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CE AB Uygunluk Beyani
IMALATCI : YILMAZ MAKINE SANAYI ve TICARET A.S
Tasdelen Mh. Atabey Cd. No9 Cekmekd6y-ISTANBUL- TURKIYE

tel: +90 0216 312 2828 fax: +90 0216 484 42 88
yilmaz@yilmazmachine.com.tr

Sorumlulugumuz altinda asadgida bilgileri verilen Grdincin;
SK 450 OTOMATIK ALTTAN CIKMA DILIMLEME MAKINESI (SERVO KONTROLLU)
SERINO; ...,

2006/42 AT Makine direktifleri yonetmeligi, 2006/95 EC Algak gerilim direktifleri yénetmeligi, 2004/108 EC EMC
direktifleri ybnetmeligi temel gereksinimleri kargiladigini beyan ederiz

YerTarih .................... Yetkili



EC Declaration of Conformity
MANUFACTURER : YILMAZ MACHINERY INDUSTRY &TRADE CO
Tagdelen Mh. Atabey Cd. No9 Cekmekoéy-ISTANBUL- TURKIYE

tel: +90 0216 312 2828 fax: +90 0216 484 42 88
yilmaz@yilmazmachine.com.tr

Declare on our own responsibility that ;
SK 450 STRAIGHT CUTTING ALUMINIUM SAW (FULL CNC)
SERIALNO; ...,

Meets all the provisions of the 2006/42 EC Machinery Directive, 2006/95 EC Low Voltage Directive, and 2004/108
EC EMC Directive which apply to it

Place/Date .................... Authorized



TEKNiK OZELLIKLER - TECHNICAL FEATURES - TEXHUWYECKUE OCOBEHHOCTH

0]

—
d W m kg kg
3000 18 W =900
4 kW 50 -60 Hz D =450 mm _
SK 450 400 V AC 3 P PE D/dak. d = 30-32 mm 6/8 Bar It/ de}k. L = 152 367 435
RPM | / min H =142

YILMAZ MAKINE SANAYI VE TICARET A §
. Turgut Ozal Bulvan No:173 Tasdelen 34788 Cekmekoy
le - ISTANBUL-TURKIYE
Tel: +30 (216) 312 28 268 (Pox) Fax: +90 (216) 484 2 &8
web | waw )'"'wm ne.comy
e-mal yimazgyyimaznachine com ir
MODEL TYPE N RATED CURRENT
115A
MODEL N NOMINAL AKIM A
SERIAL NO SAW DIAMETER |
PROD.DATE AIR CONSUMP. Y
ORETIM TAR HAVA TOKETIMI
TOTAL POWER AIR PRESSURE
TOPLAM GOG —_— HAVA BASINCI 8-8 BAR
RATED VOLTAGE WEIGHT .
NOMINAL GERILIM | “00VAC3IPPE | \mipiik 367 KG.
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PARGA LiSTESI - PART LIST - MEPEYEHb OETANEN
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NO STOK KODU ADET NO STOK KODU ADET
HoMep STOCK CODE QTY HoMep STOCK CODE QTY
NOPAAOOK KOA KOJIMYECTBO NOPAOOK KOA KOJIMYECTBO
1 1SA010000-0049 1 64 1SA030000-0040 1
3 2TU011210-0280 2 67 1SA050000-0112 1
14 2TU011110-0727 1 70 1SC170000-0007 4
15 1SK010000-0034 1 85 2TU011441-0381 2
16 2TU011110-0728 1 89 2TU011210-0294 1
17 2TU011441-0016 1 96 3UA550030-0029 1
18 2TU011110-0488 1 97 2TU012210-0587 2
21 1SA050000-0109 1 102 1SA050000-0125 1
23 2TU011210-0271 1 107 1EL380000-0006 1
23/1 1EL380000-0006 1 110 2TU011110-0699 1
23/2 2TU011410-0053 1 115 2TU012510-0355 1
23/3 2TU012210-0297 1 119 2TU014010-0158 1
24 2TU011210-0265 2 120 2TU012510-0361 1
26 2TU011410-0051 1 128 1ELO70001-0005 1
31 2TU011210-0272 3 129 1HD030000-0017 1
47 2TU013210-0032: 1 130 1PN020000-0084 1
58 2TU011441-0248 6 131 1PN020000-0090 2
59 1SA050000-0122 1 137 1HD030000-0003 1
60 1SA050000-0121 1 138 3UA110030-0020 1
61 1SA020000-0018 1 140 1PN020000-0091 2
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YEDEK PARCA LISTESIi / SPARE PART LIST / CTUCOK 3AMACHbIX YACTEN

PARCA NO RESIM STOK KODU / CODE PARGA ADI — PART NAME
PART NO FIGURE NOPSAOOK Kof
HOMEP PUCYHOK HAMMEHOBAHWE OAETAJIN
MOTOR KAYISI
128 1SR070000-0005 MOTOR BELT
107 / 23-1 1EL380000-0006 SERVO MOTOR

2TU012110-0129

SERVO KAPLIN

110

2TU011110-0699

VIDALI MiL (KESME GRUBU)
LINEAR

12




2TU011110-1273

VIDALI MiL (SURUCU GRUBU)
LINEAR

94 1EL020000-0025 ST KAPAK GUVENLIK SWITCHI

66 1YY030000-0009 AMORTISOR
1PL010000-0022 VIDALI MiL KORUGU

36 3UA040030-0005 MB"45 PIPO

M8*45 HANDLE

13




M10*50 PIPO

35 3UA040030-0002 M10*50 HANDLE
37 2TU012210-0353 TABLA KANAL LAMASI 1
38 2TU012210-0354 TABLA KANAL LAMASI 2
128 1ELO70001-0005 MOTOR
400V-415V (3P 50 Hz) MOTOR
@ 550 TESTERE
15 1SK010000-0025 @ 550 SAW

14
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1.

