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NO STOK KODU ADET NO STOK KODU ADET
Homep STOCK CODE QTY HoMep STOCK CODE QTY
noPAOOK Ko KOJINYECTBO NOPAOOK KoL KOJINYECTBO

6 2TU011210-0169 4 56 2TU012310-0049: 1
13 2TU011441-0129 1 57 2TU011441-0350 1
15 3UA290010-0011 2 68 1SA050000-0040 1
20 2TU012510-0325 4 71 2TU012210-0498 1
21 2TU012410-0060 1 84 1SC170000-0007 2
23 2TU012410-0059 1 87 1PN020000-0117 1
25 1SA010000-0040 1 88 1PN020000-0108 1
28 2TU011441-0351 1 93 1PN020000-0124 1
31 2TU012410-0072 1 92 1PN020000-0040 2
32 2TU012410-0071 1

35 2TU011110-0530 2

47 2TU012210-0123 1

49 2TU012510-0212 2

50 2TU012110-0070 2

51 2TU014010-0024 4

52 3UA290010-0001 1

55 2TU011110-0580 1
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1. GENEL BILGILER

1.1 Giris

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

Makinenin uzun yillar guvenli ve verimli olarak ¢aligsmasi kullanim kilavuzu igindeki bilgilerin tam olarak okunmasi ve
anlagiimasi ile olur. El kilavuzu icerisindeki teknik ¢izim ve detaylar kullanicilar i¢in rehber tegkil eder.

1.2 Servis Bilgileri

Herhangi bir problem oldugunda, yardim igin istekleriniz veya yedek parga siparigleriniz i¢in lUtfen yukaridaki telefon, faks
veya e-mail adreslerinden bizimle kontak kurunuz.

Makine modelini tanimlayan teknik etiketler makine tzerinde perginlenerek takilmistir.
Makine seri numarasi ve uretim tarihi teknik etiket Uzerinde yazihdir.

Uriiniin ortalama kullanim émrii 10 yildir. Bu siire igerisinde yedek parca ve teknik servis hizmeti taahhiidiimiiz
altindadir. Uriinle ilgili her tiirlii ariza ve sikayetlerinizi agsagida belirtilen teknik servis adresimize sozlii veya yazili
olarak bildiriniz.



MERKEZ YETKILi SERViS ADRESIMiz

Turgut Ozal Bulvari No: 173 Tasdelen 34788 Cekmekdy — ISTANBUL / TURKIYE
Tel 0216 312 28 28 Pbx.

Fax 0216 484 42 88

E-mail service@yilmazmachine.com.tr

Web www.yilmazmachine.com.tr

Makine hakkinda imalatgl veya makineyi aldiginiz bayi firma ile yapilacak her tiirli yazismalarda asagidaki bilgileri bildirmeniz
yapilacak islemleri asgariye indirmesi bakimindan énemlidir.

e Makine Seri No e Voltaj ve Frekans Bilgileri
e Makine Modeli e Makinenin Satin Alindigi Tarih
e Bulunan Arizanin Tarifi e Makinenin Satin Alindig1 Bayi Bilgileri

e Ortalama Gunlik Calisma Suresi
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2. GUVENLIK

2.1. Giivenlik Sembolleri ve Anlamlari

Kullanim kilavuzunu okuyun

Calisma ortami daima temiz kuru ve dizenli
tutunuz

Koruyucu kulaklik kullanin

Elektrik ikaz uyarisi

Koruyucu g6zluk kullanin

Ellerinizi yabanci cisimleri almak igin hareketli
parcalarin arasina sokmayiniz.

sebeke fisini prizden ¢ekiniz.

Calisma esnasinda sebeke baglanti kablosu
hasar goérecek olursa dokunmayin

Yuksek Is1 uyarisi

Makine calistiginda elinizi
yaklastirmayin

testereye

gerektirir.

Testere degistirme isleminde
eldivenleri kullanin

TEHLIKE IKAZ sembolii spesifik tehlikelere
karsi sizi ikaz eder ve kesinlikle okunmasini

ONEMLI sembolii sizin 6zenli ve dikkatli

davranmanizi, zarar gérmemeniz igin
hareketlerinizi belli sinirlar icerisinde
engellemeniz gerektigini anlatan yazil

sembolddr.
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2.2. Kazalari Onleme

2.3.

221

222

223

224

2.25

Uretici firma makineleri ulusal ve uluslararasi direktifler ve yéntemleri kapsayan giivenlik standartlarina uygun
olarak imal edilmistir.

Burada igverenin gorevi personeli kaza risklerine karsi uyarmak, olabilecek kazalar hakkinda egitmek,
operatoriin guvenligi igin gerekli koruyucu glivenlik donanimi ve aygitlarini saglamaktir.

ise baglamadan énce operatér bulundugu pozisyona aliskin olmali (daha énce benzer makineler kulanmis
olmali). Makinenin karakteristik 6zellikleri operatdr tarafindan kontrol edilmelidir.

Makine sadece kullanim kilavuzunu okuyan ve iceridini anlayan personel tarafindan kullaniimalidir.

Bu kullanim kilavuzunun icerdigi direktifler, tavsiyeler ve genel giivenlik kurallari kullanici tarafindan tamamen
yerine getirilmelidir. Uretici firmadan alinan bir veya daha fazla makine parcalarinin yedeklerinin yetki
verilmeksizin karistiriimasi veya aksesuarlarinin kullaniminin bitiin bu tavsiyelerden farkl olmasi kazaya
yakalanma riskini artirir. Uretici firmanin bu gibi kullanimlarda kanuni higbir yiikiimliiliik ve sorumlulugu yoktur.
Yukaridaki uygulamalar buttn garanti sartlarinin sona ermesine de neden olur.

Genel Givenlik Bilgileri

231

23.2

233

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

Kesme islemi yapan makine ve cihazlariniza asirn yiklenmeyin. Makine ve cihazlariniz belirtilen gti¢
kapasitelerinde daha guvenli ¢aligir.

Operatérin glvenlik ve saghgi icin dogru aydinlatma ve isiklar kullaniniz.( ISO 8995-89 Standart The lighting of
indoor work system )
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2.3.4 Makine Uzerine herhangi bir seyler birakmayiniz.
2.3.5 Makine izerinde kesim yaparken imalatginin belirledigi malzemelerin diginda bagka higbir malzemeyi
kullanmayiniz.

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

2.3.7 Calisma pozisyonunuzu fazla zorlamayin, durusunuzun giivenli oimasina dikkat edin, her zaman dengenizi
koruyun.

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

2.3.9 Makine kullanimda degilken veya bakim éncesinde gu¢ besleme baglantilarini ¢ikariniz.

2.3.10 Makineyi ¢alistirmadan 6nce anahtar veya ayar aletlerinin ¢ikariimis oldugundan emin olun.

2.3.11 Acik havada calismaniz gerekirse sadece bu is icin musaade edilen uygun uzatma kablosu kullanin.

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

2.3.13 Yeni bir ise baglamadan 6nce koruyucu tertibatlarini veya hafif hasarli pargalarin iglevlerini kusursuz ve usuliine
uygun bir bigimde yerine getirip getirmediklerini kontrol edin. Butiin pargalar dogru takilmis ve kusursuz bir

bicimde calismasi igin gerekli butlin kosullar yerine getirilmis olmahdir. Hasar gérmis koruyucu tertibat ve
parcalar usuliine uygun bir bigimde (uretici firma veya servis atélyeleri) onarilmali veya degistiriimelidir.

2.3.14 Salter ve Switchlerin agma kapama iglevini yerine getirmedigi makine ve cihazlari kullanmayiniz.

2.3.15 Makinenin ve elektrik gii¢ baglantilarinin yaninda yanici, parlayici sivi ve malzemeleri bulundurmayin.
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3. MAKINENIN TANIMI
PVC profilleri 15° 180° araliginda eriterek kdse birlestirmeleri icin tasarlanmis kaynak makinesidir.

Profil gesidine gére mengene ve yapistirma basing ayarlarini yapabilmektedir.
Eritme ve yapistirma zaman ayari 6zelligi mevcuttur.

Ayak pedalina her basista profilleri tek tek sikistirma 6zelligi bulunmaktadir.
Termostat ayarli olup, 0°-260° C arasinda istenilen sicaklia ayarlanabilir.
Kaplamali profiller igin 0.2 — 2 mm.kaynak 6zelligi mevcuttur.

Makine CE Talimatlarina uygun tasarlanmistir

VVVVYY

STANDART AKSESUARLAR OPSIYONEL AKSESUARLAR
Kullanim Kilavuzu

4. MAKINENIN TASINMASI VE NAKLI

4.1. Biitiin tagimalar sadece nitelikli ve yetkili personel tarafindan yapilmahdir.
4.2. Makineyi tasirken daima uygun ekipmanlarla (zemine dokunmayacak sekilde) makine yukari kaldirilarak taginmalidir.
4.3. Musteri farkli bir talepte bulunmadik¢a, makine ahsap ambalajli olarak sevk edilecektir.
4.4. Makine lUzerindeki haraketli kisimlar nakil esnasinda hareket etmeyecek sekilde sabitlendikten sonra tasinmalidir.

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

14



5. MAKINENIN KURULUMU

51

5.2

Hazirlik

5.1.1 Makinenin dis 6lguleri boyutlar sayfasinda belirtilmistir. Makine, agirligini tagiyacak bir sekilde diz ve sert bir
zemine konmalidir.

