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MHW250 ALIN KAYNAK MAKINESI

MHW250 BUTT WELDING MACHINE
MHW250 CBAPOYHbI ANMAPAT /19 CTbIKOBOM CBAPKMU

Glg kaynagi

Power Supply

220V 50/60 Hz Monofaze

MutaHue

Traslayici motor glicii

Trimmer motor power

220 V-0,75 KW

TopueBaTesib C 3/1EKTPONPUBOLOM

Hidrolik motor gticli

Hydroulic motor power

mppoctaHuma

Utd giict

Heater power

220 V-2,8 KW

HarpeBaTesnbHbIi

Calisma arahgi

Operating range

@63-3250 mm

[nanasoH cBapku

Calisma ortam sicakhigi

Operating ambient temparature

-10C° ~ +40C°

Pa6ouas TemnepaTypa

Gerekli jenerator glci

Generator power

6 KVA

Tpebyemas MOLLHOCTb reHepaTopa

Standart makine agirligi

Machine weight

170 Kg

Bec annapaTta HetTo

Sandikli makina agirlig

Machine Gross weight

245 Kg

Bec annapata bpyTTO

Makine hacmi (sandikli)

Machine volume (with box)

115X109X76 cm.

TpaHCNOPTUPOBOYHbBIN ALLMK

Kaynak materyalleri

Welding Materials

HDPE,PP,PVDF

MaTepuan cBapKM NAacTMacCoBbIX TPY6

Uretici Ulke

Tirkiye

Origin

Turkey

CrtpaHa u3rotosutens

Typuus




MHW250 MANUEL HiDROLIK ALIN KAYNAK MAKiNESi GENEL OZELLIKLERI

e 32 Bar’a kadar HDPE - PP - PVDF boru ve fittingslerin 63 -75-90-110- 125 - 140 - 160 - 180 - 200 - 225 - 250 mm
¢aplarinin
kaynaginda kullanilir.

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

¢ Hafif yapisi sayesinde kolay kullanim imkani saglar.

e Maksimum ¢alisma basinci 150 Bar olarak dizayn edilmistir.

e -10 C° ~+40 C° ortam sicakhiginda galistiriimaya uygundur.

MHW250 SEMI HYDRAULIC BUTT WELDING MACHINE GENERAL FEATURES

e Machine is for weldings of HDPE - PP - PVDF pipes and fittings up to 32 Bar .Welding sizes are 63 -75-90-110- 125
-140- 160 - 180 - 200 - 225 - 250 mm

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

e With it’s lightweight nature provides easy handling

e Maximum working pressure is 150 Bar

e The working environmental temperature is -10 C° ~+40 C°

NCNOIb3OBAHUE MO HASHAYEHWUIO

*MHW250 MawwuHa gna CtoikoBoi CBapku O6wwme CBoicTea

[asneHus ceapmsaembix Tpyb - <Pn 32 Bar, M3 — NN - NHA — NBA® Tpybbl 1 GUTUHIM, PACCUNUTAHHBIX
Ha cBapkKy Tpy6 cneayowmx avameTpoBs: @63 -75-90 - 110 - 125 - 140 - 160 - 180 - 200 - 225 - 250 mm
¢|SO 12176 — 1 CootBeTcTBYeT MexayHapoaHbim CTaHAapTam - [103BOAIAOWMM KOPOTKOE BPEMA NIETKO U
KayeCTBEHHO COBEPLUUTb CTbIKOBYH CBApPKY.

ebnarofapa NErkOCTU KOHCTPYKLUUM obecneymnBaeT NPOCTOTY MCNONb30BaHMA.

*BbiN pa3paboTaH MakcMmanbHoe pabouyee aasneHne 150 Bar (aTmocdep)

¢-10°C~+40°C, Moaxogut npu TemnepaType paboTbl OKpyKatoLLel cpeapl




ALIN KAYNAK MAKINESI EKIPMANLARI
EQUIPMENTS OF THE MACHINE

OBbOPYAOBAHUE ANNAPATA

MAIN BODY HYDRAULIC PUMP HEATER

LI,EHTPATOP HATPEBATE/1b

CLAMP AND INSERTS

FMp,pOCTaHu,uﬂ

TRIMMER PROTECTIVE AND CASING BOX

TOPLEBATE/Tb KOHTEWHEP BKAAAbILLN




ANA GOVDE.

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

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

MAIN BODY

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

LEHTPATOP

YcuneHHas KOHCTPYKUMSA, HagexHaa duKcauma Tpyb nerkas ocesas v pagmasbHas NoaroHka Tpy6 3axknmbl perysinposKoi
CUAbl GUKCALLMM, HE NPOCKaIb3biBatoT. [INA CBapKM GaCOHHbIX M34enunn K Tpybe

CoCTOUT U3 2-X NOABUKHbIX 3aXKMMOB, KOTOprﬁ npmuBoanCA B ABUXKEHUE ABYMA TMAPOUUANHAPAMU PACNO/TIOKEHHbIX Ha
HanpaBaAaoWwmnx n AByX HENOABUXHbIX 3aXKMMOB.

MAIN BODY TRIMMER SPINDLE

LEEHTPATOP

HYDRAULIC PISTON

TMAPABIVYECKNI LANMHAP WANMHAPUNAUHAPIUAPABANYECKMI
UMAVHAP

UPPER CLAMP

o]
|>
=)

BOTTOM CLAMP

HUKHUI 3AKUM

CLAMP CONNECTING BOLT

BEPXHUM 3AXKUM

CLAMP CONNECTING PIN

BONT ANA KPENJIEHNA 3AXKUMA

FIXING LAMA

TAVIKA 419 KPEMNEHUA 3AXUMA PETY/IMPOBKA 3AXUMA

INSERTS

BKNAAbILLIN




TRASLAYICI

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

TRIMMER

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

TOPUEBATE/1Ib C 3IEKTPONMPUBOAOM

3aKpbITbli1 KOPMYC, BbICOKOHAAEKHAA NOocagKa TOPLYOWMX ANCKOB, 0becnedymnsatoLLan NaoCKoCTb TOPLOBKK TPyD, yaaneHue
CTPYKKM Hapy:Ky. OcHaleH puKcaTopom paboyero nonoKeHus.
BpalyaTenbHoe ABUKeHME TPUMMeEpPa CNOCoBCTBYET STOMY 3/1eKTpoABUraTen 1 peaykTop.Paboyan aasneHve makc 30 6ap
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TRASLAYICI DONER KAPAK KESICI BICAK

