¢ikan klavye ekranindan
doldurulur. ENTER'a basilarak M tusu ile diger ekrana gegilir.
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7-Tiraslayict muhafaza kutusundan alinarak, ana gévde Uzerinde bulunan tasiyict millere oturtulur. Emniyet pimi
kapatilir.
8-Tiraslayicinin prizi elektrik tnitesi Gzerindeki fise takilir ve kumanda tzerindeki ¢alistirma butonuna basilarak
calistinilir. Soguk havalarda tiraslanacak ylizeylerin buzlarinin ¢é6ziinmis olmasi gerekmektedir.
9-ileri tusuna basarak, iizerine daha dnce baglanmis borular bulunan, hareketli kelepce grubu calisir haldeki
tiraslayici yoniine hareket ettirilir ve tiraslama islemine baslanir. Boru ylizeylerinin diizglin ve plrlizsiiz oldugundan emin
olana kadar tiraslama islemi yapilir. Kullanilacak olan tiraslama basinci 20760 bar araliginda kontrolli olarak yapilmalidir.
10-Boru ylizeylerinin temizlendigi gozlendikten sonra tiraslayici durdurulur, fisi elektrik panosundan ¢ikarilarak,
tiraslayici muhafaza kutusundaki haznesine konulur.
11-Daha 6nce elektrige takilmis olan Gtlinlin ayarlanan kaynak sicakligina ¢iktigi kontrol edilir. Kaynak isisi igin
sicakhk tablosu "T.01" referans alinir.
12-istenilen sicaklik derecesine ulagmis (itli muhafaza kutusundan alinarak tasiyici millere oturtulur.



13-Operator ekranindan baslat tusuna basilir.

CNC W500 éLoULEN BASING

TOPLAM |r| BASINCI
II. I.l
KAYNAK BASINCI KIS Y URUTME BASINCI

0.0 " e
BQ$LAT UTU SICAKLIGI

| sexier M (ziEME %

14-Isitmaya baglamadan énce hareketli kelepgeler @@= tusuna basarak en basa alinir ve IW'—“!I tusu ile borularin kaynak
sicakligina ¢ikarma islemine baslanir, basingh dudak yiikseltme T1 siresi baslatilir.

CNC W500 OGLCULEN BASING I

ME BASINCI

UTUYU YERLESTIRIN

=Q

10



CNC W500 OLCULEN BASING

CIKIS - .
KAYNAK BASINCI CIKIS A' NCI YURUTME BASINCI

-:- HAR
DUDAK YUKSELTMEK ICIN

ISITMA ZAMAN ILAVE EDILSIN Mi? OTU SICAKLIGI

SOGUTMA sh | “ o

PV:

0
EV ETH HAYIR

BEKLET | IZLEME

15-CNC - W500 Alin kaynak makinesi dudak yiksekligi standart degere geldigi zaman basingsiz 1sitma islemine
otomatik olarak gecer. istenen dudak yiiksekligi saglanmamissa ekrandaki uyari ¢ikar buna gére basingli isitma siiresi
devam eder. Dudak yiiksekligi standart degere geldigi zaman _|_ T I tusuna basilarak , herhangi bir tusa basilmazsa otomatik
olarakta basingsiz isitma islemine devam edilir. Isitma islemi bitmeye yakin alarm 6ter ve hareketli kelepgeler geri gekilir.
Bu sirada operatériin makineden tiiyl hizh bir sekilde ¢ikarmasi gerekir. Eger (itii verilen siirede ¢ikartilamaz ise| BEkieT |

tusuna basilir Gitl cikartilir ve tekrar tusunal Be<e |basarak islem kaldigi yerden devam eder. Kelepgeler otomatik kapanir ve
kaynak islemi gerceklesir.

16-Kaynak islemi gerceklestirildikten sonra, kayna[ === | tilmis boru sogutma siiresi kadar bekler.

17-Kaynak islemi bittikten sonra tusuna basarak ¢ikti ekranina gegcilir. Kaynak islemi bittikten sonra ekrandaki
kirmiziisik , yesil lisiga donistigiinde [l kaynak ciktisi otomatik olarak USB bellege atilmis olur. Kaynak islemi bitene kadar
USB bellegi cikartiimaz. Tim kaynak islemi bittikten 5 dk sonra USB bellegi cikartilr.
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CNC-W500 OPERATION OF THE MACHINE AND WELDING PROCESS

1-The Machine always need to be plugged into a generator which is already at running situation.
2-Plug in the socket of the heater to the plug socket on the hydraulic unit and wait for the
temperature raising.
3-Connect the quick couplings, which is fixed on the main machine body, to the hydraulic
unit.
4-Check the oil situation in the hydraulic unit on the oil indicator. In case of no oil, please
put Shell Tellus 46 oil.
5-Fix the suitable clamps to the machine and locate the pipes considering to if pipes can
join easly and also trimmer can placed between the pipes.

CNC W500[ &; Sl
2

TURKCE ENGLISH PYCCKUWA

MATERIAL DIAMETER

HDPE-100 500 17

a ad

DRAWING NO WELD NO WELDER NAME WELDER NO : COMPANY NAME | PROJECT NAME

6-Adjust the pressure adjustment regulator against clockwise on the hydraulic unit to the non-
pressure position.

7-Press the forward button on the control panel. Move the clamps for and backwards till you see the
clamps are moving without difficulty.

8-Locate the trimmer on the machine and lock the security pin.

9-Fix the socket of the trimmer to the plug on the hydraulic unit.

10-Operate the trimmer using the key on the manual control panel to be adjusted to 'On' position.

11-Both pipes ends have to be trimmed smoothly. Please use trimmer presure range of 20 to 60 bar.