GENERAL INFORMATION

1.1. Introduction

The user's manual given by the manufacturer contains necessary information about the machine parts. Each machine
operator should read these instructions carefully, and the machine should be operated after fully understanding them.

Safe and efficient use of the machine for long term depends on understanding and following the instructions contained in
this manual. The technical drawings and details contained in this manual constitute a guide for the operator.

1.2. Service Information

In case of any technical problem please contact your nearest YILMAZ dealer, or YILMAZ head office through the above
mentioned phone, fax or e-mail address.

Technical labels with the model description of the machine are fixed onto the front side of each machine.
The machine’s serial number and manufacturing year are stipulated on the technical label.

Average life usage of production is 10 years. If you have any further failure and complaint, please inform to our
below mentioned technical service by verbal or written
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AUTHORIZED TECHNICAL SERVICE CENTER ADDRESS

TASDELEN MH. ATABEY CD. No 9 34788 CEKMEKOQY — ISTANBUL / TURKIYE

Tel 0216 312 28 28 Pbx.
Fax 0216 484 42 88
E-mail service@yilmazmachine.com.tr

Web www.yilmazmachine.com.tr

For minimize the documantation, It is wery necessary to mention below details at the agreements signed with suppliers and
dealers of the purchased machines

e Machine model

Voltage and frequency

e Machine’s serial number

Date of purchase

e Description of the machine fault

Name of dealer where machine was purchased

e Average daily operation period Sending the or video of the machine part which creates problem
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2. SAFETY

2.1. Safety Symbols and Their Meanings

Read the user guide

Ensure safe working position, always keep your
balance.

Wear ear protectors

Elektrical excitation

Wear safety goggles

Don't place your hands between parts in motion..

If the power cable should be damaged
during operation, don't touch and unplug it.
Never use damaged power cables.

High temperature warning

During saw blade change operations, use
protective gloves

Keep your fingers clear of the movable parts of
the glide arm.

The above symbol DANGER WARNING,
warns you against specific dangers, and you
have definitely to read them..

The IMPORTANT symbol above is one telling to
apply special care and to be careful at carrying
out the specified operation
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2.2. Accidents Prevention

2.3.

2.21

2.2.2

2.2.3

224

2.2.5

Our machines are manufactured in accordance with CE safety directives, which cover national and international
safety directives.

It is the task of the employer to warn his staff against accident risks, to train them on prevention of accidents, to
provide for necessary safety equipment and devices for the operator’'s safety.

It is the task of the employer to warn his staff against accident risks, to train them on prevention of accidents, to
provide for necessary safety equipment and devices for the operator’s safety.

Machine should be operated only by staff members, who have read and understood the contents of this manual.

All directives, recommendations and general safety rules contained in this manual have to be observed fully.
The machine cannot be operated in any way for purposes other than those described herein. Otherwise, the
manufacturer shall not be deemed responsible for any damages or injuries. And such circumstances would lead
to the termination of the warranty

General Safety Information

2.31

2.3.2

2.3.3

The power cable should be led in such a way that nobody can step on it or nothing can be placed on it. Special
care has to be taken regarding the inlet and outlet sockets

Don’t overload machines for drilling and cutting. Your machine will operate more safely with power supply in
accordance with the stipulated values.

Use correct illumination for the safety of the operator. (ISO 8995-89 Standard The lighting of indoor work
system)
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2.3.4 Use correct illumination for the safety of the operator. ( ISO 8995-89 Standard The lighting of indoor work
system)

2.3.5 Don’t use any materials other than those recommended by the manufacturer for cutting operations on the
machine.

2.3.6 Ensure that the work piece is clamped appropriately by the machine's clamp or vice
2.3.7 Ensure safe working position, always keep your balance.

2.3.8 Keep your machine always clean for safe operation. Follow the instructions at maintenance and replacement of
accessories. Check the plug and cable regularly. If damaged, let it replace by a qualified electrician. Keep
handles and grips free of any oil and grease.

2.3.9 Unplug first, before conducting and maintenance works.

2.3.10 Ensure that any keys or adjustment tools have been removed before operating the machine..
2.3.11 If you are required to operate the machine outside, use only appropriate extension cables.
2.3.12 Repairs should be carried out by qualified technicians only. Otherwise, accidents may occur.

2.3.13 Before starting a new operation, check the appropriate function of protective devices and tools, ensure that they
work properly. All conditions have to be fulfilled in order to ensure proper operation of your machine. Damaged
protective parts and equipment have to be replaced or repaired properly (by the manufacturer or dealer).

2.3.14 Don’t use machines with improper functioning buttons and switches

2.3.15 Don’t keep flammable, combustive liquids and materials next to the machine and electric connections.
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3. MACHINE’S DESCRIPTION

@450 mm Automatic Feed & Cut Mitre Saw for efficient cutting of Aluminum, hard plastic and non ferrous materials

» Fast cutting advancement is a servo-driven system.
» Saws with different diameters can be used (max. saw diameter: 450 mm)
» Material feed advancement (material movement) is a servo-driven system
» Stroke of feeder is adjustable from 5 - 600 mm. Multiple stroke adjustment is possible up to a maximum length of 9990
mm.
» Accuracy is + 0.1 mm.
» PLC software controlled working process. Capable of memory storage of previous job specifications
» Digital display for minimum wastage
» Over head safety guarding for the operator
»  Air pressure drop sensor
» Saw complies with CE Safety Directives
STANDART AKSESUARLAR OPSIYONEL AKSESUARLAR
Conveyor Additional 450 mm saw blade

@ 450 mm Saw Blade
Cooling system
Lubrication system
User's manual
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4. TRANSPORT OF THE MACHINE

IMPORTANT| 4.1. The transport should be done by qualified personnel only.

