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Kullanma Kilavuzu .. See e e . . .
KULLANICI GUVENLIGI ILE ILGILI DIKKAT EDILECEK HUSUSLAR

Makinalarimiz Gistiin teknoloji ile tretilmektedir. Insan saghig ve giivenirligi agisindan son derece giivenli
ve kolay kullanilabilir olmasi musterilerimiz tarafindan tercih edilme nedenlerimizdendir. Buna ragmen
yanlis kullanimdan dogabilecek hata ve kazalarin 6nlenebilmesi igin asagidaki hususlara dikkat edilmesini
Oneririz.

1-Litfen makinayr maksadinin haricinde herhangi bir is icin kullanmayiniz.

2-Makina hakkinda bilgisi olmayan kisilere makinayi kullandirmayiniz.

3-Rutubetli ve i1slak yerlerde kullanmamaya 6zen gosteriniz.

4-Elektrik kablolarini ara¢ ve insan yogunlugu olan yerlerden gegirmeyiniz.

5-Is bitiminde, 1sitici tamamen sogumadan makinay1 hareket ettirmeyiniz. Acilen baska bir yere nakletme
mecburiyeti oldugunda elektrik kablolarinin ve calisanlarin sicak yerlerle temas etmemelerine 6zen
gOsteriniz.

6-Her kullanimdan 6nce (is baslangicinda) elektrik kablolarinin ve isiticinin yalitimini kontrol ediniz.
7-Yanici gaz, patlayici vb. maddelerin bulundugu ortamda makinayi kullanmamaya 6zen gosteriniz.
8-Kaynak islemi esnasinda ac¢iga cikan gazlar solunulmamali, mimkin oldugunca kaynak yapilan

yerin iyi havalandiriimasi saglanmalidir.

9-Kaynak yapan operatériin galisma esnasinda hareketli pargalardan sakinmasi ve siki giysiler
giyinmesine 6zen gdstermesi gerekmektedir.

10-Calisma alaninin yeterince aydinlatiimasina dikkat edilmelidir.

11-Operatdr haricindeki kisileri calisma esnasinda makinadan uzak tutunuz.

12-Isitici 1Isinmaya basladiginda veya soguma esnasinda el slirmeyiniz.

13-Kaynak yerine yakin yerlere dokunmayiniz.

14-Calisma esnasinda hareketli pargalardan uzak durulmali ve tiraglayici bigagdi hicbir zaman el ile
kontrol edilmemelidir.

Technical Information
RULES THAT MUST BE CARED FOR OPERATOR SECURITY

We produce our machines with superior technology. Our plastic pipe-welding machine is very easy to
use and reliable. But to avoid inducements because of wrong usage, the rules below must be cared for
operator security.

1-Plastic pipe butt-welding machine must not be used for other purposes.

2-Uneducated personal must not be allowed to use machine

3-In wet places machine must not be used because of electrical system’s security.

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

5-Machine must not be moved just after welding process is finished and heater

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

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

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

8-Welding operation must not be executed for the materials that could be explosive and make toxic
gases when temperature is high.

9-There must be ventilation in place that pipes are welded because of gasses must not be inhaled.
10-Operator who use machine, must not have long hair, necklace etc...That can be dangerous during
moving of machine. The clothes of operator must be compact.

11-Working place must be light enought.

12-During welding operation audience especially children must stay away machine.

13-The heater must not be touched when its temperature is and also during welding

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

14-During trimmer operator must beware for his hands.
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Kullanma Kilavuzu o . .
ALIN KAYNAGI YAPARKEN DIKKAT EDILECEK HUSUSLAR

Saghkh bir kaynak yapabilmek i¢in agagidaki hususlara dikkat edilmesini 6neririz.

1-Kaynak yapilacak malzemelerin ¢ap, cins, et kalinhigi vb... 6zellikleri ile birbirlerine uyumlu olmasina
dikkat ediniz.

2-Kaynag etkileyecek rutubet, rizgar (hava akimlar) ve disuk sicakliklarda galismamasina dikkat
edilmelidir.

3-Kaynak islemi 6ncesinde kaynatilacak borularin temizlenmesi igin tiraglanir. Tiraglanan yuzeylere iyi
bir kaynagi yapilabilmesi icin kesinlikle el strilmemesi gerekmektedir.

4-Kaynak islemi baglamadan 6nce boru baslar sabitlestirilir. Bu islem pargalarin tam olarak
merkezlenip, saglikh bir kaynak elde edilebilmesi igin gerekli hem de pargalarin tiragslama esnasinda
gevseyip calisana zarar vermemesi agisindan dnemlidir.

5-Kaynak islemi ve sogutma suresi esnasinda parcalar hicbir sekilde kuvvet ve zorlamaya maruz
birakilmamalidir.

6-Kaynak yapilan borunun bir tarafi kolay hareket edebilecek sekilde yataklandiriimis bir zemin (izerinde
bulunmali ve kolayca ileri geri hareket edebilmesi saglanmahdir.

7-Tiraslayici bigcaginin keskin oldugundan emin olunmaldir. Belirli zamanlarda kérlenen bigak bilenmeli
veya degistiriimelidir.

8-Isiticinin teflon ylizeyine yapismis yabanci madde ve derin gizikler bulunmamalidir.

Yukaridaki hususlari géz 6niinde bulundurdugunuz middetce yapacaginiz kaynak son derece
saglikli ve temiz olacaktir.

Technical Information

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

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

not to alter welding parameters.

3-Before welding process pipes foreheads must be trimmed by facing tool.

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

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

5-During welding process and cooling time pipes not be exposed to external force.

6-Other part of welding pipe must be on a sliding floor and pipe must be move easily back and forward.
7-Trimmer’s knife must be sharp enough. Knife must be sharpened in period of specified times.
8-There must not be scratch etc. On teflon coating of heater. Heater face must be controlled.

- ,
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Kullanma Kilavuzu

ANA MAKINA

Ana makinanin parcalari
« Iki basI saseye monte edilmis silindirler.
 Bir adet oynar ¢ene, mil sistemi Uizerinde hareketli ve degisik pozisyonlarda takilabilir.
Millere monte edilen ¢eneler ana makina da hareketli bélima olusturur. Hareketli geneler sabit ¢ceneleri
destekler. Makinay1 uygun pozisyonda yerlestirdikten sonra kaynak islemine baslanir.
Asagidaki galismalar sirasiyla uygulanir.
1- Esnek hortumlari hidrolik otomatik rekorlara baglayin.
2- Baglantilari test edin. Hidrolik Unite kontrolunu galistirin.
3- Hidrolik kontrol bolimu galisirken makinalarin hareketli bélimini tamamiyla serbest birakin.
4- Dort ceneninde Ust kismini agin.
5- Borulardan bir tanesini hareketli bélume digerini ise sabit bollime koyun.
6- Borular kaymayacak sekilde ¢eneleri sikistirin.
7- Tiraglama islemine baslayin.
8- Kaynatacaginiz borunun ¢apini, PN’sini gizelgeden bulunuz. Gerekli zaman ve basinglari
uygulayarak kaynak islemini yapiniz. 90° dirsek, 45° dirsek boru kaynatmak icin bu tarz borularin
makinaya dogru bir sekilde monte edilmesi gerekmektedir.

Technical Information

BASIC MACHINE

The basic machine is composed by:

Two cylinders on which heads are mounted two complete clamps.

One movable clamp dia. 500 mm sliding on cylinder’s system and fixable in different position.

1- Connect the flexible hoses quick couplings

2- Test the connections and the Movable Trolley’s function by means on acting on the hydraulic unit
control.

3- Leave the moveable part of the machine when hydraulic unit start acting.

4- Open the clamps upper part.

5- The two pipes of to be welded, one into the Fixed trolley the other one into the movable trolley.
6- Check the alingment of the pipes by approaching together in case by acting on the middle clamps nut.
7- Start the facing operation.

For a good welding quality on these types of pipes (90° fittings and 45° fittings) you

must put the pipes into the machine in right position.
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Kullanma Kilavuzu

KAYNAK BORUSU iLE iLGiLi TERTiBATLAR
THE FOLLOWING EXAMPLES EXAPLES EXPLAIN THESEVERALPOSSIBILITIES

Her borunun makinaya nasil baglanacagi agagida gosterilmistir.

R

|I -

| ™

thy
iki Diiz Boru Kaynagi D.iiz ve.inegal Te Boru Ifaynagl D.iiz ve.Diiz Boru K.ayna.gl.
Pipe with pipe Pipe with long spagot fittings Pipe with short spigot fittings

Flang Adaptdrlerinin Kaynag Fl_an§ Adaptérlﬁ ve Diiz Boru Kaynagi
Fitting with stub flange Pipe with stub flange

¢ Kisa flanglarin kaynatilmasinda kullanihr.

e Kisa flangi flans aparatina baglayin

* Flans aparati makinanin genelerine takilacak sekilde islenmistir.
¢ Flans aparatini makinanin genesine baglayin.

e Ust geneyi flans aparatinin (izerine takip sikistirin.

[ .
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TI RAS LAYI CI TIRASLAYICI TARIF VE GALISMA

Kullanma Kilavuzu TIRASLAYICININ PARCALARI
Technical Information

* Tiraglayici govdesi

* Bigaklara monte edilmis iki tane disk

* Giivenlik salteri sadece motorun galismasini saglar. Tiraslayici makinanin digindayken galistirmayin.

1- Tiraglayiciyi iki borunun arasina koyun, bu borularin yiiz yiize bakmalari gerekir. Buda tiraslayiciya 6zel destek saglar. Borularin
bitis yerlerindeki, igindeki ve disindaki kumu ve tozu temizleyin.

2-Tiraglayici ¢alismaya basladiginda borularin ylizeylerini birbirine yaklastirmaya baglayin.

3- Tiraslayici bigagi ile borular temasa gegtiginde tiraglama islemi baglamis olur. Kestiginiz parcalar birbirine esdeger oldugunda
tiraglama islemi tamamlanmis olur. Bu ¢alisma esnasinda makinanin dogru ¢alistigini kontrol edin.

Genellikle tiraglayici basinci makinanin yiirime basinciyla dogru orantilidir.

4- Borulari tiraglayicidan ayirin daha sonra tiraglayiclyi kapatin ve tiraglayiciyi kabine yerlestirin.

5- Daha sonraki galismaya gegmeden once kesilen pargalar temizleyin. Tiraglanan yiizeye el sirmeyin.

Muhtemel dezavantajlari ve ¢oziim onerileri:

I. Tiraslayici calismazsa.

I.  Elektrik baglantilarini kontrol edin ve de giivenlik digmesine bakin.

2- Her ihtimale karsi asagidaki galismalar yapiimak zorundadir.

2a. Vidalarin saglamligini kontrol edin, pargalari kontrol edin.

2b. Giivenlik digmesini ve elektrik kablolarini kontrol edin.

2c. Motoru hareket ettirin.

2d. Yeni motoru koyun ve ters yone hareket etsin, dikkat edin zinciri fazla zorlamayin.

2e. Eski motordan herseyi ¢ikarip, yeni motorun elektrik baglantilarini yapin.

Ii. Bigak kimildamayan malzeme degildir.

1. Bigaklari keskin olmayan tarafindan gevirin, vidalari kesen tarafa takin.

2. [ki tarafi kesen bigaklarin orjinal yedek pargalarini takin.

Onemli:

Bigaklari her zaman temiz tutmak gok 6nemlidir. Tiimiiyle temizlik yapmak isterseniz asagidaki gibi yapmaniz gerekir.
1. Vidalari agin ve karteri ayirin.

2. Ayni zamanda bigaklarida gikarin

3. Yagli zincirleri temizleyin, buda urline ézel bir yarar saglar. BORULARIN MAKINAYA YERLESTIRILMESI

4. Makarayl ve vid_al_arl alin ve temizligine dikkat edin. 1. Makinanin hareket eden kismini agin.

KAYNAK ILE ILGILI KISA AGIKLAMALAR 2. Borular makinaya yerlestirirken, tiraslayici igin

1. Elekrik baglantilarini yapin daha sonra ana giicii kontrol edin, yeterli mesafenin kalmasina dikkat edin.

glic %10 ulastiginda dikkatli olun isitict aynasi 1sinmaya baslar.

2. Isitici aynasindaki dogru sicaklik degerini segin. ISITICININ GALISTIRILMASI

TIRASLAMA CALISMASI 1. Isitic belli sicakliga geldiginde borularin arasina yerlestirin.

1. Makinanin hareket eden kismini agin. 2. Borulari istenilen basing degerinde alin alina sikin.

2. Iki borunun arasina tiraglayici yerlestirin. 3. Yeterli dudak kalinligi olustugunda borulari birbirinden ayirip isiticiyi gikartin.
3. Her iki borunun yiizeylerini ayri ayri tiraglayin. 4. Tekrar borulari alin alina gereken basing degerinde sikistirin.

4. Tiraglama bitince traglayiciyi borularin arasindan gikarin. 5. Kaynak islemi bitmistir.Borulari soumaya birakin.

FACING TOOL DESCRIPTION AND OPERATING THE FACING TOOL COMPOSED BY: TECHNICAL INFORMATION

* The facing tool body.

* Two disks where are mounted the blades.

* Adrill engine with a reducing gear supplied with a safety pin that while connected keep the facing toll hooked to the machine.

* A safety micros witch allowing the engine start only when the facing tool is fit into the machine, avoiding the start of the engine out of this position.

1. Fit in the facing tool between the two pipes ends to be faced, by means of connecting the facing tool into the special supports, taking care that the pipe’s
ends are internally and externally clean from dust and sand.

2. The two pipe’s faced get closer when the facing tool started.

3. While the pipes ends will be in contact with the facing tool blades will start facing by removing material as shavings, when the shavings from both sides
will appear continues and homogeneous, the facing operation is completed. During this operation keep in mind to the machine. Usually the facing pressure
can be set up between by a value of 3-5 bar.