12-Take off the trimmer from the machine after completing the trimming.
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13-On the operator panel choose language by touching the flag and set pipe material, pipe diameter and PN class and fill

company name, welder name and project name than touch to [_] button and pass to next screen. Below the panel
plugin a USB flash drive to getting welding results after welding operations.

14-0On the next screen control the temperature of the heater to be 220 C? and locate it on the machine

CNC W500 REAL PRESSURE

OUTPUT PRESSURE
WELDING PRESSURE 0.0 MOVEMENT PRESSURE

“ BAR

HEATER TEMP

HEATING UP START




15-touch # Ml button and pull back to moveable clamps at start position and put the heater on the machine.

CNC W500 REAL PRESSURE I

TOTA
WELDING PRI NT PRESSURE

SET THE HEATER

USB: @
START i

OPTION

CNC W500 REAL PRESSURE -

TOTAL - -
WELDING PRESSURE QOUTPUT PRESSURE

0.0

?
HEATING UP EXTRA TIME FOR BEAL? HEATER TEMP.

MOVEMENT PRESSURE

OPTION

16-After setting the heater on the machine touch | st I button. Machine will automatically heat up the pipes. Heating

up time also visible on the screen.

17-Towards the end of heating time alarm bell rings. The heater will be taken off immediately. Machine will
automatically weld the pipes.

18-After welding operation pipe should be left to cool. Cooling time also visible on the screen.

19-After cooling time finished touch| ~ | button and pass to welding result page. On the screen there is a red Iight.
when the panel copy the result of welding operations the red light will turn green light |: When taking a copy of result
plug in the USB flash drive and



than touch the copy button after 1 minute the copy of welding results will be created.

DVS 2207-1

CNC W500 oocoveno ¢

COMPANY NAME [

30-0?-201 6 WELDER NAME [

PROJECT NAME [
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DRAWING NO [
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MOVEMENT PRESSURE |

JOINING PRESSURE |

0.00

TE

EXTRA TIME FOR BEADNT 13

WALL THICKMESS

]
0.00
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REAL

HEATER TEMP. [

220

L N
oF 3
3

| +0 |°C

TOTAL JOINING PRESSURE |

0.00

|~ 0.00 | bar

HEATING-UP PRESSURE [

0.00

|| 0.00 |bar

T2 HEATING UP TIME [

| [1] | sec

TAKE OFF HEATER TIME [

|: [ I sec

T4 JOINING BUILT UP TIME [

I o I sec

COOLING PRESSURE [

| 0.00 |par

TS COOLING TIME [

I, [1] 1 sec

MISTAKE |

DEFECTS




KAYNAK POZiSYONLARI

WELDING POSITIONS
Mo3nuumn ceapku

Duiz borularin baglanti sekli
Installation of straight pipes

Csapka Tpy6

Duz ve inegal te borularinin baglanti sekli
Installation of straight pipe and reducing tee

CBapKa Tpybbl C peayKUMOHHbIM TPOMHMKOM

Duiz boru ve dirsek borunun baglanti sekli
Installation of straight pipe and an elbow

CBapka Tpy6bl K oTBOAY

Duz boru ve flang adaptori baglanti sekli. Flang adaptoriint makinaya
baglamak igin flang aparatina ihtiyag vardir. (Sekil 1)

(Installation of straight pipe and stub end flange adaptor. To do this you
need to use flange adaptor clamp. (Fig. 1))

CBapka Tpy6bl ¢ BTpy/KOM. Ha puc.1. noKasbiHa Kak 3akpennseTcs

Flang adaptorlerinin baglanti sekli
Installation of stub end and flange adaptor.

CBapka nepexofa ¢ BTY/IKOW 3aKpenneHHol B pnaHLeBOM ajanTtepe
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Sekil 1. Flang adaptor paftasinin kullaniimasi

Fig. 1. Using the flange adaptor clamp

Puc. 1. ®naHueBbI agantep
[ns cBapKM KOPOTKMX BTY/IOK nog, dpiaHel,
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GUVENLIK ACISINDAN DiKKAT EDILMESI GEREKEN HUSUSLAR

— Makinenin galisma sistemi hakkinda bilgisi olmayan kisiler makineyi kullanmamalidir.

— Operator kazaya sebebiyet verebilecek giysiler giymekten kaginmalidir.

— Calisma aninda makine ekipmanlarinin, kazaya sebebiyet vermemesi icin uygun araliklarla
yerlestirilerek kullaniimahdir.

- Makine ve ekipmanlari, calisma aninda devrilmeye karsi diizglin bir zemine yerlestirilmelidir.

|

Kullanima baglamadan 6nce, elektrik baglantilari ve elektrik kablolari kontrol edilmelidir.

{

Elektrik kablolari, sert ve kesici maddelerin altinda birakilmamalidir ve isitici plakasi sicakken kablolar
iletemasindan sakiniimalidir.

Isitici taginirken tutma kolu kullanilmalidir. Sicakken i1sitma plakasina elle dokunulmamaldir.

Isitici sicaklik kontrolii isi ayar termostatindan ayarlanmalidir. El ile sicaklik kontroll yapilamamalidir.
Traslama islemine baslamadan 6nce, traslayicinin emniyet pimi kapatiimahdir.

R A

Traslayici calisir durumdayken kesinlikle tasinmamalidir. Traglama islemi bittikten sonra, traslayicinin
elektrik fisi panodan cikarilip, muhafaza kutusuna bu sekilde konulmalidir.
Traslayici ¢alisir durumdayken, kesici bigaklara kesinlikle temas edilmemelidir.

POINTS TO BE NOTICED FOR SAFETY

—  The machine should be operated only by experienced persons.