5.1.2 Makinenin pozisyonu bakim ve temizlik islerinin gtivenli yapilabilmesi igin arka duvardan takribi 50 cm uzaklikta

olmalidir.
5.1.3 Makinenin dengesini alt kisimdaki ayarlanabilir ayaklar (RESIM 2 NO.84) ile saglayabilirsiniz.
Makinenin Gii¢ Kaynagina Baglanmasi
5.2.1 Elektrik baglantisi mutlaka lisansh bir elektirik¢i tarafindan yapilmalidir.
5.2.2 Elektrik prizi makine tizerindeki sokete uygun olmahdir.
5.2.3 Makinenin figini toprakl bir prizde kulaniniz.
5.2.4 Makinenin sebeke gerilimi 230 V 50 Hz'dir.

5.2.5 $ebeke gerilimine dikkat edin. Akim kaynagdinin gerilimi makinenin tip etiketi Uzerindeki verilere
uygun olmahdir.

5.2.6 Elektrik baglantisi yapildiktan sonra makine bosta calistirilarak, kesici takimlarin dénus ydnlerinin dogru olup
olmadigi kontrol edilmeli, dénus yéni ters ise uygun baglanti yapilmalidir.
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6. MAKINE GUVENLIK BILGILERI

6.1 Makineyi kaldirmak, yerlestirmek ve elektrik bakim ¢alismalari icin nitelikli ve yetkili personel kullaniimalidir.

6.2 Rutin bakim ¢alismalari ile programh bakimlar yetkili ve kalifiye elemanlar tarafindan elektrik glic kaynaklari devreden
cikarildiktan sonra yapiimalidir.

6.3 Makinede galismaya baslamadan énce makinenin temizligi, test ve bakiminin yapilmis olmasindan emin olunuz

6.4 Guvenlik ekipmanlarini, elektrik gli¢ kablosu ve hareketli pargalari rutin olarak kontrol ediniz. Giivenlik ekipmanlari veya
parcalarda fonksiyonlarini yerine getiremeyecek bir zarar goérirseniz yenisi ile degistirmeden makineyi ¢alistirmayiniz.

6.5 Elektrik gl¢ baglantisini kesmeden kesinlikle kesici takimlari degistirmeyin.

6.6 Operasyon alani igerisinde ve yerde yabanci cisimler bulundurmayin, ellerinizi hareketli parcalarin arasina
é sokmayiniz.

6.7 Isi ve zaman yapilirken ortam sicakhgini g6z éntnde bulundurun. 20°C ortam sicakliginda 1si gostergesi
245°C olmahdir.

>

6.8 Makine tzerindeki koruyucu parcalari sokerek ¢calisma yapmayiniz.

ONEMLI Guvenlik bilgileri yukarida tanimlanmistir. Fiziki zararlar veya ekipman hasarlarini 6nlemek igin liitfen
guvenlik bilgilerini dikkatli olarak okuyun ve bilgiler daima aklinizda bulunsun.
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7. OPERASYON

7.1 Hazirhk

7.1.1 Tablay! yaglardan temizleyin ve kurulayin. Rezistans plakasinin Gzerindeki teflon kagidin yirtiksiz ve temiz
oldugundan emin olun.

7.1.3

7.1.4

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

Kaynak yapilacak PVC profile gore i1s1 ve zaman ayarlarinin dogrulugunu kontrol ediniz.

Kumanda panosu lizerindeki butonlarin kullanimi :

7141

7.1.4.2

7143

7144

7.1.45

Is1 Gostergesi (RESIM 3 NO.80) : PVC profilleri 1sitarak kaynak yapan rezistansin sicakligini 0-260 C
derece ayarlayan cihazdir.Fabrika ¢ikis ayari 245 C derecedir. Bu ayar degistirmek i¢in SET butonuna
basiniz, gdsterge Uzerindeki yanip sénen eski isi degerinnin yerine (gosterge lzerindeki ok isaretli
tuslarin yardimi ile) yeni i1s1 degerini giriniz. Set butonuna tekrar basarak hafiza aliniz.

Acil Stop Butonu (RESIM 3 NO.78) : Bu butona basildiinda pnématik ve elektrikle ilgili makine
Uzerindeki tum cihazlar ¢alismaya baslamadan énceki kapanis konumuna gelir.

Sistem Start butonu (RESIM 3 NO.81) : Kaynak islemini baslatmak igin kullanilir.

Kaynak basing ayan (RESIM 3 NO.76) : Isitilarak kaynak yapilacak pargalarin kaynak basincini
ayarlar.Fabrika ¢ikis ayari 6 bardir. Bu ayar degistiriimek istendiginde , anahtari saga veya sola
cevirmek sureti ile istenen basinca ayarlayiniz. Konumu kilittemek igin anahtarin dis cercevesini
asagiya bastiriniz.

Kaynak basing gostergesi (RESIM 3 NO.77) : Kaynak basing kuvvetini bar cinsinden okuyan
gOstergedir.
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7.1.4.6 Mengene basing ayan (RESIM 3 NO.76/1) : Kaynak yapilacak PVC profilleri sikistiran mengene
pistonlarinin basing kuvvetini ayarlar. Fabrika ayari 4 bardir. Bu ayar degistiriimek istendiginde,kaynak
basing¢ ayari igin yapilan islemlerin aynisidir.

7.1.4.7 Mengene basing gostergesi (RESIM 3 NO.77/1) : PVC profilleri sikkan mengenenin basing kuvvetini
bar cinsinden okuyan gdstergedir

7.1.4.8 lIsitici zaman saati (RESIM 3 NO.79) : Kullanilacak i1sinin zaman ayari yapilir. 0-30 sn arasinda istege
g6re ayarlanabilir. Fabrika ¢ikis ayari 20 sn dir.

7.1.4.9 Kaynak zaman saati (RESIM 3 NO.79/1) : PVC profillerin kaynak siiresini ayarlar. Bu siire 0 - 30 sn
arasinda istege gore ayarlanir. Fabrika ¢ikis ayari 25 sn.dir.

7.1.4.10 Ayak pedali: Ayak pedalina bir kez basildiginda kilavuz kolu asagiya iner .Sag tabla Gzerine PVC
profili konur. Pedala ikinci kez basildiginda sag tabla uzerindeki mengene pistonu asagi inerek profili
sikar. Pedala uglincu kez basildiginda sol tabla Gzerindeki mengene pistonunu harekete gegirerek sol
tabladaki profili sikar.
7.2 Gonyelerin Ayarlanmasi

45 derece kesilen PVC profillerin 90 derece kaynak islemlerinde; merkezleme pimi (RESIM 6 NO.10) génye ve tablay:
birbirine sabitler,

Ara derecelerin ayarlanmasi icin:
7.2.1 Gényeleri tablaya sabitleyen civata, allen yardimi ile gevsetilir. (RESIM 6 NO.96)
7.2.2 Merkezleme pimi yukari dogru gekilerek, génye istenilen dereceye getirtilir.

7.2.3 Gevsetmis oldugumuz civatalar tekrardan sikilarak, gényeler tablaya sabitlenir.
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NOT: Gonyeleri ara derecelere getirirken, tablanin iizerinde bulunan derece etiketi (RESIM 6 NO 17) ile
gonyelerin 6n kismindaki 6lgii gizgisinin ayni hizaya gelmesine dikkat ediniz.

7.3 Operasyon
7.3.1 Sistem anahtarini “1” konumuna getirin.
7.3.2 Kumanda paneli lizerindeki Sistem Start diigmesine basiniz. (RESIM 3 NO. 81)
7.3.3 sl ve basing ayarlarini kumanda panosu tanitimi dogrultusunda yapiniz

7.3.4 Ayak pedalina bir kez basarak kilavuz lamasinin (RESIM 5 NO.13) yukari gikmasini saglayin.
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7.3.5 Kaynak icin hazirladiginiz PVC profillerinden birini sag tabla (RESIM 5 NO.31) {izerine koyunuz.
Belli bir dl¢ii icersinde kesilen PVC profillerde, isitilarak erime sonucu iki parga birbirine
birlestirilir. Bu birlestirme sirasinda profiller iizerinde 1.5 mm ‘den toplam 3 mm erime olur. Bu
yiizden kesilecek olan PVC profil 6l¢lisii 3 mm biiyiik kesilerek tam 6l¢liye ulagiimasi saglanir

7.3.6 Tabla lzerine koydugunuz PVC profilin diz veya acili kesilen kismini kilavuz lamasina yaslayin. Profilin diger
ylizeyinin génye yizeyine yaslanmis olmasina dikkat ediniz.