4.2. The machine should be transported by lifting with proper equipment (not touching the ground during the transport).
4.3. Unless customer requests the contrary, the machine will be delivered with wooden packaging.
4.4. Movable parts on the machine should be fixed before carrying out the transport.
4.5. The machine size and weight measurements, given the technical specification sheet.
5. INSTALLATION OF THE MACHINE

5.1 Preparation

5.1.1 The machine size and weight measurements, given the technical specification sheet.The ground, where the
machine will be placed, should be even, solid enough to bear the weight of the machine

5.1.2 The machine should be located approx. 100 cm away from the rear wall

5.1.3 Remove shipping bar (FIGURE 6).

5.1.4 Level the machine by using a water gauge, placed on its upper surface, and adjusting the feet (FIGURE 7).
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FIGURE-7

Wrench

5.1.5 Backside chip removal manifold (lower and upper), which is a suction system having an inner and outer
diameter of 97 and 100 mm, respectively, are installed before shipment. In case chips are not removed by
suction system, do not use manifold connecting pipe (FIGURE 9).

5.1.6 Install the backside chip removal manifolds, at the outlet of the saw, as shown in figure (FIGURE 8).

F.

FIGURE- 8
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5.1.7 When using saw dust collecting manifold, dust collecting speed (flow rate of discharge air) should be assumed
20 m/s for dry saw dust.For saw dusts (humidity is equal or greater than 18%) flow rate of discharge air should
be minimum 28 m/s.

351.5
100

135

e
@
NeA

103

241.5
FIGURE-9
297

5.1.8 Install the part that allows the removal of processed pieces on the left hand side of machine (FIGURE 10).

FIGURE 10
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5.1.9 Place chip removal tray under the machine as shown in figure (FIGURE 11).

FIGURE 11

5.1.10 INSTALLATION OF CONVEYOR

Fix 4 pieces of conveyor standing mil on to feet by using nuts (FIGURE 12).
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FIGURE 12

Fix foot assembly on to bolts at the channel, which is located under the conveyor profile, by using nuts (FIGURE
13).
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FIGURE- 13

Mount the upper support of conveyor with the help of imbus bolts as shown in figure (FIGURE 14).
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FIGURE 14

After assembling, mount conveyor on to chassis, which is at the right side of machine, using the nuts placed on

the machine as shown in figure (FIGURE 15).
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FIGURE 15

5.2 Connecting to Power Source
5.2.1 The Electrical connection must be made by a licensed electrician
5.2.2 The power outlet socket on the machine should be available.

5.2.3 Plug the machine to a grounded socket.
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5.2.4 Main voltage of the machine is optional as 230 V 50 Hz or 400 V 50 Hz.

5.2.5 Check the power source voltage. It has to be in accordance with the values stipulated on the machine’s
type label
~ 5,2.6 After electrical connection is made, machine must be operated in idle running and it must be controlled whether
rotation directions of cutting tools are correct or not and if the rotation direction is wrong, appropriate connection
must be made.

6. MACHINE SAFETY INFORMATION

6.1 Lifting, installation, electric maintenance of the machine should be carried out by qualified personnel only.

6.2 Routine maintenance and scheduled maintenance should be carried out by qualified personnel after unplugging the
machine and disconnecting the air supply first.

6.3 Ensure that the machine has been cleaned, tested and maintain before starting to operate.

6.4 Check the safety devices, power cable and moving parts regularly. Don’'t operate the machine before having
replaced defective safety devices or faulty parts.

6.5 Never replace the milling cutters before unplugging first.

6.6 Keep foreign materials away from the working area of the machine, keep away from the machine’s moving
parts

6.7 Do not work on the machine by removing the protective parts

6.8 Do not put your hand close to the saw when the machine is in operation.
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vﬁ— a5 The safety data have been defined above. In order to prevent physical damage or damage to the
! equipment, please read the safety information carefully and keep the manual always in an easy
accessible place.

7. OPERATION
7.1 Preparation
7.1.1 Degrease and dry the machine table. Especially ensure that the holding grips and handles are clean and dry

7.1.2 Clean all surfaces of the machine from chip and foreign particles. Use eye glasses for protection.

7.1- .3 Control whether cutting tools (FIGURE 6 NO: 15) are inserted safely to their places.
7.1.4 Control cutting tools against corrosion, distortion and fractions. If cutting tools are damaged, change them.

7.1.5 Cutting tool must process on the part after machine is operated and cycled.
7.1.6 Do not process the profile before clamping the work piece properly.

7.1.7 In order to adjust forward movement speed of the saw please refer to page Safe Using of Program Terminal
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7.2 Operation

7.2.1 Utilization of Operator Panel

7.2.1.1 Turn the main power switch to position “1”. Program starts automatically

7.21.2 Press on:

(FIGURE 16).

REFERANS| JOG | LISTEDEN KESIM | NORMALKESIM | AYARWAR [oi |

YviLmMmAazZ"

4

YILMAZ PVC &
ALUMINIUM
PROFILE
PROCESSING
MACHINES

o
A
A
A

FIGURE 16

~ in the appeared screen in order to send the tool to reference position
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7.2.1.3 User interface language can be selected on LANGUAGE tab. Language of screen changes

automatically (FIGURE 17)

FIGURE 18
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7.2.1.4 After reference determination is completed, the lights next to
7.2.1.5 Having completed the reference determination, machine is ready for cutting.