A

The operator has to prevent to wear clothes which cauld cause to accidents.

{

While operating, the parts of the machines have to be located with suitable distances on
plaingrounds.

Before using check the electric cables and connections.

Prevent the contacts of the cables with incisive materials and with the heater.

Don't touch the heater after the heating and carry it with the handle.

Check the heatness of the heater through the thermostat only.

Lock the security pin of the trimmer before using.

Don't carry the trimmer while working.

2 R

Don't touch the blades of the trimmer while working.
After the trimming, remove the socket and place it to its protective casing

TEXHUKA BE3ONACHOCTU

- C 0bopyanoBaHMEM [0/KeH pPaboTaTb TONLKO OMbITHBIN CNeuuanucr.

- OnepaTop A0/MKEH HOCUTb CNELLANbHYIO 3aLLUTHYIO OAEKAY.

- ObapynoBaHMe He0bX0AMMO YCTaHABAMBATL HA POBHOM NOBEPXHOCTM BO U3beaHUN ero
nepesopoTa

— [lo Hayana paboTbl HY}KHO NPOBEPUTL INIEKTPUHECKME COEAMHEHMS N SNEKTPUYECKME NPOBOAa.
IneKTpMYecKne NPOBOAA He AOXKHbI HAXOAMUTCA MO PEXKYLLMMU U KECKMMU BELLAMM.

— HarpesaTtenb Hafo 6paTb 3a PyKOATKY. Bo Bpems Harpesa Heb3A pyKamu TporaTb NOBEpPXHOCTb

—» Harpesarens.
PerynvupoBky TemnepaTypbl HarpeBaTens Hafo KOHTPOIMPOBaTb TEPMOCTATOM.

— [lo Hayana TOpPLOBKM HAaZO0 3aKPbITb GUKCaTOP.

—» Bo Bpems TOPLLOBKM He B KOEM C/ly4ae OH He J0/IKeH nepemeLLaTbCs.

_, Nocne TopLOBKM HYKHO BbIK/IOUYUTb 31EKTPUYECTBO U NOCTABUTL EI0 B KOHTEWHep.

_» Bo Bpems TOpLEBKM HE B KOEM C/lyYae HeNb3A A0TParMBaThCA 40 HOMKa.
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BORULARDA KAYNAK HATALARI
WELDING DEFECTS

OLWWNBKU NPU CBAPKWU TPYbBbI

DOGRU KAYNAK FARKLI SICAKLIK VE ZAMANDAN KAYNAKLANAN HATA

CORRECT WELDING ERROR DUE TO DIFFERENT HEATING AND TIME
MPABU/IbHAA CBAPKA

OWMNBKA N3 PA3/INYHbLIX TEMMEPATYP U PAHHAA
CBAPKA

COK FAZLA BASINCTAN KAYNAKLANAN HATA YETERSIZ BASINGTAN KAYNAKLANAN HATA
ERROR DUE TO OVER-PRESSURE ERROR DUE TO INSUFFICIENT PRESSURE
OLUMBKA N3-3A N3BbITTOYHOIO AAB/IEHNA OLIWBKA N3-3A HEAOCTATOMHOIO AABNEHNA
YETERSIZ SICAKLIKTAN KAYNAKLANAN HATA MERKEZLEME HATASINDAN KAYNAKLANAN HATA

ERROR DUE TO INSUFFICIENT HEAT
OLUMEKA MPU HU3KOW TEMMEPATYPbI HATPEBATE/A

ERROR DUE TO CENTERING MISTAKE

OLUMBKA HEMPABUIbHOM LLEEHTPUPOBKMU
LEHTPMPOBAHWA

14




CNC-W500 - ALIN KAYNAK MAKINESi KAYNAK PARAMETRELERI
CNC-W500 - WELDING MACHINE WELDING PARAMETERS
CNC-W500 - TAPAMETPbI CBAPOYHOIO ANMAPATA

¢ oo
I C >
g 53
g O o
g © = B=F P,=P;
=
ar
Py
o l BPEMSI
>
aman
t t, ty t, o el

t 1: istenilen dudak kalinhigi icin gereken siire
t2: Basingsiz 1sitma siiresi

t3: Degistirme icin gereken zaman

t4: Basinci arttirma zamani

t5: Sogutma icin gereken zaman

P1: Dudak kalinhigi icin gereken basing

P2: Devamli isitma icin gereken basing

P5: Sogutma esnasinda gereken basing

t1: Time necessary for the required bead thickness
t 2: Heating time with loose pressure

t3: Time necessary for change over the heater

t4: Time of increasing the pressure

t5: Time necessary for cooling

P1: Pressure necessary for the bead thickness

P2: pressure necessary for continuous heating

P5: Pressure necessary during cooling

t1:Bpems gna nossneHus rpaga

t 2: HarpesaHue 6e3 fasneHus

t 3: Bpems, HeobxoAMMOe A1 M3MEHEHNA HarpeBaTens
t4:Bpema ysunnuenus nasnenuns

P4 : TonuwuHa rpasa Tpebyeman 1A AaBneHnA

P2 : HenpepbIBHbIN HAarpes 415 HYXKHOTO AaBneHue

P5: B npouecce oxnaxaeHna Heobxoanmoe AaBneHne

15



CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 4 SDR41 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)

Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total

diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time

pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 4,4 2 0,5 44 5 5 6 7
200 4,9 3 1 49 6 6 7
225 5,5 4 1 55 6 6 8 9
250 6,2 4 1 62 6 6 9 11
280 6,9 6 1 69 6 6 10 12
315 7,7 7 1,5 77 6 6 10 12
355 8,7 9 15 87 6 6 12 14
400 9,8 12 1,5 98 7 7 13 15
450 11,0 16 1,5 110 8 8 15 17
500 12,3 19 2 123 8 8 16 19