4. Proceed to take away the pipes ends from the facing tool and switched off the facing tool engine, remove the facing tool and place it into the support.
5. Before carry out further operation remove all the shavings from the pipes and from the ground avoiding to dirty the faced pipes ends Possible drawback’s
description and relative solutions.

I.  The facing tool does not start:

1. Check the electric connections and the safety micros witch.

2. In case its need to replace the engine the following operations must be done.

2a. Check the screws and items.

2b. Check the safety micros witch end.

2c. Remove the engine.

2d. To fit in the new engine just proceeds on opposite way, taking care to not strain the chain too much.

2e. Connect to safety micros witch connecting wires to the new engine after disconnect from the old one.

il. The blades does not remove material.

1. Wear and tear of one cutting side unlighted the screws and turns the blades using the other side.

2. Wear and tear of both cutting side of the blades replace with original spare parts.

Important: It's very important to keep always clean the blades and wash the pulleys by using detergent.

At regular intervals carry out a complete cleaning operation with a internal lubrication as well, as per.

Following instructions:

1. Remove the carter by unlighted the screws.

2. Take out the shavings might be a present.

3. Clean and lubricate the chain utilizing specific products.

4. Unlighted the screws and remove the pulley and cary out the cleaning and the lubrication of the bearing.
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Kullanma Kilavuzu

ONEMLI: Tiraglama yaparken borulari resimde gésterildigi gibi ayr ayr tiraglayiniz.

IMPORTANT: Pipes should be trimmed separately during trimming process.

ﬁumm MAKINA 6



ISITICI AYNA

Kullanma Kilavuzu
Technical Information

Isitici aynasini olusturan pargalar:

Isitici aynasi PTFE ile kaplanmistir. Termometre ve baglanti kutusu vardir. Baglanti kutusu elektrikli termostat ile
baghdir. Uygun sicakligi segin ve digmeye basin bu ayni zamanda materyal tiriine, dudak kalinligina ve de kaynak
yapmak istediginiz borunun tiriine baglidir genellikle kullanilan degerler asagidaki gibidir.

HDPE : 210°+/-10°

PP :200°+/-10°

PVDF:230 +/-10

Sicaklik degerlerinde blyik bir hata yapmamak igin en yiiksek uygunluktaki deger 299° C’ dir.

1- Elektrigi takin ve kontrol edin. Isitici aynasinin segtiginiz sicakliga ulasmasini bekleyin. istenilen sicakiiga
ulasildiginda lambalar birer kere yanip séner yada sadece termostat otomatik olarak segilen sicaklikta baslar.

2- Tiraglama iglemini bitirdikten sonra isitici aynasini kullanmaya dikkat edin.

Kaynak olacak boru ile aynayi temas halinde dikey bir sekilde istenilen dudak kalinligi olusana kadar birakiniz.

3- Devam eden sirede 12 asamasi surekli 1siy1 (kaynak grafigine bakin) uygulayin. Daha sonra aynayi ¢ikartin.
Onemli:

Isitici aynasinin sicakligi her zaman 220°C den fazla olmali, herhangi bir yanik igin mutlaka korunakli eldivenler takiimalidir.
OLASI DEZAVANTAJLAR VE GOZUMLERI

Isitici aynasi isinmiyorsa;

1- Elektrigi kontrol ediniz ve elektrik baglantisini her ihtimale karsi kesiniz.

2- Eger elektrik galisiyorsa muhtemelen teller arasinda kopukluk vardir bu durumda asagidaki 6nlemleri aliniz.

3- Elektrigi fisten gekin.

4- Termostat destegini gevirerek cikarin.

5- Vidalari gikarin ve bashgi alin.

6- Butln elektrik baglantilarini kontrol edin ve sdkulen pargalari yerine takin.

7- Vidalari sokin ve kapagdi ¢ikarin.

8- Butln elektrik baglantilarini kontrol edin ve sdkulen pargalari yerine takin.

9- Makinadan iyi yararlanmak istiyorsaniz termostatin iyi oimasina dikkat ediniz, eger bir tanesi ya da fazlasi kiriimis ise
isiticinin degismesi sarttir.

10- Termostatin galismasini kontrol edin yada kullanin.

11- Daha fazla teknik bilgi icin Teknik boltimle gorisin.

Technical Information

HEATING MIRROR

The heating mirror composed by:

The heating mirror coated with green co lour PTFE complete with thermometer and connecting box. The

support suitable for the heating mirror and the facing tool. Where is located the connecting box. The electronic thermostat
located on the connecting box.

In order to select the necessary temperature act on the

Push buttoms increasing or reducing the value according to the type of material and wall thickness of the

pipe to be weld, the most common values are the following:

HDPE 10 °C +/-10
PP 200 °C +/-10

The above values are also depending on pipe’s wall thickness, therefore for accurate temperature setting up we suggest
to check enclosed graphic. In order to avoid big mistake on temperature selecting the maximum possible setting value
is 299° C.

1- Connect the plug to the power supply and check if the light power on is switched on, wait until the heating mirror
archive the selected temperature, during this operation the two lights will be switched. One achieved the selected
temperature the lights will switched of and will switch on or off only when the thermostat would start in order to
automatically keep the selected temperature.

2- Before to proceed to the first welding wait until the lights has been switched on and off three times, this allows the
stabilization of the temperature on the heating mirror surface.

3- Take care to insert the heating mirror into the machine only after the facing operation has been complated, the lower
part of the heating mirror is supplied with a stable to be insert into the slide bar of the machine’s

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

4- Elapsed the phase t2 Continual heating (see the Welding Cycle Graph) opening the machine’s trolleys, the heating
mirror will come off one pipe end, in order to come off the other pipe end just give a blow on the handles, then take

off the mirror and put it back into the support.
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Kullanma Kilavuzu

HATIRLATMA: PVDF KAYNAGINDA SICAKLIK ISITICI AYNASI ICIN HER TUR DUDAK KALINLIGINDA
220° C +/-100°C AYARLANMISTIR.

220 BAKIMI: PTDF kaplamalarinda isitici aynasina zarar

215 vermekten kaginin.

210 -\ PTFE kaplamasinin yiizeyini daima temiz tutun, temizlik
yuzey hala sicakken yapilmali yumusak bez ya da kagit
ile, asindiran malzemelerden uzak durulmali bu PTFE’nin
. ylzeyine zarar verebilir.

N +~HDPE Onerilen Bakim Yontemleri:

Dis ylizeyini cabuk yok olan bir deterjanla ¢cabuk bir
sekilde temizleyiniz (Alkol).

Vidalarin sikhigini kontrol edin, kablo ve figlerinde...

5 10 15 20 25 30 35 40 45 50 Agagidaki tabloda isitici aynasindaki degismekte olan

BORUNUN ET KALINLIGI (mm) sicakliklari gésteriyor.
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Important
The heating mirror’s temperature during the working
operations is always above 200° C , therefore keep attention
and utilize if possible protective gloves in order to avoid bums.
— Possible drawback’s description and relative solutions
| —JtDPE i.The heating mirror doesn’t warm up:
I 1.Check if the light is switched off. In case check the plug
2.The light is switched on. Probably a wire disconnected,
check the contacts as follows:
0 5 10 15 20 25 30 35 40 45 so -lake off the plug from the power

PIPE THICKNES (mm) -Unscrew the nuts and take out the thermostat support
-Unscrew the screws and remove the cap
-Check all the electric connections and reassemble
-Unscrew the screws and take out the cover
-Check all the electric connections and reassemble
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3.By utilizing a Tester check if all the resistances are in good condition. If one or more are broken the heating
mirror must be changed

4.By utilizing a tester check the working of the thermostat, in case substitute

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

MAINTANENCE

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

At regular intervals we suggest you to:

Clean the surfaces by a quick evaporation detergent (alcol)

Check the tightening of the screws and the cable and plug condition.

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

KAYNAK ILE ILGILI KISA AGIKLAMALAR

1-Makinanin hazirlanmasi

2-Calisacaginiz bolgeyi diizenleyiniz.

3-Hidrolik otomatik rekorlari panoya takiniz.

4-Elektrik baglantilarini yapiniz. (hidrolik Unite, tiraglayici ve isitici) daha sonra ana glicti kontrol ediniz.
5-Isiticinin 220° C’ye gelmesini bekleyiniz.

6-Her ihtimale kargi boru gaplarini kontrol ederek makinaya baglayiniz.

BORULARIN MAKINA iGINDEKi POZISYONLARI

1-Makinanin ¢enelerini aginiz.

2-Borulari makinaya yerlestirirken tiraglayici igin yeterli mesafenin kalmasina dikkat ediniz.

3-Bu islemler sonunda borularin tiraglanacak yuzeylerini temizleyiniz.

TIRASLAMA CALISMASI

1-Makinanin hareket eden kismini aginiz.

2-Iki borunun arasina tiraslayiciyi yerlestiriniz.

3-Guvenlik mandalini baglayiniz ve tiraglayiciyi galistiriniz.

4-Borulari tiraglayiciya yaklastiriniz. Motora fazla yikleme yapmayiniz.

5-Tiraglayicinin iki tarafinda ¢apaklar cikmaya basladiktan sonra tiraglama iglemini sonlandiriniz.
6-Tiraglayicinin elektrik baglantisini kapatip kabinine koyunuz.

7-Borularin ytizeyindeki gapaklari temizleyiniz. Tiraglanan ylzeye el sirmeyiniz.

8-Kaynak yapilacak borulari birbirine degecek sekilde birakiniz ve iki boru arasindaki bosluk degerlerinin
asagidaki gibi olup olmadigina dikkat ediniz.

OUT DIAMETER (Dis Gap) | BLANK (Ortalama Bosluk) t%?ﬁ: gad?lﬁ;’ aki degerler tutmuyorsa tiraslamay!
(mm) (mm) ’

dn<400 0,5 In case the following values cannot be fulfilled the
dn>400 10 facing operation must be repeat.

Technical Information

BUTT WELDING IN BRIEF

Prepare to machine

la- You should arrange working area.

Ib-Connect to flexible hoses machines hydraulic part

lc-Connect to plugs power supply. (Hydraulic unite, timmer and heating mirror) afterwards check the
main power.

1 d-Select the correct temperature on the heating mirror.

1 e-The pipes must be same diameter

Pipes positioning into the machine:

2a-Open the movable trolley of the machine

2b-Take care to leave enough space between the two pipes ends in order to allow the facing tool inserting.
2c-The pipes foreheads must be fixed tightly.

2d-After this operation you must clean the pipes.

Facing tool operation:

3a-Open the movable trolley of the machine

3b-Fit in the facing tool between the two pipes. The two pipes ends to be faced by means

Of connecting the special supports.

3c-Connect to the safety pin and start trimmer operation.

3d-Star to facing operation. Beware to facing tool engine.

3e-While the pipes ends will be in contact with the facing tool blades will start facing by removing material as
shavings, when the shavings from both sides will appear the facing.

Operation is completed.

3f-After facing tool operations switch off the power supply. Remove the facing tool and Place it into
the support.

3g-Before canny out further operation remove all the shavings from the pipes and from the

Ground avoiding dirtying the faced pipes ends.

3h-You should leave the pipes ends in touching position and the between of the blank ranges show
as below table.

9 ﬁllﬂﬁﬂ MAKINA




Kullanma Kilavuzu

af
= P1=P5 P1=P5 .
t1: Istenilen dudak kalinligi icin gereken zaman.
t2: Basingsiz i1sitma slresi.
t3: Degistirme icin gereken zaman.
P1 t4: Basing artirma zamani.
P2 t5: Soguma igin geren zaman.
£ P1: Dudak kalinligi icin gereken basing.
y » P2: Devaml isitma icin greken basing.
u © e Jow t5 Zan P5: Soguma esnasinda gereken basing.

Technical Information

Pressure-Time diagram for butt welding

iP5 pips t1= Time requested for the bead formation with the specifled
wall thickness.

t2= Time requested for the continual heating

t3= Time requested for the change over

s

-~
BASIN%
(PRESSURE)

P2 t4= Time requested for bringing up the pressure
% t5= Time requested for cooling down Pland
n © 6 | w = | zmw P5=Pressure during the bead formation and the
< - (TIME)

cooling down, this value is the result of the formula:
Pipe section)cm?2) x Material thrust coefficient) Kg/cm2)
=bar

Total machine cylinders section (cm2).

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

In this case add this pressure 5 or 10 bar and start the trimmering process.

~\ \X/ N~
(CORRECT WELDING)
¢ DOGRU KAYNAK ) (TOO MUCH PRESSURE) (NOT ENOUGH TEMPERATURE)
FAZLA BASINGTAN KAYNAKLANAN HATA YETERSIZ SICAKLIKTAN KAYNAKLANAN HATA
Ne— | \>< N
7 ~

(THE MATERIALS HAVE DIFFERENT HEATING 7 N\
TIME AND/OR HEATING TEMPERATURE) (NOT ENOUGH PRESSURE)
FARKLI SICAKLIKTAN YADA ZAMANDAN YETERSIZ BASINGTAN KAYNAKLANAN HATA (DISALIGNMENT)
KAYNAKLANAN HATA MERKEZLEME HATASI

IMPORTANT: PULLING PRESSURE + PRESSURE ON DIAGRAM + WHILE ON WELDING PROCESS.

[ .
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Kullanma Kilavuzu

ONEMLI: GEKME BASINCI + GIZELGEDEKI BASING, KAYNAK ANINDA UYGULANACAK GEKME BASINCI:
Borular makinaya baglandiktan sonra makinanin basinci sifirken makinanin ileri yartyts butonunu basili
tutunuz. Bu arada basinci yavas yavas artiriniz. Makina borulari gekmeye basladiginda manometreye bakiniz.
Manometrede okudugunuz basing makinanin gekme basincidir. Bu basinca 5(bes) ile 10(on) bar ekleyerek
tiraglama yapiniz.

