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Kullanma Kilavuzu
KULLANICI GUVENLIGI iLE iLGiLI DIKKAT EDILECEK HUSUSLAR

Makinalarimiz Gstin teknoloji ile Gretilmekiedir, Insan sadifi ve givenirli§i agisindan son derece glvenii
ve kolay kullamiabilir oimasi misterilerimiz tarafindan tercih edilme nedenlerimizdendir, Buna ragmen
yanhs kulammdan dojabilecek hata ve kazalann dnlenebilmesi i¢in agagidaki hususiara dikkat edilmesini
GRerine.

1-LUten makinay maksadinin haricinde herhangi bir i5 igin kullanmayimz.

2-Makina hakkinda bilgisi olmayan kisdere makinay kullandirmayiniz.

3-Rutubetli ve 1slak yerlerde kullanmamaya dzen gosleriniz,

4.Elekirik kablolarini ara¢ ve insan yodunlugu olan yerlerden gecirmeyiniz,

5-l§ bitiminde, 1811 tamamen sogumadan makinayl hareket ettirmeyiniz, Acilen bagka bir yere nakletme
mecburiyeti oldugunda elekink kablclannin ve caliganlann sicak yerlerle temas etmemelerine dzen
gostenniz.

6-Her kullanimdan dnce (is baglangicinda) elektrik kablolaninin ve isiicinin yahtimim kontrol ediniz,
T-Yanici gaz, patlayici vb, maddelenn bulundudu ortamda makinay kullanmamaya dzen gosteriniz.
8-Kaynak iglemi esnasinda agida ¢ikan gazlar sclunulmamal, mimkin oldugunca kaynak yapilan

yerin iyi havalandinimasi saglanmahdir.

9-Kaynak yapan operatdrin ¢alisma esnasinda harekelli pargalardan sakinmasi ve siki giysiler
glyinmesine 6zen gostermesi gerekmektedir,

10.Caligma alamimin yeterince aydinlatiimasina dikkal ediimelidir,

11-Operatdr haricindeki kigilen ¢alisma esnasinda makinadan uzak Wwiunuz,

12:1sitici inmaya bagladiinda veya sojuma esnasinda el sirmeyiniz,

13-Kaynak yerine yvakin yerlere dokunmayiniz.

14-Calisma esnasinda harekelli pargalardan uzak durulmal ve tiraglayici bigagi higbir zaman el ile
kontrol edilmemelidir.

Technical Information. RULES THAT MUST BE CARED FOR OPERATOR SECURITY

We produce our machines with supernor technology. Qur plaslic pipe-welding machine is very easy lo
use and reliable, Bul to avoid inducements because of wrong usage, the rules below must be cared for
operalor security.

1-Plastic pipe butt-welding maching must not be used for other purposes,

2-Uneducaled personal must not be allowed 1o use machine

J-In wel places maching must not be used because of electrical system’s seécunty.

4-Cables of machines must not be on the way is used by people or vehicles.

§-Machine must not be moved just alter welding process is finished and heater

didn't get cold. If it must move, electric cables must be kept away from heater.

6-Before usage electnic cables and other apparatus isolation must be okay.

7-Machine must not be used in places that include explosive gases ele..,

8-Welding operation must nol be execuled for the malerials thal could be explosive and make loxic
gases when lemperalure is high.,

9-There must be ventilation in place thal pipes are welded because of gasses must nol be inhaled,
10-Operator who use machine, must not have long hair, necklace elc...Thal can be dangerous during
moving of machine. The clothes of operator must be compacl.

11-Working place must be light enought,

12-During welding operalion audience especially children must stay away machine,

13-The heater must not be touched when ils lemperature is and also during welding

(includes cooling time) welding is must not be touched.

14-During trimmer operator must beware for his hands.

JE— “Tiuranmaning



Kullanma Kilavuzu
ALIN KAYNAGI YAPARKEN DiKKAT EDILECEK HUSUSLAR

Sadhkh bir kaynak yapabilmek igin agagidaki hususlara dikkat edilmesini éneririz.

1-Kaynak yapilacak malzemelerin gap, cins, et kalinhd vb... 6zellikleri le birbirlerine uyumiu olmasina
dikkat ediniz.

2-Kaynad etkileyecek rutubel, rdzgar (hava akimlan) ve diglk sicakhklarda caligmamasina dikkat
edilmalidir.

J-Kaynak iglemi dncesinde kaynalilacak borulann lemizienmesi igin Uraglanir, Tiraglanan yuzeylere iy
bir kaynag yapitabilmesi igin kesinlikie ¢l sGrilmemaesi gerekmekledir,

d-Kaynak islemi baglamadan dnce boru baglan sabitlegtinlir, Bu iglem pargalanin tam olarak
merkezienip, saghkh bir kaynak elde edilebilmesi icin gerekli hem de parcalarin tiraglama esnasinda
gevgeyip gahigana zarar vermemesi agisindan onamlidir,

B-Kaynak islemi ve sofulma sliresi esnasinda pargalar highir sekilde kuyvel ve zorlamaya maruz
birakilmamalicir.

6-Kaynak yapilan borunun bir tarafi kolay hareke! edebilecek sekilde yataklandinilmig bir zemin (zerinde
bulunmal ve kolayca ilen ger hareket edebimesi saglanmahdir,

T-Tiraglayici bigaginin keskin oldugundan emin olunmalidic. Belirl zamanlarda kérlenen bigak bilenmeli
veya dedistiriimelidir,

B-lsihicimin tefion ylzeyine yapismig yabanci madde ve denn gizikler bulunmamalidir.

Yukaridaki husustan géz dnlnde bulundurdufjunuz middetce yapacadiniz kaynak son derace
saglikh ve temiz olacaktr.

Technical Information

RULES THAT MUST BE CARED FOR WELDING QUALITY
There are some rules below that must be care for a good welding quality

1-Materials (Diameter, type, wall thickens) that will be welded must be appropriate for each other.
2-Machines working area must be isolated from outer impacts like wind, humidtly, low lemperature

not to aller welding parameters.

J-Before welding process pipes foreheads must be trimmed by facing 1ool,

You must not touch pipes foreheads by hands for a good welding quality,

4-Before welding process pipes foreheads must be fixed. This process is necessary for a good welding
quality and also 18 very Important for workers safely.

B-During welding process and coohng time pipes nol be exposed (o external force.

6-Other pant of welding pipe must be on a sliding floor and pipe must be move easily back and forward,
T=-Trimmer's knifé must be sharp énough. Knife must be sharpened in period of specified times.
8-There must not be scratch etc. On lefllon coating of heater, Heater face must be contralled.

Tflmuninn —_— 2



Kullanma Kilavuzu

ANA MAKINA

Ana makinanin par¢alan
« ki bas saseye monte edilmis silindirler,
= Bir adel oynar ¢ene, mil sistemi Uzeninde hareketli ve dedisik pozisyonlarda takilabilir,
Millere monte edilen ¢eneler ana makina da hareketl bolimo olugturur, Hareketll genaler sabil ganealern
destekler, Makinay uygun pozisyonda yerlestirdikien sonra kaynak islemine baslanr,
Agagidaki caligmalar sirasiyla uygulamr,
1- Esnek horlumlan hidrolik olomatik rekorlara badlayin,
2- Baglantian test edin. Hidrolik dnite kontrolOnd ¢alistinn,
3« Hidrolik kontral bolimi ¢aligirken makinalann hareketli b8limOnG tamamiyla serbest birakin,
4- Dorl ceneninde Ust Kismim agin.
5- Borulardan bir tangsini harekelli bol0me difenn| ise sabil bollime Koyun.
&- Borular kaymayacak sekilde geneleri sikislinm.
7- Tiraglama iglemine baglayin.
8- Kaynatacaginiz borunun ¢apini, PN'sini gizelgeden bulunuz. Gerekli zaman ve basinglan
uygulayarak kaynak islemini yapirz, 90° dirsek, 45° dirsek boru kaynatmak igin bu tarz borulann
makinaya dodru bir sekilde monte ediimesi gerekmaektedir.

Technical Information

BASIC MACHINE

The basic machine is composed by:
« Two eylinders on which heads are mounted two complete clamps.
« One movable clamp dia. 500 mm sliding on cylinder's system and fixable in different position,
1- Connect the flexible hoses quick couplings
2- Test the conneclions and the Movable Trolley's function by means on acting on the hydraulic unit
control,
3+ Leave the moveable part of the machine when hydraulic unit start acting.
4- Open the clamps upper part,
§- The two pipes of 1o be welded, one into the Fixed trolley the other one into the movable trolley.,
6- Check the alingment of the pipes by approaching together in case by acling on the middle clamps nut.
T- Start the facing operation,
For a good welding quality on these types of pipes (90° fittings and 45° filtings) you
must put the pipes into the machine in right position.