7.3.7 Ayak pedalina ikinci kez basarak sag mengenenin (RESIM 5 NO.23) profili sikmasini saglayin.

7.3.8 Birlestirmek istediginiz ikinci PVC profili sol tabla tzerine getirip kilavuz lamasinin diger kenarina yaslayin. Ayak
pedalina Gglincl kez basarak sol mengeneyle (RESIM 5 NO.21) profili sabitleyiniz

7.3.9 Bundan sonraki islemleri makine otomatik olarak ayarlandigi 1s1 ve zaman diliminde bitirecektir.
7.3.10 Sistem start butonuna basarak pano iizerindeki caligan 1si ve basing ayarlarini durdurunuz.(RESIM 3 NO 81)

7.3.11 Sistem anahtarini “0” konumuna getirin.

7.3.12 Kaynak operasyonu esnasinda PVC profillerin 1si ile birlestiriimesinden profilin altinda ve (stlinde meydana
gelen kaynak birikintilerini, tabla (RESIM 5 NO.31/32) ve mengene papucu (RESIM 5 NO.21/23) altindaki
ayarh bicaklar (RESIM 5 NO.6) ile 0.2 mm kaynak aralijinda ayarlama yapilabilir.
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A NOT : Olasi bir tehlike aninda acil stop butonuna basiniz (RESIM 3 NO.78)

8. BAKIM, SERVIS VE ONARIM
8.1 Bakim
8.1.1 Makinenin elektrik ve pndmatik (varsa) gui¢ baglantilarini kesiniz.

8.1.2 Makinenin tim yuzeylerini gapaklardan, yongalardan ve yabanci malzemelerden temizleyin. Makine uzun siire
kullaniimayacaksa boyasiz yerlere paslanmayi 6nleyici bir yag ile yaglayiniz.

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

8.1.6 Teflon kagidin Uzerine yapisan yag, kir, plastik parcaciklari vs. gibi malzemeleri nemli temiz bir bez kullanarak
itina ile temizleyin.

Teflon kagidin temizlik uygulamasi makine galismadigi zamanlarda yapilmahdir. Makine cgalisirken
rezistans plakasi temizligine ihtiya¢ duyulursa; Acil stop butonuna basilarak sistemi kapatiniz,
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8.2 Teflon kagidinin degistirilmesi
8.2.1 Sistem anahtarini “0” konumuna getirin.

8.2.2 Sase lzerindeki sag yan kapagdi acginiz, Teflon kagidi rezistans plakasina tespit eden 3 adet M6 allen vidayi
sokerek disar aliniz.

8.2.3 Teflon kagdidi degistirin, sdkerken yapilan islemlerin tersini yaparak yeni teflon kagidi rezistans plakasina tespit
ediniz.

Teflon Kagit

Teflon baglanti lamasi

M6 Allen vida
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8.3 Hava basincini ayarlama

8.3.1 Basing ayar vanasini yukari ¢ekiniz. Ayar vanasini saat
yonlnde veya tersine gevirerek manometre tizerindeki istenen

degere getiriniz. Daha sonra vanayi asagi bastirarak kilitleyiniz.

8.3.2 Hava basincini 6-8 BAR arasinda ayarlayiniz. Hava
basinci belirtilen degerlerin altina diigerse pnomatik gug ile
calisan aksamlar ¢alismaz.

8.3.3 Sartlandirici Unitesi, hava igerisinde bulunan suyu,
pndématik kompenentlere zarar vermemesi igin toplama kabi
igerisine biriktirir. Is glinii sonunda, toplama kabi altindaki su
tahliye vanasini agarak birikmis olan suyu bosaltiniz.

8.3.4 Yag deposu icine yag koymak igin hazneyi gevirerek
cikariniz. imalatgi tarafindan tavsiye edilen yaglar; TELLUS
C10/BP ENERGOL HLP 10/ MOBIL DTE LIGHT / PETROL
OFIiSi SPINDURA 10.

Basing ayar vanasl
Pressure adjustment
HaCTPOMKK JaBneHus

Manometre
Manometer
MaHomeTp

Su tahliyesi
Water discharge
pacxof Bogsl
Yai deposu

Qil depot

EMKOCTb AnA Macna
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. GARANTI SARTLARI

. Garanti suresi, Uriinin teslim tarihinden itibaren baglar ve 2 yildir.
. Uriiniin biitiin parcalari dahil olmak (izere tamami firmamizin garantisi kapsamindadir.

. Urliniin garanti siiresi igerisinde arizalanmasi durumunda, tamirde gegen siire garanti siiresine eklenir. Uriiniin tamir siiresi
en fazla 30 is glnuddr. Bu sire, Uriine iliskin arizanin servis istasyonuna, servis istasyonunun olmamasi durumunda Grinin
saticisi, bayii, acentesi, temsilciligi, ithalatgisi veya imalat¢isi-ureticisinden birisine bildirim tarihinden itibaren baslar. Uriiniin
arizasinin 15 gun igerisinde giderilememesi halinde imalatgi-Uretici veya ithalat¢i Grinin tamiri tamamlanincaya kadar,
benzer 6zelliklere sahip bagka bir Grlni tliketicinin kullanimina tahsis etmek zorundadir.

. Uriiniin garanti siiresi igerisinde gerek malzeme ve iscilik, gerekse montaj hatalarindan dolayi arizalanmas halinde, iscilik
masrafi, degistirilen parca bedeli yada baska herhangi bir ad altinda higbir Ucret talep etmeksizin tamiri yapilacaktir.

. Tiiketicinin onarim hakkini kullanmasina ragmen iiriiniin;

5.1 Tuketiciye teslim edildigi tarihten itibaren, belirlenen garanti siresi icinde kalmak kaydiyla, bir yil icerisinde; ayni
arizanin ikiden fazla tekrarlanmasi veya farkli arizalarin dortten fazla meydana gelmesi veya belirlenen garanti siresi
icerisinde farkli arizalarin toplaminin altidan fazla olmasi unsurlarinin yani sira, bu arizalarin maldan yararlanamamayi
surekli kilmasi,

5.2 Tamiri igin gereken azami sliresinin asilmasi,

5.3 Firmanin servis istasyonunun, servis istasyonunun mevcut olmamasi halinde sirayla saticisi, bayii, acentesi temsilciligi
ithalatcisi veya imalatgi-Ureticisinden birisinin dlzenleyeceg@i raporla arizanin tamirini mimkin bulunmadiginin
belirlenmesi, durumlarinda tiketici triinun Ucretsiz degistiriimesini, bedel iadesi veya ayip oranda bedel indirimi talep
edebilir.

. Urliniin kullanma kilavuzunda yer alan hususlara aykiri kullaniimasindan kaynaklanan arizalar garanti kapsami disindadir.
. Garanti Belgesi ile ilgili olarak ¢ikabilecek sorunlar igin Sanayi ve Ticaret Bakanlidi Tuketicinin ve Rekabetin Korunmasi
Genel Mudirligid’ne bagvurabilir.
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1. GENERAL INFORMATION
1.1. Introduction

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

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

1.2. Service Information

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

Technical labels with the model description of the machine are fixed onto the front side of each machine.

The machine’s serial number and manufacturing year are stipulated on the technical label.

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

Turgut Ozal Bulvari No: 173 Tasdelen 34788 Cekmekdy — ISTANBUL / TURKIYE
Tel 0216 312 28 28 Pbx.

Fax 0216 484 42 88

E-mail  service@yilmazmachine.com.tr

Web www.yilmazmachine.com.tr

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

e Machine model e Voltage and frequency
e Machine’s serial number e Date of purchase
o Description of the machine fault o Name of dealer where machine was purchased

Average daily operation period
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2. SAFETY

2.1. Safety Symbols and Their Meanings

Ensure safe working position, always keep your

Read the user guide balance

Wear ear protectors Elektrical excitation

Wear safety goggles Don’t place your hands between parts in motion..

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

High temperature warning

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

During saw blade change operations, use
protective gloves

The above symbol DANGER WARNING, The IMPORTANT symbol above is one telling to
warns you against specific dangers, and you | jmpoRTANT]| | @Pply special care and to be careful at carrying out
have definitely to read them.. || the specified operation

| BBPD
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2.2. Accidents Prevention

2.3.

221

222

2.2.3

224

2.2.5

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

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

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

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

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

General Safety Information

231

23.2

233

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

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

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

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

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

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

2.3.9 Unplug first, before conducting and maintenance works.

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

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

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

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

This machine is designed for corner connection of PVC profiles in 15° - 180° degrees by melting.

VVVVYY

Adjustable Clamp and Welding pressure to suit profile type
Adjustable Melt and Welding cycle time.

Foot pedal profile clamping

Digital thermostat (temperature adjustment between 0’ and 2600)
Welding thickness limitation adjustable between 0.2 and 2 mm
Machine complies with CE Safety Directives

STANDARD ACCESSORIES OPTIONAL ACCESSORIES
User’s manual

TRANSPORT OF THE MACHINE

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

4.2.

4.3.

4.4.

4.5.

The machine should be transported by lifting with proper equipment (not touching the ground during the transport).
Unless customer requests the contrary, the machine will be delivered with wooden packaging.
Movable parts on the machine should be fixed before carrying out the transport.

The machine size and weight measurements, given the technical specification sheet.
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5. INSTALLATION OF THE MACHINE
5.1 Preparation

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

5.1.2 The machine should be located approx. 50 cm away from the rear wall.

5.1.3 You can provide the balance of the machine with adjustable counterforts (PICTURE 2 NO 84) in the bottom
part.

5.2 Connecting to Power Source
5.2.1 The Electrical connection must be made by a licensed electrician
5.2.2 The power outlet socket on the machine should be available.
5.2.3 Plug the machine to a grounded socket.
5.2.4 Main voltage of the machine is optional as 230 V 50 Hz.

5.2.5 Check the power source voltage. It has to be in accordance with the values stipulated on the machine’s
type label

5.2.6 After electrical connection is made, machine must be operated in idle running and it must be controlled whether

rotation directions of cutting tools are correct or not and if the rotation direction is wrong, appropriate connection
must be made.
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6. MACHINE SAFETY INFORMATION

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

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

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

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

6.5 Never replace the milling cutters before unplugging first.

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

parts

made. Temperature adjustment should be 245°C in a 20°C surrounding.