ROTATING FLAPS BLADES

KPYTALLMI AIIOMUHUEBBINA KPbILLKA PEMYLLMIA HOX

EMNIYET PiMi ELEKTRIK MOTORU
SECURITY PIN ELECTRIC MOTOR

PYYKA BE3OMACHOCTM SNEKTPOABWIATEN
REDUKTOR ELEKTRIK Fisi
GEARBOX POWER PLUG
REZYKTOP S/IEKTPUYECKAS BUIKA

Isitici;traslama islemi ile istenilen parizlaluge getirilen boru alin yiizeylerini i1sitma plakasiyla isitarak
birlestirme Islemine hazirlayan alin kaynak makinesi elemanidir.
Isiticinin 1s1 derece ayari hidrolik tnite Uzerinde bulunan dijital 1s1 ayar termostati ile yapilmaktadir.

HEATER

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

HATPEBATE/1b

PaBHOMepHOe pacnpeaeneHve TeMnepaTypbl N0 BCe NOBEPXHOCTM HarpeBaTeNbHOrO 31eMeHTa AOCTUTaeTca nyTem
MCNO/Ib30BaHNA NHAMBUAYANbHO M3rOTOB/IEHHOIO MJIOCKOrO 3/IEeKTPOHarpeBaTebHOro anemeHTa. CneunanbHoe
aHTMNpUrapHoe NoKpbITUe NPOTUB NpuannaHma. Temnepartypa peryanpyetca 20 C— 300 C.




ISITMA PLAKASI TASIMA KOLU
| HEATING PLATE HANDLE

MOBEPXHOCTb HATPEBATENA PYUKA

ELEKTRIK FiSi

POWER PLUG |

BU/IKA |

MUHAFAZA VE DESTEK KUTUSU

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

PROTECTIVE CASE

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

(¥}

KOHTEUHEP

MpeaHasHavyeH gna XpaHeHUAa N TPAHCNOPTUPOBKM HarpeBaTeNbHOro 3femeHTa n Topuesatena. Cayxur
TEN/ION30NATOPOM HarpesaTe/IbHOro aeMeHTa.

ISITICI HAZNESI TRASLAYICI HAZNESI TUTMA KOLU
1 HEATER CHAMBER TRIMMER CHAMBER HANDLE
MECTO A1A HATPEBATENA MECTO /1A TOPLLEBATE/NA PYKOATKA




KAYNAK POZiSYONLARI

WELDING POSITIONS
Mo3nuumn ceapku

Duiz borularin baglanti sekli
Installation of straight pipes

Csapka Tpy6

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

CBapKa Tpybbl C peayKUMOHHbIM TPOMHMKOM

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

CBapka Tpy6bl K oTBOAY

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

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

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

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

CBapka nepexofa ¢ BTY/IKOW 3aKpenneHHol B pnaHLeBOM ajanTtepe
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ALIN KAYNAK MAKINASININ GCALISTIRILMASI VE KAYNAK iSLEMi (OPERATION OF THE
MACHINE AND WELDING PROCESS)

1- Elektrik Gnitesinin elektrik fisi, jeneratore ve ya herhangi bir 220V fise takilir.
2- Uty kaynak islemine baslamadan &nce elektrik panosuna takilip elektrik verilir ve isiilmaya baslanir.

3- Basing kilitleme vanasinin yere dik konumda (agik) oldugundan emin olunduktan sonra hareket kolu
kullanilarak, hareketli kelepce grubu ileri ve geri calistirilir ve makinenin problemsiz hareketi gézlenir.

4- Boru ¢apina uygun paftalar secilir. Traslama icin gereken bosluk gozetilerek borular paftalarla ana
makineye baglanir.

5- Traslayict muhafaza kutusundan alinarak, ana govde (izerinde bulunan tasiyici millere oturtulur. Emniyet
pimi kapatilir.

6- Traslayicinin prizi elektrik Gnitesi Gzerindeki fise takilir ve calisirma butonuna basilarak calistirilir. Soguk
havalarda tiraslanacak yizeylerin buzlarinin ¢6ziinmis olmasi gerekmektedir.

7- Hareket kolu kullanilarak, tizerine daha 6nce baglanmis borular bulunan, hareketli kelepce grubu calisir
haldeki traslayici yoniine hareket ettirilir ve traslama islemine baslanir. Boru ylizeylerinin diizgiin ve purizsiz
oldugundan emin olana kadar traslama islemi yapilir. Traslama islemi makinedeki manometre basinci 20~30
bar araliginda tutularak kontrolli olarak yapilmalidir. Daha yiksek basinglarda traglama islemi yapilmasi
traslayiciya zarar verecektir.

8- Boru yuzeylerinin temizlendigi gozlendikten sonra traslayicinin fisi elektrik panosundan gikarilarak,
traslayici muhafaza kutusundaki haznesine konulur.

9- Daha once elektrige takilmis olan Gtlintin ayarlanan kaynak sicakligina ¢iktigi kontrol edilir. Kaynak isisi igin
sicaklik tablosu “T.01” referans alinir.

10- istenilen sicaklik derecesine ulasmis Gitli, muhafaza kutusundan alinarak tasiyici millere oturtulur.

11- Borular teflon kaph Gti ylzeyine yanastirilir. Ekte verilen tablodan malzeme ve cap degerine gore, dudak
kalinhg ( ilk 1sitma ) icin kaynak kuvveti bulunur. Dudak kalinligi (mm) parametreleri de gz 6niine alinarak
boru lizerinde dudak kalinhgi elde edilir ve ilk i1sitma islemi yapilir.

12- Zaman ve kuvvet parametrelerine uyularak dudak kalinhgi (ilk isitma) elde edildikten sonra, kuvvetsiz
Isitma (son i1sitma) islemine gecilir.

Burada; ekteki tabloda verilen isitma sliresine uyularak, boru uglari kuvvet uygulanmadan isitilir. Isitma
islemi tamamlandiktan sonra, kelepge ¢ceneleri geri yonde acilir ve Gti ¢ikarilarak muhafaza kutusundaki
haznesine konulur. Daha sonra tabloda verilen kaynak kuvveti uygulanarak borular alin alina getirilir ve
kaynak islemi gerceklestirilir.