3 —— 'ﬁummmn



Kullanma Kilavuzu

KAYNAK BORUSU iLE iLGiLl TERTIBATLAR
THE FOLLOWING EXAMPLES EXAPLES EXPLAIN THESEVERALPOSSIBILITIES

Her borunun makinaya nasil baglanacag agagida gosteriimigtir.

- 1
Iki Diiz Boru Ka Diiz ve Inegal Te Boru Kaynadn Dz ve Dz Boru Kaynads
Pipe ;Hhu;uipe nagt Pipe with long spagot fittings  Pipe with short spigot fittings

]
1)
i | |

= r— — =g

Flang Adaptorierinin Kaynag  Flang Adaptérlh ve Duz Boru Kaynagi
Fitting with stub flange Pipe with stub flange

* Kisa fianglann kKaynatiimasinda kullambir.

= Kisa flang: flang aparatina baglayin

* Flang aparati makinanin ¢enelerine takilacak sekilde iglenmigtir.
* Flang aparatini makinanin ¢enesine baglayin.

= Usi genayi flang aparatinin Uzerine takip sikistinn,

"ﬁmlunlnn — A —
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Kullanma Kilavuzu

ONEMLE: Tiraglama yaparken borulan resimde gasterildigi gibi ayn ayn traglayiniz.

a®
- u
et =

[

IMPORTANT: Pipes should be trimmed separately during trimming process.
“Tromammaning —_—



ISITICI AYNA

Kullanma Kilavigzu
Technical Infarmation

Igitics aynasin olugturan pargalar;

Isitics aynas: PTFE ilo kaplanmighe, Tarmomolre vo baglant kulusu varder, Bagdlant kutusu elokinkl termostat ile
bafhdir. Uygun sicaklif segin ve digmeye basin bu ayni zamanda mataryal thrine, dudak kalinlifinn ve de kaynak
yapmak istediginiz borunun thrine badldir genallikle kullanitan dededer agafudaki gibldir,

HOPE : 210°+/-10°

PP ; 200"+/-10"

PVOF:230"+/-10°

Sicaklik degorierinde blylk bir hata yapmamak igin en yiksok uygunivkiaki degor 289° C dir,

1- Elokirif}i takin ve kontrol edin, o aynasinn segidiniz sicaklidn ulagmasin bekboyin, stenilen sicaklija
ulagalch{jinda lambalar biror koto yanip sGnor yada sadoce termostal otomatik olarak segilon sicakikta baglar.

2+ Twraglamao ighoméni bitrdikton sonra wifec aynasing kullanmaya dikkot edin.

Kaynak olacak boru e aynay temas halinde dikey bir gokitde istenden dudak kalimls olugana kadar berakiniz.

3= Dovam eden sOrode 12 agamas: sOrekll isnn (kaynak grafifine bakn) uygulayn, Daha sonra aynayi gikarting,
Snemii:

Isitier aynasimn sicaklif hor zaman 220°C den fazla edmali, herhangl bir yanik igin mutlaka korenakh eldivenier takilmalidar,

OLASI DEZAVANTAJLAR VE GOZOMLERI

|H.III-¢.‘.I Ty TG |smmty:|-ln-:

1+ Elekiridi kontrol adiniz vo alokink baglantisin ber ihtimalo karg) kesiniz,

2= Eder elaktrk cahsiyorsa muhtemslen taller arasinds kopukiuk vardir bu durumda asadedaki Grlamiban alinz.
3- Elektrifi fiston gakin.

4- Termostal destednd gavirerek gikanin,

&= Vidalan ¢ikarsn v bashs adin,

6= Bdiln elekirnk badiantitanmi kontrol edin vo sékilon pargakan yaringe takin,

7= Vefalan sokin ve kapad gikann.

8- Bitin ¢leklnk badiantitarn kontrol edin ve s8kilen par¢alan yering takin,

§. Makinadan iyi yararlanmak istiyorsamiz termasiatin iyi olmasma dikkal ediniz, efer bir tanesi ya da fazlas: Kinbmes ise
isiticinin dedismeasi santir,

10- Toemostatin galgpmasen kontrod odin yada kullanem,

11- Daha fazla teknik bilgi igin Teknik balimie gorisn.

Technical Information HEATING MIRROR

Tha healing mimer composad by

The heating mifrer coated with green co lour PTFE complete with thermomaler and connecling box, The

suppodt suitable for the heating mirror and tha fecing tool, Whare is located the connecting box. The elestronic thermosial
locatad an the connécling box.

In order to select the necessary lemperature act on the

Push buttoms incroasing or reducing tho value according 1o the typo of matenal and wall thicknass of the

pipd 10 be weld, the most common values are the Tallowing:

HOPE 10°C +/-10

PP 200 *C +/-10

The above values are also dopending on pipa’s wall thickness, theroforo for accurate lemperature selling up we suggest
to chock enclosed graphic, In grder O avoid big musiake on temperature selocting the muemum possible solbng value
is 209* C.

1= Connect the plug 10 the power supply and check if the Bght power on is swilched on, wall untd the heating mimor
archive the sefectod temparalure, during this eperation the two lights wall be switched. One achiovad the selected
temperature the lights will svatched of and will swiich on or off anly when the thermostal would start in order to
aulomatically keep the selected temperaiure.

2- Before to proceed 1o the first walding wait until the lights has been switched on and off throe times, this allows the
slabilization of the lemperatune on tho heating maror surface.

3= Take cane 10 insert the heating mimos inko the maching only after o facing operation has boen complatad, the lower
part of the heating mimor is supplied with a stable 10 be insert into the slide bar of the maching’s

trolley and the upper part of the heating mirror is supplied with a support keeping the mirror in centered position,

4- Elapsad the phase 12 Confinual heating ($e¢e the Walding Cycle Graph) opening the maching's Irolieys, the hoaling
mirror will come off one pipe end, in order (o come Gl ke olhor pipe end just give a biow on the handles, then take

off the mérror and pul it back inlo the suppart.

R “iuranmaning



Kullanma Kilavuzu

HATIRLATMA; PVDF KAYNAGINDA SICAKLIK ISITICI AYNAS! ICIN HER TUR DUDAK KALINLIGINDA
220° C +/-100°C AYARLANMISTIR,

o | | | BAKIMI: PTDF kaplamalaninda isitici aynasina zarar

o vermeklen kaginin.

! PTFE kaplamasinin yuzeyini daima temiz wiun, temizlik
ylzey hala sicakken yapimah yumugak bez ya da kagit
(4] He, agindiran malzemelerden uzak durulmali bu PTFE 'nin

00 |- : il — izayine zarar varabilir,
3 T —t— Ly

o — it Onerilen Bakim Yéntemleri:
= W= Dig ylzeyini gabuk yok olan bir deterjanla gabuk bir
Wttt | — = sakilde temizleyiniz (Alkol).
185 | | | Vidalarn sikligin kontrol edin, kablo ve figlerinde...
9 8 W oW oW M oMWW W &4 0 Asaddakitabloda isilici aynasindaki dedismekte olan
BORUNUN ET KALINLIGI {mm) sicakliklan gosteriyor.
220 | | | Technical Information
i A Important
210 1 T The heating mirror's temperature during the working
45 | | | | operations is always above 200° C |, therefore keep atlention
g = and utilize if possible protective gloves in order Lo avoid bums.
g 200 T Possible drawback’s descrnption and relative solutions
e | ~—iovi | . The healing mirror doesn’t warm up:
ﬁ . 1.Check if the light is switched off. In case check the plug
Y SN T T . - 2,The light is switched on. Probably a wire disconnecled,
= | check the contacts as follows:
9 5 10 15 20 25 30 3s 4 a5 so -1ake off the plug from the power

PIPE THICKNES (mm) Unscrew the nuls and take cul the thermostat support
Unscrew the screws and remove the cap
<Lheck all the electric connections and reassemble
dinscréw the scréws and take oul the cover
Check all the eleclric connections and reassemble

3.By utilizing a Tesler check if all the resistances are in good condition. If one or more are broken the heating
mirrer must be changed

4.By utilizing a lester check the working of the thermostal, in case subslilule

5.For additional information on electric companeénts, please refer 10 our Technical Dept Temperature of the
welding mirror for welding HDPE and PP

MAINTANENCE

Please take care on handling the heating mirror in order to avoid damages to the PTFE coaling. Keep
always clean the PTFE coated surfaces, cleaning must be done with surfaces still warm by using a soft cloth
or paper, avoding abrasive materials in that might damage the PTFE coated surfaces.

Al regular intervals we suggest you to:

Clean the surfaces by a quick evaporation detergent (alcol)

Check the tighlening of the scréws and the cable and plug condition.