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

ISITMA ISLEMINDE BORUNUN KIMYASAL YAPISI

Isitma isleminin ana prensibi iki ylzeyi de ayni sicaklik seviyesinde eritmektir. Isitma yapilirken iki ylizeyde

de ayni basing uygulanir. Bu basing erimis ylizeylerin disari cikmasini saglar. Buda erismis ylzeylerin birbirine
karisimini saglar. PE boru 1sindigi zaman, molekuler yapi kristal yapidan bicimsiz bir yapi haline dénusdr.
Isitma basinci uygulandigi zaman iki borunun molekdiler yapilari birbirine karigir. Ek yerleri sogudugunda
molekdler yapi kristal yapiya donusur. lki boru bir homojen boru haline gelir. Kaynatiimis borular kendisinden
de cok daha gucli olmaktadir.

Borular isitilmaya baslatildiginda molekiler yapi degismeye baslar ve bigimsiz

bir yapi alir.
e :_ 3, Buda borunun erigmis yiizeyini katlanabilir hale getirir.
p— ...-/': £ \:l Borular eridikten ve soguduktan sonra tekrar kristal yapiya dogru dénisum baslar.
L - } Buda bir tek homojen boru olugsmasini saglar
= .

Kaynak yapilan bdlim borunun kendisinden de glicli olmaktadir.

Technical Information

PIPES CHEMICAL STRUCTURE ON THE HEATING PROCESS

The principle of heat fusion is the heat two surfaces to a designed temperature and then fuse them together
by application of force. This pressure causes flow of the melted materials. Which causes mixing of the melted
materials. When the PE pipes is heated, the molecular structure is transformed from a crysttaline state into a
an amorphous condition.

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

a strong or stronger than the pipe itself.

_,/?_ e ._:""\
|-~ -
Nl |’/ o \l The pipe is being heated chancing it's molecular
ey ) structure to an amorphous state making it a very pliable material.

| After pipe has been fused and is cooling it returns to crystalline
| structure creating one homogeneous pipe.

Fusion juint that is as strong as or stronger than the pipe itself.
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Kullanma Kilavuzu

PLASTIK BORU ALIN KAYNAGI NASIL YAPILIR?
Yapilacak biitiin islemler igin borular eksenel olarak tutturulmahdir.

i | — ==
| (Resim 1) Paint1 © )

* Borular orta kelepgelerden ikiser cm ileride baglanmalidir. (Resim 1)

*Kelepgeler gok fazla sikilmamalidir.

*Tiraglayiclyl borularin arasina yerlestirip tiraglamayi yapiniz. (Tiraglama yaparken yirime basincina 5 ile 10 bar
ekleyerek tiragslama yapilmaldir.)

YURUME BASINCININ MAKINA UZERINDE AYARLANMASI NASIL YAPILIR?

Borular makinaya baglandiktan sonra, makinanin basinci sifirken makinanin ileri yiriyts butonuna basili
tutunuz. Bu arada basinci yavas yavas artiriniz. Makina borulari cekmeye basladiginda manometreye bakiniz.
Manometrede okudugunuz basing makinanin yuriime basincidir. Bu basinca 5(bes) ile 10(on) bar ekleyerek
tiraglama yapiniz.

*Borularin etrafinda tam bir tur gapak ¢ikinca tiraglama islemi bitmis demekir.

*Tiraglama iglemi bittikten sonra borulari alin alina getiriniz. Borularin birbirine tam olarak temas edip
etmedigine bakiniz. (Resim 2)

*Borular alin alina iken borularin eksenlerine bakiniz. Borular eksende degilse orta kelepgelerden birini
gevsetip digerini sikarak borularin eksenlerini ayarlayiniz.

*Kaynak basincini ayarlayiniz.

ly (Resim 2) Paint 2 '_°
Technical Information

HOW WE MANAGE TO DO PLASTIC PIPE BUTT WELDING?

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

*The pipe ends has to be hold 2 cm ahead from the middle clamps. (Paint 1)

*The force on the clamps must be constant.

*Fit in the facing tool between the two pipes and start to facing operation. (During the facing operations add
to walking pressure 5 or 10 bar and keep on facing operation).

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

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

when the pressure is zero. Meanwhile increase the pressure slowly. When the machine movable part start
acting look at to manometer. The pressure on the manometer shows walking pressure. On this pressure add
to 5 or 10 bar and start to trimmering operation.

When the shavings from both sides will appear the facing operation is completed.

Check if the pipe ends are axially. If the pipes ends are not on the axis we must untight one of the middle clamps
and tighting to other one and arrange to pipe axis. (Paint 2)

Arrange the welding pressure.

[ .
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Kullanma Kilavuzu

KAYNAK BASINCININ MAKINA UZERINDE AYARLANMASI NASIL YAPILIR?

Kaynatacaginiz borunun ¢apini, PN degerini gizelgeden bulunuz. Makinanin ileri yurtyts butonuna sirekli
basili tutunuz. Borular alin alina geldiginde manometrede ylirime basincini géreceksiniz. Basing regilatori
saat yonunde cevirerek cizelgedeki kaynak basinci ne kadarsa, kaynak basincini yirime basincina ekleyip
basinci ayarlayiniz.

*Isitici 220° C’ye ulastiginda isiticlyi borularin arasina yerlestirip makinanin ileri ylirliyls butonuna strekli
basiniz.

*Isiticinin her iki tarafinda dudak olugana kadar bekleyiniz. Isiticinin etrafinda eriyen yiizey ylkselmeye
baslayacaktir. Yeterli dudak olusunca hidrolik Giniteden basinci sifirlayiniz. Basing sifilama kolundan basinci
sifirladiktan sonra basing sifirlama kolunu sikiniz.

*Cizelgedeki t2 slresi kadar bekleyiniz.

*t2 siresi doldugunda geri yurilyis butonuna siirekli basarak makinayi aginiz. Yanlislikla geri yerine ileri
yuriyls butonuna basarsaniz, bitlin islemleri bastan yapmaniz gerekmektedir.

*Hizli bir sekilde 1siticiyi borularin arasindan alip makinanin ileri yurtiyls butonuna surekli basarak borulari

alin alina yapistiriniz. (Borularin erismis ylzeyleri birbirine iyice yaklastinldiginda ileri yurtiyls butonuna
ara ara basiniz.)

Technical Information

HOW DO WE ARRENGE ON THE MACHINE WELDING PRESSURE?

Arrange the welding pressure

Find from the diagram, diameter and PN value the pipe which you weld. Keep on pressing machine next
buttom when the pipes became together, on the manometer shows the walking pressure. Tum up to pressure
regulator on the time direction add the welding pressure to walking pressure and arrange to pressure.

*When the heating mirror archive the 220° C insert the heating mirror between two pipes and press on
the machine next buttom.

*A melt pattern that penetrates into the pipe must be formed around both pipe ends. Turn the pressure
zero from hydraulic unit. (By pressure handle) After bringing the pressure zero tighten to pressure handle.

*Wait until t2 period from the diagram.

*Open the machine by pressing the back buttom when the t2 period is finished. If you press the next buttom
by mistake, you must have to repeat all the process.

*Take of the heating mirror and press the machine next button, pipe end come off the other pipe end.
(When the pipes ends comes closer to each other ends, we must press machine next buttom step by step.
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t1: Basingl isitma yaparken olusacak dudak
kalinhgr icin gereken zaman.

t2: Basingsiz isitma icin gereken zaman

t3: Isitictyl borularin arasindan alma zamani pi-ps pi-ps

t4: Basinci artirma zamani. /

BASING
(PRESSURE)

t5: Kaynak yapilan borularin sogumaya

birakildigi zaman. i
P1:Dudak kalinligi icin gereken basing.
P2:Devamli isitma icin gereken basing
P5:Soguma esnasinda gereken basing. - e I PRI BN o

P2

-5

Pressure - Time diagram for butt welding

t1: Time requested for the bead formation with the specified wall thickness.
t2: Time requested for the continual heating.

t3: Time requested for the change over.

t4: Time requested for bringing up the pressure.

t5: Time requested for cooling down pland.

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

value is the result of the formula:

Pipe section)cm?) x Material thrust coefficient) kg/cm?2)=bar

Total machine cylinders section (cm?)

AL 160
KAYNAK MAKINALARININ
PARAMETRE OLGULERI

AL 160
MACHINE PRESSURE
AND TIME PARAMETERS

[ .
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 100 PN 4
D Cap Et ﬁ::‘ll'g' Kaynak Basinci Dudak 12 t3 t4 t5 T::::'I“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec sec min min

40

50

63

75 1,8 0,6 0,2 22 4 5 3 3

90 2,3 1 0,3 28 4 5 3 4
110 2,7 1,5 0,3 32 4 5 4 5
125 3,1 1,75 04 37 4 5 5 5
140 3,5 2 04 42 4 5 5 6
160 4,0 7 0,5 48 5 5 6 7

224
& P1=P5 P1=P5
P1
P2
[
E
H t2 13 t4 t5 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PE 100 PN 5
D GCap Et ﬁ::‘lllﬁl Kaynak Basinci Dudak 12 t3 t4 t5 T?s:::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec SEec min min
40

50

63 0,2 0,7 0,2 24 4 5 3 4
75 2,3 1 0,3 28 4 5 3 4
90 2,8 1,3 0,3 34 4 5 4 5
110 34 1,5 04 41 4 5 5 6
125 3,9 2 0,5 47 4 5 6 7
140 4,3 2,5 0,5 52 4 5 6 7
160 4,9 12,5 0,6 59 5 5 7 8
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 100 PN 6
Dcap |Et ﬁ::‘:hg' Kaynak Basinci Dudak t2 t3 t4 t5 T?"?:"
Diameter: | _ . o | WeldingPressure Thickness dk/sn n n dk :ka
mm mm (40-160) mm mm min/sec Sec sec min min
40
50 1,8 0,5 0,2 22 4 5 3 3
63 24 0,6 0,3 29 4 5 4 4
75 2,7 1 0,3 32 4 5 4 5
90 33 1,5 0,4 40 4 5 5 6
110 4,0 2 0,5 48 4 5 6 7
125 4,5 2,5 0,5 54 4 5 7 8
140 5,1 7,5 0,6 61 4 5 8 9
160 5,8 12,5 0,7 70 5 5 9 10
224
e P1=P5 P1=P5
P1
P2
Iy
E
t1 12 13 t4 15 ZAMAN
< »> >le » » (TIME)
MALZEME / MATERIAL PE 100 PN 8
D Cap Et I;:"::"g' Kaynak Basinci Dudak t2 t3 t4 t5 T:":a:“
Diameter: Thickaness Welding Pressure Thickness dk/sn sn sn dk :ka
mm mm (40-160) mm mm min/sec sec sec min min
40
50 2,4 0,4 0,3 29 4 5 4 4
63 3,0 0,7 04 36 4 5 5 5
75 3,6 1 04 43 4 5 5 6
90 4,3 1,5 0,5 52 4 5 6 7
110 53 2 0,6 64 4 5 8 9
125 6,0 2,5 0,7 72 4 5 9 10
140 6,7 3 0,8 80 4 5 10 12
160 7,7 12,5 0,9 92 5 5 12 13

[ .
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 100 PN 10
D Cap Et ﬁ::‘ll'g' Kaynak Basinci Dudak t2 t3 t4 t5 T?"la'l“
Diameter: | _ .~ o | Welding Pressure Thickness dk/sn sn sn dk :Ika
mm mm (40-160) mm mm min/sec SEec Sec min min
40 24 0,5 0,3 29 4 5 4 4
50 3,0 0,6 04 36 4 5 5 5
63 3,8 1 0,5 46 4 5 6 7
75 4,5 1,5 0,5 54 4 5 7 8
90 54 2 0,6 65 4 5 8 9
110 6,6 7,5 0,8 79 4 5 10 11
125 74 12,5 0,9 89 4 5 11 13
140 8,3 20 1,0 100 4 5 12 14
160 9,5 27,5 11 114 5 5 14 16
224
e P1=P5 P1=P5
P1
P2
[
L4
u t2 13 t4 t5 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PE 100 PN 12.5
D Cap Et ';allal:‘lhgl Kaynak Basinci Dudak 12 t3 t4 t5 T:::::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk
mm mm (40-160) mm mm min/sec Sec sec min min
40 3,0 0,7 04 36 4 5 5 5
50 3,7 1 04 44 4 5 6 6
63 4,7 1,5 0,6 56 4 5 7 8
75 5,6 2 0,7 67 4 5 8 10
90 6,7 2,5 0,8 80 4 5 10 12
110 8,1 12,5 1,0 97 4 5 12 14
125 9,2 20 11 110 4 5 14 16
140 10,3 25 1,2 124 4 5 15 18
160 11,8 35 1,4 142 5 5 18 20
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE @L(;ULERi
Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 100 PN 16
D Cap Et Ileal::llél Kaynak Basinci Dudak t2 t3 t4 t5 T_‘;z:::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk
mm mm (40-160) mm mm min/sec sec sec min min
40 3,7 0,6 04 44 4 5 6 6
50 4,6 1 0,6 55 4 5 7 8
63 58 1,5 0,7 70 4 5 9 10
75 6,8 2 0,8 82 4 5 10 12
90 8,2 7,5 1,0 98 4 5 12 14
110 10,0 20 1,2 120 4 5 15 17
125 114 25 14 137 4 5 17 20
140 12,7 30 1,5 152 4 5 19 22
160 14,6 40 1,8 175 5 5 22 25
224
e P1=P5 P1=P5
P1
P2
[
E
u 12 13 t4 t5 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PE 100 PN 20
D Cap Et ﬁ":‘ll'g' Kaynak Basinci Dudak t2 t3 t4 t5 T:pla:n
Diameter: Thickaness Welding Pressure Thickness dk/sn sn sn dk ::(a
mm mm (40-160) mm mm min/sec Sec SEec min min
40 4,5 1 0,5 54 4 5 7 8
50 5,6 1,5 0,7 67 4 5 8 10
63 7,1 2 09 85 4 5 11 12
75 8,4 7,5 1,0 101 4 5 13 14
90 10,1 20 1,2 121 4 5 15 17
110 12,3 25 1,5 148 4 5 18 21
125 14,0 35 1,7 168 4 5 21 24
140 15,7 40 1,9 188 4 5 24 27
160