Not: ilk 1sitma (dudak kalinligi) kuvvetiyle kaynak kuvveti aynidir.

13- Kaynak islemi gergeklestirildikten sonra, kaynatiimis boru ekteki tabloda verilen siire kadar sogumaya
birakilir ve sogutulur. Bu sekilde kaynak islemi sona erer.

14- Hidrolik aksam Shell 46 yag ile calisir.
13- Kaynak islemi gerceklestirildikten sonra, kaynatiimis boru ekteki tabloda verilen siire kadar sogumaya

birakilir ve sogutulur. Bu sekilde kaynak islemi sona erer.

14- Hidrolik aksam Shell 46 yag ile calisir.
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1- Supply energy to the hydraulic unit by means of the generator or any other 220 V energy supplier.
2- Plug in the socket of the heater to the plug socket on the electrical panel and wait for the temperature to rise.

3- After ensuring that the pressure locking valve is parallel to the ground (open position), the movable clamp group is
operated back and forth, by using the movement lever and problem-free movement of the machine is observed.

4- Inserts suitable for pipe diameters are selected. Pipes are connected to the main machine body with inserts, considering
the space required for trimming.

5- Take out the trimmer unit from the storage box and place on the carrier shafts of the main machine body. The safety pin
of the trimmer should be closed.

6- The socket of the trimmer unit is inserted into the plug on the electrical panel and operated by pressing the start button.
(The pipe end surfaces should be free of frost by cold weather)

7- The movable clamp group (with pipes previously attached) is moved towards the running trimmer direction by means of
the movement lever and the trimming process is started. Trimming is done till the pipe surfaces are plain and smooth. The
trimmer process should be done in a controlled manner by keeping the pressure gauge pressure on the machine in the
range of 20 ~ 30 bar. Using the trimmer at higher pressures has no sense and will damage the trimmer unit.

8- After it is observed that the pipe surfaces are smooth and plain, the plug of the trimmer unit is removed from the
electrical panel and the trimmer unit is placed in the storage box.

9- It should be checked if the heater unit which has been plugged into electricity has reached the set welding temperature.
Temperature table “T.01” is taken as reference for welding temperature.

10- The heater unit, which has reached the desired set temperature, is taken from the storage box and placed on the carrier
shafts.

11- The pipes are moved towards to the teflon coated heater unit. Welding force, needed for necessary bead height (initial
heating) according to the material and diameter parameters in the attached table, is adjusted. The bead height on the pipe
is determined by taking bead height (mm) parameters into consideration, and the first heating process is performed.

12- After the bead height (initial heating) is obtained by complying with the time and force parameters, non-pressure
heating (final heating) is started. Here; The pipe ends are heated without applying any force, by complying with the heating
time given in the attached table. After the heating process is completed, the clamping jaws are moved in the reverse
direction and the heater unit is removed and placed in the chamber in the storage box. Then, by applying the welding force
given in the

table, the pipe ends are brought to the forehead and welding is performed. Note: The initial heating force and welding force
are the same. You can use and lock the pressure valve by taking it to the upright position (perpendicular to the ground).

13- After the welding process is done, the welded pipe is left to cool and cooled for the time given in the attached table. In
this way, the welding process is completed.

14- Hyudraulic works with Shell 46 oil.



1- Bo Bpems CBapKW HarpeBaTesb U TOpLeBaTe/ib NOAKIOYAOTCA B PO3ETKY MU reHepaTop ¢ HanpAaxeHnem B 220 B.

2- Mpexae Yyem Ha4vaTb NPOLLECC CBAPKM HEOBXOAMMO HarpeBaTe/IbHbIN 3/IEMEHT A0BECTU A0 HYXKHOM TemnepaTtypbl 210
C+/-220C

3- na ycTaHOBAEHMA AaBNEHUA HarpeBa (YBesIMYEHME MO YaCOBOW CTPEJIKE) U MPOBEPKM MALLUHbI, HAXKMUTE NMYCKOBYHO
KHOMKY Ha NaHenun ynpasaeHusa. NposepbTe paboTy MallUHbI, NPUBOAS B ABUMKEHME 32XKMMbI C MOMOLLLbIO NAHEeNN
ynpasneHusa. Mepemelualite 3axKnumbl Bnepea-Hasag, no Hanpasaawowmm LLEHTPATOPA noka He ybeguTech, 4to
3aXKMMbl NepemeLLatoTca NaaBHO 6e3 3aeaaHuii. BosHMKLEE BO BPEMS ABUMKEHMA 3aXKMMOB AaB/EHME ABAAETCA
[OasneHnem [suxeHuna. Bol moxeTe yBuaetb [1[1, KOTOpoe Mbl y4TEM NO34HEe B pacyeTax NnapameTpoB CBAPKM, Ha
maHomeTpe. CpegHee O makc. 30 6ap.

4- Ha amnametp Tpybbl BbibepaeTca BKAaAbIWw . OCTaBAAA MeCTO ANA TOPLOBKM 3aKpenasem Tpyoy.

5- C kKoHTeltHepa 6epem TopLieBaTe/lb M CTaBMM Ha Ba/l NO3MLMOHEPaA U 3aKpbiBaem uKcaTop.

6- dNEeKTPUYECKYIO BUIKY TOpLeBaTena NOAKAOUYUTL K rMapoarperaTty U BKAKOUYUTb NYCK TopuesaTend. 3MMHWe Bpemsa
roga Hafo OYMCTUTb NOBEPXHOCTb M MOCTaBUTb B TEN0e MecTo. He AonycKaeTca BKAOYaTb TopLeBaTe/b 1eAAHOM
COCTOAHUMN.

7- TopueBaTenb YCTaHOBUTb TaK YTO Bbl OH KPYTWU/ICA MO YacoBOM CTpesike . Bo Bpema paboTbl TopLesaTens
3aKkpen/sieHHas Tpyba NpoABMraeTca B CTOPOHY TOPLIEBATENA U TOPLYETCA NOKA e NOBEPXHOCTb He CTaHeT
poBHOMepHOW. [laBneHune npu npouecce TopuesaHma 20 — 30 6ap. TopueBaHMe Npu BbICOKOM AABAEHUN MOXKET

noBpeauTb Lienb TopuesaTens.