The following table has shows temperature of the welding mirror for welding.

“ronanmanina — 8



Kullanma Kilavuzu

KAYNAK ILE ILGILI KISA AGIKLAMALAR
1-Makinanin hazilanmasi

2-Cahigacaginiz bolgeyi dlzenleyiniz.
3-Hidrolik otomatik rekorlan panoya lakiniz.
4-Elektnk baglantilanin yapiniz. (hidrolik Gnite, tiraglayici ve 1sitici) daha sonra ana glch kontrol ediniz.

S-Isilicinin 220° C'ye gelmesini bekleyiniz,

6-Her ihimale karg boru ¢aplanm kontrol ederek makinaya baglayimz,

BORULARIN MAKINA i{:ﬁlDEHi POZISYONLARI

1-Makinanin genelerinl aginiz,

2-Borular makinaya yerleglirirken traglayici igin yeterli mesafenin kalmasina dikkat ediniz.

3-Bu Iglember sonunda borulann hraglanacak ylzeyleninl lemizleyiniz.

TIRASLAMA CALIGMASI

1-Makinanin hareket eden Kismin aginiz.

2-Iki borunun arasina iraglayicryl yerlestiriniz.

3-Glvenlik mandahm baglaymz ve hiraglayiciyi caligtinniz,

4-Borular Lraglayiciya yaklagtinmz, Molora fazla ylkleme yapmayinz,

S-Tiraglayicinin iki tarafinda gapaklar ¢ikmaya bagladiktan sonra tiraglama iglemini sonlandinmiz.
6-Tiraglayicinin eleklrik baglantisimi kapalip kabinine koyunuz.

7-Borulann ylzeyindeki ¢apaklan temizleyiniz. Twraglanan ylzeye el sUrmeyiniz.

8-Kaynak yapilacak borulan birbirine dedecek sekilde birakiniz ve iki boru arasindaki bogluk degerferinin
asadidaki gibi olup olmadijina dikkat ediniz.

ouT mmgg? Oig Gap) | BLANK ﬂ};w; Boglhuk) lﬁe‘;l"r:; El:ftiﬂ:ig?hi dederler lulmuyorsa traglamay

dn=<400 0.5 In case the following values cannot be fulfilled the
dn>400 1.0 facing operation musl be repeal.

Technical Information

BUTT WELDING IN BRIEF
Prepare to machine
la- You should arrange working area.
Ib-Connect to flexible hoses machines hydraulic part
ﬁa‘?ﬂ""m 1o plugs power supply. (Hydraulic unite, timmer and heating mirror) afterwards checkl the
n power,
1 d-Select the correc! temperature on the healing mirror.
1 &-The pipes must be same diameler
Pipes positioning into the machine:
2a-Open the movable trolley of the machine _ _
2b-Take care to leave enough space between the two pipes ends in order (o allow the facing 1oo! inserting.
2c-The pipes loreheads must be fixed l'ﬁztlg._r.
2d-After this operalion you must clean the pipes.
Facing tool operation:
Ja-Open the movable lrolley of the machine
db-Fit in the facing tool betwaen the two pipes. The two pipes ends to be faced by means
Of connécting the special supports, :
Je-Connecl to the safely pin and start timmer operation,
3d-Star to facing operation. Beware 1o facing tool engine.
Je-While the pipes ends will be in contact with the facing ool blades will start facing by removing material as
shavings, when the shavings from both sides will appear the facing.
Operation is compleled, .
3-After facing tool operations switch off the power supply. Remove the facing tool and Place it into
the suppor.
Jg-E-eﬂ}re canny oul further operation remove all the shavings from the pipes and from the
Ground avoiding dirtying the faced pipes ends.
3h-You should leave the pipes ands in touching position and the between of the blank ranges show
as below lable.

9 — ’ﬁummn!n



Kullanma Kilavuzu

i

Pty

11: Istenilen dudak kalinligi igin gereken zaman,
t2: Eﬂﬂll‘lfﬂ-lﬁ iIsitma siréesi.

t3: Degiglirme igin gereken zaman,

td: Basing artirma zamani,

t5: Soduma lFln ren zaman,

P1: Dudak kalinhd igin gereken basing.

P2: Devamli isitma igin greken basing.

P5: Sofjuma esnasinda gereken basing.

Fressure-Time diagram for butt welding

ested for the bead formation with the specifled

wall thickness.
t2= Time requested for the continual heating
t3= Time requested for the change over
t4= Time requested for bringing up ﬂ'nfjgessure
t5= Time requesled for cooling down Pland

—r t o é - - frruri'.-
Technical Information
e .-

!E . - ti= Time
e
£ ;; |
0 & plu l o J trmay

T PS=Pressure durin
cooling down,

the bead on and the
is value is the result of the formula:

:ige section)om2) x Material thrust coefficient) Kglem2)
.
Total machine cylinders section (cm2).

Pulling Pressure: After fit in the pipes into the machine, keep on pressing machine net
button while pressure is zero. Bring the pressure up slowly, Check out the manometer
when the machine start pullin%the ipes. Manometer shows the pulling pressure.

In this case add this pressure

or 10 bar and start the trimmering process.
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IMPORTANT: PULLING PRESSURE + PRESSURE ON DIAGRAM + WHILE ON WELDING PROCESS.
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Kullanma Kilavuzu

ONEMLI: GEKME BASINCI + GIZELGEDEKI BASING, KAYNAK ANINDA UYGULANACAK GEKME BASINCI:
Borular makinaya badlandiktan sonra makinanin basing: sifirken makinamn ilen yorlyis bulonunu basili
tutunuz. Bu arada basinci yavag yavas artinmiz. Makina borulan geh:ma;ra ladijinda manometreye bakiniz.
Manomelrede okudujunuz basing makinanin gekme basincicir, Bu basinca S{beg) le 10{on) bar ekleyerek
tiraglama yapimiz,

IMPORTANT: PULLING PRESSURE + PRESSURE ON DIAGRAM + WHILE ON WELDING PROCESS,
Pullig Pressure: After fit in the pipes into the machine, keep on pressing machine net bution while pressure is
zero. Bring the pressure up slowly. Check out the manometer when the machine start pulling the pipes.
Manometer shows the pulling pressure. In this case add this pressure 5 or 10 bar and starl the trimmering

process.

ISITMA ISLEMINDE BORUNUN KIMYASAL YAPISI .

Isitma igleminin ana prensibi iki yizey de ayn sicaklik seviyesinde erimekur, 1sitima yapilirken ikl ylzeyde

de aymi basin uyg.JEIlnlr. Bu baging erimis Wmﬁmn digarn qikmasini saglar, Buda engmig yuzeylenn birbirne
Kansgimni ugm. boru isindif) zaman, molekller yap kristal glagqun i¢imsiz bir yapi haline dondsir.
Isitma basinci uygutandif zaman iki borunun molekdler yapilar ring kangir. Ek yerfer sojudugunda
molekiler yapi knstal yapiya donlsdr. lki boru bir homojen haline gelir, ilmig bo kendisinden
de gok daha gO¢lo olmaktadir,

-

gﬂﬂ.llﬂr nslmlmnyn basiatiidijinda molekiler yap: degismeye baslar ve bigimsiz
r yapi alir,

L&_g;j‘\ Buda borunun erigmis ylzeyini katlanabilir hale getirir.

A7\ Boruar evidikten ve sofjuduktan sonra tekrar kristal yapiya dodiru doniigim baslar,
o I"/-'—— R S Buda bir tek homojen boru clusmasini saflar

o |
Kaynak yapilan bdlim borunun kendisinden de qlgld olmaktadir,

Technical Infoermation
PIPES CHEMICAL STRUCTURE ON THE HEATING PROCESS

The principie of heat fusion is the heat two surfaces to a designed lemperalure and then fuse them logether
by application of force. This pressure causes flow of the melled materials. Which causes mixing of the melted
matenals. When the PE pipes is heated, the molecular structure is transformed from a arysttaline state inlo a
an amorphous condition, £

When fussion pressure is applied, the molecules from each pipe end mix. As the joint cools, the molecules
return the their crystalline from, the two pipes have be come one homegeneous pipe. A fusion joint that is

a sirong or stronger than the pipe ilsell,

E.
I < 1 ) The pipe is being heated chancing it's molecular
11l

structure 1o an amorphous state making it a very pliable material,

\ 1 ; ‘ | After pipe has been fused and is cooling it returns to crystalline
I slruclure creating one homogeneous pipe.

’j , Fusion juint that is as strong as or stronger than the pipe itself,
?&

S | SE— “Truranmening



Kullanma Kilavuzu

PLASTIK BORU ALIN KAYNAGI NASIL YAPILIR?
Yapilacak butln islemler igin borular eksenel olarak tutturulmalhdir.