:: 6.7 Environment temperature should be taken into consideration while temperature and time adjustments are

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

IMPORTANT]

The safety data have been defined above. In order to prevent physical damage or damage to the
equipment, please read the safety information carefully and keep the manual always in an easy
accessible place.
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7. OPERATION

7.1 Preparation

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

7.1.2

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

7.‘i.3 Check for appropriate temperature and time for the PVC profile to be welded..

7.1.4 Usage of buttons on control panel:

7141

7.1.4.2

7.1.4.3

7144

7.1.45

Temperature Display (PICTURE 3 NO.80) : For adjusting the temperature of the resistance, which
heats and welds PVC profiles, between 0-260 C. The temperature is pre-set to 245 C at the factory. To
change this value, press “Set”. The pre-set value will blink Input the new temperature value using the
arrows on the display. Press “Set” again to save the input value

Emergency Stop Button (PICTURE 3 NO.78) : When the Emergency Stop button is pressed, all
pneumatic electric components of the machine return to their original position.

System Start Button (PICTURE 3 NO.81) : Used to start the welding operation.

Welding Pressure Adjustment (PICTURE 3 NO.76) : For adjusting the welding pressure of profiles to
be joined via heating and welding it is pre-set to 6 Bar in the factory. If you want to change this value,
turn the switch to the right or left respectively to to increase or decrease it. To lock the set value,
press the outer frame of the switch down.

Welding Pressure Display (PICTURE 3 NO.77) : It reads the welding pressure force in Bar.
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7.1.4.6 Clamp Pressure Adjustment (PICTURE 3 NO.76/1) : It adjusts the pressure force of the clamps,
which clamp the PVC profiles to be welded. It is pre-set to 4 Bar. This adjustment is made in the same
way like the welding pressure adjustment.

7.1.47 Clamp Pressure Display (PICTURE 3 NO.77/1) : It reads the pressure force of the PVC profiles
clamp in Bar.

7.1.4.8 Heating Time Display (PICTURE 3 NO.78) : Adjusts the time for application of the set temperature. It
can be adjusted between 0-30 sec. It is pre-set to 20 sec.

7.1.4.9 Welding Time Display (PICTURE 3 NO.79/1) : To adjust the welding time of PVC profiles. This period
can be adjusted between 0 - 30 sec. It is pre-set to 25 sec.

7.1.4.10 Foot Pedal: When the foot pedal is predssed once, the guide fence moves down. The PVC profile is
placed on the right table and pressed against this guide fence. After pressing the foot pedal the second
time, the clamp piston over the right table moves down and clamps the profile. After pressing the foot
pedal the third time, the clamp piston over the left table moves down and clamps the profile on the left
table.

7.2 Gonyelerin Ayarlanmasi

During 90 degree welding operation of the PVC sections that are cut to 45 degrees; the centring pin (PICTURE 6 NO
10) fastens the square and the table to each other.

To set intermediate degrees:

7.2.1 The bolt which fastens the squares to the table is loosened by using an allen wrench (PICTURE 6 NO 96)
7.2.2 The square is set to the desired angle by pulling the centring pin upwards.
7.2.3 The squares are fastened to the table by retightening the screws that you have loosened.
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NOTE: When setting the squares to intermediate degrees, be sure to align the degrees label (PICTURE NO 17)
located on the table with the measuring line on the front side of the squares.

7.3 Operation
7.3.1 Switch the system start switch to “1”
7.3.2 Kumanda paneli tizerindeki System Start digmesine basiniz. (PICTURE 3 NO.81)
7.3.3 Adjust the temperature and pressure as indicated on control panel.

7.3.4 Press once on the foot pedal to provide the coming of guide plate out .(PICTURE 5 NO.13)
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7.3.5 Place one of the PVC sections which you have prepared for welding on the right table (PICTURE 5 NO 31).

llHPDRTANT. PVC profiles cut in a certain length are joined together by melting. During this joining 3 mm of
| melting occurs 1.5 mm from each profile. For this reason profiles should be cut 3 mm longer, so

that desired length can be achieved after welding process.

7.3.6 Lean straight or angled cut part of PVC profile to the guide .Ensure that profiles surface is perfectly leaning to
the guide.

7.3.7 Pressing for the second time to the foot pedal fixes the profile with right clamp (PICTURE 5 NO.23)

7.3.8 Place the other PVC profile over left table and lean on the guide. Fix the profile with the left clamp (PICTURE 5
NO.21) pressing for the third time.

7.3.9 Other processes will be completed automatically according to adjusted temperature and time interval.

7.3.10 Stop the temperature and pressure adjustments on the machine pressing system start button (PICTURE 3
NO.81)

7.3.11 Switch the system start switch to “0”

7.3.12 The deposit of Welding emerging at the bottom and at the top of the profile as a result of the PVC profiles being
united with the heat during the operation of welding can be adjusted in the Welding range of 0.2 mm with upper
table (PICTURE 5 NO.31/32) and calibrated blades (PICTURE 5 NO.6) under clamping shoe (PICTURE 5
NO.21/23)
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A NOTE : Press emergency button at the moment of potential danger (PICTURE 5 NO.26)

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

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

8.1.3 When cleaning the machine, do not use materials that may damage the dye.

8.1.4 Control the welding blades against wear, bending and fracturing. Change the blades if they are damaged.
8.1.5 Always pay attention that teflon surface of heat element will be clean and undamaged..

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

i: Cleaning application of teflon paper should be performed when the machine is not working. If there is a

need for the cleaning of resistance plate; shut the system down by pressing the Emergency stop
button.

8.2 Change of the teflon paper
8.2.1 Switch the system start switch to “0”

8.2.2 Open the right hand cover on the chassis, remove the 3 pieces of M6 Allen headed bolts that fix teflon paper to
the heating plate, and take it out.

38



8.2.3

Replace the teflon paper, and fix it to the heating plate reversing what have done before for removing it.

Teflon Paper

Teflon paper
connection plate

M6 Allen
Screw

PICTURE-7

8.3 Adjust the air pressure (pneumatic systems)

8.3.1

8.3.2

8.3.3

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

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

Conditioner unit accumulates the water in the air in the collection container so that it won’t damage pneumatic

components. At the end of the working day, empty the accumulated water by opening water discharge valve
under the collection container
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8.3.4 In order to put oil to the oil tank, remove the reservoir by turning. Oils recommended by the manufacturer are; ;
TELLUS C10/BP ENERGOL HLP 10/ MOBIL DTE LIGHT / PETROL OFIS| SPINDURA 10.

Basing¢ ayar vanasi
Pressure adjustment
HaCcTpOMKW JaBneHus

Manometre
Manometer
MaHomeTp

Su tahliyesi
Water discharge
pacxog Bofpbl

EMKOCTb Ana macna
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9. WARRANTY CONDITIONS
1. The warranty period is 2 years from the delivery date of the machine.
2. All parts of the machine are under the warranty of our company.

3. If the machine has a defect within the warranty period, the warranty period is extended by the repair period. The repair
period of the machine is max. 30 working days. This period begins with the date of notofication of the defect to the service
station, or if there is no service station, to the authorized dealer, representative, agent, importer or manufacturer. If the defect
cannot be repaired within 15 working days, the manufacturer or importer has to deliver the customer another machine with
similar features until the repair has been completed.

4. If the machine has a defect due to material, workmanship and assembly fault, the repair will be carried out without any
charge for parts, labor or any other charges.

5. The customer can request the replacement of the machine or the return of the purchase price or discount in
proportion with the fault if;

5.1. The same defect occurs more than twice within the stipulated warranty period after the delivery, or in case of more than
four different defects within the stipulated warranty period., or if the total defects of different defects exceeds six
defects, and makes the machine unusable,

5.2. The repair period for the machine is extended,

5.3. It is determined with a report of the service station, or in case that there is no service station, by the dealer,
representative, agent, importer or manufacturer, that a repair of the machine is not possible,

6. Defects due to use of the machine in contrary with the features described in the machine’s user’'s manual are excluded from
the warranty.

7. In connection with any issues of the warranty certificate the customer may contact the General Directorate of the Consumer
and Competition Protection of the Ministry of Industry and Trade
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1. ObWAA UHOOPMALIUA
1.1 MpepucnoBue
PykoBoacTBo no akcnnyaTtauum, npegocTaBreHHOe NPou3BoAUTENEM, COAEPXKUT HEOOXOAMMY MHGOPMaLMIO O AeTansax
MexaHn3Ma. Kaxxgomy nonb3oBaTento pekoMeHOyeTCs BHUMATENbHO NpouYuTaTh MHCTPYKLUMIO U NPUBOAUTE MEXaHu3M B
JencTeume nocrne OCHOBATENbHOIO €€ U3ydYeHust.
BesonacHoe 1 aheKTUBHOE MCMOMb30BaHWE MalUMHbl B TeYeHWe ANUTENbHOrO BPEMEHU 3aBUCUT OT TOro, HaCKOIbKO
XOPOLUO Bbl U3YYWIK 1 BbINOMHAETE U3MOXEHHbIE NpaBuia No 3KCryataumm MexaHuama. TeXHUYECKMEe PUCYHKU U AeTanu
MOTYT CMY>XUTb PYKOBOACTBOM K paboTe Ans nonb3oBaTens.