8- lMocne TopLoBKM HEOBXOAMMO 3a4NCTUTL TPYDBY, OTKAIOUYNTL TOPLEBATENb OT 31EKTPONUTAHUA 1 yBpaTb ero B
KoHTelHep. O6A3aTeIbHO COeANHAIOLME CTOPOHbI TPYHbI 06€3XKNPUTL (NpoTEpPeTb cnMpTom)!

9- MpoBepaem TemnepaTypy paHee NOAK/IOUYEHHOrO K 3/1eKTPUYECTBY HarpesaTtenn cornacHo Tabaunupl “T.01” ( +-220)

10- Y6eamBLIKMCL YTO HarpeBaTe/lb AOCTUT HYXKHOM TeMMepaTypbl, BbIHYB M3 KOHTEMHEpPa W yCTaHaB/IMBaEM €ro Ha
LLeHTpaTop Bana.

11- Tpy6bl CTBIKYHOTCA HAarpeBaTe/IbHbIM 3/1IEMEHTOM MOKPbITbIM TePNOHOM, BPEMS U AaB/IeHUe onpeaenseTca no
AvameTpy 1 SDR Tpybbl 10 06po30BaHUA rpasa. JaHHble YKasaHbl B TabanLe B KOHLE AaHHOW UHCTPYKLMW.

12- Nocne 06po30BaHUA HYKHOW TONLWMHbBI TPaja, NPoLecc Harpesa npoucxoaut bes gasneHus. Boigeprkas Bpems
HarpeBa 6e3 gaBneHus (cm. Tabauly) pasaBUHYTb 3aXMMbl, YBpaTb HarpesaTtesb U 6bICTPO COeAUHUTL TPYDbI B CTbIK.

MpumevaHue: HayanbHana cuia Harpesa (TO/LLMHA rpafa) U CUa CBapKM OAMHAKOBbI.

13- Nocne oKoHYaHMA NpoLEecca CBapKM HEe CHUMAEM 3a*KMMbl OCTaBUB TPYDY A1 OCTbIBAHMA, BPEMA OCTbIBAHUA
yKa3aHo B Tabanue. CBapKa OKOHYeHa, no3gpasndem!

14- TuapaBAMYECKMIA KOMMNOHEHT paboTaeT ¢ maciom Shell 46.




KAYNAK POZiSYONLARI

WELDING POSITIONS
Mo3nuumn ceapku

Duiz borularin baglanti sekli
Installation of straight pipes

Csapka Tpy6

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

CBapKa Tpybbl C peayKLUUOHHbIM TPOMHMKOM

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

CBapka Tpy6bl K oTBOAY

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

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

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

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

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

Fig. 1. Using the flange adaptor clamp

Puc. 1. ®naHueBbIn agantep
[ns cBapKM KOPOTKMX BTY/I0K nog, piaHey,

FLANS ADAPTORU OPSIYONEL OLUP FiYATA DAHIL DEGILDIR
FLANGE ADAPTER IS OPTIONAL AND NOT INCLUDED IN THE
PRICE ®/IAHLIEBbIN NEPEXOAHWK AOMNONHUTE/IbHO U HE
BK/TIOYEH B LLEHY.
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GUVENLIK ACISINDAN DiKKAT EDILMESiI GEREKEN HUSUSLAR

— Makinenin galisma sistemi hakkinda bilgisi olmayan kisiler makineyi kullanmamalidir.

— Operator kazaya sebebiyet verebilecek giysiler giymekten kaginmalidir.

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

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

\

Kullanima baglamadan once, elektrik baglantilari ve elektrik kablolari kontrol edilmelidir.

{

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

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

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

R A

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

POINTS TO BE NOTICED FOR SAFETY

— The machine should be operated only by experienced persons.

A

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

{

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

Before using check the electric cables and connections.

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

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

Check the heatness of the heater through the thermostat only.

Lock the security pin of the trimmer before using.

Don't carry the trimmer while working.

2 R

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

TEXHUKA BE3ONACHOCTHU

- C obopynoBaHMEM L0/KeH pPaboTaTb TONbKO OMbITHBIN CNeuynanucr.

- OnepaTop A0/KEH HOCUTb CNELLANbHYIO 3aLLUTHYIO OAEKAY.

- ObapynoBaHMe HeObXOAMMO YCTaHABAMBATL HA POBHOM NOBEPXHOCTM BO U3beKaHUN ero
nepesopoTa

— [lo Hayana paboTbl HY}KHO NPOBEPUTL IIEKTPUYECKME COEAMHEHMS U INEKTPUYECKME NPOBOAa.
IneKTpUYecKne NPOBOAA He AOXKHbI HAXOAMUTCA MO PEXKYLLMMU U KECKMMU BELLAMM.

— HarpeBaTtenb Hafo 6paTb 3a pyKOATKY. Bo Bpems Harpesa Heb3A pyKamu TporaTb NOBEPXHOCTb

—» Harpesarens.
PerynvpoBky TemnepaTypbl HarpeBaTens Hafo KOHTPOIMPOBaTb TEPMOCTATOM.

— [lo Hayana TOpPLOBKM HAaAO0 3aKPbITb GUKCaTOP.

—» Bo Bpems TOPLLOBKM He B KOEM C/ly4ae OH He JO/IKEeH NnepemeLLaTbes.

_, Nocne TopLOBKM HYKHO BbIK/IOUYNUTb 3/1EKTPUYECTBO U NOCTaBUTL EI0 B KOHTEWHep.