ﬂﬂullm 1) Paint )

* Borutar orta kelepeelerden ikiger cm ileride baglanmalidin, (Resim 1)

"Kelepgeler ok fazla sikiimamalidir.

*Tiraglayiciyi borulann arasina yerestinp liraglamayi yapiniz, (Tiraglama yaparken ylrime basincina 5 ile 10 bar
ekleyerek braglama yapiimalidir.)

YURUME BASINCININ MAKINA UZERINDE AYARLANMASI NASIL YAPILIR?

Borular makinaya bajland ktan sonra, makinanin basing sifirken makinanin ilen yiryls butonuna basili

tutunuz, Bu arada basing yavas yavas arinmz. Makina borulan ¢ekmeye basladifinda manometreye bakimz.

Manomelrede okududunuz basing makinanin ylrime basincidr. Bu basinca 5(bes) e 10{on) bar ekleyerek

tiraglama yapiniz,

*Borulann etrafinda tam bir tur capak gilunca tiraglama iglemi bitmis demektir,

*Tiragiama iglemi battikten sonra borulan abin alina getinniz. Borulann birbirine tam olarak lemas edip

etmedifine bakiniz. (Resim 2)

*Borular alin alina iken borulanin eksenlerine bakimz. Borular eksende degdilse ona kelepgelerden birini
gevsetip dijerini sikarak borulann eksenlerini a arla-_wm:

*Kaynak basincini ayarayiniz.

]

. (Resim 2) Paint2  °
Technical Information
HOW WE MANAGE TO DO PLASTIC PIPE BUTT WELDING?

The pipe pieces are hold axially to allow all subsequent operations to take place. (Paint 1)

*“The pipe énds has 1o be hold 2 ¢m ahead fram the middle clamps, (Paint 1)

“The force on the clamps must be constant,

*Fitin the facing tocl betwean the two pipes and stan to facing operation. (During the facing operations add
o walking pressure 5 or 10 bar and keep on facing cperation),

HOW DO WE SET TO THE WALKING PRESSURE ON THE MACHINE?

When the pipes are located on the machine, keep on préss the machine next button

when the pressure is zero, Meanwhile increase the pressure siowly, VWhen the machine movable part start
acting look at to manomater. The pressure on the manometer shows walking pressure. On this pressure add
to 5 or 10 bar and start to inmmerng operation,

When the shavings from both sides will appear the facing operabon is completed,

Check if the pipe ends are axially. If the pipes ends are nol on he axis we must untight one of the middie clamps
and lighfing to other one and arange 1o pipe axis. (Paint 2)

Arrange the welding pressure.

Tflmmllnn s 42 e



Kullanma Kilavuzu

KAYMAK BASINCININ MAKINA UZERINDE AYARLANMASI NASIL YAPILIR?

Kaynatacagimz borunun ¢apini, PN degerinl gizelgeden bulunuz, Makinamn lleri yOrlyls butonuna slrekli

basili tutunuz, Borular alin alina geldiginde manometrede ylrime basincin goreceksiniz, Basing regulaton

Et :.u'-:’nnrlrl:h"n-:'plulEL gevirerek gizelgedeki kaynak basinci ne Kadarsa, kaynak basincim ylrlme basincina ekleyip
SINCI ayarnayinig.

"lsitici 220" C'ye ulaglifinda isiticiyi borulanin arasina yereglirp makinanin llern ybriyus butonuna surekli
basinz,

*lsiticinin her iki tarafinda dudak clugana kadar bekleyiniz. Isiticinin etrafinda eriyen ylzey yukseimeye
baglayacaktir, Yeteri dudak olugunca hidrolik Uniteden basing sififlayiniz, Basing siilama kolundan basincs
sifirladiktan sonra basing sifilama kolunu sikiniz.

*Cizelgedeoki 12 sOresi kadar bekleyiniz.

*12 stires doldugunda gern ylrlyls bulonuna slrekli basarak makinayi aginiz. Yanhghkla geri yenne ileri
ylrdyls butonuna basarsaniz, bUtln iglemien baglan yapmaniz gerekmektedi,

*Hizli bir gekilde 1siticiyr borulann arasindan alip makinanin e ylrOyls butonuna slrekli basarak borulan

alin alina yapigtinimz. (Bomulann engmis ylzeyler birbirine iyvice yaklagtnldiginda ileri ylriyls butonuna
ara ara basimiz.)

Technical Information

HOW DO WE ARRENGE ON THE MACHINE WELDING PRESSURE?
Arrange ihe weiding pressure
Find from the diagram, diameler and PN value the pipe which you weld, Keep on préssing maching next

buttom when the pipes became logether, on the manometer shows the walking pressure, Tum up lo pressure
regulator on the time direction add the welding pressure to walking pressuré and arrange 10 préssure,

“When the healing mirror archive the 220" C insert the healing mirror between two pipes and press on
the machine next bultom.

“A mell pattern that penetrates inlo the pipe must be formed around both pipe ends, Tumn the pressure
zefo from hydrauke unit. (By pressuré handle) Alter bringing the pressure zero tightén 1o préssure handle.

"Wall until 12 period from the diagram,

“Open the machine by pressing the back buttom when the 12 period Is finished. If you press the next buttom
by mistake, you must have to repeat all the process.

*“Take of the heating mirror and press the machine next button, pipe end come off the other pipe end.
(When the pipes ends comes closer to each olher ends, we must press machine next buttom step by step.

S - [E— “Cioranmanina
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME /| MATERIAL PE 80 s :

| Bt Kalenlifs | Toplam
OCap Kaynak Baimnd Diidak 12 t3 t4 15 Totsl
Oiametar: | o K0 s | WeldingProsiure | Thidmess | g, | A
mm | mm | (40460 mm | mm | mingec | sec | sec | min | min
40 | | . | . |
50| | | | | |
63 | | . E |
75| | _ | | |
8 | 23 | 1 . 03 | 28 A 5 3 | 4
1mo_ | 27 | 1,5 | 03 | 32 | 4 5 4 | 5
125 | 31 | 1,75 _ 0.4 [ 37 | 4 5 5 | 5
140 | 35 | 2 04 42 A 5 5 6
160 4 | 7 0.5 48 | 5 5 & 7
§gn
[ =] Plafs
L
P
P2
1%
i P L= ol LI 15 ﬂw

MALZEME | MATERIAL PE 80 PN 4 _

OCap | FURARAMG ek Basin Dudak 3 4 t Thphies
Diameter: “ﬁl'“l Walding Prassure | Thickness ,Em | E,. E,. ms. . ':T
mm | mm | (#6fjmm | mm  minsec | sec | aec | min | min
40 | : , , , :
0 | | . . ! .
63 | | . . . | :
75 | 23 | ] | o3 | 2 | 4 | & | 3 | 4
90 | 28 | 13 | 03 | 3 | 4 5 4 5
M0 | 34 | 1.5 ., 04 | 41 | 4 5 5 6
125 | 39 | 2 |05 | 41 | 4 5 6 7
140 @ 43 25 L85 | 52 | 4 5 6 7
160 9 | 12,5 0.6 589 | 5 5 7 8

"ﬁmlmllln _— 20 ———



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Hullanma Kilavizu AL 160 MACHINE PRESSURE AMD TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 80 PN 5

DCap | EtRahnly | k Basnc Dudak ' Toplam
o oo | e, | i, [ 2 [8 [ w [ [
mm | omm | (060 mm mm | minigec | e | sec | min | min
0 | ! | . Z

50 | | | . ! .