[ .
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 100 PN 25

D GCap Et ';a’"rl"gl Kaynak Basinci Dudak t2 t3 t4 t5 T:planl'n
Diameter: Thickaness Welding Pressure Thickness dk/sn sn sn dk ::(a

mm mm (40-160) mm mm min/sec Sec Sec min min

40 55 1,5 0,7 66 4 5 8 10

50 6,9 2 0,8 83 4 5 10 12

63 8,6 7,5 1 103 4 5 13 15

75 10,3 20 1,2 124 4 5 15 18

90 12,3 25 1,5 148 4 5 18 21

110 15,1 40 1,8 181 4 5 23 26

125

140

160

224
e P1=P5 P1=P5
P1
P2
[
E
u t2 13 t4 t5 ZAMAN
< > — > » (TIME)

MALZEME / MATERIAL PE 100 PN 32

D Gap Et ﬁ:“hg' Kaynak Basinci Dudak t2 t3 t4 t5 T_‘Fz::r‘
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec sec min min

40 6,7 2 0,8 80 4 5 10 12

50 8,3 5 1 100 4 5 12 14

63 10,5 20 1,3 126 4 5 16 18

75 12,5 25 1,5 150 4 5 19 21

90 15,0 40 1,8 180 4 5 23 26

110

125

140

160
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AL 160

Kullanma Kilavuzu
Technical Information

AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

AL 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PE 80 PN 3
D Cap Et I;alhrlhgl Kaynak Basinci Dudak t2 t3 t4 t5 T:::::n
Diameter: Thickaness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec Sec min min
40

50

63

75

90 2,3 1 0,3 28 4 5 3 4
110 2,7 1,5 0,3 32 4 5 4 5
125 3,1 1,75 04 37 4 5 5 5
140 3,5 2 0,4 42 4 5 5 6
160 4 7 0,5 48 5 5 6 7

224
e P1=P5 P1=P5
P1
P2
[
E
t t2 3 | o5
MALZEME / MATERIAL PE 80 P
D Cap Et '?vh:‘ll'gl Kaynak Basinci Dudak t2 t3 t4 t5 T:p:anl-n
Diameter: Thickaness Welding Pressure Thickness dk/sn sn sn dk :ka

mm mm (40-160) mm mm min/sec sec sec min min
40

50

63

75 2,3 1 0,3 28 4 5 3 4
90 2,8 1,3 0,3 34 4 5 4 5
110 34 1,5 0,4 41 4 5 5 6
125 39 2 0,5 47 4 5 6 7
140 4,3 2,5 0,5 52 4 5 6 7
160 4,9 12,5 0,6 59 5 5 7 8

ﬁURAII MAKINA
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 80 PN 5

Dcap |Et I?vl;::hg' Kaynak Basinci Dudak t2 t3 t4 t5 T;p:a:n
Diameter: | _ . s Welding Pressure Thickness dkisn n n dk ‘:Ika

mm mm (40-160) mm mm min/sec sec sec min min

40

50

63 2,5 0,6 0,3 30 4 5 4 4

75 2,9 1 0,3 35 4 5 4 5

920 35 1,5 04 42 4 5 5 6

110 4,2 2 0,5 50 4 5 6 7

125 4,8 2,5 0,5 58 4 5 7 8

140 54 7,5 0,6 65 4 5 8 9

160 6,2 12,5 0,7 74 5 5 9 11

254
e P1=P5 P1=P5
P1
P2
[}
E
H t2 13 t4 t5 ZAMAN
- > > » »! (TIME)

MALZEME / MATERIAL PE 80 PN 6

D Cap Et ﬁ::hé' Kaynak Basinci Dudak 2 t3 t4 t5 T:::::"
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec SEc SEec min min

40

50 2,3 0,4 0,3 28 4 5 3 4

63 29 0,7 04 35 4 5 4 5

75 34 1 04 41 4 5 5 6

90 4,1 1,5 0,5 49 4 5 6 7

110 5,0 2 0,6 60 4 5 8 9

125 57 2,5 0,7 68 4 5 9 10

140 6,4 3 0,8 77 4 5 10 11

160 7,3 12,5 0,9 88 5 5 11 13
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 80 PN 8
D Gap Et ';a’:rll'g' Kaynak Basinci Dudak t2 t3 t4 t5 T:z::'l“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec Sec min min
40

50 3,0 0,6 04 36 4 5 5 5
63 3,8 1 0,5 46 4 5 6 7
75 4,5 1,5 0,5 54 4 5 7 8
90 54 2 0,6 65 4 5 8 9
110 6,6 7,5 0,8 79 4 5 10 11
125 74 12,5 0,9 89 4 5 11 13
140 8,3 20 1,0 100 4 5 12 14
160 9,5 27,5 1,1 114 5 5 14 16

E
e P1=P5 P1=P5
P1
P2
[
E
H 12 13 t4 t5 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PE 80 PN 10
D Cap Et ﬁ:“hg' Kaynak Basinci Dudak 12 t3 t4 t5 T‘T’E::ll“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec SEec min min
40 3,0 0,7 04 36 4 5 5 5
50 3,7 1 0,4 44 4 5 6 6
63 4,7 1,5 0,6 56 4 5 7 8
75 5,6 2 0,7 67 4 5 8 10
90 6,7 2,5 0,8 80 4 5 10 12
110 8,1 12,5 1,0 97 4 5 12 14
125 9,2 20 1,1 110 4 5 14 16
140 10,3 25 1,2 124 4 5 15 18
160 11,8 35 1,4 142 5 5 18 20
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AL 160

AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu
Technical Information

AL 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PE 80 PN 12.5
D Cap Et ﬁ::‘:hg' Kaynak Basinci Dudak t2 t3 t4 t5 T:DP:::"
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk
mm mm (40-160) mm mm min/sec sec Sec min min
40 3,7 0,6 04 44 4 5 6 6
50 4,6 1 0,6 55 4 5 7 8
63 58 15 0,7 70 4 5 9 10
75 6,8 2 08 82 4 5 10 12
90 8,2 7,5 1,0 98 4 5 12 14
110 10,0 20 1,2 120 4 5 15 17
125 114 25 14 137 4 5 17 20
140 12,7 30 1,5 152 4 5 19 22
160 14,6 40 1,8 175 5 5 22 25
224
e P1=P5 P1=P5
P1
P2
/)
L4
t1 12 13 t4 15 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PE 8( PN 16
D Cap Et ﬁ:“l'g' Kaynak Basinci Dudak 12 t3 t4 t5 T:z'l:::'n
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec sec min min
40 4,5 1 0,5 54 4 5 7 8

50 56 15 0,7 67 4 5 8 10

63 7,1 2 0,9 85 4 5 11 12

75 8,4 7,5 1,0 101 4 5 13 14

90 10,1 20 1,2 121 4 5 15 17
110 12,3 25 1,5 148 4 5 18 21
125 14,0 35 1,7 168 4 5 21 24
140 15,7 40 1,9 188 4 5 24 27
160
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PE 80 PN 20
Et Kalinhigi Toplam
Di:rE:rer: Wall ’ VO;(eaIZ?:gk :raessI:::‘e TI?i:I?::ss t2 3 t4 t5 Tstal
Thickness dk/sn sh sn dk dk
mm mm (40-160) mm mm min/sec SEc SEc min min
40 55 1,5 0,7 66 4 5 8 10
50 6,9 2 0,8 83 4 5 10 12
63 8,6 7,5 1 103 4 5 13 15
75 10,3 20 1,2 124 4 5 15 18
920 12,3 25 1,5 148 4 5 18 21
110 15,1 40 1,8 181 4 5 23 26
125
140
160
224
e P1=P5 P1=P5
P1
P2
[
E
u 12 13 t4 t5 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PE 80 PN 25
D Cap Et ﬁhﬂhél Kaynak Basinci Dudak t2 t3 t4 t5 Toplam
Diameter: Thickaness Welding Pressure Thickness dk/sn sn sn dk T::(al
mm mm (40-160) mm mm min/sec SEec Sec min min
40 6,7 2 0,8 80 4 5 10 12
50 8,3 5 1 100 4 5 12 14
63 10,5 20 1,3 126 4 5 16 18
75 12,5 25 1,5 150 4 5 19 21
90 15,0 40 1,8 180 4 5 23 26
110
125
140
160

[ .
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AL 160

Kullanma Kilavuzu
Technical Information

AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI
AL 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PP PN 2.5
D Cap Et ﬁ:“l'g' Kaynak Basinci Dudak 2 t3 t4 t5 T:::::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec sec min min
40

50

63

75

90 2,3 1 0,3 28 4 5 3 4
110 2,7 1,5 0,3 32 4 5 4 5
125 31 1,75 04 37 4 5 5 5
140 3,5 2 0,4 42 4 5 5 6
160 3,9 7 0,5 47 5 5 6 7

224
e P1=P5 P1=P5
P1
P2
[
E
t1 t2 3 | |
MALZEME / MATERIAL PP PN 4
D Cap Et ﬁ::‘ll'g' Kaynak Basinci Dudak t2 t3 t4 t5 T?s:::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec Sec min min
40

50

63

75

90 3,5 1,5 04 42 4 5 5 6
110 4,3 2 0,5 52 4 5 6 7
125 4,9 2,5 0,5 59 4 5 7 8
140 54 7,5 0,6 65 4 5 8 9
160 6,2 12,5 0,7 74 5 5 9 11
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AL 160

Kullanma Kilavuzu
Technical Information

AL 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI
AL 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PP PN 6
D Cap Et ﬁ:“"gl Kaynak Basinci Dudak 12 t3 t4 t5 T‘?E::::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec Sec sec min min
40

50

63

75

90 5,1 2 0,6 61 4 5 8 9
110 6,3 7,5 0,8 76 4 5 9 11
125 71 12,5 0,9 85 4 5 11 12
140 8,0 20 1,0 96 4 5 12 14
160 9,1 25 1,1 109 5 5 14 16

224
e P1=P5 P1=P5
P1
P2
[
L4
t t2 B8 | 4 |
MALZEME / MATERIAL PP PN 10
D Cap Et ﬁ:“l'g' Kaynak Basinci Dudak t2 t3 t4 t5 T_‘I’_g:::“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec sec SEec min min
40

50

63

75

90 8,2 7,5 1,0 98 4 5 12 14
110 10,0 20 1,2 120 4 5 15 17
125 11,4 25 14 137 4 5 17 20
140 12,8 30 1,5 154 4 5 19 22
160 14,6 40 1,8 175 5 5 22 25

ﬁURAII MAKINA
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AL 1 60 AL 160 KAYNAK MAKINALARININ PARAMETRE GL(;ULERi
Kullanma Kilavuzu AL 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information

MALZEME / MATERIAL PP PN 12.5
D Cap Et ﬁla'rl"g' Kaynak Basinci Dudak t2 t3 t4 t5 T_‘I’_OP:::"
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec sec Sec min min
40

50

63

75

90 10,0 20 1,2 120 4 5 15 17
110 12,3 25 1,5 148 4 5 18 21
125 13,9 35 1,7 167 4 5 21 24
140 15,6 40 1,9 187 4 5 23 27
160

224
e P1=P5 P1=P5
P1
P2
[
£
t1 t2 13 t4 15 ZAMAN
< > — > » (TIME)
MALZEME / MATERIAL PP PN 16
D Cap Et ﬁ:;l'g' Kaynak Basinci Dudak t2 t3 t4 t5 T:Z::'I“
Diameter: Thickness Welding Pressure Thickness dk/sn sn sn dk dk

mm mm (40-160) mm mm min/sec sec sec min min
40

50

63

75

90 12,5 25 15 150 4 5 19 21
110 15,2 40 1,8 182 4 5 23 26
125

140

160
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t1: Basingl isitma yaparken olusacak dudak
kalinhgr icin gereken zaman.

t2: Basingsiz isitma icin gereken zaman

t3: Isitictyl borularin arasindan alma zamani pi-ps pi-ps

t4: Basinci artirma zamani. /

BASING
(PRESSURE)

t5: Kaynak yapilan borularin sogumaya

birakildigi zaman. Pt
P1:Dudak kalinligi icin gereken basing.
P2:Devamli isitma icin gereken basing
P5:Soduma esnasinda gereken basing. - e I PRI NN

P2

-5

Pressure - Time diagram for butt welding

t1: Time requested for the bead formation with the specified wall thickness.
t2: Time requested for the continual heating.

t3: Time requested for the change over.

t4: Time requested for bringing up the pressure.

t5: Time requested for cooling down pland.

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

value is the result of the formula:

Pipe section)ecm?) x Material thrust coefficient) kg/cm?2)=bar

Total machine cylinders section (cm?)