7.2.2 Standard Cutting Operation

Normal cIiE|
7.2.2.1 Press on I tab (FIGURE 19)

button turn on

FIGURE- 19
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71222

7223

7224

7.2.25

7.2.2.6

section.

Enter length of piece to be cut into

Enter the height that saw reaches during cutting operation into
if the height of piece to be cut is 50 mm, enter 70 mm into the height area).

section (For example

Enter the number of pieces to be cut into section.

After the machine completes cutting, number of processed pieces automatically increases by the

amount displayed in section. Increment is same as the number written in group
section. For instance if 3 is entered as the amount of group, counter increases by 3, such that 3, 6, 9,
12, ...

In case parts are cut together as a group, enter the number of pieces in one group to !
example if there are 3 pieces in each group, enter 3).

(For
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7.2.2.7 Enter the width of saw on the machine into section.

7.2.2.8 In case cooling water is used during cutting, enter the frequency of operation in
section.

7.2.2.9 After completing the cutting operation, saw returns back to its starting position, and release the sides of

table automatically, then press on button in order to bring the table at its starting position
(Active operation of table results in longer operating life for saw and cleaner material surface).

7.2.2.10 After all dimension and values are entered, place part.
7.2.2.11 Squeezethe clamps
7.2.2.12 Close upper cover (Door of the saw changing cabin should also be closed).

Start
7.2.2.13 Press on button to start cutting operation
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7.2.3

7.2.2.14 Machine cuts automatically. Operation finishes when either the entire entered amount to be cut is
processed or machine runs out of parts.

7.2.2.151In case operation is needed to be stopped before regular completion time, press on

button. If this button is pressed during cutting, machine completes the current
cutting operation and stops after retrieval.

7.2.2.16 If operation is needed to be stopped immediately, use emergency stop button

Listeden Kesim Operasyonu

From List
7.2.3.1 Press on it : " button to switch on automatic cutting (list dependent) screen (FIGURE 20).

90



YILMAZ MACHINE ( SK 450)

[Uzunluk |Yuksekiik [istenen |Kesilen [Testere
erdem 40 88 1

KUPESTE PROFILI B0
AKPA KOSE TAKOZU 25
KANAT AKSESUARI 13
MOBILYA AKSESUARI |5

0 5

FIGURE- 20

7.2.3.2 Define the status of profiles as active or passive in cutting list (See creating recipe section).

7.2.3.3 Enter the recurrence of cutting process for selected parts in the cutting list into the white section

7.2.3.4 If table is defined as active in cutting list, the
defined as active or passive in the cutting list.

button lights in green. Table should be
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7.2.3.5 Enter the number of elements in a group into ! =4 section, which is mounted for cutting.

7.2.3.6 The rest of the required values provided by cutting list.
7.2.3.7 Mount the part after completing all necessary selections
7.2.3.8 Squeeze the clamps

7.2.3.9 Close covers

7.2.3.10 Choose the initial program at which cutting operation starts (For example prescription number 1).

Start

7.2.3.11 Press on button to initiate cutting process

7.2.3.12 During cutting process, if the number of parts to be cut is completed for cutting list 1, machine starts to
process the items in cutting list 2, automatically. In short, when the all the parts in any list is processed,
operation continues with the next list..

7.2.3.13 Machine stops operation when there remains no part to be cut. When new part is mounted and
operation is started, machine continues to its operation at which it stops

7.2.4 General Information on Standard Slicing and Automatic Cutting
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7.2.4.1

7.242

7243

The duration of cutting process, total cutting duration for a profile, and the total duration for all profiles

is shown in sections.

Reset_Qty.
The number of processed parts is reset by pressing on button.

Machine holds a saw whose diameter is 450 mm. Saws with smaller diameter can be mounted on the
machine. In case a saw having smaller diameter is mounted, half of the diameter difference between
the current one should be entered as offset value in screen (Eor_instance if the replaced saw has a
diameter of 400 mm, 25 mm should be entered as offset value.)
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7.2.5 Creating Cutting List and Uploading to Machine

Open a new excel file

\ C-R)*

Kitapl - Microsoft Excel

- Girig Ekle Sayfa Duzeni Formuller Veri
B EN e g ey S
=z e LOY Lo i
Access'ten Web'den Metinden Diger Varolan
naklardan ~ | Baglantilar
Dis Veri

ozden Gegir Goranum Eklentiler Team

L] Baglantilar s (272 & Temizle
ZX Z|A

Kler & Yeniden Uygula
Z| swala | Filtre
il ¥ Gelismis

glantilan Dazenle

Baglantilar Sirala ve Filtre Uygula

g8=

=

Metni SGtunlara Yinelenenleri Veri

Donastar

Kaldir

Dogrulama ~
Veri Araclani

e

Birlestir

s,

£
Durum

CozGmlemesi ~

= L= 8
" g
= (= R
Gruplandir Grubu Alt
- Coz~ Toplam
Anahat =

Bt

|
L Al e Wl

A B Cc D E E G H 1 J K

Wie N Vs W N

e
N |k o

13

Push on ‘Data and From text’ keys respectively.

o
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(X Metin Dosyasi Al

& )~ [m vosausta »

» l‘,l l {ra Mragausm

Dizenle v Yeni klasor

g v

@ Microsoft Office Excel

¢ Sik Kullanilanlar
B Masadsta
& Karsidan Yaklemeler
"2l Son Yerler
%3 Dropbox
1. SkyDrive
Bl Masaisti
& Mail.Ru Cloud

o Kitaphklar
@ Belgeler
| Belgelerim
. Ortak Belgeler
o' Mazik
[&=| Resimler

>

—  zaKitaphklar
R vasfisahin
1M Bilgisayar
GuAg

. dilimleme igin

1. Gegici

. Kurulum
o mp3
. profil tipleri
Scan
1. Yeni klasor
. ¥neaHoeck
@ DevamEden
@Recete.csv