43 | 25 0.6 | 03 , 30 | 4 5 4 . 4
75 | 29 | 1 03 | 35 | 4 5 4 | 5
9 | 35 | 15 04 | 42 | 4 5 s | 6
10| 42 | 2| 05 | S50 | 4 5 6 | 7
125 | 48 | 2.5 . 05 | 58 | 4 5 F4 | .8
140 | 54 | 75 | 06 | 65 | 4 5 ] 9
160 62 | 125 0.7 4| 5 5 ] i

§§ '

E - Pl
i
P

P2
£e )
1"
i e -l L 5 IS - (TIMIEY

MALZEME /| MATERIAL PE 80 PN 6

L T — Oudak Toplam
Dismeter: m‘:“:“ Welding Pressure | Thickness dE“ | E t: E | e
mm | mm | (460 mm mm | mingec | s4c | s mia | min
0 | i , , . ;

0 | 23 | 0,4 o3 | 8 | 4 5 3 | 4
63 | 29 | o7 | 04 | 35 | 4 s 45
7% | 34 | 1 . 0,4 | 4 | 4 5 5 | 6
92 | Ay | 1,5 | 08 | 49 | 4 5 G 7
1ne | 50 2 .06 | 60 | 4 5 8 2
125 | §87 | 2,5 | o7 | e | 4 5 9 10
140 | 64 3 . 08 | 77 | 4 5 10 "
160 73 | 12,5 0,9 88 | 5 5 11 13

—_— 2 “Tioranmaning



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME | MATERIAL PE 80 PN 8
DCap | ERRANALD |k Banne Dudak Yoplam
Diesmweter: mmu | Webding Prevwure Thicknews | .Em | EE t.: E [ '?:I
mm | omm | [0AG0 mem | mm | minsee | see sec min | min
0 | | . | . |
0 | 30 | 0,6 .04 | 36 | 4 5 £ 1 5
75 | 45 | 15 | 05 | 54 | 4 5 7_| 8
90 | 54 | 2 . 06 | 65 4 5 8 | 9
10| &6 | 1.5 . o8 | 79 4 5 10 | N
125 | 74 | 126 = 09 | 89 4 5 n_| 13
140 83 20 | 10 | wo | 4 5 12 14
160 95 | 27,5 1,1 114 | 5 5 14 16

§§JL
E— [ = Plafd
P
P
1" la L&) - [ =] ¥ ] - 15 FI.T,M.‘-E']H

MALZEME /| MATERIAL PE 80 PN 10
DCap |FUEAIMIG | ek Rasing Dudak Toplam
Dlameter e | Webding Pressure | Thickness ,Em | ﬁ o t-j | T
mm | mm | (0160lmm | mm | minvsee | see sec min | min
0 | 30 | 0.7 .04 | 3 | 4 5 5 | 5
o | 37 | 1 04 | 44 | a4 5 6 B
63 | 47 | LS | 06 | 56 4 5 7 | 8
75 | 56 | 2 07 | 67 | 4 5 8 | 10
20 | &7 | 2,5 . o8 | 80 | 4 5 10 12
10 | 81 | 12,5 | e | 97 | 4 5 12 14
125 | 92 | 20 11 | 1o | 4 5 14 16
190 | 10,3 25 (A 7 S E 15 18
160 118 | 15 1.4 142 | § 5 18 20

"ﬁlmunlln — e



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 80 PN 12.5 _

Slameten “L'L‘_wmmfn Thickness ,E.._ | E E,: b ey
mm | mm | (060 mm  mm | minaec | sec se¢ min | min
40 | 37 | 0,6 | 04 | 44 | 4 | 8 A
80 | 46 | 1 06 | 55 | 4 5 7 1 8
63 | 58 | 1,5 67 | 70 | 4 5 9 10
75 | 68 | 2 08 | 82 | a 5 0 | 12
@0 | 82 | 75 10 | 98 1 5 12 | 14
10 | 100 | 20 2 | 120 | 4 5 15 | 17
125 | 114 | 25 4 | 137 | 4 5 17 | 20
140 | 127 30 5 | 152 | 4 5 19 | 22
160 146 | 40 18 175 | 5 5 22 25

§gﬂ
[ =] Plafs
P1
P2
-L..-l e - L 5 " " [TIME}

MALZEME | MATERIAL PE 80 PN 16

Ealmbg | N Toplam
ook, [“Vat | omeere | oo [ [ [ W [
mm_ | omm | (40160 mm mm | minisec | %ec | %es | min | min
0 | 45 | 1 , 0,5 | 54 | 4 5 T B
0 | 56 | 15 | o7 | 67 | a4 5 g8 | 10
gx | A1 | 2 09 | 85 4 5 1_| 12
75 | 84 | 7,5 0w | 4 5 13 | 14
90 | 100 20 oo b2 12 | 4 5 15| W
1Mo | 123 25 LS | 148 | 4 5 8 2
125 | 140 | 3 | 1,7 | 168 | 4 5 91|
140 | 157 40 L 19 | 188 | 4 2 4 | 27
160 | |

—_— 2 'ﬁuunmnin



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 80 PN 20

(] | Kabnli | sk Baning Dudsk | | Toplasn
s Thrl:-u _ HH:TMFHHW Thickness | dEn | E E: E ':;"1
mm | mm | (080 mm mm  miagee | se¢ | sec | min | min

0 | 55 | 1,5 07 | &8 | 4 5 g8 | 10

50 | 69 | 2 | o8 | 83 | 4 5 10 | 12

63 | 86 | 7.5 | 1 | W3 4 2 13 0 15

75 103 | 20 | 12 | 124 | 4 5 15 | 18

90 | 123 | 25 ! LW | 148 | 4 5 18 | 21

1Mo | 151 | 40 | 8 | 181 | 4 5 23 | 26

125 | | I

140 | | | .

160 I |

§§n
[ =] Plafs

n L] L ] 15 EAMAN
[TIME}

MALZEME | MATERIAL PE 80 PN 25

OGap | EURakAl | ek Basna Dudak {2 13 14 15 Toplan
Olameters | M| Welding Pressure | Thidkness | gy, | o = &k | "3}:‘
mm | mm | (W80 mm | mm | minsee | see | gsc | min | min
0 | 67 | 2 0.8 | B0 | 4 5 10 | 12
0 | 83 | 5 1| 100 | 4 5 12 | 14
63 | 105 | 20 13 | 126 L 3 16 | 18
78 | s |2 | s [ 150 | 4 5 19 | 2
90 | 150 | 40 8 | 180 | 4 5 23 | 2%
UL E ! . |
125 | ! | . |
140 { Z _
160 | ' |

Tfmlmliln — P —



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME | MATERIAL PP PN 2.5

En Kalinlige | Toplam
D Cap Kaymak Bakini Dudak 12 13 k4 t5
Dlamater: I'I'H?I“ | Welding Pressure . Thickness | dkten | o om T::'"
mm_ | omm E (40160  mm mm | miaigee | fec 0 s min | min
0 | | ! . . |
50 | | . | | .
63 | | . | |
75 | | _ | ! |
8 | 23 | 1 . 03 | 28 ] 5 3 i 4
110 ; 2.7 i 1.5 _ 03 | 32 | 4 5 4 | L
125 | 31 | 1.75 _ 0.4 [ 375 | 4 5 5 . 5
140 35 | 2 0.4 42 ] 5 5 ]
160 19 | 7 0.5 i7 | 5 5 ] 7
§g“
[ =] Plafs
-
P1
B
12l
[ la L ¥ - (5] B4 - 15 FHMMA-E‘]H

MALZEME | MATERIAL PP PN 4

o Eekalinky | o mak Banine Dudak Toplam
mm | mm | (#0460 mm mm | minsee | sec | sec | min | min
A0 i | '

50 | |

63 | | . . . ! -

75 | | | | | | | |

90 | 35 | 1,5 04 | A2 | 4 5 5 6
10| 43 | 2 L 05 | 52 | 4 5 6 !
125 | 48 | F . 0,3 | 59 | 4 5 7 B
140 | 54 7.5 L 06 | 65 | 4 5 8 9
160 62 | 12,5 0.7 74 | 5 5 9 11

—_— 25 ——— “Coranmaning



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME /| MATERIAL PP PN &
o I'll:lh\hh | .:l!'ﬂ ok Danm Dudak lelllrll-
ﬂl-l::ipm 1 *I I"‘“ | “'l“rl'l-l'fﬁl-:l' Thh'hl:m. _ ﬂl,:u.;:n | E t: EE _ ';"‘
mm | mm | @060)mm | mm mingec | sec | sec  mia | min
40 | | | | | |
S0 | . . | |
63 | | | | |
s | _ | | |
M | 57 | 4 . 06 1 A 5 g8 | %
1m0 | 63 | 7.5 . 08 | 7 | 4 5 9 | 1N
125 | 71 | 12,5 .99 | 8 | 4 3 n_| 1
140 80 20 . 1.0 | 9% | 4 5 12| 14
160 a1 | 25 1.1 108 | 5 5 14 16
ég]l.
PisPs P1afs
P
P2
" u 3 T 5 ZAMAN
- - w= - - (TIRIE)

MALZEME /| MATERIAL PP PN 10

o EuKalobis | ek Basine: Dudak Toslam
Eli-r::il:n m‘::'ﬂ 5 | WetdingPresiure | Thidonaes d:,zm | E E:' :ﬁ _ '1'“
mm | mm ! (40160 men mm | min/sec | see | g min | min
0 | , , |

50 | | | .