PN 5 SDR33 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100
mm mm bar mm sec sec sec min min
180 5,5 3 1 55 6 5 8 10
200 6,2 3 1 62 6 6 9 11
225 6,9 4 1 69 6 6 10 12
250 7,7 6 1,5 77 6 6 10 12
280 8,6 7 1,5 86 6 6 12 14
315 9,7 9 1,5 97 7 7 13 15
355 10,9 12 1,5 109 7 7 14 17
400 12,3 15 2 123 8 8 16 19
450 13,8 19 2 138 8 8 18 21
500 3,5 24 2 153 9 9 19 22
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 6,3 SDR26 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure

(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 6,9 3 1 69 6 6 10 12
200 7,7 4 1,5 77 6 6 10 12
225 8,6 5 1,5 86 6 6 11 13
250 9,6 7 1,5 96 7 7 12 14
280 10,7 9 1,5 107 7 7 15 17
315 12,1 11 1,5 121 8 8 14 17
355 13,6 14 2 136 8 8 17 20
400 15,3 18 2 153 8 9 19 22
450 17,2 23 2 172 8 10 21 24
500 19,1 29 2 191 8 11 23 27
PN 8 SDR22 According DVS 2207-1 Cylinder Section 14,14 cm?’ PE100
mm mm bar mm sec sec sec min min
180 8,6 4 1,5 86 6 6 12 14
200 9,6 6 1,5 96 7 7 13 15
225 10,8 7 1,5 108 7 7 14 16
250 11,9 9 1,5 119 8 8 16 19
280 13,4 11 2 134 8 8 17 20
315 15,0 15 2 150 9 9 19 22
355 16,9 19 2 169 9 10 21 25
400 19,1 24 2,5 191 10 11 24 28
450 21,5 30 2,5 215 11 12 26 31
500 23,9 37 2,5 239 12 13 29 34

17



CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 10 SDR17 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam

oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 10,7 5 1,5 107 7 7 14 17
200 11,9 7 1,5 119 8 16 19
225 13,4 9 2 134 8 8 17 20
250 14,8 11 2 148 9 19 22
280 16,6 14 2 166 9 10 21 25
315 18,7 18 2 187 10 11 23 27
355 21,1 23 2,5 211 10 12 26 30
400 23,7 29 2,5 237 11 19 29 34
450 26,7 37 3 267 12 14 32 37
500 29,7 46 3 297 13 15 36 42

PN 12,5 SDR13,6 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100
mm mm bar mm sec sec sec min min
180 13,3 7 2 133 8 8 17 20
200 14,7 9 2 147 9 9 19 22
225 16,6 11 2 166 9 10 21 25
250 18,4 14 2 184 10 11 23 27
280 20,6 17 2,5 208 10 11 25 29
315 23,2 22 2,5 232 11 13 28 33
355 26,1 28 3 261 12 14 32 37
400 29,4 36 3 294 13 15 36 42
450 33,1 45 3 331 15 17 40 46
500 36,8 56 3 368 16 19 45 52
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 16 SDR11 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure

(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)
mm mm bar mm sec sec sec min min
180 16,4 8 2 164 9 10 21 25
200 18,2 11 2 182 10 11 23 27
225 20,2 13 2,5 205 10 11 25 29
250 22,7 17 2,5 227 11 13 28 33
280 25,4 21 2,5 254 12 14 31 36
315 28,6 27 3 286 13 15 35 41
355 32,2 34 3 322 14 17 39 45
400 36,3 44 3 363 16 19 45 52
450 40,9 55 3,5 409 17 21 49 57
500 45,4 68 3,5 454 18 23 54 62
2
PN 20 SDR9 According DVS 2207-1 Cylinder Section 14,14 cm PE100

mm mm bar mm sec sec sec min min
180 13,3 7 2 133 8 8 17 20
200 14,7 9 2 147 9 19 22
225 16,6 11 2 166 9 10 21 25
250 18,4 14 2 184 10 11 23 27
280 20,6 17 2,5 208 10 11 25 29
315 23,2 22 2,5 232 11 13 28 33
355 26,1 28 3 261 12 14 32 37
400 29,4 36 3 294 13 15 36 42
450 33,1 45 3 331 15 17 40 46
500 36,8 56 3 368 16 19 45 52
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 25 SDR 7,4 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam

oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 24,6 12 2,5 246 12 14 30 35
200 27,4 15 3 274 12 14 33 38
225 30,8 19 3 308 13 16 37 43
250 34,2 24 3 342 15 18 41 47
280 38,3 30 3,5 383 16 19 46 53
315 43,1 38 3,5 431 17 21 51 59
355 48,5 49 3,5 485 19 24 57 66
400 54,7 62 4 547 21 27 64 74
450 61,5 78 4 615 22 30 70 81
500 67,6 97 4 676 24 33 77 89