_» Bo Bpems TOpLEBKM HE B KOEM C/ly4ae HeNb3A A0TParMBaThCA 40 HOMKa.
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BORULARDA KAYNAK HATALARI
WELDING DEFECTS

OLWWNBKU NPU CBAPKWU TPYbBbI

DOGRU KAYNAK
CORRECT WELDING
NMPABUIbHAA CBAPKA

COK FAZLA BASINCTAN KAYNAKLANAN HATA
ERROR DUE TO OVER-PRESSURE
OLUMBKA N3-3A N3BbITTOYHOIO AAB/IEHNA

FARKLI SICAKLIK VE ZAMANDAN KAYNAKLANAN HATA
ERROR DUE TO DIFFERENT HEATING AND TIME

OWMNBKA N3 PA3/INYHbLIX TEMMEPATYP U PAHHAA
CBAPKA

YETERSIZ BASINGTAN KAYNAKLANAN HATA
ERROR DUE TO INSUFFICIENT PRESSURE
OLIWBKA N3-3A HEAOCTATOMHOIO AABNEHNA

YETERSIZ SICAKLIKTAN KAYNAKLANAN HATA
ERROR DUE TO INSUFFICIENT HEAT
OLUMEKA MPU HU3KOW TEMMEPATYPbI HATPEBATE/A

14

MERKEZLEME HATASINDAN KAYNAKLANAN HATA
ERROR DUE TO CENTERING MISTAKE

OLUMBKA HEMPABUIbHOM LLEEHTPUPOBKMU
LEHTPMPOBAHWA




MHW250 MANUEL HIDROLIK ALIN KAYNAK MAKINESi KAYNAK PARAMETRELERI
MHW250 SEMI HYDRAULIC WELDING MACHINE WELDING PARAMETERS
MHW250 NAPAMETPblI CBAPOYHOIO ANMAPATA

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

t3: Degistirme icin gereken zaman

t4: Basinci arttirma zamani

t5: Sogutma icin gereken zaman

P1: Dudak kalinhigi icin gereken basing

P2: Devamli isitma icin gereken basing

P5: Sogutma esnasinda gereken basing

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

t3: Time necessary for change over the heater

t4: Time of increasing the pressure

t5: Time necessary for cooling

P1: Pressure necessary for the bead thickness

P2: pressure necessary for continuous heating

P5: Pressure necessary during cooling

t1: Bpema ana nosenenua rpasa

t 2: HarpeBaHue 6e3 gaBnexus

t 3: Bpems, Heobxogymoe ans USMeHeHUs HarpesaTens
t4:Bpemsa ysuanuenus gasneHns

P4 : TonwwHa rpaga Tpebyemas ans nasnexus

P2 : HenpepblBHbIi Harpes 41 HYyXHOTO JaBneHne

P5: B npouecce oxnaxaeHna Heobxoanmoe AaBneHne
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MHW250 WELDING PARAMETERS - KAYNAK PARAMETRELERI

PN 4 SDR41 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE100
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKUHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBENMUYEHUS OXNaaeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 2,0 1 0.5 20 5 5 6 7
90 2,2 1 0,5 22 5 5 6 7
110 2,7 1 0,5 27 5 5 6 7
125 3,1 1 0,5 31 5 5 6 7
140 3,5 1 0,5 35 5 5 6 7
160 4,0 1 0,5 40 5 5 6 7
180 4,4 2 0,5 44 5 5 6 7
200 4,9 2 1 49 6 6 7 8
225 5,5 3 1 55 6 6 8 9
250 6,2 4 1 62 6 6 9 11
PN 5 SDR33 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE100
mm mm bar mm sec sec sec min min
75 2,3 1 0,5 23 5 5 6 7
90 2,8 1 0,5 28 5 5 6 7
110 3,4 1 0,5 34 5 5 6 7
125 3,9 1 0,5 39 5 5 6 7
140 4,3 1 0,5 43, 5 5 6 7
160 4,9 2 1 49 6 6 7 8
180 55 2 1 55 6 6 8 10
200 6,2 3 1 62 6 6 9 11
225 6,9 4 1 69 6 6 10 12
250 7,7 4 1,5 77 6 6 10 12
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PE 100

PN 6,3 SDR26 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE100
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKUHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) ylksekligi  isitma suresi cikartma arttirma Sogutma slire
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 2,9 1 0.5 29 5 5 6 7
90 3,5 1 0,5 35 5 5 6 7
110 4,2 1 0,5 42 5 5 6 7
125 4,8 1 1 48 6 6 7 8
140 5,4 2 1 54 6 6 7 9
160 6,2 2 1 62 6 6 9 11
180 6,9 3 1, 69 6 6 10 12
200 7,7 3 1,5 77 6 6 10 12
225 8,6 4 1,5 86 6 6 11 13
250 9,6 5 1,5 96 7 7 12 14
PN 8 SDR21 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE100
mm mm bar mm sec sec sec min min
75 3,6 1 0,5 36 5 5 6 7
90 43 1 0,5 43 5 5 6 7
110 5,3 1 1 53 6 6 8 10
125 6,0 2 1 60 6 6 9 11
140 6,7 2 1 67 6 6 10 12
160 7,7 3 1,5 77 6 6 10 12
180 8,6 3 1,5 86 6 6 12 14
200 9,6 4 1,5 96 7 7 13 15
225 10,8 5 1,5 108 7 7 14 16
250 11,9 7 1,5 119 8 8 16 19
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PE 100

PN 10 SDR17 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE100
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
anametp TOMNLWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) ylksekligi  isitma suresi cikartma arttirma Sogutma slire
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 4,5 1 0.5 45 5 5 6 7
90 5,4 1 1 54 6 6 8 10
110 6,6 2 1,1 66 6 6 10 12
125 7,4 2 1,5 74 6 6 10 12
140 8,3 3 1,5 83 6 6 11 13
160 9,5 3 1,5 95 7 7 13 15
180 10,7 4 1,5 107 7 7 14 17
200 11,9 5 1,5 119 8 8 16 19
225 13,4 7 2 134 8 8 17 20
250 14,8 8 2 148 9 9 19 22
PN 12,5 SDR13,6 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE100
mm mm bar mm sec sec sec min min
75 5,6 1 1 56 6 6 8 10
90 6,7 2 1 67 6 6 10 12
110 8,1 2 1,5 81 6 6 11 13
125 9,2 3 1,5 92 7 7 12 14
140 10,3 3 1,5 103 7 7 14 16
160 11,8 4 1,5 118 8 8 16 19
180 13,3 5 2 133 8 8 17 20
200 14,7 6 2 147 9 9 19 22
225 16,6 8 2 166 9 10 21 25
250 18,4 10 2 184 10 11 23 27
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PE 100