63 , : . ! ;

75 | | | | | | | |

% | 82 | 75 | 10 | 98 | 4 s 12 | 14
110 | 100 | 20 12 | 120 | & 5 i5. | 7
125 | 1A | 25 1A | a7 | 4 i 17 | 20
140 | 128 30 L LS | 154 | 4 3. 19 2
160 | 146 | A0 18 175 | S 5 22 25

Tfmlunlnn — 2 ——



AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME | MATERIAL PP PN12.5

o Eekalmbde | nak Basmo Oudak | ' | Toplam
mmhr..-, mft?-u-' W;:T::lrﬂmt Thickmess ,ﬁlﬁ" | E t: if T':.""I
mm | mm | (40180 )mm mm | minggec | se¢ 2 g4 min | min
40 | | | | . '

50 | | | | |

63 | | ! . .

75 | ! . . | . N

90 | 100 | 20 _ 12 | 120 4 s | 15 | 17
10 | 123 | 25 15 148 | 4 5 e | N
125 | 139 | 35 1,7 167 | 4 5 21 | 24
140 | 156 40 19 | 187 4 5 2 |
160 | |

MALZEME /| MATERIAL PP PN 16

og B Kalinbp Banna Dudak Toplam
S| 1M | Widngromas | koo | ggn | | | w |
mm | omm | ({0460 mm mm | mingee | sec | wec min | mia
0 | | '

50 | !

63 | | | | | | |

75 | |

9 | 125 | 25 | 18 | 150 4 5 19 | N
10| 152 | 40 18 | 182 | 4 E 23 | 26
125 | ! | | |

140 { Z _

160 | ' |

—_— 2 — 'ﬁummniﬂ



t1: Basingh isitma yaparken olugacak dudak
kalinhdgy igin gereken zaman.

12: Basingsiz isitma igin gereken zaman

t3: Isiticiyr borulann arasindan alma zamani

t4: Basinci artirma zaman.

t5: Kaynak yapilan borulann sodumaya
birakildigy zaman,

P1:Dudak kalinhd igin gereken basing.

P2:Devaml isitma igin gereken basing

P5:Soduma esnasinda gereken basing.

Pressure - Time diagram for butt welding

s

] e

el o]

/|

{

A

t1: Time requested for the bead formation with the specified wall thickness.

t2: Time requested for the continual heating.

t3: Time requested for the change over.

t4: Time requested for bringing up the pressure.
t5: Time requested for cooling down pland,

P5: Pressure during the bead formation and the cooling down, this

value is the result of the formula:

Pipe sectionjem?) x Material thrust coefficient) kg/em?)=bar

Total machine cylinders section (cm?)

ALH 160

KAYNAK MAKINALARININ

PARAMETRE OLCULERI

ALH 160
MACHINE PRESSURE
AND TIME PARAMETERS

28

“Cronanmaning




ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME | MATERIAL PE 100 PN 4 silindir alam / eylinder area 6,26 cm*
1 g In ikl Eaphilk Basssin Crusbti = 7 | | Tigdd=
Do | WiAThidares | WragPreees | Tdaes | sk | 83 | W | 08 | R
LS . 15 il ! - - L L L L
40 ! ! ;
50 | | . i
63 | | . . | |
M 20 | 1.0 . 0.2 [ 24 | 5 5 3 . 3
9% | 23 | 5 | o3 | a8 | s 5 3 | 4
1Mo | 27 | 22 | o3 | 32 | & 5 A | 5
128 | 31 | 28 | 04 | 37 5 5 5 | 5
140 | 35 | 38 | o4 | 42 | s 5 s | @6
160 40 4,7 0.5 48 5 5 6 7

ONIMLE: KAYNAK BASINGI UYGULANIRKEN YORUME BASINC EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABOVT WELDSNG PRESSURES

MALZEME | MATERIAL PE 100 PN 5 silindir alani / cylinder area 6,26 cm?

Damer | wibtitoes | wotgtme | e | am | 8 | w | s | WT
o | 8a | Heine | - j e | emveer | weec | #eev [ ek
40 | ! . . !

50 | ! Z |
63 20 | 09 | 02 | 24 | S 5 3 4
5 | 23 | 1.3 .03 | 28 5 5 3 4

90 | 28 | 1.8 | 03 | 34 | 5 5 4 5

o | 34 | &7 | 04 | 41 | 5 3 5 6
135 | 39 | 3.6 95 | A7 | 5 5 6 7
140 | 43 | 44 | 05 | 52 | 5 i 5 7
160 | 49 | 57 0.6 59 5 5 7 8

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI EKLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

Fﬁ% P Fubi

|
0 | 20 | 0,7 02 | 24 5 5 T
63 | 24 | 0| 063 | »® | 8 5 4 | 4
5| A7 | 1.5 | o3 | 32 | = 5 4 5
% | 33 | 22 | o4 | 40 | S 5 5 | 6
110 | 40 | 3,2 .95 | 48 | 5 ] 6 7
125 | 45 | 41 | 0S5 | s& | s 5 7| @
140 | 50 | wd . 06 | 61 | 3 5 8 | ¢
160 58 | 6,7 0,7 70 | S 5 9 10

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

i ) ch— “Tiuranmaning



ALH 160

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilayvuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME | MATERIAL PE 100 PN 8 silindir alani / cylinder area 6,26 cm*
i T R - T i | e
A N o | et ] et | wews ] Neeh [ &k
0 | 20 | 0.4 03 | 24 | a4 5 3 4
0 | 24 | 0,9 03 | 2 | s 5 A 4
63 | 30 | 1,4 04 | 36 | & 5 5 5
75 | 38 | 1.9 04 | 43 | 5 5 5 6
90 | 43 | 2,8 05 | 52 | s 5 6 7
10 | 53 | 4,2 06 | 64 | 5 5 8 9
125 60 | 5.4 o7 | 72 5 5 9 10
140 6,7 | 6,7 0.8 B0 | s 5 10 13
160 7.7 | 8.8 0,9 92 5 5 12 13

ONIMLE: KAYMAK BASINGI UYGULANIRKEN YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABOVT WELDSNG PRESSURES

Ot | o]  melbagtomme | Muanen | affa | W | w | e | VT
- am | 2 Heridak an pnhes | e | me | e -
40 24 | 0,7 03 20 | & 5 4 4
0| 30 1.1 04 36 1 8 ] 5 3
63 | 38 | 1.7 05 46 | 5 5 6 7
75 | a5 | 24 05 54 | 5 5 7 8

90 54 | 34 06 85 | 5 5 8 9

1o 66 | S 08 i AN - 3 10 11
125 | 74 6.3 09 8 | S 2 1 13
140 a3 | 82 1.0 1w | 5 5 12 14
160 95 | 10,8 1,1 114 5 5 14 16

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI EKLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

lﬂlﬁ} i [
1 L
|5 r; L
LY O o | w u ) pen
MALZEME | MATERIAL PE 100 PN 125 silindir alani / cylinder area 6,26 cm?
Bp T skl | Rars b Banmay Draedia®s -1 | ; Tegdis
Bumabers | Wal Thiknaens | Wabliong Presvers Ty | At | 13 L, S Total
- | Lo | ll-H'I'l_Al.I- [ ] | F-llnﬂ | B ey Wil B | ol - ewias il o
4 | 30 | 0.8 04 % | 5 5 5 5
50 | 37 | 1,3 04 | 44 | 5 5 6 6
63 | 47 | rA 06 56 | 5 5 i 8
75 _| 56 | 2,9 0,7 67 | 5 5 8 10
90 | 67 | 4.2 0.8 80 | 5 5 10 12
10| 81 | 6,2 1,0 97 5 5 12 14
125 | 92 | 8,0 1] Mo | s 5 14 16
140 103 | 10,1 1.2 124 | 5 5 15 18
160 1.8 | 13.2 1.4 142 5 5 18 20

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCGI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

"ﬁmlmllnn

S | —



ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

Technical Information
MALZEME | MATERIAL PE 100 PN 16 silindir alam cylinder area 6,26 cm*
s | Wittt | womegPwy | T | A | 3 w | s |
. | == M ! L ... L Ll S B 1 O e
o | 37 | 1.0 . 04 | 44 | 5 5 6 6
50 | 46 | 1.6 . 0.6 { 55 | 5 5 il 8
63 | 58 | 25 | 07 | M | & 5 g | 10
75 | 68 | 35 | o8 | 8 | s 5 10 | 12
90 | 82 | 5,0 0 | 98 | S 5 12 | 14
110 | 100 | 725 | 12 | 120 | s 5 15 | 17
125 | 114 | 97 | 14 | 137 5 5 17 | 20
140 | 127 | 122 | 15 | 152 | & 5 19 22
160 146 | 16,0 1,8 175 5 5 22 25

ONEMLE KAYMAK BA SIHH_I.I'-!"E-I.II.I.HIHHIH YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABOVT WELDSNG PRESSURES

MALZEME / MATERIAL PE 100 PN 20 silindir alani | cylinder area 6,26 cm?