PN 32 SDR9 According DVS 2207-1 Cylinder Section 14,14 cm’ PE100
mm mm bar mm sec sec sec min min
180 29,9 15 3 299 13 16 37 43
200 33,2 18 3 332 15 17 41 47
225 37,4 23 3,5 374 16 19 45 52
250 41,5 28 3,5 415 17 21 50 58
280 46,5 36 3,5 485 19 23 56 65
315 52,3 45 4 523 20 26 62 72
355 59,0 58 4 590 22 29 69 80
400 66,7 74 4 667 23 33 76 88
450 75,0 93 4,5 750 26 37 86 99
500 83,4 115 4,5 834 29 41 97 112
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 3,2 SDR41 According DVS 2207-1 Cylinder Section 14,14 cm’ PE80
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)
mm mm bar mm sec sec sec min min
180 4,4 2,5 2,5 44 8 6 7 8
200 4,9 3 1 49 9 6 7 9
225 5,5 4 1 55 10 6 8 10
250 6,2 5 1 62 11 6 9 11
280 6,9 6 1 69 11 6 10 12
315 7,7 8 15 77 12 6 12 13
355 8,7 10 1,5 87 12 6 13 15
400 9,8 12 1,5 98 12 7 15 17
450 11,0 16 1,5 11 13 7 17 19
500 12,3 20 2 123 13 7 18 21
PN 4 SDR33 According DVS 2207-1 Cylinder Section 14,14 cm?’ PESO
mm mm bar mm sec sec sec min min
180 5,5 3 1 55 6 6 8 10
200 6,2 3 1 62 6 6 9 11
225 6,9 4 1 69 6 6 10 12
250 7,7 6 1,5 77 6 6 10 12
280 8,6 7 1,5 86 6 6 12 14
315 9,7 9 1,5 97 7 7 13 15
355 10,9 12 1,5 109 7 7 14 17
400 12,3 15 2 123 8 8 16 19
450 13,8 19 2 138 8 8 18 21
500 15,3 24 2 153 8 9 19 22
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 3,2 SDR41 According DVS 2207-1 Cylinder Section 14,14 cm’ PE80
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BoicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTuKa HarpeBa 6e3  yganeHus  yBENUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)
mm mm bar mm sec sec sec min min
180 4,4 2,5 2,5 44 8 6 7 8
200 4,9 3 1 49 9 6 7 9
225 5,5 4 1 55 10 6 8 10
250 6,2 5 1 62 11 6 9 11
280 6,9 6 1 69 11 6 10 12
315 7,7 8 15 77 12 6 12 13
355 8,7 10 1,5 87 12 6 13 15
400 9,8 12 1,5 98 12 7 15 17
450 11,0 16 1,5 11 13 7 17 19
500 12,3 20 2 123 13 7 18 21
PN 4 SDR33 According DVS 2207-1 Cylinder Section 14,14 cm?’ PESO
mm mm bar mm sec sec sec min min
180 5,5 3 1 55 6 6 8 10
200 6,2 3 1 62 6 6 9 11
225 6,9 4 1 69 6 6 10 12
250 7,7 6 1,5 77 6 6 10 12
280 8,6 7 1,5 86 6 6 12 14
315 9,7 9 1,5 97 7 7 13 15
355 10,9 12 1,5 109 7 7 14 17
400 12,3 15 2 123 8 8 16 19
450 13,8 19 2 138 8 8 18 21
500 15,3 24 2 153 8 9 19 22
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 5 SDR26 According DVS 2207-1 Cylinder Section 14,14 cm’ PES8O
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)

Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total

diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time

pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 6,9 3 1 69 6 6 10 12
200 7,7 4 1,5 77 6 6 10 12
225 8,6 5 1,5 86 6 6 11 13
250 9,6 7 1,5 96 7 7 12 14
280 10,7 9 1,5 107 7 7 14 16
315 12,1 11 15 121 8 8 15 18
355 13,6 14 2 136 8 8 17 20
400 15,3 18 2 153 8 9 19 22
450 17,2 23 2 172 9 10 21 25
500 19,1 29 2 191 10 11 23 27

PN 6,3 SDR21 According DVS 2207-1 Cylinder Section 14,14 cm’ PES80
mm mm bar mm sec sec sec min min
180 8,6 4 1,5 86 6 6 12 14
200 9,6 6 1,5 96 7 7 13 16
225 10,8 7 1,5 108 7 7 14 17
250 11,9 9 1,5 119 8 8 16 19
280 13,4 11 2 134 8 8 17 20
315 15 15 2 150 9 9 19 22
355 16,9 19 2 169 9 10 21 25
400 19,1 24 2,5 191 10 11 24 28
450 21,5 30 2,5 215 11 12 26 30
500 23,9 37 2,5 239 12 13 29 34
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

According DVS 2207-1 Cylinder Section 14,14 cm’

PN 8 SDR17 PE80
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)

Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total

diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time

pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)
mm mm bar mm sec sec sec min min
180 10,7 5 1,5 107 7 7 14 17
200 11,9 7 1,5 119 8 16 19
225 13,4 2 134 8 8 17 20
250 14,8 11 2 148 9 19 22
280 16,6 14 2 166 9 10 21 25
315 18,7 18 2 187 10 11 23 27
355 21,1 23 2,5 211 10 12 26 30
400 23,7 29 2,5 237 11 13 29 34
450 26,7 37 3 267 12 14 32 37
500 29,7 46 3 297 13 15 36 42
PN 10 SDR13,6 According DVS 2207-1 Cylinder Section 14,14 cm’ PE80