ALH 160
KAYNAK MAKINALARININ
PARAMETRE OLGULERI

ALH 160
MACHINE PRESSURE
AND TIME PARAMETERS

[ .
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ALH 160

Kullanma Kilavuzu
Technical Information

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI
ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIALPE 100 PN4 __silindir alani  cylinder area 6,26 cm?
Dap EtKalinhg Kaynak Basinci Dudak=1 12 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness diisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn - sec sn -sec dk - min dk - min
40
50
63
75 2,0 1,0 0,2 24 5 5 3 3
90 2,3 1,5 0,3 28 5 5 3 4
110 2,7 2,2 0,3 32 5 5 4 5
125 3,1 2,8 04 37 5 5 5 5
140 3,5 3,6 04 42 5 5 5 6
160 4,0 4,7 0,5 48 5 5 6 7

ONEMLI: KAYNAK BASI

NCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

MALZEME / MATERIAL PE 100 PN 5 silindir alani / cylinder area 6,26 cm?
Dgap Et Kalinhgi Kaynak Basinal Dudak=I 12 Toplam
Diameter: Wall Thickness Welding Pressure Thickness dk/sn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40
50
63 2,0 0,9 0,2 24 5 5 3 4
75 2,3 1,3 0,3 28 5 5 3 4
90 2,8 1,8 0,3 34 5 5 4 5
110 34 2,7 04 41 5 5 5 6
125 3,9 3,6 0,5 47 5 5 6 7
140 4,3 4,4 0,5 52 5 5 6 7
160 4,9 5,7 0,6 59 5 5 7 8
ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
BASING
(PRESSURE) P1-PS5 P1=P5
P1
P2
¢
t 2 3 | 4 5 ZAMAN
(TIME)
MALZEME / MATERIAL PE 100 PN 6 silindir alani / cylinder area 6,26 cm?2
D cap Et Kalinhg: Kaynak Basinc Dudak=1 t2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dkisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40
50 2,0 0,7 0,2 24 5 5 3 3
63 24 1,1 0,3 29 5 5 4 4
75 2,7 1,5 0,3 32 5 5 4 5
90 3,3 2,2 04 40 5 5 5 6
110 4,0 3,2 0,5 48 5 5 6 7
125 4,5 4,1 0,5 54 5 5 7 8
140 5,1 52 0,6 61 5 5 8 9
160 58 6,7 0,7 70 5 5 9 10

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 160

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu
Technical Information

ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIALPE100 PN 8 ___silindir alani/ cylinder area 6,26 cm?
Dcap Et Kalinhgi Kaynak Basina Dudak=I t2 Toplam
i Wall Thi Welding Pressure Thickness dkisn t3 t4 t5 Total

mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40 2,0 04 03 24 4 5 3 4
50 24 0,9 03 29 5 5 4 4
63 3,0 14 04 36 5 5 5 5
75 3,6 19 04 43 5 5 5 6
90 4,3 2,8 0,5 52 5 5 6 7
110 53 4,2 0,6 64 5 5 8 9
125 6,0 54 0,7 72 5 5 9 10
140 6,7 6,7 0,8 80 5 5 10 12
160 7,7 8,8 0,9 92 5 5 12 13
ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

MALZEME / MATERIAL PE 100 PN 10 silindir alani / cylinder area 6,26 cm?
D cap Et Kalinhg Kaynak Basina Dudak=1 2 Toplam
i Wall Thi Welding Pressure Thickne: dklsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn - sec sn - sec dk - min dk - min
40 24 0,7 03 29 5 5 4 4
50 3,0 1,1 04 36 5 5 5 5
63 38 1,7 0,5 46 5 5 6 7
75 4,5 24 0,5 54 5 5 7 8
90 54 34 0,6 65 5 5 8 9
110 6,6 5,1 0,8 79 5 5 10 11
125 74 6,5 0,9 89 5 5 11 13
140 8,3 8,2 1,0 100 5 5 12 14
160 9,5 10,8 1,1 114 5 5 14 16

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) P1=P5 P1=P5
P1
P2
¢
t 2 3 | 4 5 ZAMAN
(TIME)
MALZEME / MATERIAL PE 100 PN 12,5 _silindir alani / cylinder area 6,26 cm?
Dgap Et Kalinhgi Kaynak Basinci Dudak=I t2 Toplam
Diameter: Wall Thickness Welding Pressure Thickness dk/sn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn -sec sn-sec dk - min dk - min
40 3,0 0,8 04 36 5 5 5 5
50 3,7 1,3 04 44 5 5 6 6
63 4,7 2,1 0,6 56 5 5 7 8
75 5,6 29 0,7 67 5 5 8 10
90 6,7 4,2 0,8 80 5 5 10 12
110 8,1 6,2 1,0 97 5 5 12 14
125 9,2 8,0 11 110 5 5 14 16
140 10,3 10,1 1,2 124 5 5 15 18
160 11,8 13,2 1,4 142 5 5 18 20

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI
Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

Technical Information

MALZEME / MATERIAL PE 100 PN 16___silindir alani / cylinder area 6,26 cm2
Dgap Et Kalinhgi Kaynak Basina Dudak=I 2 Toplam
Wall Welding Pressure Thickness dkisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40 3,7 1,0 04 44 5 5 6 6
50 4,6 1,6 0,6 55 5 5 7 8
63 58 2,5 0,7 70 5 5 9 10
75 6,8 35 0,8 82 5 5 10 12
90 8,2 5,0 1,0 98 5 5 12 14
110 10,0 7,5 1,2 120 5 5 15 17
125 114 9,7 14 137 5 5 17 20
140 12,7 12,2 1,5 152 5 5 19 22
160 14,6 16,0 1,8 175 5 5 22 25

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

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

fameter: | WalTickness | Wetdng Presure Thicnes i t3 t4 t5 otr
mm mm P1=P5 (BAR) mm min/sec sn - sec sn -sec dk - min dk - min
40 4,5 1,2 0,5 54 5 5 7 8
50 56 19 0,7 67 5 5 8 10
63 71 3,0 0,9 85 5 5 11 12
75 8,4 4,2 1,0 101 5 5 13 14
90 10,1 6,1 1,2 121 5 5 15 17
110 12,3 9,0 1,5 148 5 5 18 21
125 14,0 11,7 1,7 168 5 5 21 24
140 15,7 14,7 1.9 188 5 5 24 27
160 17,9 19,1 1,9 215 5 5 27 31

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) P1=P5 P1=P5
P1
P2
¢
1 2 13 | 4 5 ZAMAN
{vie)
MALZEME / MATERIAL PE 100 PN 2 silindir alani / cylinder area 6,26 cm?2
D cap Et Kalinhg Kaynak Basinci Dudak=1 2 Toplam
Diameter: | Wall Thickness |  Welding Pressure Thickness dkjsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk-min dk-min
40 55 1,4 0,7 66 5 5 8 10
50 6,9 2,2 0,8 83 5 5 10 12
63 8,6 3,5 1 103 5 5 13 15
75 10,3 5,0 1,2 124 5 5 15 18
90 12,3 7,2 1,5 148 5 5 18 21
110 15,1 10,8 1,8 181 5 5 23 26
125 17,1 13,9 2,0 205 5 5 26 29
140 19,2 17,5 2,2 230 5 5 29 33
160 219 22,8 2,5 263 5 5 33 37

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 160

Kullanma Kilavuzu
Technical Information

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI
ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PE 100 PN 32 silindir alani / cylinder area 6,26 cm2
Dgap EtKalinhigr Kaynak Basina Dudak=I 2 Toplam

Diameter: | Wall Thickness | Welding Pressure Thickness dijsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40 6,7 1,7 0,8 80 5 5 10 12
50 8,3 2,6 1 100 5 5 12 14
63 10,5 4,1 1,3 126 5 5 16 18
75 12,5 59 1,5 150 5 5 19 21
90 15,0 8,5 1,8 180 5 5 23 26
110 18,3 12,6 2,0 220 5 5 27 31
125 20,8 16,3 2,2 250 5 5 31 36
140 23,3 20,5 2,5 280 5 5 35 40
160 26,6 26,7 3,0 319 5 5 40 45

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

MALZEME / MATERIAL PE 80 PN 3 silindir alani / cylinder area 6,26 cm?

Dcap Et Kalinhigi Kaynak Basinci Dudak=I 12 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dkisn t3 t4 t5 Total

mm mm P1=P5 (BAR) mm min/sec sn - sec sn -sec dk - min dk - min
40
50
63
75 2,0 1 0,3 24 4 5 3 4
90 2,3 1,5 0,3 28 5 5 3 4
110 2,7 2,2 0,3 32 5 5 4 5
125 31 2,8 04 37 5 5 5 5
140 3,5 3,6 04 42 5 5 5 6
160 4,0 4,7 0,5 48 5 5 6 7

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) . P1-P5
P1
P2
¢
t 2 13 | 4 5 ZAMAN
{mME)
MALZEME / MATERIAL PE 80 PN 4 silindir alani / cylinder area 6,26 cm?
D cap Et Kalinhg Kaynak Basina Dudak=1 t2 Toplam
Diameter: | Wall Thickness|  Welding Pressure Thickness didsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn -sec sn-sec dk - min dk - min
40
50
63 2,0 1 0,3 24 4 5 3 4
75 2,3 1,3 0,3 28 5 5 3 4
90 2,8 1,8 0,3 34 5 5 4 5
110 34 2,7 0,4 41 5 5 5 6
125 3,9 3,6 0,5 47 5 5 6 7
140 4,3 44 0,5 52 5 5 6 7
160 4,9 57 0,6 59 5 5 7 8

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 160

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu
Technical Information

ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PE 80 PN5 _silindir alani / cylinder area 6,26 cm?

D cap Et Kalinhg: Kaynak Basinci Dudak=I 12 Toplam
i Wall Thi Welding Pressure i dkisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn -sec sn -sec dk - min dk - min
40

50 2,0 1 03 24 4 5 3 4
63 2,5 1,1 03 30 5 5 4 4
75 2,9 1,6 0,3 35 5 5 4 5
90 3,5 23 04 42 5 5 5 6
110 42 3,3 0,5 50 5 5 6 7
125 438 43 0,5 58 5 5 7 8
140 5,4 55 06 65 5 5 8 9
160 6,2 7,2 0,7 74 5 5 9 11

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
MALZEME / MATERIAL PE 80 PN6 __silindir alani / cylinder area 6,26 cm?

areter: | WalThicoess| et resmns i | B ta 5| e
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40 2,0 1 03 24 4 5 3 4
50 2,3 0,8 03 28 5 5 3 4
63 29 13 04 35 5 5 4 5
75 34 1,8 04 41 5 5 5 6
90 4,1 2,6 0,5 49 5 5 6 7
110 50 4,0 0,6 60 5 5 8 9
125 57 4,5 0,7 68 5 5 9 10
140 6,4 6,4 0,8 77 5 5 10 11
160 7,3 8,4 0,9 88 5 5 11 13

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) P1=P5 P1=P5
P1
P2
¢
t 2 13 | t4 5 ZAMAN
{TIME)
MALZEME / MATERIAL PE 80 PN 8 silindir alani / cylinder area 6,26 cm?2
Dcap Et Kalinhg Kaynak Basinci Dudak=I t2 Toplam
Diameter: | Wall Thickness |  Welding Pressure Thickness diisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn -sec dk - min dk - min
40 2,4 1 04 29 4 5 4 4
50 3,0 1,1 0,4 36 5 5 5 5
63 3.8 1,7 0,5 46 5 5 6 7
75 4,5 24 0,5 54 5 5 7 8
90 54 34 0,6 65 5 5 8 9
110 6,6 5,1 0,8 79 5 5 10 11
125 74 6,5 0,9 89 5 5 11 13
140 8,3 8,2 1,0 100 5 5 12 14
160 9,5 10,8 11 114 5 5 14 16

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 160

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu
Technical Information

ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PE 80 PN 10 __silindir alani / cylinder area 6,26 cm?
D ¢ap EtKalinhg Kaynak Basinci Dudak=1 12 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dkisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn - sec sn -sec dk - min dk - min
40 3,0 0,8 04 36 5 5 5 5
50 37 1,3 04 44 5 5 6 6
63 4,7 2,1 0,6 56 5 5 7 8
75 5,6 29 0,7 67 5 5 8 10
90 6,7 4,2 0,8 80 5 5 10 12
110 8,1 6,2 1,0 97 5 5 12 14
125 9,2 8,0 1.1 110 5 5 14 16
140 10,3 10,1 1,2 124 5 5 15 18
160 11,8 13,2 1,4 142 5 5 18 20
ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
MALZEME / MATERIAL PE 80 PN 12,5 _silindir alani / cylinder area 6,26 cm?
Dgap EtKalinhigr Kaynak Basina Dudak=I 2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dkisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn -sec sn -sec dk - min dk - min
40 3,7 1,0 0,4 44 5 5 6 6
50 4,6 1,6 0,6 55 5 5 7 8
63 58 2,5 0,7 70 5 5 9 10
75 6,8 35 0,8 82 5 5 10 12
90 8,2 5,0 1,0 98 5 5 12 14
110 10,0 7,5 1,2 120 5 5 15 17
125 114 9,7 14 137 5 5 17 20
140 12,7 12,2 1,5 152 5 5 19 22
160 14,6 16,0 1,8 175 5 5 22 25

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) P1ops P1-P5
P1
P2
¢
t 2 3 | 4 5 ZAMAN
(TIME)
MALZEME / MATERIAL PE 80 PN 16 silindir alani / cylinder area 6,26 cm?2
Dcap EtKalinhg Kaynak Basinc Dudak=1 12 Toplam
Diameter: Wall Thickness Welding Pressure Thickness dk/sn t3 4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn -sec dk - min dk - min
40 4,5 1,2 0,5 54 5 5 7 8
50 56 19 0,7 67 5 5 8 10
63 7,1 3,0 0,9 85 5 5 11 12
75 84 4,2 1,0 101 5 5 13 14
90 10,1 6,1 1,2 121 5 5 15 17
110 12,3 9,0 1,5 148 5 5 18 21
125 14,0 11,7 1.7 168 5 5 21 24
140 15,7 14,7 1,9 188 5 5 24 27
160 17,9 19 2,0 215 4 5 27 31