Oneten | wThiden | Welghe | e | M | © | w | s | VT
N N T T S I N ST S X~ S Y Y
0 | 45 | 1.2 | o5 | sS4 | s 5 7 8
0. | 56 | 19 | o7 | & | 5 3 8 10
63 | 71 | 30 | 09 | 8 | S 5 11 12
75 | 84 | 42 | 16 | 101 5 5 13 14
e 103 65,1 A P S -1 - 2 15 17
10| 123 | 9,0 L5 | 48 | 5 3 18 21
125 | 140 | W72 | 17 | 158 | s 5 21 24
140 | 157 | 147 | 19 | 188 | 5 | 5 | 24 | 27
160 179 | 19,1 1.9 215 5 5 27 31

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI ERLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

lﬂlﬁ} i Fubi

-

|4

i

"] FEINES
o | u_J paaws

MALZEME | MATERIAL PE 100 PN 25 silindir alani / cylinder area 6,26 cm?®

benen liniaThies | Wi | Tt | M | W | W | w5
mm | L | LB T | Lo | Lot | e i | -oSiena
40 | 55 | 14 | 07 | 66 5 5 8
0| &9 | F. |08 | 93 | 5 5 10
63 | 86 | s | 1 | 103 | S 5 13
75 103 | 5,0 | 12 | 124 | 5 5 15
90 | 123 | 72 | 15 | 148 | S 5 18
110 | 1531 | s | 18 | 18 | S 5 23
125 | 170 | 139 | 20 | 205 | 5 5 26
140 | 192 | 125 | 22 | 230 | 5 5 29
160 | 219 | 228 2,5 263 5 5 33

Templan
Twtal
LR 1Y
10
12
15
18
21
26
29
33
37

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

i —

“Ciuranmaning



ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

Technical Information
MALZEME | MATERIAL PE 100 PN 32 silindir alam cylinder area 6,26 cm*
O | i ks | Withog P v dh | W W oo
an na PI-FS AR - i B e | Acmin | Aeme
0 | &7 | 1.7 | o8 | 80 | 5 5 10| 12
0| 83 | 2.6 , 1 [ 100 | 5 5 12 | 14
63 | 105 | 4,1 13 | 128 | 5 5 16 | 18
75| 125 | 59 | 15 | 150 | s 5 19 | 2
90 | 150 | 85 | 18 | w80 | 5 5 23 | 26
110 | 183 | 126 | 20 | 220 | s 5 27 | 3
125 | 208 163 | 22 | 250 5 5 3| 36
140 | 233 | 205 | 28 | 280 | s 5 35 | 40
160 266 | 26,7 30 319 5 5 40 | 45

ONIMLE: KAYNAK BASINGI UYGULANIRKEN YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABDVT WELDSNG PRESSURES

MALZEME I MATERIAL PE 80 PN 3.2 silindir alani | eylinder area 6,26 cm?

O .-l.;m Fupnrk Banmys Dbl =] | E- | 11 | 4 5 | Mogplee
Biaseiir | Wall fhichnans |  wellagPrmess | ThRhlses | d | 19 i v | —

ma | ma | nesoan | - | s | weeen | s | femin | e

40 | !

50 |

63 | | i I B . ) .

75 | 20 | 1 |03 | 24 4 5 3 4
9% | 23 | 1.5 . 03 | 28 | 5 5 3 4
o | A7 22 93 | 32 | 5 3 4 3

125 | 31 | 28 | o4 | 37 | S 5 5 5

140 | 35 | 36 | 04 | 42 | 5 3 > &

160 | 40 | 4.7 0.5 48 5 5 6 7

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI EKLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

-Fﬂl'ﬁil} P Fubi

=

s

Bty |paratl SmR | m,.ﬁ.! W | w | w6 |
A -y [ SR N1 T L] LT W [ERTH i, | i
40 | | | Z ' i |

0 ' , , , j

63 | 20 | 1 I 03 | M | 4 5 3 | 4
7% | 23 | 1,3 i 93 | 28 | 5 5 3 | 4
%0 | 28 | 1.8 L 03 | 34 | 5 5 4 | 5
1Mo | 34 | &7 L 04 | M 5 5 s | 6
125 | 39 | 36 | 05 | 471 | & 5 6 | 7
140 | 43 | 44 | a5 | 52 | 5 5 6 | 7
160 49 | 57 0.6 59 5 5 7 8

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCGI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

Tfmlunlln i 32 e



ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME | MATERIAL PE 80 PN 5 silindir alam cylinder area 6,26 cm*
Cbrren | ik s | sy vl A | w© W% | T
= - F1-Fi nd e mihei | | | lem [ Ams
A0 I . . ! .
0 | 20 | 1| 03 | 24 | 4 5 i | 4
63 | 25 | 1,1 03 | 30 | 5 5 A | 4
75 | 29 | 5 | o3 | 35 | S 5 A_| 5
90 | 35 | 23 | o4 | 42 | S 5 s | 6
10 | 42 | 33 | 05 | S0 | 5 5 6 | 7
125 | a8 | 43 | 0S5 | S8 5 5 7 | 8
140 | 54 | 55 | 06 | 65 | 5 5 8 9
160 82 | Fi¥ ] 0.7 T4 5 5 9 11

OHEMLE KAYMAK BA SIHI‘H'HI-UI.I.HIHHIH YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABOVT WELDSNG PRESSURES

PNE silindir alani | ¢ linder area 6,26 cm
J-‘:L -.lnﬂh--l m:-::- m .&. | 3 Lo L T::::‘
LS F1=FF iRAa | - | sl | i Ll Wemls | s
0 | 20 | 1 03 | 24 | 4 5 3 4
0. | 23 | 08 P03 | 28 | 5 5 3 4
53 | 29 | A3 | o4 | 35 | 5 5 4 S
75 | 34 | 1.8 L 04 | M 5 5 5 &
90 | 41 | 26 05 | 49 | 5§ 5 6 7
1Mo | 50 | 40 L 06 | &0 | 5 3 8 9
125 | S7 | 45 | o7 | € | 5 5 g 10
140 | 64 6.4 | o8 | ¥ | 5 5 10 11
160 73 | 8,4 0,9 88 5 5 1 13

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI EKLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

lﬂlﬁ} P Fubi

ety |V bt hl-l'::m Pk . -tr:— | » 4 L et
(L] Lt | Piekd Rk me | e g | i o = o Iia—n
0 | 24 | 1 . 04 | ¥ | 4 5 4 | 4
0 | 30 | 1.1 L R4 | 36 5 5 = 3
63 | 38 | 1.7 _ 0.5 | 46 | 5 b 6 | 7
75 | 45 | 24 , 0.5 o4 | 5 5 A B -
90 | 54 | 34 .08 65 | s 5 8 | 9
10| 66 51 08 79 | 5 5 10 | 1
125 | 74 | 6,5 .09 | B9 | 5 5 1n | 13
140 | 83 | 82 | 10 | W0 | 5 5 12 | 14
160 95 | 10.8 1,1 114 5 3 14 16

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

_— 3 “Curanmaning



ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME | MATERIAL PE 80 PN 10 silindir alam cylinder area 6,26 cm*
O g £N Ejbrdiga Eapnrh Basras Drsti -1 J;E" | 3 14 15 Togplass
Cibmetir | Wl Vhhness | WabegProveers | Thikmews | g | | b B | tew
L S . ALl ] ! e el LU L L
0 30 | 0.8 | o4 | 36 | 5 5 5 | 5
50 ! 3.7 | 1,3 ! 04 | 44 | 5 5 6 : 6
63 | 47 | 21 | 08 | S8 | & 5 7 | 8
75 | 56 | 28 | 07 | 61 | & 5 g8 | 10
90 | 67 | 42 | o8 | 8O | 5 5 10| 12
10 | 81 | 62 | 10 | 97 | s 5 12 | 14
125 | 93 | 80 | 11 | 10 5 5 14 | 16
140 | 103 | 100 | 12 | 124 | 5 5 15 | 18
160 118 | 13,2 1,4 142 5 5 18 | 20

OHEMLE KAYMAK BA SIHH_I.I'-!"H-I.II.I.HIHHIH YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABOVT WELDSNG PRESSURES

MALZEME I MATERIAL PE 80 PN12.5 silindir alani/ c Irr1n:|i:r=|i'-zaEiﬁi:rﬂE
O g #nmi- Eapash Basss Drasbiadiel ‘&‘ | 13 04 0 Toglaem
. | - FA=FF i = hmidcs s il domie | e
40 | 37 | 1,0 |04 | 44 | 5 5 6 | 6
50 | 46 | 16 | 08 | 55 5 5 F A B
63 | 58 | 2.5 07 0 | 5 5 g | 10
75 | 68 | 35 08 &2 5 5 1 | 12