PN 16 SDR11 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 100
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKUHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) ylksekligi  isitma suresi cikartma arttirma Sogutma slire
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 6,8 1 1 68 6 6 10 12
90 8,2 2 1,5 82 6 6 11 13
110 10,0 2 1,5 100 7 7 13 15
125 11,4 3 1,5 114 8 8 15 18
140 12,7 4 2 127 8 8 16 19
160 14,6 5 2 146 8 9 19 22
180 16,4 6 2 164 9 10 21 25
200 18,2 8 2 182 10 11 23 27
225 20,5 10 2,5 205 10 11 25 29
250 22,7 12 2,5 227 11 13 28 33
PN 20 SDR9 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 100
mm mm bar mm sec sec sec min min
75 8,4 1 1,5 84 6 6 11 13
90 10,1 2 1,5 101 7 7 13 15
110 12,3 3 2 123 8 8 16 19
125 14,0 4 2 140 8 9 18 21
140 15,7 5 2 157 9 10 20 23
160 17,9 6 2 179 10 1" 23 27
180 20,1 8 2,5 201 10 11 25 29
200 22,4 9 2,5 224 1" 12 27 32
225 25,2 12 2,5 252 12 14 31 36
250 27,9 15 3 279 12 15 34 39
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PE 100

PN 25 SDR7,4 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 100
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s)  (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
anametp TOSNLLMHA [aBneHue BobicoTa Bpewms Bpewms Bpewms Bpewms Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) ylksekligi  isitma suresi cikartma arttirma Sogutma slire
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 10,3 2 1,5 103 7 7 14 16
90 12,3 2 2 123 8 8 16 19
110 15,1 3 2 151 9 9 19 22
125 17,1 4 2 171 9 10 21 25
140 19,2 5 2,5 192 10 11 24 28
160 21,9 7 2,5 219 11 12 27 31
180 24,6 9 2,5 246 12 14 30 35
200 27,4 11 3 274 12 14 33 38
225 30,8 14 3 308 13 16 37 43
250 34,2 17 3 342 15 18 41 47
PN 32 SDR6 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 100
mm mm bar mm sec sec sec min min
75 12,5 2 2 125 8 8 17 19
90 15,0 3 2 150 9 9 19 22
110 18,3 4 2 183 10 11 23 27
125 20,8 5 2,5 208 11 12 26 30
140 23,3 6 2,5 233 11 13 29 34
160 26,6 8 3 266 12 14 33 37
180 29,9 11 3,0 299 13 16 37 43
200 33,2 13 3,0 332 15 17 40 47
225 37,4 17 3,5 374 16 19 45 52
250 41,5 20 3,5 415 17 21 50 58
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PE 80

PN 3,2 SDR41 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 100
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
anametp TOMNLWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 2,0 1 0,5 20 5 5 2 4
90 2,2 1 0,5 22 8 6 3 5
110 2,7 1 0,5 27 8 6 4 5
125 3,1 1 0,5 31 8 6 5 6
140 3,5 1 0,5 35 8 6 5 6
160 4,0 1 0,5 40 8 6 6 7
180 4,4 2 0,5 44 8 6 7 8
200 4,9 2 1 49 9 6 7 9
225 5,5 3 1 55 10 6 8 10
250 6,2 4 1 62 11 6 9 11
PN 4 SDR33 According DVS 22071 Total Cylinder Section 20 cm 2 PE 80
mm mm bar mm sec sec sec min min
75 2,3 1 0,5 23 5 5 6 7
90 2,8 1 0,5 28 5 5 6 7
110 3,4 1 0,5 34 5 5 6 7
125 3,9 1 0,5 39 5 5 6 7
140 4,3 1 0,5 43 5 5 6 7
160 4,9 2 1 49 6 6 7 9
180 5,5 2 1 55 6 6 8 10
200 6,2 3 1 62 6 6 9 11
225 6,9 4 1 69 6 6 10 12
250 7,7 4 1,5 77 6 6 10 12
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PE 80

PN 5 SDR26 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 29 1 0,5 29 5 5 6 7
90 3,5 1 0,5 35 5 5 6 7
110 4,2 1 0,5 42 5 5 6 7
125 4,8 1 1 48 6 6 7 8
140 54 2 1 54 6 6 7 9
160 6,2 2 1 62 6 6 9 11
180 6,9 3 1 69 6 6 10 12
200 7,7 3 1,5 77 6 6 10 12
225 8,6 4 1,5 86 6 6 11 13
250 9,6 5 1,5 96 7 7 12 14
PN 6,3 SDR21 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
mm mm bar mm sec sec sec min min
75 3,6 1 0,5 36 5 5 6 7
90 4,3 1 0,5 43 5 5 6 7
110 53 1 1 53 6 6 8 10
125 6,0 2 1 60 6 6 9 11
140 6,7 2 1 67 6 6 10 12
160 7,7 3 1,5 77 6 6 10 13
180 8,6 3 1,5 86 6 6 12 14
200 9,6 4 1,5 96 7 7 13 16
225 10,8 5 1,5 108 7 7 14 17
250 11,9 7 1,5 119 8 8 16 19
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PE 80

PN 8 SDR17 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBENMUYEHUS OXNaaeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 4,5 1 0,5 45 5 5 6 7
90 5,4 1 1 54 6 6 8 10
110 6,6 2 1 66 6 6 10 12
125 7,4 2 1,5 74 6 6 10 12
140 8,3 3 1,5 83 6 6 11 13
160 9,5 3 1,5 95 7 7 13 15
180 10,7 4 1,5 107 7 7 14 17
200 11,9 5 1,5 119 8 8 16 19
225 13,4 7 2 134 8 8 17 20
250 14,8 8 2 148 9 9 19 22
PN 10 SDR13,6 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
mm mm bar mm sec sec sec min min
75 5,6 1 1 56 6 6 8 10
90 6,7 2 1 67 6 6 10 12
110 8,1 3 1,5 81 6 6 11 13
125 9,2 4 1,5 92 7 7 12 14
140 10,3 4 1,5 103 7 7 14 16
160 11,8 6 1,5 118 8 8 16 19
180 13,3 7 2 133 8 8 17 20
200 14,7 9 2 147 9 9 19 22
225 16,6 12 2 166 9 10 21 25
250 18,4 14 2 184 10 11 23 27
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PE 80