Dosya adi: Recete.c

- [Metin Dosyalan (*.prn;*.txt;*.cs\ v]

Aagar v [ A v |

iptal

]

/

47

Chose Recete.csf file and push ‘Open’ key
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[ Metin Alns Sthirbazs - Adan 173 Z2ilas ]

Metin Sihirbaz verinizin Sabit Genislikli oldugunu belirledi.
Bu dodru ise, Ileri'yi ya da verinize en uygun veri tiiriini secin.
Ozaiin veri tiri
Verinizi en iyi tanimlayan dosya tirini secin:
@ Siirlandiriimis - Her alan virgul ve sekme gibi karakterle ayrilmis.
‘Y Sabit geniglikli - Alanlar, aralarinda bosluklarla sttunlara hizalanmis.

Veri baslangic satin: 1 #-{-jJ Dosya kaynadi: | 932 : Japonca (Shift-J1S) *El

RAGRAM NO, PROGRAM ADI, UZUNLUK, YJKSEKL?K, 2STENEN ADET, KES?LEN ADET, TESTERE KES|
P Y KOSE TAKOZU, 30,88,333,0,5,100,200,1,1,0,80,1,0 E
,KUPESTE PROFILI,&0,160,43,0,10,100,200,3,1,0,60,1,0

,2KPA KOSE TAKOZU,25,70,212,0,6,100,200,4,1,0,60,1,0
r

AT AKSESUARTI,13,5¢,50,0,8,100,200,¢,0,0,€0,1,0 -
m | »
= = 1 L
| Iptal I ‘ = 1 Ileri > ] [ Son ]
L ———

Chose ‘Delimited’ and push on ‘Nexf'lkey
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" o
Metin Alma Sihirbazi - Adm 2/ 3

I |

Avyinialar
|| sekme
[] Noktah virgul

I

Metin niteleyidisi: 1 P

(] Ardisik ayinalar tek olarak isle

[=]

Bu ekran verinizin icerdidi ayinalar gérmenize izin verir. Veri énizleme kutusunda metnin ne sekilde etkilendidini gorebilirsiniz.

PROGRAEM ADIT [JZUNLUK
SARAY KOSE TAROCZU B0

PESTE PROFILI 60
PA KOSE TAKOZU g5
AT AKSESUARI Q13
i i |

KSEKL?K PSTENEN ADET KES?LEN ADET [ESTERE| 4
H 33 B
&0 3 0
0 12
5 0 -

’
[

[w>][§m

-

Chose ‘Comma’ only and push on ‘next’ key D
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»
Metin Alma Sihirbazi - Adm 3 /3

Situn veri bigimi
‘{D' Genel

) Metin
) Tarih: | GAY

(Y Siutundan veri alma (atla)

Bu ekran her bir stitunu secmenize ve Veri Bicimi'ni belirlemenize izin verir,

'Genel', sayisal degerleri sayilara, tarih degerlerini tarihlere ve diger tim degerleri metne

donGstirdr.,

Gelismis...

Veri Bnizleme
1 Gepel 1 1 1

ROGRAM ADI [JZUNLUK KSEKL?K PSTENEN ADET S?LEN ADET [ESTERE _’_
ARAY KOSE TAKOZU pBo 8 33 [J

PESTE PROFILI o0 e0 3 0
\KPR KOSE TAEKOZIU g5 70 12

AT AKSESUARI 13 e 0 -

< ; m 1

»

[ ol ][ <gen ][ > | [ _sn ]

=
Chose ‘General’ and push on ‘Finish’ key
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[ Veri Al L2 |

Verileri nereye koymak istiyorsunuz?
@ Varolan calisma sayfasi:

=$A$1 E3

() Yeni calisma sayfasi

Ozeliikler... Tamam [ Iptal

L ' o v T 4 4 {
Push on ‘OK’ key
PROGRAMNO PROGRAMADI  UZUNLUK YIKSEKLPX PSTENEN ADET KESPLEN ADET TESTERE KES?MHIZI MALEMEPLER? TAPMAHIZI MALZEME GER? TAPIMAHIZI PUSKTRTWEATIMISTRES? TABLA HAREKET? TESTERE OFSET SENSIROFSET AKTIF VEDEK
| 1 SARAY KOSE TAKOZU Kl 8 Bt 0 3 100 00 1 1 0 o 1 0
1 KUPESTE PROFILI 60 160 4 0 10 100 00 ] 1 0 o 1 0
JAAKOSETAKON 5 M m 0 6 100 0 4 1 0 0 1 0
4 KANAT AKSESUARI B % 5 0 8 100 0 6 0 0 0 1 0
5 MOBILYA AKSESUARI 3 0 30 0 Ll 100 00 1 1 0 o 1 0

Make the necessary changes on these values
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| — * Eﬁ Bequi Word Belgesi olarak kaydedin.
bl

ol w | Word Sablonu
Rl H Kayget _J Beigeyi getecerteki beigeler bigimlendirmek

ol igin kullansabilecek bir sablon olarak kaydedin.

Word 97-2003 Beigesi
Farkh Kaydet » | =7 -
24 | Belgenin Word 97-2003 ile tam olarak uyumiu

olacak bir kopyasint kaydedin,
| @ vazdx » | = 3 OpenDocument Metni
. | Belgeyl Agk Belge Bigimi'nde kaydedin.
I @? Haxurla » ':.: mmm

Belgenin bir kopyasinm POF veya XPS dosyas:
olarak yayimia.

