IMALATCI FIRMA
ADRES

TELEFON
TELEFAX
IMZA-KASE

URUNUN CiNsi
MARKASI

MODEL KODU
BANDROL/SERI NO
TESLIM TARIHi
GARANTI SURESI
AZAMi TAMIR SURESI

YETKILI SATICI FIRMA
ADRES

TELEFON
TELEFAX
IMZA-KASE

GARANTI BELGESI

YILMAZ MAKINE SANAYi VE TICARET A.S.

TASDELEN I\{[AHALLES] ATABEY CADDESI NO: 9 CEKMEKOY
ISTANBUL-TURKIYE

0216.312.28.28 PBX

0216.484.42.88

GIFT KOSE PVC KAYNAK MAKINESI
YILMAZ
DK 502 / DK 504

1YIL
30 iS GUNU



TEKNiK OZELLIKLER - TECHNICAL FEATURES - TEXHUYECKWE OCOBEHHOCTH
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h
Teknik Ozellikler B N
e .
Technical Features s ;///‘KEJ H I
>_o — /L
W cm kg kg
32 W=75
Z. h =130mm max.
DK 302 ooy O He s a0s | 618 Bar | Lt /dak. L =430 580 720
Lt/min H =170
YILMAZ PVC VE ALUMINYUM ISLEME YILMAZ PVC VE ALUMINYUM iSLEME
- MAKINELERI SANAYi TICARET LTD.§Ti. " MAKINELERI SANAYi TICARET LTD.§Ti.
YILMAZ Turgut Ozal Bulvari No:173 Tasdelen 34788 Cekmekoy YILMAZ Turgut ©zal BulvariNo:173 Tasdelen 34788 Cekmekoy
ISTANBUL-TURKIYE ISTANBUL-TURKIYE
Tel: +90 (216) 312 28 28 (Pbx) Fax: +90(216) 484 42 88 Tel: +90 (216) 312 28 28 (Pbx) Fax: +90 (216)484 42 88
‘web : www.yilmazmachine.com fr web : www.yilmazmachine.com tr
e-mail: yilmaz@yilmazmachine.com.tr e-mail: yimaz@yilmazmachine.com.tr
MODEL TYPE RATED CURRENT MODEL TYPE RATED CURRENT
152A
MODEL D502 NOMINAL AKIM MODEL DiCE04 NOMINAL AKIM 164
SERIAL NO AIR CONSUMP. . SERIAL NO AIR CONSUMP.
N . 32 Lt/min i
SERI NO HAVA TUKETIMI SERI NO HAVA TUKETIMI 32 Lt/min
PROD.DATE AIR PRESSURE PROD.DATE AIR PRESSURE
At 6-8 BAR . 6-8 BAR
URETIM TAR. HAVA BASINCI URETIM TAR. HAVA BASINCI
TOTAL POWER TOTAL POWER
. 3000 W
TOPLAM GUG TOPLAM GUG 3100 W
RATED VOLTAGE WEIGHT RATED VOLTAGE WEIGHT
NowINAL GERILIM | BVACPNTE | agiriic B8O KG. NOMINAL GERILIM | ZZOVACPNPE | ipiic 580 KG.
Min. 340 mm
- -
Max. 3615




BOYUTLAR - DIMENSIONS - PA3BMEPbI (DK 502)
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RESIM-FIGURE-PUCYHOK 1

PARGA LISTESI - PART LIST - NEPEYEHb JETAINEN

Hareketli tnite

lc\;lovable uit . Hareketli tinite
nkcupoBaHHas [ornosa Movable uit

MNopswxHas Monosa

Profil destegi
Profil support sase
Mopnepxka npocpunsa / Chasis

waccu

Elektrik panosu
Electrical panel
SAnekTpownt

Malzeme rafi
Material shelf

Kaynak basing ayar paneli
Marepwvan nonku

Welding pressure adjustment panel
PerynupoBka gaBneHus cBapku RESIM-FIGURE-PYCYHOK 2




BOYUTLAR — DIMENSIONS - PA3BMEPbI (DK 504)
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R Hareketli Unite
Hareketli tnite Movable uit

Movable uit MopaswxHas Fonosa
®ukcupoBaHHas lonosa

. . Sase
Profil destegi Chasis

Profil support
MNonneonxka noodunga

waccu

Elektrik panosu
Electrical panel
SnekTpowunT

Malzeme rafi
Material shelf

Kaynak basing ayar paneli MaTepuan nomku

Welding pressure adjustment panel
Pervnunorka narneHmMa cRANKU



| RESIM-FIGURE-PUCYHOK 3

| RESIM-FIGURE-PUCYHOK 5 |

| RESIM-FIGURE-PUCYHOK 4 |

NO STOK KODU / CODE ADET / QTY No |STOKKODU/CODE ADET / QTY
HoMep NOPAQOK KOA KOJIMYECTBO NnoPAOOK KoL KOJIMYECTBO

Homep
06 2TU011210-0090

48 | 2TU012210-1185
08 2TU012210-0554

51 |1PN020000-0040
09 2TU012210-0553

64 |2TU011441-0861
14 2TU011110-1257

65 |1PN020000-0211
17 1SR080000-0131

62 |2TU011441-0352
18 1SR080000-0133

68 |2TU014010-0024
23 1PN020000-0212

70 | 1SR080000-0132
29 1PN020000-0016

73 | 2TU011441-0860
32 2TU012210-0025

74 | 3UA610010-0001
33 2TU015010-0013

76 | 2TU019010-0001
35 3UA310030-0035

N (RN IRINININ|O (-~ |00
B INININININ|EINIININIED (P

88 12TU011441-0862
39 1PLO30000-0007 108 |2TU011110-1256




YEDEK PARGA LISTESIi / SPARE PART LIST / CTUCOK 3AMACHbIX YACTEN

PARCA RESIM
NO PICTURE STOK KODU / CODE PARGA ADI — PART NAME
PART NO PUCYHOK MoPSAOK kop HAMMEHOBAHME AETA/IU
HOMEP
TERMOCOPUL 1.5mt TC-M06-L030-K01,5
JTiP EMKO
1 1EL200000-0020 THERMOCOUPLE
TEPMOMAPA
SENSOR MZT6-03VPS-KPO (1023971)
(SICK)
2 1EL200000-0124 SENSOR
JATYUK
3 1ELO90000-0011 XB4-BW33B5 YESIL LED'Li 24V AC/DC
XB4-BS8442 ACIL STOP BUTONU
4 1ELO90000-0001 EMERGENCY STOP BUTTON
KHOMKA ABAPMIMHOM OCTAHOBKMU
5 1ELO50000-0009 ROLE(OMRON)G3NA-220B/ 5-24V DC
5 1EL050000-0010 ROLE H3CR-A8 (ZAMAN ROLESI) (24-48V
AC)
ISI GOSTERGESI
(E5CSV-Q1TD-500 AC/DC24V - SSR CIKIS)
7 |
1EL190000-0078 TEMPERATURE DISPLAY
MOKA3ATE/Ib TEMMEPATYPbI
REZISTANS
8 35T010030-0037 HEATER

OBOIPEBATE/1b
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1. GENEL BILGILER
1.1 Girig

imalatginin verdigi kullanim kilavuzu makine pargalarinin gerekli bilgilerini igerir. Bu bilgileri makineyi kullanacak her personelin
dikkatlice okumasi, okundugun anlasiimasi, daha sonra makinenin c¢alistiriimasi gereklidir.

Makinenin uzun yillar gtivenli ve verimli olarak ¢alismasi kullanim kilavuzu igindeki bilgilerin tam olarak okunmasi ve anlasiimasi
ile olur. El kilavuzu igerisindeki teknik gizim ve detaylar kullanicilar igin rehber teskil eder.

1.2 Servis Bilgileri

Herhangi bir problem oldugunda, yardim igin istekleriniz veya yedek parga siparigleriniz icin litfen yukaridaki telefon, faks veya
e-mail adreslerinden bizimle kontak kurunuz.

Makine modelini tanimlayan teknik etiketler makine tizerinde perginlenerek takilmistir.
Makine seri numarasi ve Uretim tarihi teknik etiket zerinde yazilidir.
Uriiniin ortalama kullanim émrii 10 yildir. Bu siire igerisinde yedek parga ve teknik servis hizmeti taahhiidiimiiz

altindadir. Uriinle ilgili her tiirlii ariza ve sikayetlerinizi asagida belirtilen teknik servis adresimize sézlii veya yazili
olarak bildiriniz.

MERKEZ YETKILI SERVIS ADRESIiMiz

TASDELEN MH. ATABEY CD. No 9 34788 CEKMEKOY - ISTANBUL / TURKIYE
Tel 0216 312 28 28 Pbx.

Fax 0216 484 42 88

E-mail service@yilmazmachine.com.tr

Web www.yilmazmachine.com.tr

Makine hakkinda imalatgi veya makineyi aldiginiz bayi firma ile yapilacak her tirlii yazigmalarda asagidaki bilgileri bildirmeniz
yapilacak islemleri asgariye indirmesi bakimindan énemlidir.

e Makine Seri No e Voltaj ve Frekans Bilgileri
e Makine Modeli e Makinenin Satin Alindigi Tarih
e Bulunan Arizanin Tarifi e Makinenin Satin Alindidi Bayi Bilgileri

Ortalama Gunlik Caligma Siresi



2. GUVENLIK

2.1. Guvenlik Sembolleri ve Anlamlari

Calisma ortami daima temiz kuru ve dizenli

Kullanim kilavuzunu okuyun
tutunuz

Koruyucu kulaklik kullanin Elektrik ikaz uyarisi

Ellerinizi yabanci cisimleri almak i¢in hareketli

Koruyucu gozlik kullanin
pargalarin arasina sokmayiniz.

Calisma esnasinda sebeke baglanti kablosu
hasar gorecek olursa dokunmayin ve
sebeke fisini prizden ¢ekiniz.

Yiksek 1sI uyarisi

Makine calistiginda elinizi testereye
yaklastirmayin

Testere degistirme isleminde koruyucu
eldivenleri kullanin

ONEMLI sembolii sizin &zenli ve dikkatli

i PRRPER

TEHLIKE IKAZ sembolii spesifik tehlikelere — davranmanizi, zarar goérmemeniz icin

kargi sizi ikaz eder ve kesinlikle okunmasini hareketlerinizi belli sinirlar icerisinde

gerektirir. engellemeniz  gerektigini anlatan  yazili
semboldir.

2.2. Kazalari Onleme

2.2.1 Uretici firma, makineleri ulusal ve uluslararasi direktifler ve yoéntemleri kapsayan giivenlik standartlarina uygun
olarak imal etmistir.

2.2.2 Burada igverenin gorevi personeli kaza risklerine karsi uyarmak, olabilecek kazalar hakkinda egitmek, operatérin
guvenligi icin gerekli koruyucu givenlik donanimi ve aygitlarini saglamaktir.

2.2.3 Ise baglamadan énce operatér bulundugu pozisyona aliskin olmali (daha énce benzer makineler kulanmis olmal).
Makinenin karakteristik 6zellikleri operator tarafindan kontrol edilmelidir.

2.2.4 Makine sadece kullanim kilavuzunu okuyan ve igerigini anlayan personel tarafindan kullaniimalidir.

2.2.5 Bu kullanim kilavuzunun igerdigi direktifler, tavsiyeler ve genel glvenlik kurallari kullanici tarafindan tamamen yerine
getiriimelidir. Uretici firmadan alinan bir veya daha fazla makine pargalarinin yedeklerinin yetki verilmeksizin karistiriimasi
veya aksesuarlarinin kullaniminin batin bu tavsiyelerden farkh olmasi kazaya yakalanma riskini artirir. Uretici firmanin bu
gibi kullanimlarda kanuni higbir yakimlilik ve sorumlulugu yoktur. Yukaridaki uygulamalar butin garanti sartlarinin sona
ermesine de neden olur.

2.3. Genel Giivenlik Bilgileri

2.3.1 Enerji kablosu, Uzerine basilmayacak ve herhangi bir sey konulmayacak sekilde yerlestiriimelidir Kablonun prizden
¢ciktigi ve makineye girdigi yerlere 6zellikle dikkat edilmelidir

2.3.2 Kaynak islemi yapan makine ve cihazlariniza asir1 yuklenmeyin. Makine ve cihazlariniz belirtilen glic kapasitelerinde
daha guvenli galisir.

2.3.3 Operatorun guvenlik ve sagligi icin dogru aydinlatma ve isiklar kullaniniz.( ISO 8995-89 Standart The lighting of
indoor work system )

2.3.4 Makine uzerine herhangi birsey birakmayiniz.
2.3.5 Makine lzerinde kaynak yaparken imalatcinin belirledigi malzemelerin diginda baska higbir malzemeyi kullanmayiniz.

2.3.6 s pargasini giivenli bir sekilde makine iizerinde bulunan mengene veya sikistirma takimlarini kullanarak tespit ediniz.



2.3.7 Calisma pozisyonunuzu fazla zorlamayin, durusunuzun givenli olmasina dikkat edin, her zaman dengenizi
koruyun.

2.3.8 Guvenli galisabilmek igin makine ve cihazlarinizi her an galisacak sekilde ve temiz tutunuz. Bakim ve aksesuar
degisimlerinde talimatlara uyun. Fis ve kabloyu duzenli olarak kontrol ediniz. Hasar gérdiginde yetkili uzmana yeniletin.
Sap ve tutamaklarin Gzerlerine yag ve gres bulasmamasina dikkat ediniz.