PN 12,5 SDR11 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
anametp TOMNWKUHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 6,8 1 1 68 6 6 10 12
90 8,2 2 1,5 82 6 6 11 13
110 10,0 2 1,5 100 7 7 13 15
125 11,4 3 1,5 114 8 8 15 18
140 12,7 4 2 127 8 8 16 19
160 14,6 5 2 146 8 9 19 22
180 16,4 6 2 164 9 10 21 25
200 18,2 8 2 182 10 11 23 27
225 20,5 10 2,5 205 10 11 25 29
250 22,7 12 2,5 227 11 13 28 33
PN 16 SDR9 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
mm mm bar mm sec sec sec min min
75 8,4 1 1,5 84 6 6 11 13
90 10,1 2 1,5 101 7 7 13 15
110 12,3 3 2 123 8 8 16 19
125 14,0 4 2 140 8 9 18 21
140 15,7 5 2 157 9 10 20 23
160 17,9 6 2 179 10 11 23 27
180 20,1 8 25 201 10 11 25 29
200 22,4 9 2,5 224 11 12 27 31
225 25,2 12 2,5 252 12 14 31 36
250 27,9 15 3 279 12 15 34 39
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PE 80

PN 20 SDR7,4 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNLWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 10,3 2 1,5 103 7 7 14 16
90 12,3 2 2 123 8 8 16 19
110 15,1 3 2 151 € 9 19 22
125 171 4 2 171 9 10 21 24
140 19,2 5 2 192 10 11 24 28
160 21,9 7 2,5 219 11 12 27 31
180 24,6 9 2,5 246 12 14 30 35
200 27,4 11 3 274 12 14 33 38
225 30,8 14 3 308 13 16 37 43
250 34,1 14 3 342 15 18 41 47
PN 25 SDR6 According DVS 2207-1 Total Cylinder Section 20 cm 2 PE 80
mm mm bar mm sec sec sec min min
75 12,5 2 2 125 8 8 17 19
90 15,0 3 2 150 9 9 19 22
110 18,3 4 2 183 10 11 23 27
125 20,8 5 2,5 208 11 12 26 30
140 23,3 6 2,5 233 11 13 29 34
160 26,6 8 3 266 12 14 33 37
180 29,9 11 3 299 13 16 37 43
200 33,2 13 3 332 15 17 40 47
225 37,4 17 3,5 374 16 19 45 52
250 41,5 29 3,5 415 17 21 50 58
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PN 2,5 SDR41 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKUHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 1,9 1 0,5 90 5 6 6 9
90 2,2 1 0,5 94 5 6 6 9
110 2,7 1 0,5 103 5 6 6 9
125 3.1 1 0,5 110 5 6 6 9
140 3,5 1 0,5 117 5 6 6 9
160 4,0 1 0,5 126 5 6 6 9
180 4,4 1 0,5 133 5 6 6 9
200 4,9 2 0,5 141 6 6 7 10
225 55 2 0,5 151 6 7 8 11
250 6,2 2 0,5 162 6 7 10 14
PN3,2 SDR33 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
mm mm bar mm sec sec sec min min
75 2,3 1 0,5 69 3 3 3 5
90 2,8 1 0,5 84 3 4 4 6
110 3,4 1 0,5 102 4 5 5 7
125 3,9 1 0,5 117 4 5 5 7
140 4,3 1 0,5 131 5 6 6 9
160 4,9 1 0,5 141 5 6 7 9
180 5,5 2 0,5 151 5 6 8 11
200 6,2 2 0,5 162 6 7 10 13
225 6,9 2 0,5 173 6 7 12 15
250 7,7 3 1,0 185 6 8 13 16
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PN 4 SDR26 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 29 1 0,5 87 3 4 4 6
90 3,5 1 0,5 105 4 5 5 7
110 4,3 1 0,5 126 5 6 6 9
125 4,9 1 0,5 139 5 6 7 10
140 54 1 0,5 147 5 6 8 11
160 6,2 1 0,5 162 6 7 10 13
180 6,9 2 0,5 173 6 7 12 15
200 7,7 2 1 185 6 8 13 16
225 8,6 3 1 198 7 8 14 19
250 9,6 4 1 211 7 9 16 20
PN 6,3 SDR17,6 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
mm mm bar mm sec sec sec min min
145 4,3 1 0.5 131 5 6 6 9
90 5,1 1 0,5 144 5 6 7 10
110 6,3 1 0,5 164 6 7 10 13
125 7,1 1 1,0 176 6 7 12 15
140 8,0 2 1,0 189 6 8 14 17
160 9,1 2 1,0 204 6 9 15 19
180 10,2 3 1,0 220 7 10 17 21
200 11,4 3 1,0 237 7 11 19 24
225 12,8 4 1,0 255 7 12 21 26
250 14,2 5 1,0 272 8 13 23 29
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PN 10 SDR11 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
anametp TOMNLWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
(0]b} kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 6,8 1 0,5 172 6 7 12 15
90 8,2 1 1,0 192 6 8 14 18
110 10,0 2 1,0 217 7 9 17 21
125 11,4 2 1,0 237 7 11 19 24
140 12,7 3 1,0 254 7 12 21 26
160 14,6 3 1,0 277 8 13 24 29
180 16,4 4 1,0 298 8 15 26 32
200 18,2 5 1,0 320 9 16 29 35
225 20,5 7 1,5 345 10 18 32 39
250 22,7 8 1,5 367 10 20 35 42
PN 16 SDR7,4 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
mm mm bar mm sec sec sec min min
75 10,3 1 1,0 221 7 10 17 21
90 12,3 2 1,0 249 7 11 20 25
110 15,1 2 1,0 283 8 14 24 29
125 17,1 3 1,0 307 9 15 27 33
140 19,2 4 1,5 332 9 17 30 36
160 21,9 5 1,5 359 10 19 34 41
180 24,6 6 1,5 386 11 21 38 45
200 27,4 7 2,0 411 11 23 42 50
225 30,8 9 2,0 437 12 26 46 54
250 34,2 12 2,0 463 13 29 51 60
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PN 20 SDR6 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
Pipe Wall Force Bead Heat-Up time Change- Pressure Cooling-Up Total
diameter (OD) thickness (s) (Pressure) height without Over time (t3) increasing time (t5) Welding
pressure (t2) time (t4) Time
onametp TOMNWKHA [aeneHune BbicoTa Bpemsa Bpemsa Bpemsa Bpemsa Obwee
Tpyba (OD) cTeHa CBapku BypTuka HarpeBa 6e3  ydaneHuss  yBEMUYEHUS OXNaAeHus BpeMsi
(s) P1=P5 nasneHus (t2) Harp?t%a)nenﬂ nasneHus (t4) (t5)
Boru capi Boru et Kuvvet Dudak Basingsiz Isitici Basing Kaynak Toplam
oD kalinligi (s) (Basing) yuksekligi  1sitma suresi cikartma arttirma Sogutma sure
(mm) (t2) suresi suresi (t4) suresi (t5)
(t3)
mm mm bar mm sec sec sec min min
75 12,5 1 1,0 251 7 11 21 26
90 15,0 2 1 281 8 14 24 29
110 18,3 3 1 321 9 16 29 35
125 20,8 3 1,5 348 10 18 33 39
140 23,3 4 1,5 373 10 20 36 43
160 26,6 6 2 405 11 23 41 49
180 29,9 7 2 430 12 26 45 53
200 33,2 9 2 456 13 29 50 59
225 37,4 11 25 487 14 32 55 64
250 41,5 14 2,5 512 15 36 60 70
PN 25 SDR5 According DVS 2207-11 Total Cylinder Section 20 cm 2 PP
mm mm bar mm sec sec sec min min
75 15,1 1 1 283 8 14 24 29
90 18,1 2 1 319 9 16 29 35
110 221 3 1,5 361 10 19 34 41
125 251 4 1,5 391 11 21 39 46
140 28,1 5 2 416 11 24 43 51
160 321 6 2 447 13 28 48 56
180 36,1 8 2 478 14 31 54 63
200 40 10 25 502 15 35 58 68
225 45 13 2,5 531 16 39 64 74
250 50 16 2,5 560 17 43 70 81
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PLASTICWELDINGTECHNOLOGIES