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 160

ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu
Technical Information

ALH 160 MACHINE PRESSURE AND TIME PARAMETERS

MALZEME / MATERIAL PE 80 PN 20 silindir alani / cylinder area 6,26 cm?
D cap EtKalinhg Kaynak Basinci Dudak=1 12 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dkisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sh -sec sn-sec dk - min dk - min
40 5,5 14 0,7 66 5 5 8 10
50 6,9 2,2 0,8 83 5 5 10 12
63 8,6 35 1 103 5 5 13 15
75 10,3 5,0 1,2 124 5 5 15 18
90 12,3 7,2 1,5 148 5 5 18 21
110 15,1 10,8 1,5 181 5 5 23 26
125 17,1 13,9 1,5 205 5 5 26 29
140 19,2 17,5 1,5 230 5 5 29 33
160 21,9 22,8 1,8 263 5 5 33 37
ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
MALZEME / MATERIAL PE 80 PN 25 _silindir alani / cylinder area 6,26 cm?
Dgap Et Kalinhg: Kaynak Basina Dudak=1 2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness didsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm minjsec sn -sec sn-sec dk - min dk - min
40 6,7 1,7 0,8 80 5 5 10 12
50 8,3 2,6 1 100 5 5 12 14
63 10,5 4,1 1,3 126 5 5 16 18
75 12,5 59 15 150 5 5 19 21
90 15,0 8,5 1.8 180 5 5 23 26
110 18,3 12,6 1,8 220 5 5 27 31
125 20,8 16,3 1,8 250 5 5 31 36
140 23,3 20 2,8 280 4 5 35 40
160 26,6 27 3,8 319 4 5 40 45

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) P1-p5 P1=P5
P1
P2
¢
t 2 3 | 4 5 ZAMAN
(TIME)
MALZEME / MATERIAL PP PN 2,5 _silindir alani / cylinder area 6,26 cm?
D cap EtKalinhg Kaynak Basinc Dudak=1 2 Toplam
Diameter: Wall Thickness Welding Pressure Thickness dk/sn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40
50
63
75
90 2,3 10,2 0,3 28 5 5 3 4
110 2,7 15,2 0,3 32 5 5 4 5
125 3,1 19,6 04 37 5 5 5 5
140 3,5 24,6 04 42 5 5 5 6
160 3,9 32,1 0,5 47 5 5 6 7

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME / MATERIAL PP PN4 __silindir alani / cylinder area 6,26 cm?
Dgap EtKalinhg: Kaynak Basinal Dudak=1 2 Toplam
i Wall Thickness | Welding Pressure Thickness disn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn -sec sn-sec dk - min dk - min
40
50
63
75
90 3,5 10,2 04 42 5 10 5 6
110 4,3 15,2 0,5 52 5 10 6 8
125 4,9 19,6 0,5 59 5 10 7 9
140 54 24,6 0,6 65 5 10 8 9
160 6,2 32,1 0,7 74 5 10 9 11

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

MALZEME / MATERIAL PP PN 6 silindir alani / cylinder area 6,26 cm?

Dap EtKalinhg Kaynak Basinal Dudak=1 2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness diisn t3 t4 t5 Total

mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40
50
63
75
90 51 10,2 0,6 61 5 5 8 9
110 6,3 15,2 0,8 76 5 5 9 11
125 7.1 19,6 0,9 85 5 5 11 12
140 8,0 24,6 1,0 96 5 5 12 14
160 9,1 32,1 1,1 109 5 5 14 16

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

BASING
(PRESSURE) P1=P5 P1=P5
P1
P2
¢
t 2 3 | 4 5 ZAMAN
(TIME)
MALZEME / MATERIAL PP PN 10 silindir alani / cylinder area 6,26 cm?2
D¢ap EtKalinhigi Kaynak Basina Dudak=I 2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dklsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn -sec dk - min dk - min
40
50
63
75
90 8,2 10,2 1,0 98 5 5 5 7
110 10,0 15,2 1,2 120 5 5 5 7
125 114 19,6 14 137 5 5 5 7
140 12,8 24,6 1,5 154 5 5 5 8
160 14,6 32,1 1,8 175 5 5 5 8

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES
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ALH 1 60 ALH 160 KAYNAK MAKINALARININ PARAMETRE OLGULERI

Kullanma Kilavuzu ALH 160 MACHINE PRESSURE AND TIME PARAMETERS
Technical Information
MALZEME / MATERIAL PP PN 12,5 _silindir alani / cylinder area 6,26 cm?
D cap EtKalinhg Kaynak Basinci Dudak=1 2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness didsn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn -sec sn-sec dk - min dk - min
40
50
63
75
90 10,0 10,2 1,2 120 5 5 15 17
110 12,3 15,2 1,5 148 5 5 18 21
125 13,9 19,6 1,7 167 5 5 21 24
140 15,6 24,6 1,9 187 5 5 23 27
160

ONEMLI: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

'PF?QSS&%E' P1=P5 P1=P5
P1 o
i
“ t2 3 |_ % 5 éli\'\r\/llISN
MALZEME / MATERIAL PP PN 16 silindir alani / cylinder area 6,26 cm?
Dgap Et Kalinhg: Kaynak Basinc Dudak=I 2 Toplam
Diameter: | Wall Thickness | Welding Pressure Thickness dikisn t3 t4 t5 Total
mm mm P1=P5 (BAR) mm min/sec sn-sec sn-sec dk - min dk - min
40
50
63
75
920 12,5 10,2 1,5 150 5 5 19 21
110 15,2 15,2 1,8 182 5 5 23 26
125
140
160

ONEMLIi: KAYNAK BASINCI UYGULANIRKEN YURUME BASINCI EKLENIR.
FREE HYDRAULIC PULLING PRESSURE OF THE MACHINE MUST BE ADDED TO ABOVE WELDING PRESSURES

TURAN MAKINA PN 32 SDR 6

BASING
(PRESSURE) p1ps P1=P5

BAR= (D1 alani - D2 alani) x itme kat sayisi
silindirin alani

D1- Outside diameter

P2 D2-The inside diameter
P:Z e-Thickness
t 2 [ 1 5 Zaan Malzeme PE if fixed number=1.5kg/cm’

Malzeme PE if fixed number= 1kg/cm’
250-315-500 cylinder area=14.13 cm”
630-800 cylinder area= 23.06 cm’
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Kullanma Kilavuzu
Technical Information

AL 160 TIRASLAYICI / AL 160 TRIMMER
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AL 160

Kullanma Kilavuzu
Technical Information

AL 160 TIRASLAYICI LISTESI / AL 160 TRIMMER LIST

AL 160 TIRASLAYICI LISTESI

ParcaNO | Uriin Kodu| Uriin Adi Adet
1 160 Tiraslayic Govde 1 Adet
2 161 V Kayisi 1 Adet
3 162 Tiraslayici Kapagdi 1 Adet
4 163 Eksantrik Kayis Kasnagi 1 Adet
5 164 Tiraslayici Sap 1 Adet
6 165 Bicak 2 Adet
7 166 Tiraslayici Disk (Kasnakli) 1 Adet
8 167 Tiraslayici Disk (Diiz) 1 Adet
9 168 Lineer Rulman 2 Adet
10 169 Matkap Baglama Kafasi 1 Adet
11 170 Rulman (6004) 1 Adet
12 171 Tiraslayici Digmesi 1 Adet
13 172 Tiraslayici Rulman (16008) 1 Adet
14 173 Sekman 1 Adet
15 174 Koruyucu Kapak 1 Adet
16 175 M3 Pul 2 Adet
17 176 M4 Vida 12 Adet
18 177 M8 X 50 imbus Civata 2 Adet
19 178 M6 X 12 imbus Civata 1 Adet
20 179 M4 X 16 Setuskur Civata 2 Adet
21 180 Plastik Sap 1 Adet
22 181 Matkap Motoru 1 Adet

A TRIMMER LIST

NO noode | itemiD Quantity
1 160 Trimmer Main Part 1Item
2 161 V-belt 1 ltem
3 162 Trimmer Cover 1ltem
4 163 Eccentric Belt Puller 1 Item
5 164 Trimmer Handdle 1 Item
6 165 Knife 2 Items
7 166 Trimmer Disc (Pulley) 1 Item
8 167 Trimmer Disk 1Item
9 168 Bearing 2 Items
10 169 Drill Insertion Place 1Item
1 170 Bearing 6004 1Item
12 171 Trimmer Button 1Item
13 172 Trimmer Bearing 16008 1 Item
14 173 Circlip 1Item
15 174 Protector Cover 1Item
16 175 M3 Washer 2 Items
17 176 M4 Screw 12 Items
18 177 M8x50 Imbus Bolt 2 Items
19 178 M6 X 12 Imbus Bolt 1 Item
20 179 M4 X 16 Setuskur Bolt 2 Items
21 180 Plastic Handdle 1 Item
22 181 Drill Motor 1 Item
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Kullanma Kilavuzu
Technical Information
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AL 160

Kullanma Kilavuzu
Technical Information

AL 160 ISITICI LISTESI / AL 160 HEATER LIST

AL 160 ISITICI LISTESI

PargaNO | Uriin Kodu| Uriin Adi Adet
1 190 Isitici Gévde 1 Adet
2 191 Isitict Tutma Kolu 1 Adet
3 192 Isitici 1 Adet
4 193 Elektrik Kapagi 1 Adet
5 194 Elektrik Fisi 1 Adet
6 195 Kece (Isttici ile Tutma Kolu Arasindaki) 2 Adet
7 196 Kontator 1 Adet
8 197 O Ring 2 Adet
9 198 M4 X 10 Vida 4 Adet
10 199 M6 Pul 2 Adet
11 200 M6 Somun 2 Adet
12 201 M6 X 35 imbus Civatac 2 Adet
13 202 M6 X 40 imbus Civata 2 Adet
14 203 "Kece (Isitici ile Sase Arasindaki)" 2 Adet

AL 160 HEATER LIST

NO Ng:,dbeer Item ID Quantity
1 190 Heater Main Part 1ltem
2 191 Heater Handdle 1ltem
3 192 Heater 1ltem
4 193 Cover 1ltem
5 194 Plug 1ltem
6 195 Pad (Between Heater Handdle And Handdle) 2 ltems
7 196 Contactor 1 Item
8 197 0Ring 2 Items
9 198 M4 X 10 Screw 4 ltems
10 199 M6 Washer 2 Items
1 200 M6 Nut 2 Items
12 201 M6 X 35 Imbus Bolt 2 ltems
13 202 M6 X 40 Imbus Bolt 2 Items
14 203 Pad (Between Heater And Body) 2 Items
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Kullanma Kilavuzu
Technical Information

AL 160 GOVDE / AL 160 BASIC MACHINE
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AL 160

AL 160 GOVDE LISTESI

Kullanma Kilavuzu
Technical Information

AL 160 GOVDE LISTESI

ParcaNO |Uriin Kodu| Uriin Adi Adet

1 210 Makina Govdesi 1 Adet
2 211 Mil Baglati Adaptori 1 Adet
3 212 Yan Mil 1 Adet
4 213 Yan Mil Baglama Pabucu 1 Adet
5 214 Yan Kol (Uzun) 1 Adet
6 215 Yan Kol (Kisa) 1 Adet
7 216 Ayarlama Parcasi Somunu 2 Adet
8 217 Ayarlama Parcasi 2 Adet
9 218 Rulman 4 Adet
10 219 Vidal Mil Adaptoru 4 Adet
11 220 Sabit Tabla 1 Adet
12 221 Alt Baglama Kizagi 4 Adet
13 222 Pafta Tutucusu 4 Adet
14 223 Ters Pafta Tutucusu 4 Adet
15 224 Ayarlanabilir Pafta (110-160) 8 Adet
16 225 Basing Ayarlama Kolu 1 Adet
17 226 Eksantrik Kol 1 Adet
18 227 Alt Yatak 1 Adet
19 228 Adaptér Sikma Somunu 6 Adet
20 229 Klavuz Mili 1 Adet
21 230 Klavuz Germe Mili 1 Adet
22 231 Klavuz Mili 1 Adet
23 232 Eksantrik Kol Baglama Parcasi 1 Adet
24 233 Basing Sabitleme Kolu 1 Adet
25 234 Vidali Mil 2 Adet
26 235 Alt Tabla 1 Adet
27 236 Germe Yayi 1 Adet
28 237 Basing Gosterge Cetveli 1 Adet
29 238 Klavuz Mili Yatag 6 Adet
30 239 Klavuz Mili Baglantisi 1 Adet
31 240 Ayarlanabilir Pafta (40-90) 4 Adet
32 241 Kama 1 Adet
33 242 M8x25 imbus Civata 4 Adet
34 243 M5x10 imbus Civata 8 Adet
35 244 M6x20 imbus Civata 2 Adet
36 245 M8x25 Akc Civata 8 Adet
37 246 | M10x20 Akc Civata 8 Adet
38 247 M8x20 Akc Civata 1 Adet
39 248 M10x35 Akc Civata 8 Adet
40 249 | M8x40 Akc Civata 3 Adet
41 250 | M12x25 Akc Civata 3 Adet
42 251 M6x15 Akc Civata T Adet
43 252 M8x40 imbus Civata 1 Adet
44 253 M6x15 Havsa Basli Vida 2 Adet
45 254 M6x50 imbus Civata 4 Adet
46 255 M6 Somun 4 Adet
47 256 M6x20 Imbus Civata 8 Adet
48 257 M3x15 Setuskur 8 Adet
49 258 M12 Pul 3 Adet
50 259 M10 Pul (Pafta Igin) 8 Adet
51 260 M10 Pul (Kulaklar igin) 8 Adet
52 261 M8 Pul 1 Adet
53 262 M8 Somun 4 Adet
54 263 M10 Pul (Vida Mil Adaptérii icin) 8 Adet
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AL 160