2.3.9 Makine kullanimda degilken veya bakim 6ncesinde gug¢ besleme baglantilarini ¢ikariniz.
2.3.10 Makineyi ¢alistirmadan 6nce anahtar veya ayar aletlerinin ¢ikariimis oldugundan emin olun.
2.3.11 Acik havada galismaniz gerekirse sadece bu is icin misaade edilen uygun uzatma kablosu kullanin.

2.3.12 Onarimlar sadece teknik uzmanlar tarafindan yapilmaldir. Aksi takdirde kullanici igin kaza tehlikesi meydana
gelebilir.

2.3.13 Yeni bir ise baglamadan 6nce koruyucu tertibatlarini veya hafif hasarli pargalarin iglevlerini kusursuz ve usulliine
uygun bir bigcimde yerine getirip getirmediklerini kontrol edin. Butlin parcalar dogru takilmis ve kusursuz bir bicimde
calismasi igin gerekli butin kosullar yerine getirilmis olmahdir. Hasar gérmuls koruyucu tertibat ve pargalar usuliine
uygun bir bigimde (Uretici firma veya servis atdlyeleri) onarilmali veya degistirilmelidir.

2.3.14 Salter ve switchlerin agma kapama islevini yerine getirmedigi makine ve cihazlari kullanmayiniz.

2.3.15 Makinenin ve elektrik glic baglantilarinin yaninda yanici, parlayici sivi ve malzemeleri bulundurmayin.

3. MAKINENIN TANIMI
PVC profillerinin kdse birlestirmeleri igin tasarlanmis kaynak makinesidir.

Profil gcesidine gore mengene ve yapistirma basing ayarini ayri ayri yapma imkani vardir.
Eritme ve yapistirma zaman ayari vardir.

Termostat elektronik olup 0°-260°C derece arasinda istenilen sicakliga ayarlanabilir.
Renkli profiller igin 0.2 — 2 mm. Kaynak 6zelligi

Hareketli kafa (sag) manuel hareket eder.

Fren sistemi mevcuttur.

Sol kafada 30°-180° kaynak yapabilme imkani vardir. Sag kafa 90° sabit acilidir.
Emniyet agisindan mengene pistonlari dusuk basing sistemi ile galismaktadir.
Profiller sikistirildiktan sonra kaynak islemini otomatik olarak tamamlanir.

Makine CE standartlarina uygun olarak tasarlanmistir.

Profil destek aparati mevcuttur.

VVVVVVVVVVY

STANDART AKSESUARLAR OPSIYONEL AKSESUARLAR
Kullanma kilavuzu
Profil destek aparati

4. MAKINENIN TASINMASI VE NAKLIYESI

ONEMLI 4.1. Biitiin tasimalar sadece nitelikli ve yetkili personel tarafindan yapilmalidir.

4.2. Makineyi tasirken daima uygun ekipmanlarla (zemine dokunmayacak sekilde) makine yukari kaldirilarak
tasinmalidir.

4.3. Musteri farkl bir talepte bulunmadik¢a, makine ahsap ambalajli olarak sevk edilecektir.
4.4. Makine, Uzerindeki hareketli kisimlar nakil esnasinda hareket etmeyecek sekilde sabitlendikten sonra taginmalidir.

4.5. Makinenin boyut ve agirlik dlguleri teknik 6zellikler sayfasinda belirtilmistir.

4.6. Makine Uzerindeki tasima vidalarinin somun yuvalari bulunmaktadir. Makine bir yerden baska bir yere nakledilecegi
zaman makine ile verilen bu tasima vidalarini kullanarak uygun bir kaldirma araci ile (forklift, caraskal, ving.vs) ile
makineyi yukari kaldiriniz. Bu sirada kaldirma aracinin makineye zarar vermemesine dikkat ediniz.

4.7. Makine yerinden hareket ettirilecedi zaman yukd mimkin oldugunca asagidan yakalayarak hareket ettirin ki daha
fazla stabilite saglanabilsin. Makineyi sarsmaksizin yavas hareketlerle hareket ettirin. Tehlikeli noktalarda herhangi bir
insanin olmadigindan emin olun.

10



5.  MAKINENIN KURULUMU
5.1 Hazirhk

5.1.1 Makinenin boyut ve agirlik 6lguleri teknik 6zellikler sayfasinda belirtilmistir. Makinenin konulacagi yiizey, sert,
diz ve makinenin agirlhigini tagiyacak bir zemin olmalidir.

5.1.2 Makinenin pozisyonu arka duvardan yaklasik 100 cm uzaklikta olmalidir. Makinenin arka tarafinda kesilen pargalarin
talas ve yongalarinin toplandigi torba baglanti yeri, hidro-pnomatik sistem, kablo kanal yerleri, elektrik giic baglanti soketleri
bulunmaktadir.

5.1.3 Makinenin dengesini alt kisimdaki ayarlanabilir ayaklar ile saglayabilirsiniz.
5.2 Makinenin Gii¢ Kaynagina Baglanmasi
5.2.1Elektrik baglantisi mutlaka lisansli bir elektrikgi tarafindan yapiimalidir.

5.2.2 Elektrik prizi makine Gizerindeki sokete uygun olmalidir.

5.2.3 Makinenin fisini toprakl bir prizde kullaniniz.
5.2.4 Makinenin sebeke gerilimi 230 V 50 Hz

iit 5.2.5 Sebeke gerilimine dikkat edin. Akim kaynaginin gerilimi makinenin etiketi Gzerindeki verilere uygun
olmaldir.

6. MAKINE GUVENLIK BILGILERI
6.1 Makineyi kaldirmak, yerlestirmek ve elektrik bakim ¢alismalari igin nitelikli ve yetkili personel kullaniimahdir.

6.2 Rutin bakim galigmalari ile programli bakimlar yetkili ve kalifiye elemanlar tarafindan elektrik giic kaynaklari devreden
¢ikarildiktan sonra yapilmalidir.

6.3 Makinede ¢alismaya baslamadan dnce makinenin temizligi, test ve bakiminin yapilmis olmasindan emin olunuz

6.4 Guvenlik ekipmanlarini, elektrik gii¢ kablosu ve hareketli pargalari rutin olarak kontrol ediniz. Glivenlik ekipmanlari veya
pargalarda fonksiyonlarini yerine getiremeyecek bir zarar gorurseniz yenisi ile degistirmeden makineyi ¢alistirmayiniz.

6.5 Elektrik glic baglantisini kesmeden kesinlikle kesici takimlari degistirmeyin.
6.6 Operasyon alani igerisinde ve yerde yabanci cisimler bulundurmayin, ellerinizi hareketli pargalarin arasina sokmayiniz.

6.7 Makine Uzerindeki koruyucu pargalari sdkerek ¢alisma yapmayiniz.

ONEMLI Giivenlik bilgileri yukarida tanimlanmistir. Fiziki zararlari veya ekipman hasarlarini 6nlemek igin liitfen
glivenlik bilgilerini dikkatli olarak okuyun ve bilgiler daima aklinizda bulunsun.

7.0 OPERASYON BILGILERI
7.1 Hazirhk

7.1.1Tablayi yaglardan temizleyin ve kurulayin. Rezistans plakasinin tzerindeki teflon kagidin yirtiksiz ve temiz oldugundan
emin olun.

7.1.2 Makinenin tim yuzeylerini capaklardan, yongalardan ve yabanci malzemelerden temizleyin. Zararli
maddelerden korunmak igin gozlik kullanin.

7.1.3Kaynak yapilacak PVC profile gore i1s1 ve zaman ayarlarinin dogrulugunu kontrol ediniz.
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KUMANDA PANOSU UZERINDEKIi BUTONLARIN KULLANIMI (DK 502):

Is1 Gostergesi (RESIM 6 NO.118) : PVC profilleri isitarak kaynak yapan rezistansin sicakhigini 0-260 C derece ayarlayan
cihazdir.Fabrika cikis ayari 245 C derecedir. Bu ayari degistirmek icin SET butonuna basiniz, goésterge Uzerindeki yanip
sénen eski I1s1 degerinnin yerine (gosterge lzerindeki ok isaretli tuglarin yardimi ile) yeni 1si deg@erini giriniz. Set butonuna
tekrar basarak hafiza aliniz.

A Dikkat: Set butonunun yanindaki program (PRG) butonu ile oynamayiniz. Fabrika gikis ayarlidir

Kafa segimi butonu: Tek veya cift kafa kaynak islemi igin kullanilir. Buton 1-2 konumunda iken ¢ift kafada kaynak islemi
yapilir. Buton 1 konumunda iken sabit kafada kaynak islemi yapilir.

Acil Stop Butonu (RESIM 6 NO.115) : Bu butona basildifinda pnématik ve elektrikle ilgili makine {izerindeki tim cihazlar
¢alismaya baslamadan 6nceki kapanis konumuna gelir.

Sistem Start butonu (RESIM 6 NO.117) : Kaynak islemini baglatmak igin kullanilir.

Fren Birakma Butonu (RESIM 6 NO.134) : Hareketli kafay! sabitiemek igin kullanilir. Fren Birakma kolundaki butona basili
tutuldugunda frenler devreden c¢ikar. Boylece hareketli kafa, istenilen konuma manuel bir sekilde getirilebilir. Hareketli kafa
istenilen konuma geitirildiginde, Fren Birakma kolundaki butondan parmaginizi ¢ekiniz. Frenler otomatik olarak aktif hale gelir
ve hareketli kafa sabitlenir.

Kaynak basing ayari (RESIM 6 NO.141) : Isitilarak kaynak yapilacak parcalarin kaynak basincini ayarlar. Fabrika ¢ikis
ayari 6 bardir. Bu ayar degistiriimek istendiginde anahtari saga veya sola gevirmek sureti ile istenen basinca ayarlayiniz.
Konumu kilittemek igin anahtarin dis gergevesini asagiya bastiriniz.

Kaynak basing gostergesi (RESIM 6 NO.143): Kaynak basing kuvvetini bar cinsinden okuyan géstergedir.

Mengene basing ayari (RESIM 6 NO.142) : Kaynak yapilacak PVC profilleri sikistiran mengene pistonlarinin basing
kuvvetini ayarlar. Fabrika ayari 4 bardir. Bu ayar degistirimek istendiginde,kaynak basing ayari icin yapilan iglemlerin
aynisidir.

Mengene basing gostergesi (RESIM 6 NO.144) : PVC profilleri sikan mengenenin basing kuvvetini bar cinsinden okuyan
gOstergedir

Isitici zaman saati (RESIM 6 NO.139) : Kullanilacak isinin zaman ayari yapilir. 0-30 sn arasinda iste§e gore ayarlanabilir.
Fabrika ¢ikis ayari 20 sn dir.

Kaynak zaman saati (RESIM 6 NO.139/1) : PVC profillerin kaynak siiresini ayarlar. Bu siire 0 - 30 sn arasinda istege gére
ayarlanir. Fabrika ¢ikis ayari 25 sn.dir.

RESIM-6
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7.2 OPERASYON (DK 502 MODELLERDE)
Cift Kose Kaynak Islemi :

Elektrik ve hava gug Unitelerini aginiz.
= Sabit kafa lizerindeki kafa segme butonunun (RESIM 6 NO.125) 1-2 konumunda olmasina dikkat ediniz.

= Sabit kafada bulunan iki start butonuna (RESIM 6 NO.117) butonlar {izerinde yesil 1sik yanincaya kadar beraber basiniz

= Hareketli kafa Gzerindeki fren butonunun (resim 2) OFF (kapali) konumda olup olmadigini kontrol ediniz. Eger fren
butonu OFF konumda degilse makine galismaz.

= Fren Birakma kolunda butona basili tutup (RESIM 6 NO.134) hareketli kafay! isteginiz konuma ayarlayiniz. Hazir
kesilmis olan profili iki kafa arasina yerlestiriniz ve fren birakma kolundaki butondan elinizi gekiniz. Bdylece hareketli kafa
sabitlenmis olacaktir.

= Hareketli kafaya diger profili yerlestiriniz. Start butonuna iki defa basarak profilleri sikiniz.

= Sabit kafaya gegip diger profili yerlestiriniz. Sabit kafada bulunan start butonlarina ayri ayri basarak profilleri sikiniz.

OPERASYON (DK 504 MODELLERDE)
Cift Kése Kaynak Islemi :

Elektrik ve hava gug Unitelerini aginiz,

Dl un.nn E: [#H#. 1

v&gﬂ

o=t
USZEs
i
23°g3%
=

wnany yjilmazmachi ne. eam_tr

PLC versiyonu Ekran versiyonu

PLC ve Ekran versiyon numaralarini beliritir

(%)
LUTFEN SIFRE GIRINIZ

SIFRE | ]

Sifre giris sayfasidir. (Sifre 1234)
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~ CALISMA

"ZSAYFASI

Sabit Unite ve Hareketli Unite ayar sayfasidir

SET: ' istenilen 1s1 degeri bu bélime girilir. Sabit kafa igin girimek istenen isi degeri sabit kafanin
bulundugu situna, hareketli kafa igin girilmek istenen i1s1 degeri hareketli kafanin bulundugu sutuna yazilir.