1.2 CnyxebHasa unHdopmauus

B cny4yae kakon-nmbo TeXHUYECKOW Henonapgku noxanymcra cBskuTecb € Bawum gunepom YILMAZ komnaHuen
WNK rnaBHbIM 0(PMCOM NO Bhille yKa3aHHbIM TernedoHy, dpakcy, aINeKTPOHHOM noYTe.

Ha nepegHen yactn mMexaHn3ama UMETCS cneumanbHble TEXHUYECKMNE SPMbIKKU C ONUCaHMeEM MOLENN.
Ha apnbike YKa3aHbl perncTpaunoHHbIi HOMEP MEXaHU3Ma U rof, ero BbiMyckKa.

CpeAHui cpoK NpMMeHeHUsi MaliMHbl cocTaBnseT 10 neT. Bce xanobbl N0 HeMcnapBHOCTAM M MO BCeM BONpocam
MOXeTe 06paTUTbLCS YCTHO UNU NMUCbMEHHO B agpec oTaena TeXHUYECKOro o6CnyKuBaHusa KOMMaHuu.
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AOPEC LIEHTPAJIbHOIO O®UCA ;

Turgut Ozal Bulvari No: 173 Tasdelen 34788 Cekmekdy — ISTANBUL / TURKIYE
Ten 0216 312 28 28 Pbx.

®dak 0216 484 42 88

9-nouta  service@yilmazmachine.com.tr

Web www.yilmazmachine.com.tr

,U,J'IH npoeseaeHna BCcex BMOOB NMCbMEHHbIX MeperoBopoB C npounssogntenemMm MmallnHbl Unu (t)VIpMOIZ-I'IpO,D,aBLI,OM, O4YeHb BaXHO
YKa3aTb BCe HMmxXenpmneeaeHHble cBegeHnsa C Lenblo CoKpalleHna 4o MMHMMYMa CPOK peLleHns np06r|eM.

o Cepusi MaLWmHbI e HanpspkeHne n 4acToTHOCTb
e Mopenb malnHbI e [laTta nponobpeTeHns MaLlvHbI
¢ OnwucaHve HencnpaBHOCTH e CsefeHns o gucTpubbloTope y Koro Gbina KynneHa mMalumHa

CpenHuii cpok exenHenHon paboTbl
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2. BE3ONACHOCTb

2.1 O6o03Ha4yeHue CMMBOJIOB 6€30MacHOCTU U UX 3HAYEHUA

[MpoynTante MHCTPYKLMIO MO NONb30BAHUIO

McnonbayiTte 3almUTHbIE HAYLLIHWKK

Bcerga gepxute paGouyylo obracTb YACTbIM ,B
CYXOM BUZE 1 yNopsiAoYeHHbIM

MpenynpexaeHue 06 3MEeKTPUYECKOM

Hanps>XeHnun

VMcnonb3ynte 3alimMTHbIE OYKU

>

He 3acosbiBanTe cBou PYKM B OBUMXKYLLUXCA H4aCTU
4yTOObI 4OCTaBUTL OoTTYyOa YyxXue npegmeTbl.

Ecnu BO Bpems pabotbl cunoson kabernb
MOAKMIOYEHUsT MOBPEAUTLCS He KacanlTechb K
HeMy ¥ OTKIIO4MTE ero oT Po3eTKM.

MpenynpexaeHve o BbICOKOW TemnepaType

[Mpu 3ameHe nbiNM MCMONb3yWTe 3alUTHBLIE
nepyaTkm

B

Bo Bpems paboTbl MalIUHbLI HEe Npubnuxante py
K nbine.

Cvimeon NPEAYNPEXOEHUA OB
OMACHOCTMW npenynpexpaet Bac o
crneumguyecKnx onacHoCTen u ux
06bA3aTenbHO Hago NpoYuTaTh.

=

Cumson BAXHO 370 cumBOn ykasbiBaloLWbIv
HeobX0AMMOCTb OrpaHMYEeHUsT CBOW [OBUXKEHUS,
ObITb OCTOPOXHBLIM Y aKKypaTHbIM.
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2.2 TexHuUKa 6e3onacHocTu

2.3

221

222

2.2.3

224

2.2.5

Halwwm mexaHn3mbl N3roToBneHbl COrfiacHo AOnpeKkTnBam 6e3onacHoctn CoBeTa EBpOI'IbI CE, KOTOpble
COOTBETCTBYHOT HaUMOHaNbHbIM U MeXAyHapoAHbIM ONPeKTMBaM 6e3onacHocTU.

3apava paboTtogartens — npegynpeanTb pabounii nepcoHan o pucke aBapunHbIX cryyaeB, 06y4nUTb TEXHUKE
6e3onacHocTu 1 NpegocTaBnTb Heobxoammoe 6e3onacHoe o6opyaoBaHue n npubopsl.

Mepen HavanomM paboTbl C MEXaHU3MOM, MEXaHMK JOSKEH NPOBEepUTb 0CO6EHHOCTN MEXxaHn3ma, U3y4nTb Bce
ero getanm.

C MaLumHOM JoMmKHbI paboTaTh TONbKO UIeHbl NepcoHarna, KoTopble 03HaKOMUIUCH C COAEPKAHUEM
pykoBofcTea.

Bce MHCTPyKUMK, pekomeHdaumm 1 npaemna obLern 6e3onacHoOCTU, cogepkallimecsi B pyKOBOACTBE, AOIHKHbI
GbITb M3y4eHbl OCHOBATENbHO. cnonb3oBaTh MeXaHU3M B Kakux-nmbo Apyrx Lensx sanpeLieHo. B npoTueHom
cryyae, Npov3BoanTerNlb HE HECET HIKAKOW OTBETCTBEHHOCTY 3a NOBPEXAEHUS UNn paHeHus. U Takne
06CTOATENLCTBA MOTYT NPUBECTU K OKOHYAHWIO rapaHTUIHOMO CPoKa.

mHdopmauusa o6 obwen 6ezonacHocTn

231

23.2

233

2.3.4

LLIHyp NUTaHUS OOMMKEH NneXaTb B TAKOM MecTe, YTOObl HUKTO He HaCTynun Ha Hero nnun HUW4ero He NnocTaBsuI.
Ocoboe BHUMaHue cnepnyet yaoenntb WITENCelbHbIM pO3E€TKaM.

He neperpyxaiite MexaHnsm ans ceeprnexns v BeinunueaHus. [ins 6esonacHocT paboTbl MexaHu3ma
NCNONb3yNTE UCTOYHUK MUTAHWUS C NPUHATON 3NEKTPUYECKON BENTMYNHOWN. .

Mcnonb3yiiTe 3almUTHbIE OYKM 1 HayLWIHMKK. He oaesaiiTe cBOGOAHYIO ofexay U ykpalleHus.. Bpalatowmecs
AeTanu MoryT 3axBaTUTb UX.
YnocTtoBepbTech, YTo obpabaTbiBaemasn AeTanb NpaBUbHO 3aKkpenneHa 3aXKMMOM UMy TUCKaMU MexaHuama.
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2.3.5 He ucnonbayiiTe HUKaKkWe apyrve matepuarbl, KpoMe TeX, YTO peKOMeHA0BaHbl NpousBoanTenem, Anis
onepauun BbINUNUBAHUS.

2.3.6 YpocTtoBepbTech, 4To 0bpabaTbiBaemas AeTanb NpaBUbHO 3aKpenneHa 3aXXMMOM Uin TUCKaMn MexaHu3ma.

2.3.7 YpoctoBepbTecb B 6e3onacHoCcT paboyero MecTa, Bcerga COXpaHsnTe paBHOBeCHE

2.3.8 Copgepxwute CBON MexaHWU3M Bcerga YvicTbiM B Lensax 6e3onacHoctn pabotel. CnegynTe MHCTPYKLMAM
TexHu4yeckoM obcnyxmsaHnm 1 3ameHe getanen. PerynapHo nposepsiiTe WTENCenbHY0 BUIKY U LWHYpP. B
cryvyae noBpexaeHus, 3aMeHuTe KX Nof PyKOBOACTBOM KBaANUMULIMPOBAHHOIO 3NEKTPUKA. XPaHUTE PYYKU U
3aXKMMbl YACTLIMW OT CMa304HbIX CPELCTB.

2.3.9 OTknounTe MexaHnsMm, nepes TeM, kak Ha4yaTb TEXHUYECKUIA OCMOTP.

2.3.10 YpocTtoBepbTeCh, YTO yOpaHbl BCe KIMOYM Y MHCTPYMEHTbLI HACTPONKM, Nepes, TeM, Kak BKMIOYUTb MEXaHU3M.

2.3.11 Ecnun Heobxogumo paboTtaTtb BHE NOMELLEHNS, UCMOoNb3ynTe kabenu-yannHuTenm

2.3.12 PeMoHT cnepyeT BbINOJIHATb TONTIbKO NO4 PYKOBOACTBOM KBaNnnuUmMpoBaHHOIoO TexHuKa. B npoTMBHOM cny4yae,
€CTb BO3MOXHOCTb aBapun.

2.3.13 MNepen Havyarnom HOBOW onepauuy NpoBepbTe MCNPaBHOCTb PaboTbl 3aLUWUTHBIX YCTPOWCTB U MHCTPYMEHTOB,
yOOCTOBEPbTECh, YTO OHW MpaBUNbHO (PYHKUMOHMPYIOT. Bce ycnoBusi AOMmkHbl ObITb BbIMOMHEHbI, YTOObLI
MexaHu3M npaBunbHO paboTan. MNMoBpexaeHHble 3alWTHbIE AeTann n 0bopyaoBaHWe AOMKHbI ObITb 3aMEHEHbI
UM OTPEMOHTUPOBAHbI AOIMKHBIM 06pa3om ( MPOM3BOAUTENEM UMW OUINEPOM ).