GARANTI BELGESI

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

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

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

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

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

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

MAKINA MODELI: TATURA TARIHI:
MAKINA SERI NO: — LR p
A, ve Ao E
— L L
G

Elbor Makine San. ve Tic. Ltd. Sti.
Merkez Mahallesi, Selimpasa Ortakoy Sanayi Bolgesi, 608. Caddesi,
732. Sokak, Selim Pasa Cd. No:97 istanbul / TURKIYE
Tel: +90 212 549 43 57 / Fax: +90 212 549 43 58
info@elbor.com.tr export@elbor.com.tr export@weltech.com.tr
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PLASTICWELDINGTECHNOLOGIES

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

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

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

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

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

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

MODEL: INVOICE DATE:
SERIAL NO: =1 3 f’i
ozt L p _
gEA

Elbor Makine San. ve Tic. Ltd. Sti.
Merkez Mahallesi, Selimpasa Ortakoy Sanayi Bolgesi, 608. Caddesi,
732. Sokak, Selim Pasa Cd. No:97 istanbul / TURKIYE
Tel: +90 212 549 43 57 / Fax: +90 212 549 43 58
info@elbor.com.tr export@elbor.com.tr export@weltech.com.tr
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PLASTIC WELDING TECHNOLOGIES
FTAPAHTUA

CepBuC 1 rapaHTuA:

Cpok rapaHTuM Ha cBapo4Hoe obopyaoBaHMe 3aBoAa CoCTaBnsieT 12 MecsiLeB C MOMEHTa
npodaxu.

[ns ocyuwecTBNeHns rapaHTUMHOIO PEMOHTa HE0OX0AMMO NpenoCTaBUTb NacnopT
obopynoBaHus;

Cneuuanuctbl 3asoga «ELBOR MAKINE» rapaHTVpyloT onepaTMBHYI peakuuio Ha obpalleHue,
cornacoBaHue 1 npoBefeHne peMOHTHbIX paboT co BCEro Mmpa, KOTopble OCYLLEeCTBISTCH
KBanmM@uuMpoBaHHbIM NEPCOHANOM Ha BbICOKOTOYHOM 060pyaoBaHUN.

Bce Haluu NpeacTaBuTeny Npoxoamnu ceperncHoMy obydenmne Ha 3asoae “ELBOR MAKINE” B
Typuun. Kotopble MOryT peLwwmnTb nobyto npobnemy 6bICTpo 1 npodeccmoHanbHo, BO BCEX
CEPBUCHbIX LIEHTPaxX MMETbCHA BCE KOMIMMEKTYHOLME U 3anacHble YacTMu.

[@apaHTUIHBIA PEMOHT HE MOANEXUT rapaHTUMHOMY OBCHYXXMBaHUIO B CrieQyoLWmnX criydasx:

1-) Hannuun mexaHnyecknx nospexaeHmn obopyaoBaHus, NMOCTOPOHHUX NpegMeToB 1 crneaoB
XNOKOCTWN BHYTPU KOpMyca, Hann4mm CrieaoB BCKPbITUSI, CAMOCTOATENBHOIO PEMOHTA, U3BMEHEHUS
3NEKTPOMOHTaXa, KOHCTPYKLUKN, 3aMEHbI 3NIEMEHTOB U3Qenus 1 np.

2-) Y leHepaTopa ckadka das. KoTopblit MOXET HaBpeaAnTb ANEKTPUYECKOM YacTu annapara;

3-) O6opynoBaHne MMeEeT HENCNPaBHOCTM, BO3HUKLLNE BCNEeACTBUE NEPErpy3km unm
HenpaBUITbHOW 3KCnslyaTtaunn, a Takke BCNeacTBUe UCMNONb30BaHUS HE MO Ha3HaYeHUo 1
HecTabunbHOCTM NapamMeTpPOB ANEKTPOCETU, MPEBLILLAKLLMX HOPMbI;

4-) BbIXxoq U3 cTposa 0b6opyaoBaHMs Mo BUHE NOTpeduTens (HapyLeHne npasui aKcnnyaTaumu,
paboTa B HEHOPMMPOBAHHbIX PEXMMaXx, HeNpaBuIibHasi YCTaHOBKA W NOAKIHOYEHNE U T.M.);

,D,J'IFI ocyLliecTBrieHnd FapaHTI/IIZHOFO peMoHTa H606XO,D,I/IMO npenoctaBUTb 3adABKY Ha 37J1. Aﬂpec:

servis@elbor.com.tr

MAZLEJb AMNMPATA: AATA $AKTYPRI:
HOMEPATTTAPATA: = ELUCRERALE B i
v o
——
A

Elbor Makine San. ve Tic. Ltd. Sti.
Merkez Mahallesi, Selimpasa Ortakoy Sanayi Bolgesi, 608. Caddesi,
732. Sokak, Selim Pasa Cd. No:97 istanbul / TURKIYE
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