ISk ' Anlik 1si degisiminin okundugu display ekranidir. Her iki kafa igin ayri ayridir.

i Autotuning ( Rezistans plakasinin Isitma ve soguma degerlerinin makine tarafindan optimize edilmesi)
Tsmﬂ butonuna basildiginda PID parametreleri otomatik olarak hesaplanir. Her iki kafa iginde PID parametreleri
AR ayarlanmalidir.

Sabit Unitenin i1sisini kapatip agmak igin kullanilir.

HAR KAFA Hareketli tGnitenin isisini kapatip agmak igin kullanilr.
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R AD AAAAAAAAAAAAAAAA
b1iis e nnn. u
. . i

. 4 . i . i . #

SABIT KAFA HARKKAFA
18| OFF 18| OFF
Calisma sayfasi
AAAAAAAAAAAAAAAA Recete islemleri boliminde olusturulan regetenin isminin gortntilendigi bolimdar.
Profillerin, kaynak dncesi 1sinma suresi ,
ISITMA ZAMANI: LR on LR o 4

nne.n PN Bu bélimden girilir Anlik 1sitma zamani, degisimlerinin goérintulendigi ekran gérinimudar

SOCLSZUTE TN i BNl -8 B profillerin kaynak sireleri, it B bslamden girilir.
' wn.n Anlik kaynak zamani, degisimlerinin gorintulendigi ekran gérinimuddar.

Sabit tinite 1sisini kapatip agma islemini ve istenilen sicaklik degeri,

ikl C bu bélimden girilebilir, LIy C Girilen sicaklik degerinin anlik degisiminin gortnti ekranidir.

Ayni islemler hareketli Gnite icin de gegerlidir.

Sabit Unitenin veya sabit ve hareketli Ginite birlikte ¢alisma secgiminin yapildigi gérintt ekranidir.

RECETE

ISLEMLERI

€£Xc
£xic '

Exdsn. m
TR sn. ﬁ

Recete numarasi
azaltma

’—‘ Recete numarasi

Recete numarasi

artirma
Regete islemlerinin yapildigi ekran sayfasidir.
RECETE ADL: AAAAAAAAAAAAAAAA J Tanimlanacak olan regetenin adinin yazilacagi bélim
L .
o
Bu sayfada olusturulan receteler, butona basilarak kayit edilir. Calisma sayfasinda ise burada

olusturulan regeteler calistirilir.



Manuel ¢alisma sayfasidir

MANUEL
CALISMA

MEKANIK AYAR

| i o

MENGENE

BLAVUZ
AYAR

Biisd sn.

I UTU AYAR '

ARABA
__AYAR

Buradaki gizli butona basildiginda
mekanik ayar sayfasi agilir

Mekanik ayarlar sayfasidir. Bu ayarlar, Makine Gzerindeki pistonlarin senkronize ¢alismasini saglamak amaciyla,
Uretici fabrika tarafindan sevk 6ncesi ayarlanmistir. Ancak piston degisikliklerinde bu sayfadaki ayarlar

kullanilabilir.

Alarm Sayfasi
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KUMANDA PANOSU UZERINDEKi BUTONLARIN KULLANIMI (DK 504):

Acil Stop Butonu (RESIM 6 NO.128) : Bu butona basildiginda pnématik ve elektrikle ilgili makine (izerindeki tiim
cihazlar gcalismaya baslamadan 6nceki kapanis konumuna gelir.

Sistem Start butonu (RESIM 6 NO.129) : Kaynak islemini baslatmak igin kullanilir

Fren Birakma Butonu (RESIM 6 NO.139) : Hareketli kafayi sabitlemek icin kullanilir. Fren Birakma kolundaki butona basili
tutuldugunda frenler devreden ¢ikar. Boylece hareketli kafa, istenilen konuma manuel bir sekilde getirilebilir. Hareketli kafa
istenilen konuma geitirildiginde, Fren Birakma kolundaki butondan parmaginizi gekiniz. Frenler otomatik olarak aktif hale
gelir ve hareketli kafa sabitlenir

Kaynak basing ayari (RESIM 6 NO.141) : Isitilarak kaynak yapilacak pargalarin kaynak basincini ayarlar. Fabrika gikis
ayari 6 bardir. Bu ayar degistiriimek istendiginde anahtari saga veya sola gevirmek sureti ile istenen basinca ayarlayiniz.
Konumu kilittemek i¢in anahtarin dis gergevesini asagiya bastiriniz

Kaynak basing gostergesi (RESIM 6 NO.143): Kaynak basing kuvvetini bar cinsinden okuyan gdstergedir.

Mengene basing ayari (RESIM 6 NO.142) : Kaynak yapilacak PVC profilleri sikistiran mengene pistonlarinin basing
kuvvetini ayarlar. Fabrika ayari 4 bardir. Bu ayar degistiriimek istendiginde, kaynak basing ayari icin yapilan iglemlerin
aynisidir.

17



7.2.1 Tek Kose Kaynak islemi :

o Tek kdse ve acili kaynak sabit kafada yapilabilir. Hareketli kafa agisizdir

o Elektrik ve hava gug Unitelerini aginiz.

o Gonyeler lizerindeki imbus viday! (RESIM 7 / 1-2 nolu civatalar) gevseterek gényeleri istediniz agiya ayarlayiniz ve imbus
vidayi sikiniz.

o Sabit kafa lizerindeki kafa segme butonunun (resim 2) 1 konumunda olmasina dikkat ediniz.

= Sabit kafada bulunan ki start butonuna (RESIM 6 NO.117) butonlar {izerinde yesil 1sik yanincaya kadar beraber basiniz
; Profilleri tabla (izerine yerlestiriniz. Sabit kafa izerinde bulunan start butonlarina ayri ayr1 basarak profilleri sikiniz.

o Sabit kafada bulunan start butonlarinin ikisine birden basiniz. Bu sekilde makine dusuk basingtan (0,8 bar), ylksek

basinca (6 bar) gegecek ve makine kaynak islemini otomatik olatak tamamlayacaktir

Kaynak operasyonu esnasinda PVC profillerin isi ile birlestiriimesinden profilin altinda ve Ustiinde meydana

gelen kaynak birikintilerini, iist tabla (RESIM 3 NO.1/2) ve mengene papucu (RESIM 3 NO.17/18) aitindaki
ayarl bigaklar (RESIM 4 NO.35) ile 0.2 mm kaynak araliginda ayarlama yapilabilir.

A NOT : Olasi bir tehlike aninda acil stop butonuna basiniz (RESIM 6 NO.115)

7.3 Gonye Ayarlari

7.3.1 Herhangi bir nedenden dolayi 90 derece kaynada gore, gdnye ayarlarinin tekrar ayarlanmasi gerektiginde, asagidaki
sekilde gorllen civatalari gevsetip sikarak, hassas bir kil gdnye yardimi ile 2 mm ayar mesafesi igerisinde ayarlayabilirsiniz.

QO O
v/
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8.0 BAKIM, SERVIS VE ONARIM
8.1 Bakim

8.1.1 Makinenin elektrik ve pnématik gui¢ baglantilarini kesiniz.

8.1.2Makinenin tim yulzeylerini g¢apaklardan, yongalardan ve yabanci malzemelerden temizleyin. Makine uzun sure
kullanilmayacaksa boyasiz yerlere paslanmayi onleyici bir yag ile yaglayiniz.

8.1.3 Makineyi temizlerken boyaya zarar verebilecek malzemeleri kullanmayiniz.
8.1.4 Kaynak bigaklarini asinma, bukilme ve kirilmalara karsi kontrol ediniz. Bigaklar zarar gérmuisse degistiriniz.
8.1.5lsitici rezistans plakasinin Gzerindeki teflon kagidin her zaman temiz ve hasarsiz olmasina dikkat ediniz

8.1.6 Teflon kadidin lzerine yapisan yag, kir, plastik pargaciklari vs. gibi malzemeleri nemli temiz bir bez kullanarak itina ile
temizleyin

A Teflon kagidin temizlik uygulamasi makine galismadigi zamanlarda yapilmaldir. Makine caligirken
rezistans plakasi temizligine ihtiyag duyulursa; Acil stop butonuna basilarak sistemi kapatiniz,

8.2 Teflon kagidinin degistirilmesi
8.2.1 Makinenin elektrik baglantisini kesiniz.
8.2.2 Muhafaza kapagdini aginiz.

8.2.3 Teflon kagidi gerdirme lamasinin Ustiinde bulunan setuskur civatayi Allen ile gevseterek teflon grubunu 6ne dogru
cekip komple disari aliniz. (RESIM 9)

8.2.4 Teflon baglanti lamasinin (izerindeki altikbse civatayl sokip teflon kagidi degistirin. Sokerken yapilan iglemlerin
tersini yaparak yeni teflon kagidini baglanti lamalarina tespit ediniz.

8.2.5 Olusturulan teflon grubunu, rezistans plakasina gegirip yukari dogru gererek M6 Setuskur civatalarin yardimiyla sikip
sabitleyiniz. (RESIM 10)

Setuskur Vida

o Teflon Baglanti
R Lamasi

Gerdirme
Lamasi

Teflon Kagit
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8.3 Hava basincini ayarlama (Pnématik sistemlerde)

8.3.1

Basing ayar vanasini yukari gekiniz. Ayar vanasini saat
yonunde veya tersine gevirerek manometre Uzerindeki istenen degere

getiriniz. Daha sonra vanayi asagi bastirarak kilitleyiniz.

8.3.2 Hava basincini 6-8 BAR arasinda ayarlayiniz. Hava basinci
belirtilen degerlerin altina diserse pnomatik gug ile galisan aksamlar

calismaz.

8.3.3 Sartlandirici Unitesi, hava igerisinde bulunan suyu, pnématik
kompenentlere zarar vermemesi igin toplama kabi igerisine biriktirir. Is
gunu sonunda, toplama kabi altindaki su tahliye vanasini agarak

birikmis olan suyu bosaltiniz.

8.3.4 Yag deposu icine yag koymak igin hazneyi gevirerek gikariniz.
Imalatgi tarafindan tavsiye edilen yaglar; TELLUS C10 / BP ENERGOL

HLP 10 / MOBIL DTE LIGHT / PETROL OFiSi SPINDURA 10.

9.0 MUHTEMEL ARIZALAR VE GIDERILMESI

Basing ayar vanasi
Pressure adjustment
HaCTPOMKU AaBneHus

Manometre
Manometer

MaHomeTp
Su tahliyesi
Water discharge
pacxoq Boabl
Yag deposu
Oil depot

EMKOCTb Ana macna

Acil problemleri ortadan kaldirmak i¢in onerilerimiz asagidadir. Eger ariza giderilemiyorsa veya asagida onerilenlerin disinda bir
ariza ile kargilasirsaniz lutfen teknik servise danisin.

PROBLEMLER

NEDENLER

¢HZUM ONERILERI

Rezistans isinmiyor

Makinede elektrik yok

Sigorta, fig,priz vs.kontrol edin.

Termokopul ¢alismiyor

Termokopul baglanti teli yerinden ¢ikmistir.

Is1 gostergesi ayarsiz

Is1 gosterge ayarini kontrol edin (245°)

Mengeneler galismiyor.
Kilavuz lamasi hareket etmiyor
Fren pistonu galismiyor.

Rezistans plakasi (Utli) hareket
etmiyor.

Hava basinci yetersiz

Makineye gelen hava hortumu baglantilarinin
uygun oldugunu kontrol edin.

Sartlandiricidan hava basincini ayarlayiniz.

Kaynak yapmiyor veya temiz
kaynak yapmiyor.

Kesme ayni agida
yapilmamis.

Teflon kagit kirli veya yirtik.

Profili kestiginiz testereler bilenmeli ve PVC

profillerin agilari kontrol edilmeli

Teflon kagit yenisi ile degistiriimeli
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10.GARANTI SARTLARI

YILMAZ Makine Sanayi ve Ticaret Limted Sirketi, tim makinelerinin sevkiyattan énce test edildigini ve uluslararasi
standartlara uygun olarak uretildigini garanti eder.

Garanti sliresi sevkiyat tarihinden itibaren 24 ay olup makinenin elektriksel pargalarini kapsamaz.
Garanti kapsaminda:

-Fabrika Uretim sureclerinden kaynaklanan tim arizalar ve arizali parga degistirmeleri bedelsiz olarak yapilir.(
sadece parganin gonderme masraflari misteriye fatura edilir)

-Makinedeki herhangi bir ariza veya arizal bir parganin, teknik servis elemanimiz tarafindan yerinde degistiriimesi
durumunda, servis elemaninin ulasim, konaklama ve iase masraflari misteriye aittir.