2.3.14 He MCﬂOﬂb3yVITe MEXaHM3M C NOMOLLbI0 HENCMNPABHLIX KHOMOK MW BbIKNOYaTeNen.

2.3.15 He xpaHuTe BOCMNaMeHsIloWMNeCs, roptoume XMAKOCTM U MaTepuanbl BO3fe MexaHW3Ma WINeKTPUYECKUX
coeguHEeHUN.
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3. ONMUCAHME MEXAHU3MA

TK 505 OgHOronoBoYHbIM CBAapPOYHBIN CTaHOK, MpeaHa3HavYeHHbIn Anga ceapkv yrnos NBX npodunei.

B 3aBucrMocCTM OT TUNa Npocuns BO3MOXHa perynMpoBka AaBreHne npuxkuma u nnaeku
Bo3amoxHa perynvmpoBka BpeMeHW MraBeHns 1 cxaTus

[Mpu kaxxgoMm Haxvme neganyu NPOUCXOAMT NocnefoBaTeNbHbIN 3aXnM Npodunen oauH 3a Apyruv
OneKTPOHHbLIM TepMOoCTaT (TemnepaTtypa MoXeT ObiTb oTperynmposaHa mexay 0°— 260°)
Perynuposka TonwwmHbl cBapovHoro wea o1 0.2-2 mm

CTtaHok oTBevaeT TpeboBaHusm CE ctaHgapTa

VVVVYY

CTAHOAPTHbBIE MPUCNOCOBNEHUA OONMONHUTENIbHBLIE MPUCNOCOBJIEHNA
KynnaHim kinaBsyay

4. BE3ONACHAA TPAHCIMOPTUPOBKA MEXAHU3MA

4.1. TpaHCNOPTUPOBKY MeXaHU3Ma criegyeT BbINOMHATbL TONbKO KBanuguuMpoBaHHOMY nepcoHany.

4.2. MexaHu3m crnegyeT nepemMellaTs, MOAHMMAs €ro ¢ NOMOLLLI0 crieupanbHoro obopyaoBaHusi, (He kacasicb UM
NMOBEPXHOCTU 3EMITN BO BPEMS TPAHCTIOPTUPOBKN).

4.3. OGopynoBaHWe OTNPaBUTLCS HA NEPEBO3KY B KAPTOHHOW YNaKOBKe €CNU KMUEHT He NoTpebyeT ApyYryko ynakoBKy

4.4. MopgBwkHble AeTany MexaHuama AOSKHbI ObiTb 3adhMKCUPOBaHbI MPU MOMOLLM BTYNKM prKcaumMmn noaaepkuBatoLL,ero
Bara nepeg BbINOSIHEHWEM TPaHCMOPTUPOBKY

4.5. [aHHble 0 Bece 1 pa3MepoB MalUWHbl YKka3aHbl HA CTPAHULE TEXHUYECKUX XapaKTEPUCTUK..
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5. YCTAHOBKA MEXAHU3MA

5.1.

5.2.

noaroTtoBKa

5.1.1 [laHHble 0 Bece 1 pa3aMepoB MalUMHbl yKa3aHbl HA CTpaHULE TEXHUYECKUX XapakTepucTuk. MoBepxHOCTb Ha
KoTopon byaeT ycTaHOBMNeHa MallMHa AoMmkHa ObiTb 4OCTAaTOMHO NPOYHOW ,pOBHOM ,CNOCOBHON BblaepKaTb
Harpysky MalUuvHbl.

5.1.2 [pomkHa ObiTb yCTaHOBIEHa NPUOIM3UTENBHO B paccTosiHUM 50 CM OT 3agHei CTEeHKM

5.1.3 PaBHOBecue MaLLlUHbI MOXeTe 06eCcneunTb perynmpyemMbiMi HOXKaMu KOTOPble HAaXOASTCS B HKHENA YacTu
MaLuuHbl. (Puc 2 Ne.84)

MoaknioyeHne MalnHbI B UICTOYHUK NUTaHUA

5.2.1 TlogknioyeHne MalvHbl B 9MEKTPOCETb AOIMKEH MPOU3BECTU NMULEH3NPOBAHHBIN 3MNEKTPUK
5.2.2 PoseTka anekpoceTu AOMmKeH ObiTb COBMECTHBIM C Pa3eMOM Y MaLUVHbI.

5.2.3 Tlogknounte MaluvHy B pO3eTKY C 3a3eMIieHneM.

5.2.4 MawwuHa moxeT pabotaTtb unu nog HanpshkeHnem cetn 230 B 50 Iy,

5.2.5 [lpoBepbTe HaNpsKEHNE NCTOYHUKA NUTaHUs. OHO LOJMKHO COOTBETCTBOBATL BENUYMHE, YKA3aHHOM Ha
TEXHUYECKOM SIPribIKE MEXaHU3Ma.

5.2.6 lNocne NoOAKMIOYEHUs MaLLMHbI K 3MEKTPMYECKON CETU, HEOBXOAMMO 3aMyCTUTL MaLLIUHY B PEXUME XONOCTOro

X04a,4To0bI npoBepuTb NPaBUITbHOCTb HanpaBlieHNA BpalleHNA KOMMNIEKTOB pexXyLinx nessun. Ecnn
HanpasJieHUe BpalleHnda He npaBuiibHOe Torga Heobxoanmo npoBepuUTb NPaBUITIbHOCTb NOAKIMOYEHUA
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6. UHO®OPMALIUA O BE3OMNACHOCTU MEXAHU3MA

6.1 Henb3sa BKkNOYaTb MEXaHW3M , ECNIN OTKPbITa 3alLUTHASA KpbILLKa UK OTCYTCTBYET 3allnuTHoe oGopyaosaHme.

6.2 [Moawbem, ycTaHOBKa, 3NeKTpMYeckoe 1 NHeEBMaTUYECKOe OBCNYXMBAHWE MEXaHN3Ma A0MKHbI BbINOMHATLCSA TOMBKO
KBanuuLMpoBaHHbIM NePCOHANoM.

6.3 TeKyLuee TexXHn4eckoe OGCJ'Iy)KVIBaHVIe M nnaHoBoe OGCJ'Iy)KVIBaHVIe OOJITKHbI BbIMNOSMHATL KBaNMULMpOBaHHbIE
pa6oqme nocne OoTKIK4YeHnA MexaHn3ma n oTcoeanHeHna ero oT ICTOYHUKa NUTaHUA.

6.4 Y6eamTecb, YTO MEXAHW3M YMCTLIN, NMPOBEPEHHBINA, MPOLLEN TEXHUYECKOE OBCnyXXMBaHWE Npexae, YeM NPUCTYNUTL K
paboTe.

6.5 [poBepsiiTe NpMBOpPbLI GE30NacHOCTH, LUHYP 1 ABMXKYLLMECS AeTanu perynsipHo. He BkroyaiTe MexaHu3M, Noka He
3aMeHNUTe HeucrnpaeHble NpuGopbl 6e30MacHOCTM 1 NOBPEXOEHHbIe AeTanu.

6.6 Hwukorga He cHumanTe gpobsme nes3Bus, Noka He OTKIIYMTE MaLUUHY.

6.7 O6paTute BHUMaHWE Ha TEMNepaTypy OKpyKatoLLlei cpeabl Npu perynmpoBke BpeMeHU 1 Temnepatypbl. Mpu
20°C okpyxatoLel cpeabl, Ha Nokasartene Temnepartypbl JOMKHO ObiTb 245°C.

6.8 [epxute MHOPOAHbIE BELLECTBA BHE 30HbI pAaboThbl MEXaHM3Ma, Ha PaCCTOSTHUM OT OBWXKYLLMXCS AeTanewn.

[aHHble no 6e30nacHOCTM 6bIN N3MOXEeHbI Bbiwwe. [ns Toro, 4To6bl NpefoTBPaTUTL (hUsnMyeckue
paHeHusl 1 NoBpeXxaeHne o6opyaoBaHUs, NoXanyncTa, NPoYTMTe 3Ty MHOPMaLUIO BHUMATENBHO 1
BCerga gepxuTe pyKoBOACTBO NOA PYKOMW.
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7. ONEPALUUA

7.1 TMoproToBKa

7.1.1 Ounwarite NOBEPXHOCTb OT Macna u BbicylumTe ero.OcobeHHo ybeanTech B YNCTOTE U CyXOCTU pyYex.

7.1.2

OunwanTe BClO NOBEPXHOCTb MalluunHbl OT OGCeLIKOB,SayCGHLI,OB N OT YYXHUX I'Ipe}:l,MeTOB.MCI'IOJ'Ib3yl7ITe
3allUTHbIE OYKK ONA 3alnTbl OT BPeAOHOCHbIX BELWECTB.

7.1.3 TlpoBepbTe nNpaBWUMLHOCTL PEryNMpPOBKM BpPEMEHU u Temnepatypbl cooTBeTcTBeHHO [BC npodwmnio, Ha
KoTOpoM ByaeT npoussefeHa ceapka.

7.1.4

MpumeHeHne GYTOHOB Ha naHenu ynpaBlieHus.