9 | 82 | 50 | 1.0 98 | 5 5 12 | 14

B B . 7 45 | 1.2 1206 | 5 5 15 | 17
125 | 114 | 97 | 14 | 137 | 5 5 17 | 20
1490 | 127 | 122 | 1,5 | 152 | § 3 19 | 22
160 14,6 ! 16,0 1.8 175 5 5 22 [ 25

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI EKLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

Lozl

105 ki

w——n_| 'rlllm | -ﬁ-.-":"’m _ Lo . .EJ. | 13 L S - Yot
] | =] ; F e b Ban) | [ ] | . | TRET P il - i | -
40 | 45 | 1.2 | 05 | 5S4 | 5 5 7 _| 8
50 | 56 | 8 | 07 | 67 | & 5 g | 10
83 | 71| 3,0 _ 09 | 8 | 5 b 1 | 12
75 | 84 | 4,2 . 1.0 [ 1 | 5 5 13 | 14
@0 | 100 | 6,1 _ 1.2 [ 121 | S 3 15 | 17
110 | 123 | 20 _ 1.5 | 148 | 5 5 8 N
125 | 140 | 1,7 | 17 | w8 | s 5 21 | 24
140 | 157 | 147 | 19 | 188 | 5 5 24 | 27
160 17,9 | 19 2.0 215 i 3 27 31

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCGI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES
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ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

Technical Information
MALZEME | MATERIAL PE 80 PN 20 silindir alam cylinder area 6,26 cm*
pen | Wit wiiare | e | g | @ | 0w | w8 | W
. S P85 i ! - [ weieer | wmeae | waest | ey | alosle
A | 55 | 1,4 | a7 | &8 | & 5 8 | 10
50 | 689 | 2,2 | 08 | B3 | 5 5 10 | 12
63 | 86 | 3,5 , 1 | 103 | s 5 13| 15
75 | 103 | 5¢ | 12 | 124 | S 5 15 | 18
90 | 123 | 72 | 15 | 148 | 5 5 18 | 2
110 | 151 | 108 | 15 | w1 [ s 5 23 | 2
125 | 173 | 139 | 15 | 205 5 5 26 | 29
140 | 19,2 | 125 | 15 | 230 | & 5 29 | 33
160 N9 | 22.8 1,8 263 5 5 33 | 37

ONEMLE KAYMAK BA SIHI‘H'HI-UI.I.HIHHIH YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABDVT WELDSNG PRESSURES

MALZEME I MATERIAL PE 80 PN 25 silindir alani | ¢ Irndcrareaﬁiﬁcmi'
Ll atocs i | o 4 T
Bismeten | ot | WoldngPrewers | Thilewss | dhis | . | | Toul

L S F1=FE | = | mwee | e | s | M | Al

0 | 67 | 1,7 . 08 | 80 | s 5 10 | 12

50 | 83 | | 1 [+ S -] 5 12 | 14

53 | 105 | 41 | L3 | 128 | S5 5 16 | 18

75 | 1258 | s | 15 | 1s0 5 5 19 | N
90 | 150 | 85 | 8 | 180 | 5 5 43 16
1o | 183 | 12,6 | 8 | 220 | 5 3 2 1 3
125 | 208 | 163 | 18 | 250 | 5 5 3N | 36
140 | 233 | 20 .28 | 80 | 4 5 35 | 40

160 | 266 | 27 3.8 319 q 5 40 | 45
ONEMLL KAYNAK BASINCI UYGULANIRKEN YORDME BASINGI EXLENIR.

FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDENG PRESSURES
Hlﬁ} a5 [ ]
1 -3
|4 r; L
LY O o | w u ) pen

MALZEME | MATERIAL PP PN25 silindir alani / cylinder area 6,26 cm?®

Bige | Dielelis [T w— Ehsbali el .E Taphasn
Buwmriee | WolThidasss | WellngPressers | Thikeew | S S .

- | . F sl L) | = | P | smein | wnie | demda | e

a0 ! ! . .

0| | . | . :

63 | | . | ! .

7% | . . . |

90 | 23 | 02 | o3 | 28 | S 5 3 [ 4

W0 | 27 | 152 | 03 | 32 | 8 5 A | s

125 | 31 | 196 | o4 | 37 | s 5 [

140 | 35 | 246 | 04 | a2 | 5 5 5 | &6

160 9 | a2 0.5 47 5 5 (] 7

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

—_— 3 — “Toranmaning



ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
silindir alami / cylinder area 6,26 cm*
et |wnaites|  womahem | e | ah | W | 0w | s | N
L S P15 ARG ! - - L B L L
0 ! ! ;
0 | . !
63 i . . j
/3 | . | I -
90 | 35 | 192 | o4 | 42 | 8 10 s 6
10 | 43 | 152 | 05 | s2 | s 10 6 | 8
125 | 49 | 196 | 05 | 59 5 10 7 | @
140 | 54 | 46 | 06 | 65 | 5 10 8 9
160 62 | 121 0.7 T4 5 10 9 11

ONIMLE: KAYMAK BASINGI UYGULANIRKEN YORUME BASINCI EKLENIR.
FREE HYDEAULIC PULLIMG FRESSURE OF THE MACHINE MUST BE ADDED TO ABOVT WELDSNG PRESSURES

MALZEME / MATERIAL PP PN & silindir alani | cylinder area 6,26 cm?
il | Wit waitme | s | A | | W | ot | ST
| BRI B L . e e L
40 ! | | !
30 | | |
63 | |
R — — | — —
_90_ | 51 | 192 | 06 | 61 | S 5 g8 | 9
10| 63 | 152 08 | 76 | S 5 g9 .1
125 | 71 | 196 | 09 | 8 | S 5 1n_. 12
140 | 80 246 10 | 9 | 5 3 12 | 14
60 | 91 | 32,1 1,1 109 5 5 14| 16

ONEMLE KAYNAK BASINGI UYGULANIRKEN YORODME BASINCI EKLENIR.
FREE HYDRALLIC PULLING FRESSURE OF THE MACHINE MUST BE ADDEDTO ABDVEWELINNG PRESSURES

Hlm} . [

l-:‘:--- ,-'.i"n:"'"t- Wrkgng Poevmas Lo A2 | 13 14 s Tortal
R L] (A0 T8 T i — (LR ] LR - i, W -
0 | i ' '
T — —
63 | | |
75| | | | |
%0 | 82 | w2 | 10 | 98 | S 5 § | 7
110 | 100 | 152 12 | 120 5 5 ¥ | 7
125 | 114 | 196 | 14 | 137 | s 5 s | 7
140 | 128 | 246 | 15 | 154 | § 5 5 | 8
160 146 | 32,1 1.8 175 5 3 5 8

ONEMLE KAYMAK BASINGI UYGULAMIRKEN YORDME BASINCI EXLENIR.
FREE HYDRAULIC FULLING PRESSURE OF THE MACHINE MUST BE ADCED TO ABOVE WELDENG PRESSURES

Tfmlunlnn s 36 o



ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLCULERI

Kullanma Koz ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME | MATERIAL PP PN 125 silindir alami / cylinder area 6,26 cm*
o famge,| aee | o | A | o [ o w | s |
-n - P15 A ! - | minfer | wmiwer | wniees ] demim | e
a0 ! ! I :
50| ' : I
63 | | | | |
75 | I . . | ]
90 | 100 | 192 | 12 | 120 | 8 5 15 | 17
1o | 123 | 152 | 15 | 148 | S 5 18 | 2
125 | 139 196 | L7 | 7 | 5 5 2 | 24
140 | 156 | 246 | 19 | 187 | 5 5 A3 | 27
160 | | | [
OHEMLE: KAYNAK BASING UYGULANIREEN YORDME BASING EXLENIR.
FREE HYDRAULIC PULLMG PRESSLRE OF THE MACHNE MUST BE ADGED TO ABOVE WELDSNG PRESSURES
ﬂﬁmﬁ P Ll )
1 3
L L
bt . s = Lo gt
MALEEME.'MATERIAL PF PN16  silindir alani / cylinder area 6,26 cm?
A - = = N T T T
) = """'“‘""' .. | e 7 Eric- it e e o
40 ! [ ] i I
50 | ! . 5 | | i
63 | | | | | | ! !
75 ] g —4 1 1 1 I
90 | 125 | 102 | 1.5 | 1s0 | s | s | 19 | N
1ne_ | 152 | 152 | 1.8 | 182 | 5 | 5 | 23 | 26
125 | | | | ! - |
140 | | | ! . | |
160 I - | -

CHEMLE KAYHAK BASING UYGULAMIREEN YORDME BASINC| EXLENIR,
FREE HYDRALLIC PULLING PRESSURE OF THE MACHINE MUST B ADOED TO ABOVE WELDENG PRESSLNES
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