Kullanma Kilavuzu
Technical Information

AL 160 BASIC MACHINE LIST

AL 160 BASIC MACHINE LIST

NO Nﬁomdbeer Item ID Quantity
1 210 Machine Main Part 1 ltem
2 211 Shaft Connecting Adaptor 1 Item
3 212 Side Handdle 1ltem
4 213 Adaptor 1 Item
5 214 Handdle (Long) 1ltem
6 215 Handdle (Short) 1ltem
7 216 Regulatore Nut 2 ltems
8 217 Regulatore 2 ltems
9 218 Bearing 4 ltems
10 219 Shaft Adaptor (Screwed) 4 Items
11 220 Fexed Tray 1 ltem
12 221 Bace 4 Items
13 222 Clamp Holder 4 ltems
14 223 Reverce Clamp Holder 4 Items
15 224 Regulatable Clamp (110-160) 8 Items
16 225 Pressure Regulator Handle 1 ltem
17 226 Eccentric Handdle 1 Item
18 227 Lower Bead 1 ltem
19 228 Adaptor Nut 6 Items
20 229 Pilot Shaft 1 Item
21 230 Pilot Straing Shaft 1 Item
22 231 Pilot Shaft 1 Item
23 232 Eccentric Handdle Connector Piece 1 ltem
24 233 Pressure Fixer Handdle 1 Item
25 234 Shaft With Screw 2 Items
26 235 Bace Holder 1 Item
27 236 Coil Spring 1 Item
28 237 Pressure Indicator Scale 1 ltem
29 238 Pilot Shaft Bottom 6 Items
30 239 Pilot Shaft Connecting 1 Item
31 240 Regulatable Clamp (40-90) 4 Items
32 241 Fixer 1ltem
33 242 M8x25 Imbus Bolt 4 Items
34 243 M5x10 Imbus Bolt 8 ltems
35 244 M6x20 Imbus Bolt 2 Items
36 245 M8x25 Akc Bolt 8 Items
37 246 M10x20 Akc Bolt 8 ltems
38 247 M8x20 Akc Bolt 1 ltem
39 248 M10x35 Akc Bolt 8 Items
40 249 M8x40 Akc Bolt 3 ltems
41 250 M12x25 Akc Bolt 3 ltems
42 251 M6x15 Akc Bolt 1 Item
43 252 M8x40 Imbus Bolt 1 ltem
44 253 M6x15 Screw 2 Items
45 254 M6x50 Imbus Bolt 4 Items
46 255 M6 Nut 4 Items
47 256 M6x20 Imbus Bolt 8 Items
48 257 M3x15 Screw 8 Items
49 258 M12 Washer 3 Items
50 259 M10 Washer (For Clamp) 8 Items
51 260 M10 Washer 8 Items
52 261 M8 Washer 1 Item
53 262 M8 Nut 4 Items
54 263 M10 Washer (For Shaft Connecting Adaptor) 8 Items
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Kullanma Kilavuzu
Technical Information

ALD 160 ISITICI / ALD 160 HEATER
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ALD 160

Kullanma Kilavuzu
Technical Information

ALD 160 ISITICI LISTESI / ALD 160 HEATER LIST

ALD 160 ISITICI LISTESI

ParcaNO |Uriin Kodu| Uriin Adi Adet
1 300 Isitict Govde 1 Adet
2 301 Isitici 1 Adet
3 302 Elektrik Ust Kapak 1 Adet
4 303 Elektrik Alt Kapak 1 Adet
5 304 Isitici Kolu 1 Adet
6 305 Isitici Gosterge 1 Adet
7 306 Isitici Gévde Kapadi 1 Adet
8 307 Termokupol 1 Adet
9 308 Elektrik Fisi 1 Adet
10 309 "Kege (Tutma Kolu Ile Isitici Arasindaki)" 1 Adet
11 310 M6 X 35 imbus Civata 2 Adet
12 311 M6 X 40 imbus Civata 2 Adet
13 312 M6 Somun 4 Adet
14 313 "Kece (Isitici ile Sase Arasindaki)" 2 Adet
15 314 ORing 2 Adet
16 315 M6 Pul 2 Adet

ALD 160 HEATER LIST

NO Nﬁ:‘dbeer Item ID Quantity
1 300 Heater Main Part 1Item
2 301 Heater 1ltem
3 302 Upper Cover 1 Item
4 303 Lower Cover 1Item
5 304 Heater Handdle 1 Item
6 305 Heater Indikator 1 Item
7 306 Heater Main Part Cover 1 Item
8 307 Termokupol 1 Item
9 308 Plug 1Item
10 309 Seal (Between Handle And Heater) 1 Item
11 310 M6 X 35 Imbus Bolt 2 Items
12 311 M6 X 40 Imbus Bolt 2 Iltems
13 312 M6 Nut 4 Items
14 313 Pad (Between Heater And Body) 2 Items
15 314 ORing 2 Items
16 315 M6 Washer 2 Items
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ALH 160

Kullanma Kilavuzu
Technical Information

ALH 160 TIRASLAYICI LISTESI / ALH 160 TRIMMER LIST

ALH 160 TIRASLAYICI LISTESI

Par¢aNO | Uriin Kodu Uriin Adi Adet
1 400 Tiraslayici Govde 1 Adet
2 401 Tiraslayici Disk (Diiz) 1 Adet
3 402 Tiraslayici Disk (Kasnak) 1 Adet
4 403 Motor 1 Adet
5 404 Flans 1 Adet
6 405 Kasnak Mili 1 Adet
7 406 Kayis 1 Adet
8 407 Govde Kapag! 1 Adet
9 408 Lineer Rulman 2 Adet
10 409 Tiraslayici Sapi 1 Adet
11 410 Rulman 1 Adet
12 411 Plastik Sap 1 Adet
13 412 Tiraslayict Digme 1 Adet
14 413 Segman 1 Adet
15 414 Tiraslayici Bigak 2 Adet
16 415 M8x25 imbus Civata 2 Adet
17 416 M8x25 Gozlii Civata 1 Adet
18 417 M5 Vida 3 Adet
19 418 M8x50 imbus Civata 2 Adet
20 419 M6x16 imbus Civata 4 Adet
ALH 160 TRIMMER LIST
NO noode Item ID Quantity
1 400 Trimmer Main Part 1 Item
2 401 Trimmer Disk 1Item
3 402 Trimmer Disc (Pulley) 1 Item
4 403 Motor 1 Item
5 404 Flange 1Item
6 405 Shaft Pulley 1 Item
7 406 V-belt 1 Item
8 407 Trimmer Cover 1Item
9 408 Lineer Rulman 2 Items
10 409 Trimmer Handdle 1 Item
11 410 Bearing 6004 1 Item
12 411 Plastic Handdle 1 Item
13 412 Trimmer Button 1Item
14 413 Circlip 1 Item
15 414 Knife 2 Items
16 415 M8x25 Imbus Bolt 2 Items
17 416 M8x25 Imbus Bolt 1 Items
18 417 M5 Screw 3 Iltems
19 418 M8x50 Imbus Bolt 2 Items
20 419 M6 X 16 Imbus Bolt 4 ltems
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Kullanma Kilavuzu
Technical Information

ALH 160 ISITICI / ALH 160 HEATER
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ALH 160

Kullanma Kilavuzu
Technical Information

ALH 160 ISITICI LISTESI / ALH 160 HEATER LIST

ALH 160 ISITICI LISTESI

ParcaNO | Uriin Kodu| Uriin Ad Adet
1 430 Isitici Gévde 1 Adet
2 431 Isitici 1 Adet
3 432 Elektrik Ust Kapak 1 Adet
4 433 Elektrik Alt Kapak 1 Adet
5 434 Isitict Kolu 1 Adet
6 435 Isitici Gosterge 1 Adet
7 436 Isitici Gévde Kapadi 1 Adet
8 437 Termokupol 1 Adet
9 438 Elektrik Fisi 1 Adet
10 439 "Kece (Tutma Kolu ile Isitici Arasindaki)" 1 Adet
11 440 M6 X 35 Imbus Civata 2 Adet
12 441 M6 X 40 imbus Civata 2 Adet
13 442 M6 Somun 4 Adet
14 443 "Kege (Isitici ile Sase Arasindaki)" 2 Adet
15 444 O Ring 2 Adet
16 445 M6 Pul 2 Adet

ALH 160 HEATER LIST

NO Nﬁ:,d:e, ItemID Quantity
1 430 Heater Main Part 1 Item
2 431 Heater 1Item
3 432 Upper Cover 1Item
4 433 Lower Cover 1 Item
5 434 Heater Handdle 1 Item
6 435 Heater Indikator 1 Item
7 436 Heater Main Part Cover 1Item
8 437 Termokupol 1 Item
9 438 Plug 1 Item
10 439 Seal (Between Handle And Heater) 1 Item
1 440 M6 X 35 Imbus Bolt 2 ltems
12 441 M6 X 40 Imbus Bolt 2 Items
13 442 M6 Nut 4 Items
14 443 Pad (Between Heater And Body) 2 Items
15 444 ORing 2 Items
16 445 M6 Washer 2 Items
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ALH 160

Kullanma Kilavuzu
Technical Information

ALH 160 GOVDE LiSTESI

ALH 160 GOVDE LISTESI / ALH 160 BASIC MACHINE LIST

Par¢caNO |Uriin Kodu| Uriin Adi Adet
1 450 Makina Gévdesi 1 Adet
2 451 Sabit Alt Cene 1 Adet
3 452 Ust Cene 4 Adet
4 453 Hareketli Alt Cene 2 Adet
5 454 Kromlu Mil 2 Adet
6 455 Kromlu Mil (Diiz) 1 Adet
7 456 Yag Kegesi 4 Adet
8 457 Honlanmis Boru 2 Adet
9 458 Bogaz 2 Adet
10 459 Kece 2 Adet
1 460 Boru 2 Adet
12 461 10 Luk Te 2 Adet
13 462 Lama 1 Adet
14 463 Tasima Kolu 2 Adet
B 464 | saplama 4 Adet
16 465 M8x40 Imbus 6 Adet
17 466 M8x25 Imbus 8 Adet
18 467 M8x20 Imbus 4 Adet
19 468 Saplama Vidasi 8 Adet
20 469 M10x20 AKB 3 Adet
21 470 M12x40 Somun 8 Adet
22 471 M12 Pul 8 Adet
23 472 M10 Pul 9 Adet
ALH 160 BASIC MACHINE LIST
NO Nﬁﬁ,";e, Item ID Quantity
1 450 Machine Main Part 1 Item
2 451 Fixed Lower Clip 1 Item
3 452 Upper Clip 4 Items
4 453 Movable Lower Clip 2 Items
5 454 Chometad Shaft 2 Items
6 455 Chometed Shaft(Plain) 1 Item
7 456 Oil Seal 4 Items
8 457 Honed Pipe 2 Items
9 458 Neck 2 Items
10 459 Seal 2 Items
11 460 Pipe 2 Iltems
12 461 TeDn 10 2 Items
13 462 Rod 1 Item
14 463 Carriage Lever 2 Items
15 464 Stud 4 Items
16 465 M8x40 Akc 6 Items
17 466 M8x25 Imbus 8 ltems
18 467 M8x20 Imbus 4 Items
19 468 Stud Screw 8 Items
20 469 M10x20 AKB 3 Items
21 470 M12x40 Nut 8 ltems
22 471 M12 Washer 8 Items
23 472 M10 Washer 9 Items
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ALH 160 HIDROLIK UNITE LISTESI
ParcaNO |Uriin Kodu| Uriin Adi Adet
1 490 Yag Deposu 1 Adet
2 491 1/2" Bakir Pul 2 Adet
3 492 1/2" 15 Mm Uzatma 1 Adet
4 493 1/2" 90° Dirsek 1 Adet
5 494 @ 20 O Ring 1 Adet
6 495 Yag ilave Borusu Kapadi 1 Adet
7 496 1/2" 10 Mm Uzatma 1 Adet
8 497 Pompa 1 Adet
9 498 Pompa Adaptori 2 Adet
10 499 M6x16 imbus Civata 6 Adet
11 500 Yag Filtresi 1 Adet
12 501 1/4" Bakir Pul 5 Adet
13 502 1/4" 8 Rekor 2 Adet
14 503 8 Lik Yiizik 2 Adet
15 504 8 Lik Somun 2 Adet
16 505 @ 8 Aliiminyum Boru 1 Adet
17 506 @ 10 Aliminyum Boru 1 Adet
18 507 10 Luk Somun 3 Adet
10 508 10 Luk Yuziik 3 Adet
20 509 1/4" 10 Rekor 3 Adet
21 510 1" Somun 1 Adet
22 511 1" O Ring 1 Adet
23 512 1" Manda Goézii Yag Gostergesi 1 Adet
24 513 M6x25 imbus Civata 4 Adet
25 514 Pompa Baglanti Adaptori 1 Adet
26 515 M6x10 imbus Civata 4 Adet
27 516 M6x25 Imbus Civata 4 Adet
28 517 M6 Somun 8 Adet
29 518 M6x20 Akc Civata 8 Adet
30 519 DK-24 Kaplin 1 Adet
31 520 Plastik Malzeme 1 Adet
32 521 DK-24 Kaplin 1 Adet
33 522 VM 80-4 Gévde Motor 1 Adet
34 523 1/4" 8 Doner Dirsek 1 Adet
35 524 Baglanti Hortumu 1 Adet
36 525 Manometre 1 Adet
37 526 4 Yollu Yon Kontrol Valfi 1 Adet
38 527 3/8" Bakir Pul 4 Adet
39 528 3/8"-3/8" Liiper 2 Adet
40 529 3/8" Erkek Kuik Kaplin 1 Adet
41 530 3/8" Disi Kuik Kaplin 1 Adet
42 531 @10 Aliminyum Boru 1 Adet
43 532 Aku 1 Adet
44 533 Sase 1 Adet
45 534 Elektrik Panosu 1 Adet
46 535 Ust Kapak 1 Adet
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ALH 160 HYDRAULIC UNIT LIST