Garanti asagidaki hatalardan kaynaklanan zararlari kapsamaz:

-Kullanma talimatinda belirtilen kurallara uymamak

-Yanls voltaj

-Hatali kullanim veya makinenin tasarim amacina uygun olarak kullaniimamasi

-Kalitesiz ve Orijinal olmayan isleme takimlarinin kullaniimasi

-Programlama hatlari

-Makinenin temizlenmemesi ve misteri tarafindan koruyucu bakim uygulanmamasi

-Atdlye iginde yer degistirme veya makinenin bagka bir tesise tagsinmasi sirasinda olusabilecek hasarlar
-Dogal afetler (yildirim, yangin, sel)

-Makinenin sorunlu bir sekilde galistiriilmasi sirasinda olusabilecek zararlar garanti kapsaminda degildir
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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

AUTHORIZED TECHNICAL SERVICE CENTER ADDRESS

TASDELEN MH. ATABEY CD. No 9 34788 CEKMEKOY - 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 e Voltage and frequency
e Machine’s serial number e Date of purchase
e Description of the machine fault e Name of dealer where machine was purchased

Average daily operation period
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2. SAFETY

2.1. Safety Symbols and Their Meanings

Read the user guide balance.

{
i
i
H
i

Ensure safe working position, always keep your

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 the glide arm.

Keep your fingers clear of the movable parts of

| PR

have definitely to read them.. out the specified operation

The above symbol DANGER WARNING, | The IMPORTANT symbol above is one telling to
warns you against specific dangers, and you | jMPORTANT/ | @PpPly special care and to be careful at carrying

2.2. Accidents Prevention

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

2.2.21t 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.

2.2.31t 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.

2.2.4Machine should be operated only by staff members, who have read and understood the contents of this manual.

2.2.5All 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

2.3. General Safety Information

2.3.1 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.

2.3.2Do not overload the welding machine and appliances. Machine and appliances run safely within the mentioned
operating range, explained in their user manual.

2.3.3 Use correct illumination for the safety of the operator. (ISO 8995-89 Standard The lighting of indoor work system)
2.3.4Do not leave any things on the machine.

2.3.5Don’'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.
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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.

3. MACHINE’S DESCRIPTION
Machine is designed for the joining of PVC profiles though corner welding

Capable of adjusting the clamp and welding pressure according to the profile type.

Equipped with a timer for melting and welding time.

The thermostat is electronic and can be adjusted in a temperature range between 0°-260° C.
Welding seam between 0.2-2 mm.

The movable head (right head) moves manually. It is equipped with a brake system.

On the left head it is possible to weld at angles between 30°-180°. The right head is fixed at 90°.
For safety reasons, the clamp pistons operate with low pressure.

After clamping the profiles, the welding is carried out automatically.

The machine has been designed according to CE Safety Directives.

Equipped with profile support device.

VVVVVVVVVVYY

STANDARD ACCESSORIES OPTIONAL ACCESSORIES
User manual
Profile support apparatus

. TRANSPORT OF THE MACHINE

IIMPORTANT. 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.

4.6. On the machine, the are places to carry the machine with suitable lifting eye bolts. During transportation of the
machine, Yilmaz supplied eye bolts can be used to lift the machine.with an appropriate lifting device. Please pay
attention not to give any damage to the machine during lifting.

4.7. In order to get more stability when hanging the machine in case of move it, hang it from bottom insofar. Move the
machine without shaking it in slow movements. Be sure to take care of persons in dangerous places.
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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. On the backside of the machine you will find
connection tube for the collection of burr and swarf, hydro-pneumatic system, cable channels, power supply connection

plug.
5.1.3 You can provide the balance of the machine with adjustable counterforts (FIGURE 3 NO 129-1) in the bottom part.
5.2 Connecting to Power Source
5.2.1 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.
5.2.4 Mains voltage of the machine is optional as 230 V 50 Hz or 400 V 50 Hz.
5.2.5 Check the supply voltage. The source voltage must be in accordance with the data
{ j 5 on the machine’s label.
6. MACHINE’S 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 first.

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

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 cutting tools 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

The safety data have been defined above. In order to prevent physical damage or damage to the

IMPORTANT| equipment, please read the safety information carefully and keep the manual always in an easy
- accessible place.

7.0 OPERATION INFORMATION
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 Check for appropriate temperature and time for the PVC profile to be welded
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USAGE OF BUTTONS ON CONTROL PANEL DK 502:

7.1.5.1 Temperature Display (PICTURE 6 NO.118) : For adjusting the temperature of the resistance, which heats and welds
PVC profiles, between 0-260 C. The temperature is pre-set to 245 C at the factory. To change this value, press “Set”. The pre-
set value will blink Input the new temperature value using the arrows on the display. Press “Set” again to save the input value

iif Caution: Do not touch the (PRG) button next to the Set button. It has been pre-set in the factory.

7.1.5.2 Head Selection Button: Used for double or single head welding operation. For double head welding, the button has to
be on the position “1-2”. When the button is on “1”, welding is possible on the fixed head.

7.1.5.3 Emergency Stop Button (PICTURE 6 NO.115) : When the Emergency Stop button is pressed, all pneumatic electric
components of the machine return to their original position.

7.1.5.4 Start Button (PICTURE 6 NO.117) : Used to start the welding operation.

7.1.5.5 When the button on the brake release handle is pressed, brakes are disengaged. Thus moving head can be positioned
manually at the desired location. When moving head is positioned, release the button on brake release handle. Brakes are
automatically engaged again, and the position of moving head is fixed.

7.1.5.6 Welding Pressure Adjustment (PICTURE 6 NO.141): For adjusting the welding pressure of profiles to be joined via
heating and welding. It is pre-set to 6 Bar in the factory. If you want to change this value, turn the switch to the right or left
respectively to increase or decrease it. To lock the set value, press the outer frame of the switch down.

7.1.5.7 Welding Pressure Display (PICTURE 6 NO.143): It reads the welding pressure force in Bar.

7.1.5.8 Clamp Pressure Adjustment (PICTURE 6 NO.142): It adjusts the pressure force of the clamps, which clamp the PVC
profiles to be welded. It is pre-set to 4 Bar. This adjustment is made in the same way like the welding pressure adjustment.

7.1.5.9 Clamp Pressure Display (PICTURE 6 NO.144): It reads the pressure force of the PVC profiles clamp in Bar.

7.1.5.10 Heating Time Display (PICTURE 6 NO.139) : Adjusts the time for application of the set temperature. It can be
adjusted between 0-30 sec. It is pre-set to 20 sec.

7.1.5.11 Welding Time Display (PICTURE 6 NO.139/1) : To adjust the welding time of PVC profiles. This period can be
adjusted between 0 - 30 sec. lItis pre-set to 25 sec

PICTURE-6
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7.2 OPERATION (FOR DK 502 MODELS)
Double Head Welding Operation

e Open the power and air supply units.
e Ensure that the head selection button on the fixed head (PICTURE 6 NO.125) is in the position “1-2”.
e Press the two Start buttons on the fixed head (PICTURE 6 NO.117) at the same time until their green lights are on.

e Check whether the brake button located on the movable head (PICTURE 6 NO.134) is "OFF". If the brake button is not in
“OFF" position, the machine will not work.

e Put the brake button to “ON” and adjust the movable head to the desired position. Place the profile between the two heads,
and put the brake button to “OFF” (closed). (PICTURE 6 No 134)

¢ Place the other profile onto the movable head. Clamp the profiles by pressing the Start button twice

e (o to the fixed head and position the other profile. Clamp the profiles by pressing the Start button separately.

OPERATION (FOR DK 502 MODELS)
Double Head Welding Operation

Open the power and air supply units.

DL BE.nE E: [ .

v&gﬂ

YILMAZ PVC &
ALUMINIUR
FROFILF
PROCESSING
MACHIHES

wnany yjilmazmachi ne. eam_tr

PLC versiyonu Ekran versiyonu

Indicates the PLC and Screen version numbers

6

PLEASE ENTER PASSWORD

PASSWORD | ]

Password entry page. (Password 1234)
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LANGUAGE
SELECTION

TURKISH ENGLISH RUSSIAN

FRENCH SPANISH
P

LANGUAGE
I SELECTION

j MANUAL
o OPERATION

k RECIPE
{4 ) PROCESSES

The main page of the screen panel. The operations are chosen. The selected button opens the related page.

. | WORKING
% PAGE

SETTINGS
EIXED
TEMPERATURE OFF

SET: -C c

RATURE:

P .
: .
[ |

Tevee | TS C it o [0

Setting page for the fixed and moving units.

SET: m : The required temperature value is entered here. The temperature value required for the fixed
head is entered in the fixed head column and the temperature value required for the moving head is
entered in the moving head column

151 Hug. o The display screen where the instant heat exchange is read. Separate for each head.

SAUTD When the Autotuning (Optimization of the heating and cooling values of the resistance plate by the machine)
Tliirl;ﬂg'a button is pressed, PID parameters are automatically calculated. PID parameters should be set for both heads.

FED .
TEMPEH;&TLIR,EEF‘ Used to turn off and on the fixed unit’s heat.

MOVING Used to turn off and on the moving unit’s heat.
TEMPERATUREOFFJE] ’

' . H ' Exit button

29



Working Page

WORKING

PAGE
AAAAAAAMAAAAAAAA

HEATING DURATION: [RESE S o, IRISEY d
ELDING TIME: BiisScn RiiEYd

BiisiC EiRICEEICEITE:

G
“TEMPERATURE oFF

“TEMPERATURE oF FIE'R

RECIPE LB AAAAAAAAAAAAAAAA -. The section where the name of the created recipe is displayed in the recipe

processes segment.

GIZNLEDIEYENR .1 PO #lil.E P Heating time for profiles before welding

EI'I. Entered here. Display screen where the instant heating time changes are displayed.
WEDINERIIT .1 PY 418 8 B Welding time for profiles. Entered here.

LU 5 Display screen where the instant welding time changes are displayed.

T'EHPERFE'EERE nFFn?

Turning off and on the fixed unit’'s heat and the required temperature value.

skl C Enterable here. Ly C Display screen where the instant change in the entered heat value is

displayed

The same process is also applicable for the moving unit.

The display screen where the fixed unit or fixed and moving units joint operation option are selected.

Display screen where the recipe processes are done.

RECIPE i -
PROCESSES Decreasing Recipe

Number

TEMPERATURE OF

OVING HEAD Wiiies C
HEATING DURATION: pLLSR N sn. .
WELDING TIME: RIS sn. ﬂ

Recipe Number

Increasing Recipe

Number

RECIPE NANE: AAAAAAAAAAAAAAAA The section where the name of the recipe to be defined will be entered.

Recipes created here are saved by pressing the button. The recipes created here are activated on

the working page.
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MANUAL
OPERATION

The mechanical adjustment opens
when the hidden button here is
pressed.

Manual working page

CHANICAL ADJUSTMENTS

BLES on [ nus. IO
SETT 4
8T s

Mechanical adjustment page. These adjustments are set by the factory before shipment in order to ensure
synchronized operation of the machine pistons. However, the settings in this page can be used for piston
changes.

Alarm Page
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USAGE OF BUTTONS ON CONTROL PANEL (DK 504):

Emergency Stop Button (PICTURE 6 NO.128) : When the Emergency Stop button is pressed, all pneumatic electric
components of the machine return to their original position.

System Start Button (PICTURE 6 NO.129) : Used to start the welding operation

Braking button (PICTURE 6 NO.139) : When the button on the brake release handle is pressed, brakes are disengaged.
Thus moving head can be positioned manually at the desired location. When moving head is positioned, release the button
on brake release handle. Brakes are automatically engaged again, and the position of moving head is fixed.

Welding pressure adjustment (PICTURE 6 NO.141) : Isitilarak kaynak yapilacak parcalarin kaynak basincini ayarlar.
Fabrika ¢ikis ayari 6 bardir. Bu ayar degistiriimek istendiginde anahtari saga veya sola ¢gevirmek sureti ile istenen basinca
ayarlayiniz. Konumu kilittemek igin anahtarin dis gergevesini asagiya bastiriniz

Welding pressure display (PICTURE 6 NO.143): It reads the welding pressure force in Bar.

Clamp pressure adsustment (PICTURE 6 NO.142) : It adjusts the pressure force of the clamps, which clamp the PVC
profiles to be welded. It is pre-set to 4 Bar. This adjustment is made in the same way like the welding pressure adjustment.

7.2.1Single Corner and Angle Welding Operation:

o Tek kose ve acili kaynak sabit kafada yapilabilir. Hareketli kafa agisizdir.

e Open the power and air supply units.
e Check whether the brake button located on the movable head (PICTURE 7 / 1-2) is "OFF". If the brake button is not in

“OFF" position, the machine will not work.
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¢ Ensure that the head selection button on the fixed head (lllustration 2) is in the position “1”

* Press the two Start buttons on the fixed head (PICTURE 6 NO.117) at the same time until their green lights are on.

o Position the profiles onto the table. Clamp the profiles by pressing the Start buttons on the fixed head separately.
e Press the two Start buttons on the fixed head simultaneously. This will increase the clamping pressure from low
pressure (0,8 Bar) to high pressure (6 Bar), and the machine will complete the welding operation automatically.

| The deposit of Welding emerging at the bottom and at the top of the profile as a result of the PVC profiles
IMPORTANT being united with the heat during the operation of welding can be adjusted in the Welding range of 0.2
mm with upper table (PICTURE 3 NO.1/2) and calibrated blades under clamping shoe (NO.17/18)

A NOTE : Press emergency button at the moment of potential danger (PICTURE 6 NO.115)

7.3 Bracket Settings

7.3.1 In case bracket settings need to be adjusted according to 90 degree weld again, loosen and tighten the bolts, shown
in figure below. Brackets can be adjusted within 2 mm in distance with the help of flat miter

PICTURE-8

8.0 MAINTENANCE, SERVICE AND REPAIR
8.1 Maintenance

8.1.1 Cut the electric and pneumatic (if any) power connections of the machine.

8.1.2Clean 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.