Chose on ‘Save As’ and ‘other options’ keys
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r
! (x| Farkii Kaydet

: N {5l » Kitaplklar » Belgeler » v |+ Ara: Belgeler 2|
. [[5 » Kitop 9 » g
i Diizenle v Yeni klasor @
: © Belgeler kitaphg:
' - Dizenleme 6lgata:  Klasor ¥
! 0 Sik Kullanilaniar Igindekiler: 2 konum 3
! B Masadsta %
! 18 Karsidan Yiklemeler Ad Degistirme tarihi Tar Boyut sl
g | Son Yerler Ju ASUS 05.10.2012 21:45 Dosya klasora 5
%3 Dropbox . DevExpress 21.02.2013 08:29 Dosya klaséri 1
} 1. SkyDrive . Downloaded Installations 20.12.201217:10 Dosya klaséri L3
i Bl Masaustu .. DXperience13.1 Demos 16.07.2013 11:15 Dosya klaséri
@ Mail.Ru Cloud | Freemake 25.04.201315:06 Dosya klasérii
k .. Integration Services Script Component 02.01.2013 09:01 Dosya klaséria
! 4 Kitaplikiar | Integration Services Script Task 02,01.2013 09:01 Dosya klaséri
; [5 Belgeler J. iTools 23.06.2014 11:10 Dosya klaséra
; I Belgelerim 1. Mikoge 28.02.2014 11:20 Dosya klaséra
5 Akl Dalmnlar = ilae s e b o, an 4n4a Anananan ~ o &t
; Dosya adr:  Kitapl.xisx v
k Kayit tard: t d
. Nasmlar: Excel Caligma Kitabi (*.xlsx)
[ e Makro Icerebilen Excel Cahigma Kitabi (*.xism)
[ Excel Ikili Caligma Kitabi (*.xIsb)
[ Excel 97-2003 Caligma Kitabi (*xls)
i XML Verisi (~xml)
! Tek Dosya Web Sayfasi (*.mht;*.mhtml)
4| ‘= Klasorleri Gizle  Web Sayfasi (*.htm;*.html)
Excel Sablonu (*.xltx) 1

P Makro Icerebilen Excel Sablonu (*xitm) ’
| | Excel 97-2003 Sablonu (*xit)

121 Metin (Sekmeyle aynimis) (*.bct)

E 22| Unicode Metin (*.bd)

o= XML Elektronik Tablosu 2003 (*.xml) -
:_EJ Microsoft Excel 5.0/95 Cahisma Kitabi (*.xIs)
124

125 Bicimli Metin (Boslukla aynimis) (*.frn)
= Metin (Macintosh) (*.txt)

126 | Metin (MS-DOS) (*.txt)

v 27 CSV (Macintosh) (*.csv)

Fog | CSV (MS-DOS) (*.csv)

v | DIF (Veri Takas Bicimi) (*.dif)

g 29 | SYLK (Simgesel Baglanti) (*.slk)

1 30 Excel Eklentisi (*xlam)

:’31 | Excel 97-2003 Eklentisi (*.xla)

= PDF (*.pd)

132 XPS Belgesi (*.xps)

133 OpenDocument Elektronik Tablgku (*.ods)

Chose on CSV (Comma Delimited)(*.csv) bar and define the place where you will save the file and push on ‘Save ‘key. Than
you will copy this file to the computer of the Machine. The name of the file must be same as ‘Recete.csf exactly.
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7.2.6 Uploading The Creating File

7.2.6.1 Copy edited cutting list (Recete.csv) to USB memory
7.2.6.2 Cutting list should be copied directly under the name of removable device not under a folder.
7.2.6.3 Turn on machine

7.2.6.4 Insert USB memory into machine.

From List
7.2.6.5 Openliiiiii screen

7.2.6.6 Presson | button on the screen

7.2.6.7 Program starts over. Open the program in desired language
P

From List

7.2.6.8 Open I screen. Cutting list appears on the screen.
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7.2.7 Single Cutting Operation

YILMAZ MACHINE ( SK 450)

‘Home jog |From List | Normal Cut|Setting | Language|

FIGURE- 21

7271 Press I b (FIGURE 21)

7.2.7.2 Enter the height of part to be cut in section

7.2.7.3 Enter cutting speed in section
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7.2.7.4 Presson button to activate or deactivate the operation of table..
7.2.7.5 Place the part to be cut on the machine.

7.2.7.6 Squeeze the clamps

7.2.7.7 Close the covers of machine

7.2.7.8 Press on Start button.

7.2.7.9 Saw cuts the parts only once and returns back to its rest position. Cutting process does not continue as
in the case of other operation modes.

7.2.8 Machine Settings

Setting l
7.2.8.1 Presson _ tab

7.2.8.2 The left hand side of logo contains the settings that operator can adjust. (FIGURE 22)
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Saw Back Speed
Feed Forward Spe
Feed Reverse

aw Thickness

Backiush

7.2.8.3 Cutting

speed of

saw

YILMAZ MACHINE ( SK 450)

Home] jog lFrom Listl Normal Cut Setting lunguage

in

osesremi |

oSZ28

=ZoAx

~nEEST FIGURE 22

=
5% g7
e
www.yilmazmachine.com.tr
normal operation mode is entered in
section

on s nterod ]
7.2.8.4 The return speed of saw after operation is entered in

section.

Feed F« d Speed
7.2.8.5 The speed of material to be cut is entered in

section.
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7.2.9

7286 The speed of empty table while moving to load the material is entered in
Feed Reverse Speed

I section.