mm mm bar mm sec sec sec min min
180 13,3 7 2 133 8 8 17 20
200 14,7 9 2 147 9 19 22
225 16,6 11 2 166 9 10 21 25
250 18,4 14 2 184 10 11 23 27
280 20,6 17 2,5 206 10 11 25 29
315 23,2 22 2,5 232 11 13 28 33
355 26,1 28 3 261 12 14 32 37
400 29,4 36 3 294 13 15 36 42
450 33,1 45 3 331 15 17 40 46
500 36,8 56 3 368 16 19 45 52
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 12,5 SDR11 According DVS 2207-1 Cylinder Section 14,14 cm’ PES8O
Boru ¢api Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)
mm mm bar mm sec sec sec min min
180 16,4 8 2 164 9 10 21 25
200 18,2 11 2 182 10 11 23 27
225 20,5 13 2,5 205 10 11 25 29
250 22,7 17 2,5 227 11 13 28 33
280 25,4 21 2,5 254 12 14 31 36
315 28,6 27 3 286 13 15 35 41
355 32,2 34 3 322 14 17 39 45
400 36,3 44 3 363 16 19 45 52
450 40,9 55 3,5 409 17 21 49 57
500 45,4 68 3,5 454 18 23 54 62
PN 16 SDR9 According DVS 2207-1 Cylinder Section 14,14 cm’ PES8O
mm mm bar mm sec sec sec min min
180 20,1 10 2,5 201 10 11 25 29
200 22,4 13 2,5 224 11 12 27 31
225 25,2 16 2,5 252 12 14 31 36
250 27,4 20 3 279 12 15 34 39
280 31,3 25 3 313 14 16 38 44
315 35,2 32 3 352 15 18 43 50
355 39,7 41 3,5 397 16 20 47 54
400 44,7 52 3,5 447 18 22 53 61
450 50,1 66 4 503 20 25 60 70
500 55,8 82 4 558 21 27 65 75
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 20 SDR7,4 According DVS 2207-1 Cylinder Section 14,14 cm’ PES80
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)
mm mm bar mm sec sec sec min min
180 24,6 12 2,5 246 12 14 30 35
200 27,4 15 3 274 12 14 33 38
225 30,8 19 3 308 13 16 37 43
250 34,2 24 3 342 15 18 41 47
280 38,3 30 3,5 383 16 19 46 53
315 43,1 38 3,5 431 17 21 51 59
355 48,5 49 3,5 485 19 24 57 66
400 54,7 62 4 547 21 27 64 70
450 61,5 78 4 615 22 30 70 81
500 67,5 97 40 675 24 33 77 89
PN 25 SDR7 According DVS 2207-1 Cylinder Section 14,14 cm’ PES80
mm mm bar mm sec sec sec min min
180 29,9 15 3 299 13 16 37 43
200 33,2 18 3 332 15 17 41 47
225 37,4 23 3,5 374 16 19 45 52
250 41,5 28 3,5 415 17 21 50 58
280 46,5 36 3,5 465 19 23 56 65
315 52,3 45 4 523 20 26 62 72
355 59,0 58 4 590 22 29 69 80
400 66,6 74 4 666 23 33 76 88
450 75,0 93 5,0 750 26 37 86 100
500 83,3 115 5,0 833 29 41 97 112
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 2,5 SDR41 According DVS 2207-11 Cylinder Section 14,14 cm PP

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure

(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 4,4 2 0,5 133 5 6 6 9
200 4,9 2 0,5 141 6 6 7 10
225 5,5 3 0,5 151 6 7 8 11
250 6,2 3 0,5 162 6 7 10 14
280 6,9 4 0,5 173 6 7 12 16
315 7,7 5 1 185 7 7 13 17
355 8,1 6 1 199 7 8 14 18
400 9,8 8 1 217 7 9 16 20
450 11,0 11 1 231 7 10 18 23
500 12,3 13 1 249 8 11 20 25

PN 3,2 SDR33 According DVS 2207-11 Cylinder Section 14,14 cm PP
mm mm bar mm sec sec sec min min
180 5,5 2 0,5 151 5 6 6 9
200 6,2 3 0,5 162 6 6 10
225 6,9 3 0,5 173 6 7 8 11
250 7,7 4 0,5 185 6 7 10 14
280 8,6 5 0,5 197 6 7 12 16
315 9,7 7 1 213 7 7 13 17
355 10,9 8 1 230 7 8 14 18
400 12,3 11 1 249 7 9 16 20
450 13,8 13 1 267 7 10 18 23
500 15,3 16 1 285 8 11 20 25

27




CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 4 SDR26 According DVS 2207-11 Cylinder Section 14,14 cm PP

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure

(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 6,9 2 0,5 169 5 6 6 9
200 7,7 2 0,5 184 6 6 7 10
225 8,6 4 0,5 198 6 7 8 11
250 9,6 5 0,5 211 6 7 10 14
280 10,8 6 0,5 227 6 7 12 16
315 12,2 8 1 246 7 7 13 17
355 13,7 10 1 265 7 8 14 18
400 15,4 13 1 281 7 9 16 20
450 17,4 17 1 308 7 10 18 23
500 19,3 21 1 331 8 11 20 25

PN 6 SDR17,6 According DVS 2207-11 Cylinder Section 14,14 cm PP
mm mm bar mm sec sec sec min min
180 10,2 4 0,5 220 6 7 12 15
200 11,4 5 1 237 7 7 13 17
225 12,8 6 1 255 7 8 14 18
250 14,2 7 1 272 7 16 21
280 15,9 9 1 292 7 10 18 23
315 17,9 12 1 317 8 11 20 25
355 20,1 15 1 341 8 12 22 27
400 22,7 19 1 367 8 13 25 31
450 25,5 24 1 395 8 15 28 34
500 28,3 30 1,5 419 10 17 30 37
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 10 SDR11 According DVS 2207-11 Cylinder Section 14,14 cm PP

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure

(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHne BeicoTa Bpewmsi Bpewmsi Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHns  yBENMUYEHUS  OXMaXAeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 16,4 6 1 298 7 10 18 23
200 18,2 7 1 320 7 11 20 25
225 20,5 1 345 8 12 21 26
250 22,7 11 1 367 8 13 24 29
280 25,4 14 1 394 8 14 26 32
315 28,6 18 1 420 8 16 29 35
355 32,2 23 1,5 448 10 18 32 39
400 36,3 29 1,5 480 10 20 36 43
450 40,9 37 2 507 15 35 59 70
500 45,4 45 2 534 16 39 65 75