8.1.3When cleaning the machine, do not use materials that may damage the dye.
8.1.4 Control the welding blades against wear, bending and fracturing. Change the blades if they are damaged.
8.1.5 Always pay attention that teflon surface of heat element will be clean and undamaged..

8.1.6 Carefully remove the oil, mud, plastic and other pieces from the teflon surface by means of wet duster

Cleaning application of teflon paper should be performed when the machine is not working. If there is a
need for the cleaning of resistance plate; shut the system down by pressing the Emergency stop button.
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8.2 Changing the cutting tool

8.2.1 Open the protection cover.

8.2.2Loosen the stay bolt located on tension sheet bar of the teflon paper with Allen and pull the teflon group to forward and

take it completely out. (PICTURE 9)

8.2.3Remove the hexagon bolt on teflon connection stay bolt and change the teflon paper. By conducting the reverse

course of action that were done while removing and fix the new teflon paper to the connection sheet bar.

8.2.4 Fasten the teflon Group that is formed after conducting it to the resistance plate and stretching it upwards and by

fixing them with the aid of M6 stay bolts. (PICTURE 10)

Allen Screw

Teflon paper
connection plate

Teflon paper
stretching plate

\ Teflon Paper

8.3 Adjust the air pressure (pneumatic systems)

8.3.1 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.

8.3.2 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.

8.3.3 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.

8.3.4 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.

PICTURE-10

Basing ayar vanasl
Pressure adjustment
HaCcTPOWMKK AaBneHus

Manometre

Su tahliyesi
Water discharge
pacxog BoApbl

Yag deposu
Oil depot
EMKoCTb Ans Macna



9.0 TROUBLESHOOTING GUIDE

Here are some recommendations for solving urgent problems. If the trouble cannot be solved, or if you have a problem other

than those described hereunder, please contact our technical service or your nearest dealer.

PROBLEMLER NEDENLER ¢HZUM ONERILERI

No power supply to the

; Check the fuse, plug and socket.
machine

The resistance does not heat
The thermocouple does not

Connect the thermocouple wire
work

The temperature display

needs to be set. Check the temperature display adjustment (245°)

The clamps do not work. .
The guide plate does not move. Check the air hose connections of the machine.
he air pressure is too low
The brake piston does not work. Adjust the air pressure at the conditioner.

The heating plate does not move.

The profiles were cut in

different angles Check the angles of the profile ends. The saw

Machine does not weld or the blade might need to be sharpened.

welding is not clean. -
The Teflon is dirty o torn. The Teflon should be cleaned or replaced.

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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1. OBLLAA MH®OPMALUA
1.1 NMpeaucnosue

PykoBoacTBO Mo 3akchnyaTauuu, NpefoCcTaBreHHoe NPOU3BOAUTENEM, COAEPXWUT HeobXxoaumyto MHOpMauuio o AeTansix
MexaHusma. Kaxgomy norb3oBaTenito pekoMeHOYeTCs BHUMATENbHO MNpoYMTaTb MHCTPYKUUIO M MPUBOAUTbL MEXaHU3M B
AeicTBUE MOCNe OCHOBATENbHOIO ee U3y4eHWs.

BesonacHoe 1 achekTMBHOE UCMONb30BaHWE MalUVHbl B TEYEHUE ANUTENBHOTO BPEMEHW 3aBUCUT OT TOrO, HACKOSIbKO XOPOLLO
Bbl U3YYWNU U BLIMOSIHAETE MW3MOXEHHbIE MpaBuna Mo SKCnnyatauuy MexaHuama. TexHUYecKUe pUCYHKU W AeTanu MoryT
CMYXWUTb PyKOBOACTBOM Kk paboTe Ansi nonb3oBaTens.

1.2 cnyxe6Has nHcdopmaums

B cnyyae kakon-nmbo TexHM4YeCKOM Henmonagku noxanymcra cBsxutecb ¢ Bawum gunepom YILMAZ komnaHwen unu
rnaBHbIM oPMCOM NO Bbille yKa3aHHbIM TenedgoHy, hakcy, 3NeKTPOHHOM noyTe.

Ha nepe,clHePl 4YacTn MexaHu3Ma UMerTCa cnelunanbHble TEXHUYECKNEe ApnblkKU C OnNMCaHnemM moaenu.
Ha APNbIKe YKa3aHbl peFMCTpaLI,VIOHHbIVI HOMEp MexaHn3ma U ro ero Bbinycka.

CpeHHMﬁ CPOK NpUMeHeHNA MallnHbl cocTaBnAaeT 10 net. Bce xano6bl no HencnapBHOCTAM M NO BCeM Bomnpocam
MoOXeTe 06paTMTbCH YCTHO UM NUCbMEHHO B apgpec oTaesnia TexHn4eckoro 06cny)KV|Bava KOMMNaHUn.

AOPEC LLEHTPAIIbHOIO OPUCA ;

TASDELEN MH. ATABEY CD. No 9 34788 CEKMEKOY - ISTANBUL / TURKIYE
Ten 0216 312 28 28 Pbx.

dak 0216 484 42 88

3-nouta service@yilmazmachine.com.tr

Web www.yilmazmachine.com.tr

[ns npoBeaeHns Bcex BUAOB NMCbMEHHBIX MEPEroBOpPOB C NPOU3BOAUTENEM MALLUHbI UMY UPMO-NPOAAEBLIOM, OYEHb BaXKHO
yKasaTb BCe HUXenpuBeAeHHble CBEAEHUS C LieNbio COKpaLLEeHUsi 10 MUHUMYMa CPOK pPELLIeHUst Mpobrem.

e Cepusi MalWWHbI e HanpsikeHue u 4acTOTHOCTb
e Mopenb MalunHbI e [laTa nponobpeTeHns MalinHb
e OnucaHue HeucnpaBHOCTU e CBepfeHusi 0 AMCTpubbIoTOpE Y Koro Bbina KynneHa malmHa

e CpefgHuii Cpok exenHenHon paboThbl
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2. BE3ONACHOCTb
2.1 O603Ha4YeHne CUMBONOB 6€30NacHOCTU U UX 3Ha4YeHUA

- Bcerna pepxwute pabouyto obnacte YACTbIM ,B
MpounTanTe NHCTPYKLMIO MO NONb30BaHWUIO
CYXOM BuzAe 1 ynopsiAoyeHHbIM

Mpeaynpexaexvie 06 3reKTpMYeckom

Vicnonb3ynTe 3alUTHbIE HaYLLIHUKN
HanpsixeHun

He 3acoBbiBaiiTe CBOM pPykM B ABUXKYLUMXCA
yacTm uytobbl [OCTaBUTL  OTTyA@  YyXKue
npeameTsl.

VMcnonb3ynTe 3aluTHbIE OYKU

NoAKNK4YeHna noBpegnTbCca He KacamTecb K I'lpeqynpexq:leHme O BbICOKON Temnepartype

HEMY M OTKINO4YUTE ero OT po3eTKun.

Bo Bpems paboTbl MalwmnHbl He Npubnuxante py
K Mbine.

Ecnn BO Bpemsi paboTbl cunoBon kabenb ff

CumBon NPEAYNPEXOEHUA Ob
OMNACHOCTWU npepynpexgaer Bac o
cneunduyeckmx onacHocTten 7 nX
o6bsA3aTenpHO HaQo NPoYMTaTh.

Cumeon BAXHO 370 cvmBOn ykasbiBaloLLbIn
BAXHO HeobX0AUMOCTb OrpaHWYEHUs1 CBOW [OBMXEHMS,
ObITb OCTOPOXHBIM N aKKypPaTHbIM.

=
Mpu 3ameHe NbiNKU UCNONb3yNTE 3aALUMUTHbIE
nepyaTtku

2.2 TexHuKa be3onacHocTu

2.2.1 Hawwu mexaHnM3Mbl M3roTOBMEHbI CornacHo anpektuesam 6esonacHoctn Coseta EBponbl CE, KOTOpblE COOTBETCTBYIOT
HaLUMOHanbHbLIM U MeXZyHapoAHbIM AUpeKTUBaM 6€30MacHOCTY.

2.2.2 3apava pabotogatens — npeaynpeanTb pabounii nepcoHan o pycke aBapuiHbIX CryYaeB, 00yUYNTb TEXHUKE
©e3onacHoCTM 1 NpeaocTaBUTb Heobxoanmoe 6esonacHoe obopyaoBaHue U NpUBOPLI.

2.2.3 Tlepep Ha4yarnom paboTbl C MEXAHWU3MOM, MEXaHMK JOMKeH NPOBEPUTL 0COBEHHOCTY MexaHM3Ma, U3Y4nTb BCe ero
neranu.

2.2.4 C mawwuHon JomkHbl paboTaTb TOMbKO YNeHbl NepcoHana, KoTopble 03HAaKOMUIIUCH C COAEPKaHMEM PYKOBOLCTBA.
2.2.5 Bce nHcTpyKuuM, pekomeHaaummn n npasuna obuien 6esonacHocTn, cogepxalimecs B pyKOBOACTBE, AOMKHbI ObITb
M3y4eHbl OCHOBATENbHO. Icnonb3oBaTh MEXaHWU3M B KakUX-NMBGOo Apyrix Lensx sanpelweHo. B npotueHoMm crnyyae,
npon3BOANTESb HE HECET HUKAKOW OTBETCTBEHHOCTU 3@ MOBPEXAEHNS UMK paHeHusi. U Takne obcTosiTenbcTBa MoryT
NMPUBECTM K OKOHYAHMIO rapaHTUIAHOrO CPOKa.

2.3 nHpopmaums o6 ober 6esonacHocTU

2.3.1 LUHyp nuTaHusi JOMKEH NeXaTb B TaKOM MECTE, YTOObl HUKTO HE HAcTYMNWI Ha HEro MU HAYEro He NOCTaBus.
Oco6oe BHUMaHWe criegyeT yaenuTb LITEencerbHbIM po3eTkaMm.

2.3.2 He neperpyxante mexaHvu3m ons ceeprneHns u Boinunueanus. na 6esonacHoctu paboTbl MexaHuama
NCMONb3yNTE UCTOYHUK NUTAHUS C NPUHSTON 3NEKTPUYECKON BENNYMHON. .

2.3.3 Vcnonb3ynte 3almuTHbIE OYKM U HayLWHWKK. He ogeBanTe cBoOOAHYIO oaexay U ykpalleHus.. Bpalwatowumecs
[OeTanu MoryT 3axBaTuTb UX.

2.3.4 YpoctoBepbTech, YTO obpabaTbiBaeMast AeTanb NpaBuiibHO 3akpensieHa 3akKMMoM U TUCKaMu MexaHuama.
2.3.5 He ncnonb3yinte HUKakue Apyrue maTtepuansl, KpoMe TeX, YTO peKOMeHO0BaHbI NPoU3BOANUTENEM, ANS onepauum
BbINMUIMBaHWS.

2.3.6 YpocTtoBepbTech, YTO obpabaTbiBaeMast AeTarnb NpaBuilbHO 3akpensieHa 3akKMMOM UM TMCKaMu MexaHuama.

2.3.7YpocTtoBepbTech B 6e3onacHOCTU paboyero mecTa, Bcerga coxpaHsaniTe paBHOBecue
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2.3.8 CopepxunTe CBON MexaHn3M Bceraa YnicTbiM B Lensix 6esonacHoctn pabotbl. Crnegynte MHCTPYKUMAM TEXHUYECKOM
obcnyxmBaHUM U 3aMmeHe feTanei. PerynspHo NnpoBepsanTe WTENCENbHY BUIKY U LWHYpP. B cnyyae noBpexaeHus,
3aMeHUTe KX NOoA PYKOBOACTBOM KBanMULMPOBAHHOTO aMeKTpuKa. XpaHuTe pyykn U 3aXKnMbl YUCTBIMU OT CMa304HbIX
cpencTs.

2.3.9 OTknounTe MexaHn3Mm, nepes TeM, Kak Ha4aTb TEXHUYECKUIA OCMOTP.
2.3.10 YpocTtoBepbTeCh, YTO yOpaHbl BCE KIMOUYN Y UHCTPYMEHTbI HaCTPOWKK, Nepes TeM, Kak BKIIIOUNTb MEXaHU3M.
2.3.11 Ecnu Heobxoammo paboTaTb BHE NOMELLEHUS, UCMOSb3ynTe Kabenu-yanmHurenu

2.3.12 PeMOHT cnegyeT BbIMOMHATE TOMbKO MOA4 PYKOBOOACTBOM KBanuUUMPOBAHHOTO TexHuka. B npoTuBHOM criydae,
€CTb BO3MOXHOCTb aBapumn.