7.2.8.7 The offset distance at each time conveyor moves back is entered in

Backiush .
section.

7.2.8.8 Offset distance at which clamp is located from the end of the part is entered in
Profie Offset

section.

7.2.8.9 Machine holds a saw whose diameter is 450 mm. Saws with smaller diameter can be mounted. In case
a saw having smaller diameter is mounted, half of the diameter difference should be entered in as offset value in

Saw Offset

screen. (For instance replaced saw has a diameter of
400 mm; 25 mm should be entered as offset value.))

Service and Operator Settings

Setting ‘
7.2.9.1 Presson _ section (FIGURE 22)

7.2.9.2 Presson -l button in settings screen (FIGURE 22).

106



Passwort i J

Cancel I Enter I

7.2.9.3 Password screen appears

..............................................

o
tearraratamied

|
|
|
|

7.2.9.4 Enter (....) as password and press on button.

7.2.9.5 Yilmaz logo disappears from screen and factory settings screen appears.

YILMAZ MACHINE ( SK 450)

Homeljog IFrom Listl Normal Cut Setting lLanguage|

Saw Back Speed
Feed Forward Speed
Feed Reverse Speed
Saw Thickness
Backlush

Profie Offset

| Saw Offset

Clamp 1-2 On Time
Clamp 1-2 Close Time
Clamp 3 On Time
Clamp 3 Close Time
Feed Strok

Saw Home Offset
Feed Home Offset
Saw Start Time

Saw Start Position

Feed Safety Distance

— ' '
N =

RESIM- 23
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7.2.9.6 Before starting to feed the profile, the waiting time of open clamps, which are on the left hand side, is

Clamp 1-2 On Time
entered in section. For example after “Open

the clamps” order is raised, program waits for the value entered in this section, and starts feeding part
when time expires.

7.2.9.7 Before completing to feed the profile, the waiting time of closed clamps, which are on the left hand

Clamp 1-2 Close Time
side, is entered in section. For example

after “Close the clamps” order is raised, program waits for the value entered in this section, and starts
cutting when time expires.

7.2.9.8 The waiting time of moving clamp in open position, before moving to take the material, is entered in

Clamp 3 On Time

section. For example after “Open the clamps”
order is raised, waits for the value entered in this section, and moves to head when time expires

7.29.9 The waiting time of moving clamp in closed position, before feeding the material, is entered in

Clamp 3 Close Time

section. For example after “Close the clamps”
order is raised, waits for the value entered in this section, and feeds the parts when time expires.

7.2.9.10 The maximum translational distance of conveyor is entered in
Feed Strok

section.
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7.2.9.11 While machine is in operation and profile is feeding, the safety margin at which moving table gets
. _ Jll Feed Safety Distance _
closer to stationary table is entered in section.
7.2.9.12 After reference determination, the offset value, to set the saw 5 mm below the table, is entered in

Saw Home Offset
section.

7.2.9.13 After reference determination, the offset value to have 10 mm distance between moving and stationary

Feed Home Offset
tables is entered in section.

7.2.9.14 The waiting time for saw to achieve the required speed, after starting the machine and before starting

Saw Start Time

cutting, is entered in section. For
example after turning on the machine, engine of the saw starts and begin cutting when waiting time
expires.

8. MAINTENANCE, SERVICE AND REPAIR
8.1 Maintenance
8.1.1 Cut the electric and pneumatic power connections of the machine.

8.1.2 Clean all surfaces of the machine from burs, chips and foreign substances. If the machine will not be used for a
long time, lubricate undyed parts with oil that prevents rusting.

8.1.3 When cleaning the machine, do not use materials that may damage the dye.
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8.1.4 Control cutting tools against corrosion, distortion and fractions. If cutting tools are damaged, change them..

8.1.5 Before using cutting tool, operate the machine out of gear and control whether it is inserted correctly, it is
without flexure and it is inserted appropriately. Do not use cutting tools that are damaged or lost its functionality.

8.1.6 If the sawteeth are blunted, change immediately with a new / sharpened saw.
8.1.7 Sharpen with proper sharpening machines by taking the angular value of the saw into consideration.
8.2 Lubrication of the moving unit

8.2.1 Perfect lubrication of the threaded rods is important not only for achieving calculated service life of the rods but
for silent working of the machine, and its effect on heat rise during working and unloaded torque as well.

ﬁ‘—q = THREADED RODS SHOULD BE LUBRICATED ONCE A DAY BY PULLING LUBRICATION ARM 2
‘ TIMES. (FIGURE 24)

FIGURE- 24

Lubrication Arm
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8.2.2 By using the LUBRICATION UNIT lubricate the threaded rods. For lubricant please refer to Figure 1.

MOBIL BP CASTROL PETROL SHELL ELF
OFIsI
Pneumatic MOBIL DTE BP ENERGOL
System LIGHT He 10 | 0 T SPINDURA TELLUS C 10
VACTRA OL ENERGOL RC POLYTEUS
Threaded HEAVY 100 HysPIN1OO | 100
Spindle MOBILGEAR ENERGOL GR- | HYSPIN SP 100 MOGUA
627 XP 100 100
Metalworking MOBILMET
fluid 404 | 0 ALUSOLM-FX | - | e[ -
FIGURE-1

8.2.3 Usage of the coolant fluid during cutting is very easy it is sprayed to the saw surface during all cutting phase.
Coolant application to saw surface ensures surface smoothness of the cut material, prevents length distortions
due to heating, extends the service life of saw. For this reason special attention should be paid on coolant
application.