PN 16 SDR7,4 According DVS 2207-11 Cylinder Section 14,14 cm PP
mm mm bar mm sec sec sec min min
180 24,6 1 297 8 14 26 32
200 27,4 7 1 319 8 16 29 35
225 30,8 9 1,5 344 10 18 32 39
250 34,2 11 1,5 367 10 20 35 42
280 38,3 14 1,5 394 10 22 39 47
315 42,5 25 2 517 15 37 61 70
355 47,9 32 2 548 17 42 68 75
400 54 41 2 574 18 45 74 80
450 60,8 52 2,5 597 20 49 81 88
500 67,5 64 2,5 621 22 53 88 95
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CNC-W500 KAYNAK PARAMETRELERI - WELDING PARAMETERS

PN 20 SDR6 According DVS 2207-11 Cylinder Section 14,14 cm PP

Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yiksekligi  1sitma siresi ¢ikartma arttirma Sogutma sure

(mm) (t2) suresi suresi (t4) suresi (t5)
(mm) (t3)
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Time
pressure (t2) time (t4)
anametp TONLWMHA [asneHve BeicoTa Bpewmsi Bpewms Bpewms Bpewms O6Lee Bpems
Tpyba (OD) cTeHa CBapKu BypTrKa HarpeBa 6e3  yganeHus  yBENMUYEHUS  OXMaXAaeHus
(s) P1=P5 naenexus (t2) Harp((et%a)nenﬂ naenexus (t4) (t5)

mm mm bar mm sec sec sec min min
180 29,9 10 1,5 423 10 17 31 38
200 33,2 12 1,5 456 10 19 34 41
225 37,4 15 1,5 487 10 21 39 47
250 41,5 19 2 512 15 36 60 66
280 46,6 24 2 541 17 40 66 75
315 52,5 30 2 568 17 44 72 80
355 59,1 38 2,5 591 19 48 79 90
400 66,6 49 2,5 618 21 53 87 98
450 75,0 62 3 642 23 56 94 105
500 83,3 577 30 663 25 59 101 112

PN 25 SDR5 According DVS 2207-11 Cylinder Section 14,14 cm PP
mm mm bar mm sec sec sec min min
180 36,1 8 1,5 383 10 21 36 43
200 - - - - - - - -
225 = = = = = = = =
250 - - - - - - - -
280 = = = = = = = =
315 - - - - - - - -
355 - - - - - - - -
400 = = = = = = = =
450 - - - - - - - -
500 = = = = = = = =
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WEL

PLASTICWELDINGTECHNOLOGIES

GARANTI BELGESI

GARANTI SARTLARI;
»MAKINE GARANTI SURESi FATURA TARINDEN iTiIBAREN 12 (ON iKi) AYDIR

»MAKINEYi SATIN ALAN MUSTERILERIMIZE TALEP ETMELERI DURUMUNDA MAKINE
KULLANIMI VEYA PARCA DEGISIMIYLE iLGiLi EGiTiM KENDIi FABRIKAMIZDA VE
TARAFIMIZCA UCRETSIZ OLARAK VERILECEKTIR.

»MAKINENIN HERHANGI BiR PARCASINA FABRIKAMIZIN SERVIS BOLUMUNUN BILGISI
DISINDA VEYA HERHANGI BIR YETKILI SERVIS ELEMANI OLMADAN SOKULEREK
MUDAHELE EDILMESI BU BELGEYi GECERSIZ KILACAKTIR.

1-) MAKINEYi CALISTIRMAK iCIN KULLANILAN JENERATOR VB. GUC KAYNAGINDAN
OLUSABILECEK ELEKTRIK DALGALANMALARININ MAKINEYE VERECEGi ZARAR
GARANTI KAPSAMINA DAHiIL EDILMEYECEKTIR.

2-) HERHANGI BIR FiZiKSEL DARBE SONUCU OLUSAN MEKANIK ZARARLAR GARANTI
KAPSAMINA DAHIL DEGILDIR.

3-) MAKINE, KULLANIM KILAVUZUNA UYGUN SEKILDE GALISTIRILMALIDIR. AKSI
TAKTIRDE OLUSACAK KULLANICI HATALARI GARANTI KAPSAMINA DAHIL
EDILMEYECEKTIR. OZELLIKLE KULLANIM KILAVUZUNDA BELIRTILEN DEGERLERIN
DISINDA MAKINEYi ZORLAYICI BASINGLARIN UYGULANMASI TRASLAYICI VE UTU
APARATINDA YANMA, KIRILMA VB.HASARLAR OLUSTURULABILIR.

MAKINA MODELI: FATURA TARIHI:

MAKINA SERI NO:

VELTEK PLASTIK TEKNOLOJi SANAYi TICARET LTD. $Ti.
Haramidere Beysan San. Sit. Fuar Cad. Giiner ig Mrk. No:15/2 Beylikdizi / istanbul - Tirkiye
Tel: +90 212 87533 14 - Fax: +90 212 875 33 16

www.weltech.com.tr - e-mail: info@weltech.com.tr - export@weltech.com.tr



WEL

PLASTICWELDINGTECHNOLOGIES

CERTIFICATE OF WARRANTY

WARRANTY CONDITIONS;
»MACHINE WARRANTY PERIOD IS 12 MONTH STARTING FROM THE INVOICE DATE.

»WE PROVIDE TRAINING OF USING MACHINE AND REPLACEMENT OF SPARE PARTS FREE OF
CHARGE IN OUR FACTORY FOR OUR CLIENTS IF REQUESTED.