2.3.13 MNepen Hayanom HOBOW onepauuy npoBepbTe WCMNPaABHOCTb pPaboTbl 3aWUTHBLIX YCTPOWCTB W WHCTPYMEHTOB,
YAOCTOBEPLTECH, YTO OHW MPaBWUMbHO (YHKLMOHMPYIOT. Bce ycrnoBusi OOMmkHbI OblTb BbIMOSHEHbI, YTOObI MeXaHW3M
npaBunbHO paboTan. MNoBpexaeHHble 3aluMTHblE AeTanu n 0bopyaoBaHye JOMKHbI GblTb 3aMEHEHbI UM OTPEMOHTUPOBAHBI
[OImKHbIM 06pa3om ( npousBoaMTENEM UNK AUMEPOM ).

2.3.14 He ucnonb3yiTe MexaHn3m C NOMOLLbIO HEUCMPAaBHBLIX KHOMOK UKW BbIKMOYaTenen.

2.3.15 He xpaHuTe BOCNNameHdALMecs, roplvMe >XUAKOCTU W MaTepuanbl BO3Me MexaHu3Ma WanekTpu4ecknx
COeMHEHUNA.

3. OMUCAHUME MEXAHU3MA

MexaHn3m U3roToBneH Ansi CoeanHeHVst MeTannonnacTMaccoBbIX I'IpOCbVIJ'IeVI nocpeancTsOM CBapKKU yrnos.

Bo3moxxHa ycTaHOBKa 3a)kMma 1 AaBreHns CBapku COOTBETCTBEHHO TuMy Npoduns.

O6opynoBaH TamMepoM ANns 0OTCYeTa BPEMEHW NIaBKN U CBaPKW.

TepMocTaT 3EKTPOHHbIN 1 MOXeT BbITb HACTPOeH B AnanasoHe Temnepatyp 0°-260°C.

[Ons uBeTHbIx npocduneint 0.2 — 2 MMm. OcoGEHHOCTb CBapKu

MoaBwxHasi ronoBka (Npaeasi) ABuraeTcs Bpy4Hyto. OHa ocHalleHa CUCTEMOWN OCTaHOBKM.

Ha neBow ronoske Bo3aMoxHa cBapka nog yrnamu 30°-180°. lNMpaBas ronoska 3admkcnpoBaHa nog yrnom 90°.

B uensx 6e3onacHocTy, nKeUpyoLwmne nopLuHn paboTaroT Npu HU3KOM AaBreHUN.
Mocne cdukcauyumn npocunen, ceapka BbINOMHAETCS aBTOMaTUYECKM.

MexaHn3m n3rotosneH cornacHo Aupektneam besonacHoctn CoseTta EBponbl.
OcHalweH npubopom nogaepxku npoduns.

YVVYVVVVVVY

CTAHOAPTHBIE OONONHUTENbLHLIE
NPUCNOCOBNEHUA NPUCNOCOBNEHNA

KynnaHim KinaBsy3sy
Profil destek aparati

4. BE3OMNACHASAA TPAHCMOPTUPOBKA MEXAHU3MA
BAXHO 4.1. TpaHCNoOpTUPOBKY MexaHU3Ma crieayeT BbINOJIHATb TONIbKO KBanucpuumpoBaHHOMY nepcoHany.

4.2. MexaHu3Mm criegyeT nepemellartb, NOAHMMAsA €ro C NoMOLLbIO creuunansHoro o6opyaoBaHus, (He Kacasicb UM
NOBEPXHOCTM 3EMITN BO BPEMsl TPaHCMNOPTUPOBKM).

4.3. OBopynoBaHue OTNPaBUTLCS Ha NePEeBO3Ky B AePEBSHHbIN YNakoBKe eCrnv KIMEHT He NoTpebyeT Apyryto ynakoBky.

4.4. ToaswxHble AeTany MexaHusma AOMKHbI BblTb 3adMKCUPOBaHbLI MPY MOMOLLM BTYIKM OMKCALMUM NOOAEPKUBAIOLLENO
Bana nepef BbINOMHEHNEM TPaHCMOPTUPOBKM.
4.5. [aHHble 0 Bece 1 pasmMepoB MallinHbl yKa3aHbl Ha CTPaHWULLE TEXHUYECKUX XapaKTepUCTUK.

4.6. ObopynoBaHue MOXeT BblTb TPAaHCMOPTUPOBAHO C MOMOLLbIO aBTOMOrpy3ynka unu nanneta. Yrobbl NOCMOTpeTb BEC
060pyAoBaHNsl OTKPOMTE CTPaHULYY TEXHUYECKUX XapakTepucTuk. Mpu TpaHcnopTupoBke 060pyaoBaHWs He MogHUManTe
obopyaoBaHue, He NPOBEPUB He BOLLIM JIM NMEPEHOCHbIE HOXM NoA o6opyaoBaHue nanneTta unv asTonorpyayuvka.

4.7. Mpu nepedBmKkeHUU o6OpPyaOBaHWA C MecTa MO BO3MOXHOCTM MNepeHecuTe BeC, MPUMOAHSIB CHU3Y, 4YeM

obecneymBaeTca HanbonbLlas yctonumBocTb. MepeasuranTte obopynoBaHne meaneHHo 6e3 Tpsackn. Ha onacHbIx yyactkax
y6eamTeck B TOM, UTO BOKPYF HET MIOAEN.
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5. YCTAHOBKA MEXAHU3MA
5.1. nogroTtoBkKa

5.1.1 JaHHble 0 Bece 1 pasMepax MalluHbl yKa3aHbl Ha CTPaHWLLE TEXHUYECKNX XapakTepUCTUK.MoBepXHOCTb Ha KOTOPOW
OyaeT ycTaHoBrneHa MmalnHa AomKHa ObITb JOCTATOYHO NPOYHON ,POBHOM ,CMOCOGHON BblAepXKaTb Harpy3Kky MalluHbI.

5.1.2MawuHa gomkHa ObITb yCTaHOBMEeHa NpubnunanTensHo B pacctosiHum 100 cm OT 3aHEN CTEHKM.

5.1.3PaBHoBecMe MalwnHbl MoOXeTe obecneunTb perynmpyeMmbiMn HOXKaMW KOTOpble HaxXogATCA B HWXXHEN 4Yactun
MalUWHbI.

5.2 MoaknioyeHne MalmnHbl B UCTOYHUK NUTaHUA
5.2.1TlogkntoyeHne MallnHbl B 3MeKTPOCeTb JOIMKEH NPOM3BECTUN NNLEH3MPOBAHHbI 3NEKTPUK.

5.2.2 Po3eTka a11ekpoceTn JOMKeH BbiTb COBMECTHBIM C Pa3eMOM Y MalUUHbI.

5.2.3MNogknoumTe MallmMHy B pO3eTKY C 3a3eMSIEHNEM.
5.2.4 MawwuHa moxeT paboTtaTb unu nog HanpsikeHmem cety 230 B 50 'y nnu no BeiGopy noaknoveHms

5.2.5 BHumaTenbHO cneguTe 3a 3HaYeHMEM HanpsaXXeHna CeTVI.HaI'IpH)KEHVIe MCTOYHUKA TOKa JOIMKEH ObITh
WOEHTUYHbIM OaHHbIM NpUBEeAEeHHUM Ha 3TUKETKE MalLUUHbI.

6. WHPOPMALIUA O BE3ONACHOCTU MEXAHU3MA

6.1 Henb3asa BkNoYaTb MEXAHU3M , €CMU OTKPbITA 3aLUUTHAs KPbILLKA UMM OTCYTCTBYET 3alUMTHOE 06opyaoBaHuMe.

6.2 TMogvem, YCTaHOBKa, 3N1eKTpn4eckoe n nHesMaTu4eckoe OGCJ'Iy)KVIBaHVIe MeXaHu3mMa OO0JDKHbI BbINOJIHATLCA TOJTBKO
KBaJ'IVIC*)VILWIpOBaHHbIM nepcoHanom.

6.3 TeKyu.Lee TeXHN4eckoe O6CJ'Iy)KVIBaHVIe n nnaHoBsoe O6CJ'Iy>KVIBaHVIe OOJKHbI BbINOJTHATDb KBaJ'IVI(bMLI,VIpOBaHHbIe
paGowle nocrne OTKN4YeHna MmexaHnama n otcoeamnHeHnsa ero ot UICTOYHUKa NNTaHUA.

6.4 YbGegutecb, YTO MEXAHW3M YUCTbIN, NMPOBEPEHHbIN, NPOLLEN TeXHNYeckoe obcnyxnBaHve npexae, Yem nNpucTynuTb
K pabore.

6.5 [poepsanTe npubopbl 6e3onacHOCTH, WHYP U ABWXKYLUMECH AeTanu perynsapHo. He BkoyanTe MexaHuam, noka He
3amMeHuTe HencnpasHble NpMbopbl 6€30NacHOCTY 1 NOBPEXAEHHbIE AeTanu.

6.6 Hukorga He cHuManTe Apobsune Ne3Bus, Noka He OTKIIOYUTE MaLLMHY.
6.7 [epxute MHOpPOAHbIE BELLECTBA BHE 30HbI pabOThl MeXaHM3Ma, Ha PacCTOSIHUM OT ABWXKYLLUXCS AeTanen.

[aHHble No 6e30MacHOCTM ObINUN U3NOXeHbI Bbille. [ina Toro, 4Toobl NpeaAoTBPaTUTL (husnyeckue
BAXHO paHeHMs 1 noBpexaeHue o60pyaoBaHMA, NOXanyncTa, NPoYTUTE 3Ty MHOPMAaLMIO BHUMaTENLHO
M Bcerpa aAepXxute pyKOBOACTBO NoA PYKOM.

7.0 OMNEPALUUA O UHOOPMALIUA
7.1 TMoproToBka

7.1.1 Ounwiante NOBEPXHOCTb OT Macna u BbicylinTe ero.0cobeHHo ybeanTech B YUCTOTE N CYXOCTU pyyeK.

7.1.20unwante BCO NOBEPXHOCTb MaLUUHbI OT 0O6CEYKOB,3ayCEHLOB U OT YyXUX NpeamMeToB.Mcnonb3ynTe 3aluTHble
OYKU [MS 3aLLUUTHI OT BPEAOHOCHbBIX BELLECTB.

7.1.3TpoBepbTe NpPaBUITbHOCTb PErynMpOBKM BPEMEHW U TemnepaTtypbl cooTBeTCcTBeHHO MBC npodwunto, Ha KOTOPOM
OyaeT npov3BeaeHa cBapka.

NAHEIDb YNPABJIEHUA KHONKW NPUMEHEHUA (DK 502):

Mokasatenb Temnepatyp (PUC 6 Ne.118) : Aensetrca npubopom cBapku nyTém HarpeBaHuss PVC npocounen w
perynupys Temnepatypy conpotusnenms ot 0 go 260rpagycos. [Npu Bbinycke u3 3aBoga HacTpoeH Ha 245 C. [Ons
W3MEHEHUSI 3TOrO HacTposi HaxXmMuUTe Ha ByToH SET 1 Npy NOMOLLM KHOMOK CO 3Hakamu cTpena BBeAMTE HOBbIN NokasaTerb
BEMUYNH TemMnepaTyp BMeCcTa MUraloLLMX CTapblx nokasaTtenen.
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Mpepoctepexenune: He kacanteck (PRG) kKHOMKM, pacnonoxeHHOW psipoM € KHomkon “YctaHoBka”. OHa
Obina HacTpoeHa ®abpurkon-nponsBoanTENEM.

KHonka BbiGopa ronoBku: Vcnonb3yeTcs ANA CBapku O4HOW MNWU OBYMS rofioBkamu. [ns cBapku OBYMSI FONIOBKaMu
KHOMKa [ofbkHa ObiTb B nonoxeHun “1-2°. Korga KHomka CTOMT B MOfoxeHun “17, cBapka BO3MOXHa Ha

3adMKCUPOBAHHOW rONOBKe.

ByToH 3kcTpeHHou ocTaHoBku Cton (PUC 6 Ne.115) : [pu HaxaTum gaHHoro GyToHa BCe MHEBMATUYeckue u
anekTpuyeckue npubopbl Ha 060pyaOBaHUU NPUXOOSAT K UCXOLHOMY OTKITIOUYEHHOMY MOMOXEHMIO MO OTHOLLEHWIO Ha4Yana
paboTbl 06opynoBaHNs

ByTtoH cTtapTt cuctembl (PUC 6 Ne.117) : MpumeHseTcs onsa Hadana npowecca CBapku.