7141

7.1.4.2

7143

7144

MokasaTtenb Temnepatyp (PUC 3 N2.80) : fAsngetca npubopom cBapkm nyTém HarpeBaHua PVC
npodomnen n perynupys Temnepatypy conpotuenenus ot 0 go 260rpaaycos. lNpu Beinycke us 3aBoaa
HacTpoeH Ha 245 C. [inA n3mMeHeHus 3TOro HacTposi HaxXMuTe Ha 6yToH SET 1 npu NnOMOLUM KHOMOK
CO 3HaKamu cTpena BBeAUTE HOBbIA MOKa3aTenb BENWYMH TemnepaTyp BMecTa MUraioolmx CTapbixX
nokasatenewn.

ByToH 3kcTpeHHon octaHoBku Cton (PUC 3 Ne.78) : T[lpu Haxatum paHHoro OyToHa Bce
MHEBMATUYECKNE W  3MeKTpuYeckme npubopsbl Ha o06opydoBaHWM MPUXOOST K MCXOAHOMY
OTKITIOYEHHOMY MOJTOXKEHUIO MO OTHOLLEHMWIO Havana paboTsl 060pya0BaHNs

BytoH cTapT cuctembl (PUC 3 Ne.81) : MpumeHseTcs 4ns Hayana npouecca CBapku.

PerynupoBka naBneHus ceapku (PUC 3 Ne.76) : PerynupyeTt naBneHue ceapku fetanen , cBapka
KOTOPbIX MPOMXOAUT NyTéM HarpeBaHus. [pu Bbixoge M3 3aBofa AaHHOe AdaBrieHue coctaBnseT 6
Bapos. [lpu xenmaHun W3MEHEHWS [AHHOTO HAcTPOs  MyTeM BpaLLEeHWS KIYa  MOXHO ero
oTperynupoBaTb. NS 3amblkaHUsi MOMOXEHUSI HaXMUTE Ha HapyXHYl0 paMy Krtoya BHUS.
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7.1.4.5 Toka3atenb AaBneHusi cBapku (PUC 3 Ne.77) : MNMokasbiBaeT MOLWHOCTbL OaBfeHUs cBapku B 6apax

7.1.4.6 Hactpon paBnenus tuckoB (PUC 3 Ne.76/1) :PerynvpyeT [OaBneHuio MOPLUHSA TUCKOB, KOTOPbIe
cxmmatot PVC npodpuneii. Mpu Boinycke 13 3aBoae HacTopoeH Ha 4 bapax.. [Npu nuameHeHne gaHHoro
HacTpos , COBepLUMTE TO Xe COME, KaK 1 Npu perynnpoBke AaBrneHus.

7.1.4.7 TMokasatenb paBneHusa TuckoB. PUC 3 Ne.77/1) : fAsnseTca nokasaTenem [AaBrieHUsi TUCKOB
cxumatowmx PVC npodunu B bapax

7.1.4.8 Yacbl nokasbiBalowme Bpems HarpeBaHuss (PUC 3 Ne.79) : HacTpauBaeTcs Bpemsi HarpeBaHus.
MoxHo HacTpouTb no xenaHuto B npomexyTke 0-30 cek. HacTtpow npwu Bbinycke 20 cek.

7.1.49 Yacbl ykasbiBarowme Bpems cBapkm (PUC 3 Ne.79/1) : Hactpausaet Bpems cBapku PVC
nopdunen. [laHHoe Bpemsa MOXHO HacTpouTb B npomexyTke mexay 0- 30 cek. Hactpow npwu Bbinycke
13 3aBoaa — 25 cek.

7.1.4.10 HoxHow nepanb: [Mpy OAMHOYHOM HaaTuv Ha nefarnb HanpasnskoLasi PyKosiTka OnyckaeTcst BHU3.
Ha npaBbii notok npunaraetcs PVC npodunb.Mlpy BTOPUYHOM HaXkaTu Ha nefanb noplleHb TUCKOB
pacnofnoratmowmica Hag npaBbiM NOTKOM CXUMaeT npodunb..llpyu TpeTu4yHOM HaxaTuu Ha neparnb
HauMHaeT ABUraTbCH NopLUEeHb TUCKOB HaA NeBbIM NOTKOM 1 NPOumb CXUMaeTcst
7.2 YcTtaHOBKa TpeyronbHUKU

B npouecce ceapku npu rpag.90, MNBX npodumuneii,BeipesaHHbix nog yrnom B 45 rpag, ueHtpyembin Ban  (Puc 6
HOMEP 10) doukcypyeT TpeyrofnbHUK 1 NnaHkKy.

HacTpolika NpOMEeXYTOUYHbIX 3HaYeHUI yrna

7.2.1 3akpennsawLwmii TpeyronbHUK K nraHke 6onT,HyxHo ocrnabuTs ¢ nomoubio allen(PUCYHOK 6 HOMEP.96)
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7.3

7.2.2 MNoTsHYB BBEPX LIEHTPYEMBbIV Ban, yCTAHOBUTE TPEYrofbHUK B XenaeMblin yron
7.2.3 OcnabneHHble 6oMThl CHOBA 3aTAHUTE W 3aKpenuTe TPeYronbHUK K NNaHKK.
Bo Bpems HacTpOWKM TPeYyrosibHUKOB B MPOMEXYTOUYHbIX Yrnax,0yabTe BHMMAaTemNbHbl 4YTOObl,EeTUKETKa

rpagycoB Ha nraHke M MepHasi IMHUA B nepeaHend 4YacTu TPeyronbHMKOB,O0blnU BbipoBHeHbI.(PUCYHOK
HOMEP 17)

PUCYHOK- 6

7.3.1 OcHoBHOM NepeknovaTenb NPUBECTN B MNOMOXeEHNE «1»

Onepauus

7.3.2 Haxmute Ha KHOMKY 3anyck cuctema Ha naHenu ynpasrneHus. (Puc 3 Ne 81)
7.3.3 Haxas oanH pa3s Ha HOXHyto neganb obecneybTe BbIXOA HAaNpPaBASOWMX NNACTUH
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7.3.4 Tlo okoHYaHWIO NpoLeca peskn oTnycTuTe KHomku.OGa Nusbl BEpHYTCSA B CBOW UCXOAHbIe nonoxeHns ((Puc 5 Ne
13)

7.3.5 Tlonoxute oguH 13 MNMBX npoduneit, NOArOTOBNEHHBLIX ANS CBapkW Ha npasblin noTok (Puc 5 Ne 31).

OTpe3aHHble no onepeneHHon anvHe NMBC npocdunn, coeanHsaoTca nocpeacTBOM

pacnnasneHus. Bo Bpems aToro coegMHeHUs, NpoMcxoauT pacnnasneHue B 3mMm, no 1.5 mm Ha
Kaxpaom us npocmnen. B cBsA3m ¢ aTum, npodmnu fomkHbl 6bITh OTPe3aHbl ANMMHHEE, C Y4eTOM
3 mm, 4To6 NOAXOAUTL TOYHO NO pasmepy..

7.3.6 TlprcnoHuTe Ha NNacTVHY HanpaBneHUs NPSIMO UNK Mo, yrnoM oTpe3aHHyto YacTe MNMBC npoduns,
MONOXEHHOTO Ha NOACTaBKy. Y6eauTech B TOM, YTO Apyrasi MOBEPXHOCTb NPOdUIisA MOAXOAsLLE pacronoxeHa
Ha MOBEPXHOCTUN YrofbHUKA.

7.3.7 3axmMuTe Nnpodunb NpaBbiM 3aXXUMOM, HaXaB Ha neaanb BTopow pas.( Puc 5 Ne 23).

7.3.8 TBC npocunb, KOTOpPbIA Bbl XOTUTE NPUCOEAMHUTL PACMONOXMUTE Ha NEBOW NOACTaBKE NPUCIIOHUTE K ApYron
CTOPOHE NNacTuHbl yNpaBneHus. 3axxmmTe npodunb NeBbIM 3a>XMMOM, HaXaB Ha nefanb Tpetuin pas. (Puc 5 Ne
21).

7.3.9 Tlocnepytowmin npouecc 6yaeT BbINOMHEH MaLLUMHON aBTOMAaTUYECKU, COrNMAacHO OTPErynMpoBaHHOMY nepuoay
BPEMEHM 1 Temnepatype.

7.3.10 HaxaB Ha KHOMKy CTapT CUCTEMbl OCTAHOBWUTE HACTPOWKy paboyen TemnepaTypbl M OaBMEHMS, KOTOpble
HaxoadaTcs Ha naHenu. (Puc 3 Ne 81)

7.3.11 OcHoBHOM NepeknoYaTenb NPUBECTN B NOMOXeHME «O»

7.3.12 Bo Bpems onepauum CBapKu CKOMMBLUMECH OCTaTKM OT CBapku Nnog W Hag npodurnem npu npucoeanHeHus
nyTéM HarpeBaHusi NPOUIIEN MOXHO HAaCTPOUTbL Mexay BepxHUM notkom (PUC 5 Ne 31/32) n HacTpOeHHbIMK
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Hoxxamu (Puc 5 Ne 6) nog 6awimakamu Tucko (Prc 5 Ne 21/23) nyTem perynupoBku cBapku ¢ npomexyTtkom 0,2
MM

NOT : lNMpu BeposATHOM oNacHOCTU HaXXMuTe Ha 6yToH cton (Puc 3 Ne.78)

8. OBCNYXUBAHUE PEMOHT,MPO®UITAKTUKA

8.1 O6cnyxuBaHue

8.1.1

8.1.2

8.1.3

8.1.4

8.1.5

OTknoYnTe AneKkTpuyeckme u nHesmaqueCKme(ech VIMeeTCH) cunoBble coeanHeHUA.