»PLEASE DO NOT CHANGE ANY SPARE PART OF MACHINE OUT OF OUR SERVICE DEPARTMENT OR
AUTHORIZED SERVICE INFORMATION. OTHERWISE THIS CERTIFICATE WILL BE VOID.

1-) DAMAGES CAUSE OF ELECTRICAL SURGES FROM GENERATOR OR LIKE POWER SOURCES WILL
NOT BE COVERED BY THIS CERTIFICATE

2-) ANY MECHANICAL DAMAGES THAT OCCURED BY PHYSICAL IMPACTS WILL NOT BE COVERED BY
THIS CERTIFICATE.

3-) PLEASE OPERATE THE MACHINE ACCORDING TO USER MANUAL. ESPECIALLY APPLYING MORE
PRESSURES THAN WHICH IS WRITTEN IN USER MANUAL CAN DAMAGE MACHINE HEATER OR
TRIMMER UNIT. DAMAGES CAUSE OF IMPROPER USE WILL NOT BE COVERED BY THIS CERTIFICATE.

MODEL: INVOICE DATE:

SERIAL NO:

VELTEK PLASTIK TEKNOLOJi SANAYi TICARET LTD. $Ti.
Haramidere Beysan San. Sit. Fuar Cad. Giiner ig Mrk. No:15/2 Beylikdizi / istanbul - Tirkiye
Tel: +90 212 87533 14 - Fax: +90 212 875 33 16

www.weltech.com.tr - e-mail: info@weltech.com.tr - export@weltech.com.tr
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PLASTICWELDINGTECHNOLOGIES

FTAPAHTUA

CepBuUc 1 rapaHTus:

Cpok rapaHTumM Ha cBapo4Hoe oGopyaoBaHMe 3aBoda CoCcTaBnsaeT 12 MecsLeB C MOMEHTA
NpoOaxu.

[ns ocyuwecTBneHnsa rapaHTUNHOIO PEMOHTa HeOOX04MMO NPefoCTaBUTb NacnopT
obopynoBaHus;

Cneuunanunctbl 3aBoga «VELTEK PLASTIK» rapaHTupytoT onepaTuBHYIO peakumio Ha
obpalyeHune, cornacoBaHne n NpoBegeHne peMoHTHbIX paboT co BCero Mmmpa, Kotopble
OCYLLECTBASATCA KBanMMUMPOBaHHBIM NePCOHANIOM Ha BbICOKOTOMHOM 060pya0BaHUN.

Bce Hawwm npeacrasuTtenu npoxoamnu cepencHoMy obyyveHne Ha 3aBoge “VELTEK PLASTIK” B
Typuun. Kotopble MOryT peLlumnTb Nobyto npobnemy 6bICTPo 1 npodeccmoHansHO, BO BCEX
CEPBUCHbIX LIEHTpPaxX MMETbCS BCE KOMMIEKTYIOLINE N 3anacHble YacTu.

[ApaHTUIHLIA PEMOHT HE NOANEXUT rapaHTUNHOMY OOCIY>KMBaHUIO B CNeaYOLWNX CryYasx:

1-) Hanuuunn mexaHn4ecknx noBpexaeHuin o6opyaoBaHus, NOCTOPOHHUX NPEeAMETOB U CriefoB
XMOKOCTWN BHYTPU KOpnyca, Hann4mm cnegoB BCKPbITUS, CAMOCTOSATENBHOINO PEMOHTA, UBMEHEHUS
9MNEKTPOMOHTaXa, KOHCTPYKLMMW, 3aMeHbl 31IEMEHTOB U3aenusa u np.

2-) Y l'eHepaTopa ckadka das. KoTopbi MOXET HaBpeanTb ANEeKTPUYECKOM YacTun annapara;
3-) ObopynoBaHMe NMEET HEUCNPABHOCTU, BO3HUKLLME BCNEACTBME NEPErPY3KN Unn
HenpaBUITbHOW 3KCMyaTaLumu, a Takke BCNeacTBne NCNofib30BaHNS HE NO HAa3HAYEeHUo U
HecTabunbHOCTN NapaMeTPOB AMEKTPOCETU, NPEBbLILLIAIOLLIMX HOPMbI;

4-) BbIXO4 U3 CTPOA O60pyﬂ,OBaHW)'-I no BuHe |'|0Tpe6|/|Ten;| (HapymeHl/le npasun aKcristiyataumu,
pa60Ta B HEHOPMUPOBAHHbIX peXnmMax, HenpaBuribHadA yCTaHOBKa U NMOOKIIOYEHNE U T.I'I.);

[nsa ocylwecTBNeHNs rapaHTURHOIO peMOHTa HeobXxoanMO NpeaoCTaBUTb 3asBKY Ha an. Agpec:
servis@weltech.com.tr
MALEJIb AMNMPATA: OATA ©AKTYPbI:

HOMEPAITAPATA:

VELTEK PLASTIK TEKNOLOJi SANAYi TICARET LTD. $Ti.
Haramidere Beysan San. Sit. Fuar Cad. Giiner ig Mrk. No:15/2 Beylikdizi / istanbul - Tirkiye
Tel: +90 212 87533 14 - Fax: +90 212 875 33 16

www.weltech.com.tr - e-mail: info@weltech.com.tr - export@weltech.com.tr
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Veltek Plastik Teknolojileri San.Tic. Ve Ltd.Sti.
Beysan San.Sit.Fuar Cad.Giiner is Merkezi No: 15/2
Haramidere / Beylikdiizii / Istanbul / TURKIYE
Tel: +90 212 875 33 14 / Fax: +90 212 875 33 16
E-mail : info@weltech.com.tr / export@weltech.com.tr
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