Mpun coxpaHeHnee KHOMKM Ha pblyare TOPMO3a B HAXATOM COCTOSIHWUM, TOpMOo3a ByayT oTnyLueHbl. Takum obpasom,
NOABWXHYIO NIUTY MOXHO YCTaHOBUTb B HY)XXHOE MONOXKeEHWEe BPYYHYHo. [Tocrne ycTaHOBKM NOABWUXHOW NMUTbI B HYXXHOE
NonoXeHWe, OTMYCTUTE KHOMKY Ha pblyare Topmo3a. TopMo3a aBTOMaTUYecku akTUBM3UPYHOTCS, a NOABWXHAsS NnuTa
3admkeupyetca. (PUC 6 No 134)

PerynupoBka gaBneHusi cBapku (PUC 6 Ne.141): PerynupyeT OaBneHue cBapky [JeTanen , cBapka KOTOPbIX
npovxoamT nyTém HarpeBaHus. [pyu Bbixoge M3 3aBoga AaHHOe AaBrieHne cocTtasnseT 6 bapos. [pu xenaHum
N3MEHEeHNSA OAaHHOro HacTpos MyTeM BpalLeHUs KModa MOXHO ero oTperynupoBaTh. [na  3amblkaHWs  MONOXeHUs
HaXXMWUTE Ha HapyXHYH pamy Krioda BHU3

Moka3atenb gaBneHus ceapku (PUC 6 N2.143): : lNMokasbiBaeT MOLHOCTbL AaBneHus cBapku B Hapax

Hactpon paBnenuss TuckoB (PUC 6 Ne.142) :PerynupyeT AaBreHUt0 MNOPLIHA TUCKOB, KoTopble cxumarT PVC
npodpunei. Mpu Bbinycke U3 3aBofe HAacCTOpoeH Ha 4 bapax.. MNpy n3mMeHeHne AaHHOrO HacTPOs , COBEPLUNTE TO e COME,

KaK 1 nNpu perynupoBke gaBneHUs.

Mokasatenb aaBneHus TuckoB. (PUC 6 Ne.144) : AsnsieTca nokasaTeniem gaeneHus TUCKOB cxumatowmx PVC npodunm

B bapax

Yacbl nokasbiBaowme Bpems HarpeBaHuss (PUC 6 N2.139) : HactpanBaeTtcst Bpems HarpeBaHus. MOXHO HacTpouTb Mo

Xenanuio B npomexyTtke 0-30 cek. Hactpown npwu Bbinycke 20 cek

Yacbl ykasbiBatowme Bpems cBapku (PUC 6 Ne.139/1) : Hactpausaet Bpemsi cBapku PVC nopdwnen. [OaHHoe Bpems

MOXHO HacTpouTb B npomexyTke mexay 0- 30 cek. HacTpoi npu Bbinycke 13 3aBoga — 25 cek

41



7.2 OMNEPALUA (DK 502)
Onepauus CBapku [1Byms FonoBkamu :

o OTKpoOKTE KOPOOKY MMTAHUA U NOgAYM BO3ayXa.

* Y6enurecs, 4yTO KHOMKa OCTaHOBKM, pacnonoxeHHas Ha NOABWXHOMN rorioBke, (PncyHok 2)
BbIKMtoyeHa. Ecnv oHa BktoveHa, MexaHu3M paboTaTtb He byaer.

* Y6eautecb, 4YTO KHOMKa BblibOpa ronoBKW, pacnosfioXeHHas Ha 3aduKcMpoBaHHOW ronioBke, (PucyHok 2) Haxoautcs B
nonoxexun “1-2”. . (PUC 6 No 125)

e HaxmuTe OBe KHOMKW CTapTa, pacnosioXeHHble Ha 3admkcupoBaHHOW ronoBke (PucyHok 2) ogHOBPEMEHHO,
NoKa He 3aropsTcs UX 3eNeHble TaMNOoYKMU.

o BkntounTe KHOMKY OCTAHOBKM M YCTAHOBWTE MOABWXHYIO FOMIOBKY B HyXHOe nornoxeHue. MNomectute npodunb mexay
[OBYMsI TOfIOBKaMU U BbIKINOUMTE KHOMKY ocTaHoBku. (PUC 6 No 134)

o [lomecTnTe Apyron Npodunb Ha NOABUXKHYIO ONOBKY. 3aXMUTE NPOMUIb, HAXXMMas KHOMKY cTapTa ABaxabl.

e [lomecTuTe apyron npodunb Ha 3adMKCUPOBaAHHYO rONOBKY. 3a)XMUTE NPOMUNN, HaXMMasn KHOMKY cTapTa OTAerNbHO.

Onepauus (DK 502)
Onepauusa Ceapku [1Bymsa FonoBkamu :

OTKponTe KOpobKy NUTaHNSA 1 nogayun Bosayxa.
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BLIBOP A3bIKA

TURKISH ENGLISH RUSSIAN

FRENCH

O

CTtpaHuua Bblibopa s3blka.  [locne npuobpeTeHrs MallmnHbl NPV NePBOW 3KCMnyaTauumn BbIoepute A3bIK.

MABHOE MEHIO

KCMNYATALIMA

NPEOYNPE | OMEPALIMN B
HOAKWME PAMKAX
CUTHATE [POrPAMMbI

verar | (EEERIC g C

TEMPE
EaoRe | MR (o] . it [o]
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o | I
amxon:% ® % ]

CTpaHuua HacTpoek CTaLMOHAPHOro 1 NOABMKHOrO H6110KOB.

SET: ' 3HayeHne Tpebyemoln TemnepaTtypbl HarpeBa BBOAMTCS B JaHHOe none. [ns BBeAEHUS 3Ha4YeHusi
Tpebyemon TemnepaTypbl HarpeBa CTAUMOHApPHOW MAUTbl, WCNOMb3yhTe Mofne, OTBEAEHHOe Ans

CTaUMOHAPHON NNUTbI, ANA BBEAEHUSA >Xe 3HA4YeHUs MO MOABWXHOM MnuTe - B Mosfe, OTBEAEHHOe Ansi
NOABWXHOW MNUTBI.

51

mun.# W SypaH HeMeoNeHHOro OTPaXKeHMA 3HaYeHMA TeMrnepaTypbl Npu ero smeHeHun. Ana
KaXKO0M NANTbI OTAENbHbIV SKPaH.

ABTOHaCTpOVIKa (3Ha‘-IeHVIﬂ No Harpesy U oxnaxxgeHuro nnacTtuH4yaToro pe3mctopa mMmallnHa onTuMmn3snpyeT

T-HI'EHHE aBToMaTMyeckm). Npn HaxaTum Ha 3Ty KHOMKy, napameTpbl PID 6yayT paccumTbiBaTbCA aBTOMaTMyecku. Ans
AR Kaxxgon n3 nnut napameTpbl PID Hy)xkHO HacTpauBaTb OTAENbHO

Wcnonb3yeTcs Ans BKINOYEHUS M OTKMIOYEHUS (DYHKLIMKM HarpeBa CTalMoHapHoro 6roka..

BiN.-BbIKN.
NOCTORHHBIA HAIPE|

| mﬁmmw Mcnonb3ayeTca Ans BKIOYEHUS U OTKMHOYEHNS (DYHKUMM HarpeBa NoABWKHOro Grioka
ROOBMKHOR ANWTEL

Bbixon; MELLES % KHorka Bbixofa.
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PABOUAA :

CTPAHWLA oo
MPOrPAMMEL AAAAAAAAAAAAAAAA .
BPEMA HAMPEBA:  [REZERS o MESERE o

BPEM#A CBAPKM: i i PO e PO

RS C BT EC RS CEEY C
e e

Pabouyas cTpaHuua

Mone, rae oTpaxaeTcs HasBaHMe nNporpaMMbl, KOTOPYH CO3[alT B oTdene

B . B AAAAAAAAAAAAAAAA - nporpamMmHbIX onepaumii.
BPEMA HATPEBA: TR ~ 1. N Mepuopg HarpeBaHunsa npodung nepen onepaymen cBapku.

nie. P BBogutcsa B gaHHoe none . o P HemeaneHHoe oTpaxeHue Ha aKpaHe U3MEHEHUI B 3HAYEHUAX

BPEMA CBAPKH: mm.n sn. IR sn MpoAOMKNTENBHOCTL ONepaLmmn CBapKM 5“ BBOOMTCS B AaHHOE More.

K11 HAI'Pﬂ Onepaumu No BKIIOYEHMIO U OTKMIOYEHWIO HarpeBa caLMoHapHoro 6r1oka, a akke 3HaveHus
Tpebyemoii TeMnepaTypel Harpesa

an- C BBOOATCA B JaHHOE none LIy C Ha JKpaHe HeMeONNIeHHO OTpaXakTCAa USMEHEHUA B 3HAYEHUAX.

Te e onepauum NPUMEHSIIOTCA U NS NoABUXKHOro 6rioka.

Ha paHHOM akpaHe oTpaxaeTcs Bbibop pabounx pexmnmos - nmbo ctayuoHapHoro 6noka, nubo obonx 6nokos
BMECTE - CTaLMOHAPHOr0 1 NOABWKHOIO.

ONEPALUWN B
PAMKAX MPOIrPAMMbI YMeHblueHune
Homepa nporpaMmbl
HA3IBAHWE
MGV AAAAAAAAAAAAAAAA
HAIPEB HEMOLE MKHORA
MATGI: mm' c [ = H
HAIPEB — oMep nporpaMmbl
MCMAB MKHOW MNMTBI: - C
BPEMA HATPEBA: mut . sn.
BFEMA CBAPKIA: RLLLR SN 2 MNoBbilLeHne HoMepa
nporpammbl
AAAAAAAAAAAAAAAA Mone ans BBeAeHWs1 Ha3BaHWs paboyeli NporpaMmbl

LIFU) ER

| |
EI:OKPAHMH 3 3
Ha naHHoli cTpaHuue npy HaxkaTum KHOMKU BBOASTCS B NaMsATb Co3faHHble nporpaMMbl. C paboyei

CTpaHuLe BBOASATCS B eiiCTBME NPOrpaMMbl, CO34aHHbIE 3€ECh.
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PYUHARA
SKCMNYATAUUA

MEXAHWYECKASA HACTPO

CTpaHmua MeXaHN4YeCKNUX HACTpPOeK. ITU HACTPOUKM ObINTIK YCTaHOBJIEHbI Ha 3aBoAe nepen [OCTaBKOW, YTOObI

Bl d

Mpwn HaxxaTum 30ecb CKPbITON
KHOTKW, OTKPbIBAETCS CTpaHuLa
MeXaHUYEeCKMX HaCTPOEK

0GecneynTb CUHXPOHHYIO paBGoTy CTePXKHe MalUUHbI. TONbKO NPy BHECEHUW N3MEHEHUIA B HACTPOWKN CTEPXKHS

ucnonb3yeTcsa aTa cTpaHuLa.

CTpaHunua npeaynpexanatroLmx curHanos

NPEOYNPE
KHOAKLWME CUTHANBI
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NAHEJb YNPABJIEHUA KHOMNKWN NPUMEHEHUA (DK 504):

ByTtoH 3kcTpeHHou octaHoBku Cton (PUC 6 Ne.128) : [pu HaxaTtum paHHoro OyToHa BCe MHEBMaTU4Yeckne u
anekTpuyeckme npubopbl Ha 06OpyAOBaHWM MPUXOAAT K MCXOAHOMY OTKIIOYEHHOMY MOMOXEHWIO MO OTHOLLEHWIO Hayana
paboTbl 06opynoBaHNS

ByTtoH cTtapTt cuctembl (PUC 6 Ne.129) : MpumeHseTcs onsa Hadana npowecca CBapku.

Mpun coxpaHeHnee KHOMKM Ha pblyare TOPMO3a B HAXAaTOM COCTOSIHWUM, TOpMo3a ByayT oTnyLueHbl. Takum obpasom,
NOABXHYHO NIUTY MOXHO YCTaHOBUTb B HY)XKHOE MONIOXKEHME BPYUHYH0. [Tocrne yCTaHOBKM NMOABWXHOWM NMUThI B HYXXHOE
NonoXeHWe, OTMYCTUTE KHOMKY Ha pblyare Topmo3a. TopMo3a aBTOMaTUYecku akTMBM3UPYHOTCS, a NOABWDKHAsS NnuTa
3adpmkeupyetca (PUC 6 Ne.139)

PerynupoBka aaBneHusa ceapku (PUC 6 Ne.141): PerynupyeT faBneHvne cBapkuM JeTtanen , cBapka KOTOpbIX Npouxoaut
nyTém HarpeBaHus. [Npn Bbixode M3 3aBoda AaHHOe AaBrieHne coctaBndeT 6 bapos. [pu xenaHuu M3MeHeHUst 4aHHOro
HacTpos nyTeM BpalleHUs KMoYa MOXHO ero oTperynuposatb. [N 3aMblkaHUSA MOMOXKEHUS HaXMWUTE Ha HapyXHYI0
pamy Kroya BHU3

MokasaTenb gaBneHus ceBapku (PUC 6 Ne.143): : MNMokasbiBaeT MOLWHOCTbL AaBneHUs cBapku B Gapax

Hactpon paBnenuss TuckoB (PUC 6 Ne.142) :PerynupyeT AaBreHUto MNOPLIHA TUCKOB, KoTopble cxumarT PVC

npocunen. Mpu BoiNycke M3 3aBofe HAcTOpoeH Ha 4 Bapax.. MNpu M3aMeHeHWe J4aHHOTO HACTPOsi , COBEPLUUTE TO Xe COMe,
KaK 1 Mpu perynupoBke AaBreHuns

7.2.1 Onepaums CBapku OgHoro Yrna U Ceapku Moa Yrnom

. Onepau,vm CBapku OAHOro yrna n CBapku noh Yrrnom BbINOJIHAETCA SadJMKCMpOBaHHOVI ronoBkow. [lMogBuxHas
roJioBKa He cBapmBaeT nop yrrom.

o OTKponTE KOPOOKY MUTAHUS 1 NogaYn Bo3gyxa.

e YCTaHOBUTE KBaApaTHbIA YronbHUK B HY)XHOE MOMOXEHWE MPU NMOMOLLU OCBOBOXAEHNS LLIECTMYroNbHbLIX 6ONTOB Ha
HeM (PucyHok 7, BonTtbl No. 1-2). 3akpyTute 60Tl NOCne YCTaHOBKM YrofibHUKa.
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PUCYHOK -7

e YBeauTechb, YTO KHOMKA OCTAHOBKW, PacnonoXeHHas Ha NoABWMXHOW ronoske (PucyHok 2), BbiknoveHa. Ecnu oHa Gyget
BKIMOYEHa, MexaHn3m He 6yaet paboTaTb.

e YBeauTtech, YTO KHOMKa BbIOOpa ronoBkM Ha 3aMKCMPOBaHHOM rofnoBke (PUCYHOK 2), HAaXoaMTCs B NONMoXeHumn “17.

e HaxmuTe ABe KHOMKM cTapTa Ha 3adMKCMpPOBaHHOW ronoske (P1CYHOK 2) 0gHOBPEMEHHO, MOKa He 3aropuTcs 3eneHbin
cBeT.

o [lomectute npodmnu Ha cTton. 3adumkcupyrte Npodunm, Haxmnmasi KHOMKU ctapTa Ha 3adMKCUPOBAHHOW rONoBKe Mo
OTAEMbHOCTW.

e HaxmuTe OBe KHOMKW cTapTa Ha 3adMKCUPOBAHHOWN roONoOBKEe OOAHOBPEMEHHO. OTO yBenuuuT gasrneHve 3axuma ot 0,8
Bap o 6 bap u MexaHu3m BbINOMHUT onepaLnio aBTOMaTUYECKU.