OuunwanTe BCto NOBEPXHOCTb MallnHbI OT 06C€‘-IKOB,38yCGHLI,OB N OT YYXUX I'Ipe,D,METOB.ECJ'IVI MallnHy OOJIro He
6y,que ncnonb3oBaTb HAHeCUTE Ha He KpalleHHble NOBEPXHOCTU aHTUKOPPO3MOHHYHO CMa3Ky.

He npumeHsiiTe cpeacTBa 04MCTKM KOTOPOE MOXKET NOBPEAUTb KPacky MalUvHBbI.

npOKOHTpOJ'II/IpyI;ITe CBapOYHbIE HOXbl NPOTUB KOPPO3UK, Nepenoma, UCKpMBEHUs. Ecnn HOXn NoBpeXxaeHbl, TO
3aMeHuUTe X HoBbIMW.

Bceraa 06pau.|,a|F1Te BHMMaHMWe Ha To, YTOObI TedNOHOBOE NOKPbITUE HAarpeBaTENbHOMO 3fieMeHTa ObINO YNCTbIM
N HenoBpeXaeHHbIM
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8.1.6

OCTOpOXHO yAanuTe ¢ NOBEPXHOCTU TedIoHa C NMOMOLLIbIO BNAXHOW TPAMKM Macna, rpsidb, NnacTMaccoBble v
Apyrve 4acTtu.

MpumeHeHnsi oumncTkn TednioHoBoW OGymarn Heo6xoAuMMO npousBecTM B Te BpeMeHa, Koraa
obopynoBaHus He dyHKUMoHupyet. lpu HEOGXOAUMOCTM OYUCTKM NPACTUHKWA COMPOTUBNEHUA BO
BpeMsi paboTbiB 06apyaoOBaHUSA ; TO HAXXMUTE Ha OYTOH 3KCTPEHHEeN OCTAaHOBKU U BbIKIIOYUTE CUCTEMY.

8.2 CmeHa TedprioHoBOM Gymaru

8.2.1

8.2.2

8.2.3

OCHOBHOW nepekrtoyaTenb NPMBECTU B NONoXeHne «0»

OTkpoviTe npaByto 6OKOBYIO KpbILLKY HaA waccu, yoepute 3 wit. bontoB AnneH M6, koTopble 3akpennsaoT
TepNOHOBbIN NUCT K NNACTUHE CONPOTUBIIEHUS, U BbITALLUTE HAPYXY.

[MomeHsnTe TemNOoHOBLIM NWUCT, BbLIMNOMHUB Mpoueaypy OOpaTHYI0 CHATWIO, 3akpenuTe ero K mnracTuHe
COMNPOTUBINEHUS.

TednoHoBLIV NMCT

lMnactnHa coeguHeH-us
Te(bJ'IOHOBOFO nmcTa

M6 6onT
AnneH

PUCYHOK -7
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8.3 PerynupoBka pnaBneHus Bosgyxa

8.3.1

8.3.2

8.3.3

8.3.4

8.3.5

MpuTaHWTE KNanaH perynupoBky AaBneHWs.3akpyymBas
KnanaH perynupoBKy 3a unu NnpoTvB 4acoOBOW CTPErkKu
perynupyiTe 3Ha4yeHne Ha MaHoMeTpe Ha Heobxognmoe
.3aTem HaxaB Ha knanaH BHW3 6nokupyinTe ero.

Perynupyinte paBneHue Bo3gyxa Ha 6-8 bap. Ecnu
3HavYeHUM  JaBneHne  BO3Ayxa  OMNyCTUTCA  HUXe
yKasaHHOro npegena 710 yCTPOWCTBa KoTopble paboTatoT
NMHEBMAaTNYECKON MOLLHOCTBIO NepecTaHyT paboTaThb.

YcTaHoBKa perynupoBku, BOAY KOTOpasi COAEPXUTCHA B
BO3[yXe HakannveaeT B Tape cobpaHuu BoAbl, YTOObI OHa
He noBpexaana NHeBMaTU4eCKMX KOMMOHEHTOB. B koHue
paboyero gHa ,0TKpbIBas knanaH Ans BbiMMBaHUS BOAbI
BbIMBaNTE CKaniieHHylo BOAY.

YTobbl 3anonHWTe Gak Ans Macna BblHAManTe Tapy
nepekpyumsas ero.Macna KOTopble PEKOMeHAYyTCS;

TELLUS C10 / BP ENERGOL HLP 10 / MOBIL DTE
LIGHT / PETROL OFIiSi SPINDURA 10.

Basing ayar vanasi
Pressure adjustment
HaCTPOWKKW JaBneHus

Manometre
Manometer

MaHomeTp
Su tahliyesi
Water discharge
pacxof Bofpl
Yag deposu
Oil depot

EmMkoCTb Ana Macna
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wn P

ycnosuda rAPAHTUU

CpoK rapaHTuUm HauMHaeTcs ¢ AaThbl MOCTABKM TOBapa M NPOAOIKaeTCcsa B TeYeHne 2-X fneT.

Bcs npoaykums, BknoYas yactu NpoayKLumKn, HaXO4ATCS Nof rapaHTuen ypmel.

[Mpy BO3HWKHOBEHUW HEWUCMNPABHOCTM B TeYEHWE rapaHTUAHOIO CpoKa BpPEMS PEeMOHTa MallWHbl BKIHOYaeTCs B CPOK
rapaHTun. MakcumanbHbIA CpOK peMoHTa npoaykuuun coctaBnsieT 30 paboumx gHen. [aHHbIN CPOK HauMHaeTcs C Aathbl
COoOOLEHNA O HEUCNPaBHOCTU CEPUBCHON CTaHLMKU, MPU OTCYTCTBMU CEPBUCHON CTaHLMN KOMNETEHTHOMY AUCTPUOLIOTOPY,
areHTCTBy, NPEeACTaBUTENbCTBY, MMMOPTEPY WAM OO4HOMY U3 npoussoguTenen. [lpu HeycTpaHeHWM HencnpaBHOCTU
NPOMBILLUIIEHHON NpoayKuMn B TedeHne 15 pabouvx AOHeRn, Npou3BOAUTENb WAM MMMNOPTEpP OO 3aBepLUEHUs peMoHTa
npoaykumMm obsisaH NpefocTaBUTb 3aKasyuky ApYrylo NpoayKLMio, COOTBETCTBYHOLLYIO MO napameTpam npuobpeTeHHon
npoayKumu.

lMpn  BO3HMKHOBEHMU HEWCNPABHOCTU MaTepuarioB WM HEMONaakoB B pe3ynbTaTe HEeMnpaBUITbHOTO MOHTaxa, Bce
pPEMOHTHbIE paboThl UM paboTkl MO 3aMeHe MaTepuarnos 1 YacTel 6yayT npoBoguTca becnnaTHo.

Mpoaykuwms;

5.1. HauuHas ¢ gaTtbl nocTtaBku npoaykumm NoTpebutento B TedeHue OJHOro roga B pamMkax rapaHTMUHOrO cpoka, npwu
BO3HVMKHOBEHWUM OOHOW U TOW HeucnpaBHOCTU Gonblue ABYX pa3 MNU pasfnnyHbiX HEMCNPaBHOCTEW OonblUue YeTbipex
pas unu B TEYEHME rapaHTUAHOIO CPOKa YMCIO PasnuyHbIX HEUCNPABHOCTEN COCTaBUT GonbLUe WEeCTU U B pe3yrnbTaTe
yero 6yayT npepbipBaTbCS UCNOSb30BaHNE NPOAYKLNM,

5.2. Ecnu cpok pemoHTa GyaeT npBbilaTe MackuMarbHbI CPOK PEMOHTA,

5.3. CepBUCHBbIMW CTaHUMUSIMW, MPU OTCYTCTBUW CEPBUCHOM CTaHUUN KOMMETEHTHbIM AUCTPUOBLIOTOPOM, areHTCTBOM,
npeacTaBUTENbLCTBOM, MMMOPTEPOM WM OOHMM K3 MpousBoauTenelnt OyaeT COCTaBfeH OTYET O HEBO3MOXHOCTM
AanbHenwero NpUMeHeHUs NpoAayKUMmK, NoTpebutenb MMET NpaBo Ha TpeboBaHWe GecnnaTHOM 3aMeHbl NPoAyKeLmu,
BO3BpaTa Onfla4yeHHON CYMMbl USTN CHWXKEHMSI CTOMMOCTM NPOAYKLMUN C Y4ETOM CTOMMOCTU HEUCNPABHOW YacTu.

Bce HeucnapBHOCTU, KOTOPblE MOTYT BO3HUKHYTb B pe3yrbTaTe HEMPaBWbHOIO NPUMeEHeHUs npodykuum 6e3 cobniogeHms
WHCTPYKLUMW NO 3KCNNyaTauum He BXOAAT B paMKu rapaHTum.

[Ins BCcex BONpOCOB, CBA3AHHbIX C rapaHTUAHBIM CEPTUBMKATOM, MOXHO 0bpaTuTbcs naBHoe Ynpaenexue no 3awuTtellpas
MoTtpebutenen n KonkypeHumn Munuctepctea NomMbiwneHHocTn n Toproenum
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