& & WHEN COOLING WATER FOR CUTTING RUNS OUT OF, ALARM APPEARS ON THE SCREEN. POUR
B~  OIL IN THE SECTION SHOWN IN FIGURE. (FIGURE 25)
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8.3 Changing the cutting tool

Cooling Water
Tank

FIGURE- 25

FIGURE- 26

et

E %\ﬂ»‘l‘ \p
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8.3.1 Use protective gloves when replacing Saw

8.3.2 Cut the electric connection of the machine.

8.3.3 Take the four nuts out by turning the nuts on the protective cover of the saw by using a suitable key and take
out the protective cover.(FIGURE 5 NO.21)

8.3.4 Take the M10 screw (FIGURE 6 NO.139) outside by rotating in the direction of counter clockwise with 8mm
Allen switch. (Hold with 17 two-edged switch from the side in the saw axle of which switch edge is opened)

8.3.5 Remove the connection parts of cutting set in the right order.. (FIGURE 6 NO.16 /17 / 18)
8.3.6 Remove the saw carefully

8.3.7 Mount the saw by being sure that the rotation direction onto the axle is true.(FIGURE 5 NO.40)
8.3.8 Replace all removed parts in the same order.

8.3.9 By holding the M10 Allen screw by 8mm Allen switch and the saw axle simultaneously by 17 switches tighten in
the direction of clockwise.

8.3.10 The saw selection should be made proper to EN 847-1 Standard.
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8.4 Replacing the Motor Belt:

8.4.1 Remove the bolt that fastens the helt housina cover and remove the cover.

FIGURE-27

8.4.2 Loosen the motor mounting screws by using a wrench

Belt Protection
Cover Screw

8.4.3 After the motor mounting screws are loosened, tension of the belt will be reduced by moving the motor forwards
or backwards and then the belt will be removed.

Motor mounting
screw

FIGURE-28
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8.4.4 Install a new belt in place of one that you have removed.

8.4.5 After installing the new belt, tighten the tensioning spindle by turning it clockwise by using a no. 8 allen wrench

and tension the belt.

8.4.6 Retighten the motor screws after tensioning the belt (FIGURE 25).

8.4.7 Finally,complete belt replacement operation by fastening the belt housing cover

Belt tensioning
spindle

FIGURE-29
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8.5 Zincir Disliyi Degistirme :

8.5.1 Remove bolts on chain housing, and take the container out. (FIGURE 30)

FIGURE-30

8.5.2 Loosen chain tension, and engine mount bolts. Take the engine in the indicated direction. Chain is loosened.

Free chain from teeth and take out by pulling it downwards. (FIGURE 31)
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e

FIGURE-31

8.5.3 Insert new chain instead of removed one

8.5.4 After mounting new chain, follow the reverse procedure given above, stretch the chain, and tighten the tensile
bolt with the help of key.

8.5.5 After stretching the chain, tighten the engine mount bolts.

8.5.6 At last mount the chain housing. Chain changing operation is completed.
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8.6 Adjust the air pressure (pneumatic systems)

8.3.1

8.3.2

8.3.3

8.3.4

Pull up pressure adjustment valve. Set adjustment valve to
the desired value on manometer by turning it clockwise or
counter clockwise. Then lock the valve by pressing it down.

Set the air pressure between 6 and 8 BAR. If air pressure
drops below the stated values, accessories operating with
pneumatic power do not work.

Conditioner unit accumulates the water in the air in the
collection container so that it won’t damage pneumatic
components. At the end of the working day, empty the
accumulated water by opening water discharge valve under
the collection container

In order to put oil to the oil tank, remove the reservoir by
turning. Oils recommended by the manufacturer are; ;
TELLUS C10 / BP ENERGOL HLP 10 / MOBIL DTE LIGHT
/ PETROL OFIiSI SPINDURA 10.
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9. NOISY EMiSSION VALUES

Material Aluminyum
Lenght 1220 mm.
Width 70 mm.
Height 60 mm.

LwA 92 dB (Measured Value)
LpA 93 dB (Average Sound Pressure Value
K 2 dB (Uncertainity in the Measurements)

The values given fort he noise are the emission level and it does not show that it in the safe working level. A
connection between emission and exposure levels is available, however it is not used confidently for the determination
whether these more advanced precautions are necessary or not. The factors that affects the real level of exposure,
affecting the working power, are residence time, features of working place, in other words other noise resources, actions
on other side and the number of the machines. Furthermore, the exposure level given permission can change from
country to country. This informing, however, provides the machine user to evaluate the hazard and risks well.

Machine Characteristic Information
Testere Donlis Hizi 3000 dev / dak
Motor Giicii 2.2 kW

Nominal Gerilim 400V

Saw Characteristic Information

Saw Size 450 mm
Saw Thickness 4 mm
Saw Shaft Thickness 3.2 mm

Saw Progress Speed 70 m/ sn. (Aluminyum material)
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10. WARRANTY CONDITIONS

YILMAZ Machine Industry and Trade Limited Company, guarantees that all machines have been tested and
conform to the international standards.

The guarantee is valid 24 months from despatch date and does not cover the electrical parts of the machine.
During this period:

- Any repair and replacement effected at our workshop is completely free of charge (only transport costs are at
customer’s charge).

- For repair and replacement effected by our technician at the customer’s site, we will invoice only the travel and
lodging costs for our technician.

The guarantee does not cover damages caused by:

- not respect of the rules indicated in the manual instruction book

- not correct voltage

- improper use or use not in accordance with what the Machine has been designed for
- use of non original tooling

- programming errors

- lack of cleaning and of ordinary maintenance by the customer

- transport or displacement (even inside the workshop)

- natural events (lightings, fires, floods)

The warranty does not cover, in any case, damages caused by the malfunction of the Machine
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