Bo Bpemsi onepauum CBapku CKOMUBLLMECS OCTATKW OT CBAPKW NOA U HaA npoduneM npu npucoeavHeHns
BAXHO nyTEM HarpeBaHusi NPogrnen MoXXHO HacTpouTb Mexay BepxHum notkom (PUC 3 Ne1/2) n HacTpoeHHbIMK
Hoxxamu (Puc 4 Ne35) nog 6awwmakamu Tuckos (Puc 3 Ne 17/18 nyTtem perynvpoBk/ CBapkn C MPOMEXYTKOM

0,2 Mm

7.3 HacTtpoika IIuHenkm :

7.3.1 Ecnu no nybon npuynHe BaM HYXXHO 3aHOBO perynupoBaTb yron nuHerikn Ha 90 rpagycoB nNo cBapke,To ocnabbte u
3aTsiHMe NnoKasaHHble HUXe Ha pyuCcyHke 6onThbl.
Taknm 06pa3om C NOMOLLbIO TOYHON NIMHENKON Bbl CMOXETE perynMpoBaTth B PACCTOSIHAM YCTaHOBKW ANMVUHON 2 MM

PUCYHOK -8
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8. OBCITYXXUBAHMUE,PEMOHT,IPO®UINTAKTUKA
8.1 O6cnyxuBaHue

8.1.1 OTKkNoYUTE SMEKTPUYECKUE W MHEBMATUYECKME(ECTIN UMEETCS) CUMOBbLIE COEANHEHUS.

8.1.2 OwumwwanTte BCHO NOBEPXHOCTb MalUVHbI OT 0OCEYKOB,3ayCEHLOB U OT Yyxux npeameToB.Ecnu mawwuHy gonro He
GyaeTe UCnonb3oBaTb HAHECUTE Ha He KpalleHHbIE NMOBEPXHOCTM aHTUKOPPO3UOHHYH CMa3Ky.

8.1.3 He npumeHanTe cpeacTBa OYUCTKU KOTOPOE MOXET NOBPEAUTb KpacKy MalLMHbI.

8.1.4 T[IpOKOHTpPONUPYNTE CBapoO4Hble HOXbl MPOTMB KOPPO3UM, Nepenoma, UCKpuBneHus. Ecnu HOXM noBpexaeHbl, TO
3aMeH1Te UX HOBbIMMU.

8.1.5 Bcerga obpawjarite BHUMaHWe Ha TO, YTOOblI TE(DNOHOBOE MOKPbITUE HArpeBaTesibHOro 3rieMeHTa ObiNo YACTBIM U
HenoBpexXaeHHbIM

8.1.6 OCTOpPOXHO yAanuTe C NOBEPXHOCTU TedrioHa C MOMOLLbIO BNAXHOW TPSMKM Macna, rpsidb, nnactMaccoBble U
apyrve yactu.

MpumeHeHuss ouncTKM TecprioHoBOWM OGymarM Heo6xoAMMO nNpou3BecTU B Te BpeMeHa, Korga
obopynoBaHusas He (pyHKUMOHUpPYeT. NpU HEO6GXOAMMOCTU OUMCTKM NMPACTUHKM CONPOTUBIEHUSI BO Bpems
pa6oTbIB 06apyA0oBaHuWs ; TO HAXXMUTE Ha GYTOH 3KCTPEHHEW OCTaHOBKMU U BbIKIIOYUTE CUCTEMY.

8.2 CwmeHa TedonnoHoBoM 6ymaru
8.2.1 OTKpoWiTe 3aLUTHBIA KOXYX

8.2.2 YCTaHOBOYHBIN BUHT HaxoasLLWMACS Haf NNacTUHKON HaTshxeHnst TedonoHoBon 6ymaru paccnabbTe npy nomoLm
Krntoya ArnneHa n noTsHyB TedIOHOBYHO rpynny Knepeau B NOMbHOCTBIO BbliHMMAaTe kHapy»xu.(Puc 9).

8.2.3 CHsIB WecTurpaHHblin 60NT Ha nnacTuHke TedIIOHOBOW CBSA3KM 3aMeHuTe TedrioHoByto Gymary. OcyliecTBnss
obpaTHyto nNpoLeaypy K CHATUIO YCTaHOBUTE HOBYIO TeprOHOBYIO Bymary Kk nnacTvHKaMm Ansi NPUCOeANHEHUS.

8.2.4 CospgaHHyto rpynny n3 TedrnoHa NpoBoAs Ha NNAcTUHKY CONPOTUBMEHWUS M pacTAarBas BBEpX UKCUpyWTe npu
NMOMOLLM YCTaHOBOYHbIX BUHTOB M6 (Puc 10).

YCTaHOBOYHbIA BUHT MnacTtuHa coeguHeH-

ns TecprioHoBOro

MnacTuHka HaTsHXeHNs
TednoHa

TednoHoBbIN NUCT

PNCYHOK -9 PNCYHOK -10

Basing ayar vanasi
Pressure adjustment
HaCTPOIIKK AaBneHns

8.5 PerynupoBka gaBneHus Bosgyxa

8.5.1TputaHuTe KNanaH perynnupoBKnN AaBreHUs.3aKkpyymBas knanaH
perynupoBKy 3a unu npoTUB YacOBOW CTPESKN perynupynTe 3HavyeHne Ha
MaHoMeTpe Ha HeobxoamMoe .3aTeM HaxaB Ha KranaH BHU3

6nokupynTe ero. Manometre
Manometer

MaHoMeT|
8.5.2Perynupyinite paeneHve Bo3gyxa Ha 6-8 bap. Ecnu 3HaueHun P

AaBneHune Bo3ayxa onyCctuTca HMXe yka3aHHOro npeaena 1o yCTpOVICTBa
KOTOpbIe pa60Tar0T NMHEBMaTU4ECKON MOLLHOCTbIO nepecTtaHyTt paGOTaTb.

8.5.3YcTaHoBKa perynupoBkK, BOZY KOTOpasi COAEePXUTCS B BO3dyXxe

Su tahliyesi
HakannuBaeT B Tape cobpaHuu BOAbl, 4YTOObI OHa He noBpexaana Water discharge
NMHEBMATUYECKUX KOMMOHEHTOB. B KoHue pabodero pAHa ,0TKpbiBas pacxof BoAbl
KnanaH Ans BbINMBaHUA BOAb! BbINMBaNTE CKanneHHylo Boay. Yag deposu

Oil depot
8.5.4YT106bl 3anonHnTb Gak Anst Macna BblHAMaNTe Tapy nepekpyynsas SASECTE I MRCIE
ero.Macna kotopble pekomeHgytoTcs, TELLUS C10/BP ENERGOL HLP

10 / MOBIL DTE LIGHT / PETROL OFiSi SPINDURA 10.
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9. BO3MOXHbIE HENOJTIAOKU U UX YCTPAHEHUE

[na pelueHNs 3KCTPEHHbIX BOMPOCOB pekoMeHayeMm credywowee. Ecnu Hemonagkn He yCTpaHSOTCA WNU  Bbl
CTONKHYNMCb C NpoGnemMon, KoTopasi He ykasaHa B Cnucke, Toraa CoBeTyeM BaM 06paTUTLCs B TEXHUYECKMIA CEPBUC.

NPOBJIEMbI NMPUYUHDI PELUEHUE

MexaHn3am He nogkntoydeH k | MpoBepbTe MNaBkUA NpPeAOXpPaHUTENb, BUIKY M
WCTOYHUKY NUTaHMSI. pO3eTKy.

MnactnHa conpoTuBneHna He
HarpeBaeTCcAa CwmelleH COeMHSIIOLWLMN

CoeauHuTe NpoBoa TepMoaieMeHTa.
NpoBO4 TEPMO3rieMeHTa.

Heobxoanmo HacTpoutb

¢ MpoBepbTe HacTponk ucnnest Temneparypbl
avcnnen TemMnepartypsbl. posep pouky A paTyp

(245°).
3ax1MMbl He paboTatoT.
Hanpasnstowiasa nnacTuHa He
OBWXKETCS. [MpoBepbTe MOAKMOYEHNE BO3AYLUHOrO LWNaHra K
[aeneHve Bo3gyxa MeXxaHWU3My.
OcTtaHaBnuBaloWNUA  NOPLUEHb He | CIULLKOM HU3KOE.
paboTaer. . HacTpoiiTe gaBneHne Bo3ayxa Ha KOHAWNLMOHeEpe.

HarpeBatoLasi nnactuHa He
NBUXETCS.

Mpocdunu BbINMAMAM  noAa

DABHBIMY YrTaMH [poBepbTe yrnbl KOHUOB npoduns. Bo3moxHO

NUAbHBIN AUCK HyXOaeTCqa B 3aTo4ke
MexaHun3m He BbINosHAeT npouecc

CBapKu Unu 3TOT npouecc HeveTkun | TednoH rPA3HbIN mnm

TednoH HY)XHO MOYUCTUTL UM 3aMEHUTD.
nopBaH.

10. NapaHmuliHbie ycnoBus

YILMAZ Makine Sanayi ve Ticaret rapaHTMpyeT, YTO BCE MaLLMHbI ObINM NPOTECTUPOBAHbLI U COOTBETCTBYIOT MEXAYyHapPOAHbLIM
cTaHpgapTam.
[apaHTus AercTBMTENbHA Ha NPOTSXKEHUN 24 MecALLeB C MOMEHTA OTMPAaBKN W HE NOKPLIBAET SMEKTPNYECKMEe YaCTh MalLnHbI.

Bo Bpems atoro nepuoga:

- NNtoboi peMOHT unun 3ameHa, NPon3BeAEHHbIE B HaLLEN MacTepPCKOW, MONTHOCTbIO B6ecnnaTtHbl (TOMbKO TPAHCMNOPTHBIE pacxoabl
OTHOCATCSH Ha CYET KNMeHTa).

- YTo KacaeTcs peMOHTa Unu 3aMeHbl, MPON3BEAEHHBIX HAWMM TEXHUYECKUM COTPYAHUKOM Ha MeCTe Y KMMeHTa, Mbl BbICTaBUM
CYET TONbKO 3a Nepeesa 1 pasMeLLeHne Hallero CoTpyaHuKa.

FapaHTvm He NOKpblBaeT Henonaaku, Bbi3BaHHbIE!

- HecobGnAeHEM MPaBWIT, YKkasdaHHbIX B PYKOBOACTBE NOSb30BaTENS;

- nofaveit HEBEPHOTO BXOAHOIO HaNPSKEHUS;

- UCNONb30BaHNEM HE MO Ha3HeayYeHuto NGO Mo HasHaYeHuo, AN KOTOPOro MallvHa He NpeayCcMOTpeHa;

- UCNONb30BaHNEM HEOPUTMHAMBHBIX UHCTPYMEHTOB;

- OLWMBKaMy NPorpaMM1pPOBaHNS;

- HECOBMIOAEHNEM KIMEHTOM MHCTPYKLMIA MO YUCTKE U MPOBEAEHMNIO TEXHUYECKOrO 06CNYXMBaHNS;

- TPAHCMOPTMPOBKOW UMK NepeMELLEHNEM (Jaxe B Npefernax MacTepckon);

- NPUPOAHBLIMY COBLITUAMM (MOMHUK, NOXKapbl, HABOAHEHUS);

- rapaHTUs HU B KOeli Mepe He MOKPbIBAET NOBPEXAEHUS, CBA3aHHbIE C 3KCMNIyaTauueln 3aBejoMO HEUCNPaBHOM
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