NO noode | itemID Quantity
1 490 Qil Tank 1 Item
2 491 1/2" Copper Washer 2 Items
3 492 1/2" 15 Mm Steel Pipe 1 ltem
4 493 1/2"90° Elbow 1ltem
5 494 @20 0Ring 1 Item
6 495 Qil Adding Pipe Cover 1 ltem
7 496 1/2" 10 Mm Steel Pipe 1 Item
8 497 Pump 1 Item
9 498 Pump Adaptor 2 Items
10 499 M6x16 Imbus Bolt 6 ltems
11 500 QOil Filter 1 ltem
12 501 1/4" Copper Washer 5 ltems
13 502 1/4" 8 Metal Screwed Coupler 2 ltems
14 503 8/Ring 2 ltems
15 504 8/ Nut 2 Items
16 505 Aluminum Pipe @8 1 Item
17 506 Aluminum Pipe @10 1 ltem
18 507 10/ Nut 3 Items
10 508 10/Ring 3 Items
20 509 1/4" 10 Metal Screwed Coupler 3 ltems
21 510 1" Nut 1 Item
22 511 1" ORing 1 Item
23 512 Oil Indicator 1 Item
24 513 M6x25 Imbus Nut 4 ltems
25 514 Pump Connecting Adaptor 1 Item
26 515 M6x10 imbus Nut 4 ltems
27 516 M6x25 imbus Nut 4 ltems
28 517 M6 Bolt 8 Items
29 518 M6x20 Akc Nut 8 Items
30 519 DK-24 Caplin 1 Item
31 520 Plastik Caplin 1 Item
32 521 DK-24 Caplin 1 Item
33 522 VM 80-4 Motor 1 Item
34 523 1/4" 8 Elbow 1 Item
35 524 Connection Hose 1 ltem
36 525 Manometer 1 Item
37 526 Control Valf Wirh 4 Way Control 1 ltem
38 527 3/8" Copper Washer 4 Items
39 528 3/8"-3/8" Luper 2 Items
40 529 3/8" Male Quick Cuplin 1 Item
41 530 3/8" Screwed Quick Cuplin 1 Item
42 531 Aluminum Pipe @10 1 Item
43 532 Accumulator 1 ltem
44 533 Frame 1ltem
45 534 Electric Panel 1 Item
46 535 Top Cover 1 Item
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Kullanma Kilavuzu

SERTIFIKALARIMIZ / CERTIFICATES

Technical Information

AENOR i et

CERTIFICADO AENOR DE PRODUCTO %* 001 / 006315
AENOR PRODUCT CERTIFICATE &

Pg. 113
A1 F

La Asocincién Espaiiola de Normalizacidn v Certificacidn (AENOR) cenifica que el producto
The Spamish Asiociation for StandanSiatien and Cemiiation | AENOR | censfics that the peoduct

ACCESORIOS DE POLIETILENO (PE)
PARA CONDUCCION DE AGUA PARA CONSUMO HUMANO

POLYETHYLENE (FE) FITTINGS FOR WATER SUPFLY FOR HUMAN CONSUMPTION
detallado en la(s) paginads) siguienie(s), detailed in the following page(s),
suministrade por supplied by

TURAN MAKINA PLASTIK BORU SISTEMLERI A.S.
SANAYI MAHALLES] ADIGUZEL SOKAK, NO: &
KURTHOY PENDIK ISTANBUL (Turguaia)

v elaborado en anid manfactured in
SANAYI MAHALLESI ADIGUZEL SOKAK, NO: &
KURTKOY PENDIK ISTANBUL (Turguis)
s conforme con complies with

UNE-EN 12201-1:2002 (EN 12200-0:2011}
UNE-EN 12201-3:2002+A0:2013 (EN 12200-3:2011+A1:2012)

Par comcoder ke Cerst Naabe, AENOR, ha susryado of prodacsd v s it eyt g s Cormfome. AENOH s twied g prodest anl
corprohady of e de 1 calidsd ashosds ps v cladaraoin bt orified i gty DAME el 6 B meelare. ARNOR
AENGE  reilfs cumk aohalsle pensdowrees e e perfarms e tinks persdically while the Cemiflome has w Som

Conifusds w0 hna sdo mwlde, sy o nables @ d
Mrglaseinn Peteulnr RP 8170

eancellol, i vl e weh 09 sipeboom. of te Sl Bk
WP 3%

Tibn i e D0R4=12-16 Fiuha da snitanadad: 3019-06-00

i i o Eapaion om
[T Tep————— - BN TR R S AT ] i s s g ¢ WP (00 0 3, dhmad B
T A — Fim Pl i el s B VL 4 et e

AFNOR = Ok, = 29004 BADHRID - Tebing 904 101 6000 - Teletha 912 104651
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AENOR RRiacr Gt

—— |
~| CERTIFICADO AENOR DE FRODUCTO ~* 001 / 006318
AENOR PRODUCT CERTIFICATE &7

Fg 13
1248
AARCA COMERCIAL:  BORFT
TRADEMARK:
— — I i e ey
I— e L MCCEROND)
REFEREHCE FGURE. DIAMETERS {mm) SDR | TYPEOF MATERIAL
FITTING
20000 18 000000 | Manguii 0240 -50- 83 - T5-90- 110 125- 140 - 960 | 1F Bacoiunén | PE 00
o Y« O « 25 - ) - BEY - 45
(IR RDORE Gty 845870 1. . 16 | Geohain _[PETD
20440 18 Cods 20F 532805083 T5-50- 100 1250 I Eeombmin | PE 100
2oao RO {Tosusl _____|90-40:9-0.75-90- 110 15 . 150 L L
20805 15 O00 | T recice W3 el B n Bectsbupdn | PE100
xR B) Bl xEN BN kS0 AY .
MM MBS a0,
WaSr 0 WrBa W T,
0w a0 110 ; 1S 110 VR a3 110,
R EANHRF- R - B R L-ERF -
J0408 HROK M0 | Fsdecie Bl Bladl; B x 00, Tho B0 00200 0 |11 Beamlygn | PE 100
MO ES; 110 80; 1609 118
Z0407T WOC0I000 | Taphe X5 -3 4050 -5 Ta-90- 100 125180 [ M Becimlasitn. | PE 100
= )= 1B < P00 » 225 « 250 . 280 - —
20408 18 0000000 | Coslaiin e repumacin. [ 23 - 7550« BD- 125 160 - VED - W80 - 00 6 | T Ewortigsls | PE BN
« 90 o0 - Y Rl -
20408 1600001083 | Collann con tema R I R TR T BT Rl Becovhmion | PE M0
40 x5 180 63 1808 N0a i 6D
B50 w8 0 w8 NS

oty pomeiicall smls + R TN e i 301 T Thos crmflew werrsiedes 1S iS00 AET1 Y datd it
*a ] Tha sl wopmealm i 145 ewaretd b B faremand.

AENCH, = Giwovm, f « 38004 MATEE) - Telihny #9432 0000 - Telsln 910 1046 K3
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AENOR  Kmizaiony cenpeosin

CERTIFICADO AENOR DE PRODUCTO 57 001 / 006318

AENOR PRODUCT CERTIFICATE &
Py 33
D12
MARCA COMERCIAL:
TRADESLARK:
REFERENCIA FIGLRL DARMETROS (] SR |TIPODE MATERIAL
ST .- ... I —
REFERENCE FGURE CARMETERS jmm) |50 | TYPEQOF MATERIAL

20408 18 DOC0E | T boman o carga A B AR NN N s ] Becimimin | PEHD
S EAnE0: AN RxiR & el
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TEx &3 TEa sl TR ) ROA DY B0 S
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00w b 00w 500200 BN a0
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TS B0 L 0 B 25 M0 N
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Markanin Tanem) Description of the hark

TURK STANDARDLARI ENSTITUSO
TURK STANDARDLARINA UYGUNLUK BELGESI

TURKISH STANDARDS INSTITUTION
CERTIFICATE OF CONFORMITY TO TURKISH STANDARDS

TSE = @ vy e 00 W

BHELGE MUMARAS 14,0.30.4. 34 DO TSE-H5507
REFERENCE NUMBER OF LICENCT
BELGENS LK VERILIZ TARIHI £el. 06 2040
DATE OF FIRST [S5UE OF LICENGE
BELGENM SON GEGERLILIK Tarhd 28,02 2016
LICENCE VALK LVTIL
BELGE SAHIB] MURULUSUM AD TURAN MAKINA PLASTIK DORU SISTEMLERS ANONIM SIRKET)
MALIE OF THE LICENCE HOLDER
BELGE SAHIE MURULUSUN ADRES] MAH. ORHAMLY FOLU CAD. ADHGUZEL S0 MO 34312
AOAESS OF THE LICENCE WOLDER uun'ruo't.pewul ESTANBULITURKIVE
ORETIM YERI ADI TURAN MAKINA FLASTIK BOSU SISTEMLER] A
MALEE OF THE MANLFACTLIRING PLACE
URETIM YER| ADRES m-mm_r Mah ADSIIZEL BOK. Mo s Pondilisasiil
ADAESS OF THE MANUFACTLRNG PLACE 5T E
IPTAL EDILEN BELGE MUMARASS (Varss) 14,11 34/ TSE-10060
INDICATION OF SUPEREEDED LICENCE syl
TESCILLI ThCAR] MARIAS) BORFIT
AEG/ETERED TRADE MARR
lugi | TiRK STANDARD TS EM 1555-3:2010+A1 / Pilask bons ssterion - Gaz yakmann
RELATED TURR/EH STANDARD Lagrsndn sulandan - Polationde, (2] - Balm 3 Exdema pasgaian |
10008 213
BELGE KAPSAMI
BODPE OF LICENGE
"PLASTIN BORU BLETEMLERLGAZ YARITLARE] TAGMUASIHA RULLAHILAN-POLIETILENDEN PER
BOLDM % ELENE PARGALART
* EKLEME METHEHDEM [PEY

it m&mm:m

o, 45" DIRSERT, HORTARS, | mmmrmmm
Byl Gristard 2.3 25 rmen (D L Foker 3 355mani DAL o kadas
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[Bizgrull Dot 1 2000 ADVECE e TS HIL | e D 1 PEMNeen DA HAL ' batad

FAR.C
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Markamn Tansmi Diescripisen of the Ylark

TSE v @ Py 1 1]

DILGE RUMARAS) 140030 4 34 DVTEE-B5560
AREFERENCE NUMBER OF LICENCT
BELGEN ILK VERILLS TARMI 1304 5008
DWTE OF FIRST /S5UE OF LICENCE
u‘uanh S0M GEGERLILIK TaRIHI 20022018
VALK LINTIL
BELBEMHMW TURAN BARKINA PLASTIE BORU SSTEMLER] AROKIM SIRKETI
MAME OF THE LICENGE HOLDER
ummnmmmﬂ SANAY] MAH. ORHANLIYOLU CAD, ADSGITEL S0 NO0E 345137
ADRESS OF THE LICEMCE. HURTHO Y PENDE! ISTANBULTORKIVE
ORETIM YERI ADI TURAMN MAKINA PLASTI BORU SISTEMLERI A5,
MAME OF THE MANUFACTURING PLACE
(mETIM YERE ADRESI Kty Mah ADIGOZEL S0W. MocE Pendlstanbul
ADRESS (OF THE MANUFACTURING PLACE IsTANBULTURKIVE

IPTAL EDILEN BELGE HUMARAS! (Versa) 140304 34 DUTSE-B2837
RDFCATION OF SUPERSEDED LICENCE §f any)

TESCHLLI TicAR] MARKASI BORFT

AERETERED TRADE MARK

ILgiLl Tiwe STANDARD! TEENW!-HIJHFMMWIGMWN
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it 2 p-pl.n'?l 202

DELGE Kargash

BCORE OF LICENCE
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DDL'I:MJ EKLEME PARGALARI

° EHLERE Fﬁﬂ%ﬂﬂi FETILEMDEN (FE
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- EH Dxu ER” OO[ rp. XackoBo

Paapaussing o MPPE Ne POCCT 08 = 12.11.2007r
Homagenapars opras or EsponeibceaTa soamucwn NB 1888

8300 rp Kacaced, Twproaces kosnmees XXI e, Ten. dars: »355 38 602423
a-mail njngRdin bg. webc wiww. njn-cadt com

CEPTWOMKAT 3A CHOTBETCTBME
Ha 056 = HCHCOCCN = 3580
B cwoteetcTame ¢ Hapesfama 3@ celmcTREwTTE

CERTIFICATE OF COMFORMITY
Mg 05 - HCHCOCCN - 3550
In compiiance with Regulstion on e essental
corformity

TUTHHIA NPOMIBBRBHH OT NONWETANEH
mMcoka nmsTHoCT (HOPE)-100,
DS HeE e el 38 BOSOCHEEANTENNM WHETARSAN
38 BAAA 38 wOBsumD AOTpelnamse,
© gHaueTpn o @20mm 50 ©620mm, PN 0,25 a0 PN
2,5 MiPa

PIYCHET k8 RAXERE O
TURAN MAKINA PLASTIK BORU SISTEMLERI

ANONIM SIRKET! (CORPORATION), rp.McTastiyn,
Typuns
M NpOW3BasEH B JBB00
TURAN MAKINA PLASTIK BORU SISTEMLERI
ANONIM SIRKETI (CORPORATION], rp. e TanByn,
PenyBnuca Typums
€ ThproacEs Mapes Bopdsr

© NPOMIBRSEH B YCNOBWRTE MR EuBESSW  OF
NIPOHIBOIMTENR NEOVIBONCTIE EHTRON M & HOAME
QT NPOMIBOQMTANA HE TEKAUG AINMTBEHE HE Mpolne
ofpagun PO MPEANMEEH NABH 38 KirWTRANE, “En [
En"00M0 rp.XaceoBo @ MIShPUM ThoSGMEne
AIHTBANE HB TN ¥ MhEBoHIANEH ROHTHON(OENT) wl

NPOHIBOACTREHNE KOHTEGN, mmm
ECHTPON(HANICH). OweHKE W oqofpmBa-e W
NEOHIBCACTREHME  KOWTRGN M. NPOBBMAS OgHT =

WIMMTEBHE KA npoBen  oBpEIu, | B3ETH . OT
NPOHIBCACTBOTD,  RASAPAT. AW CTpoWTenNETE
I e v

Toaw  COpTWDMERT.  YACCTOBECARE, W8 Bowand
paancpaale. N0 OTHOWEHWE W OUSsRESWS
CLOTHETCIINETE H IACEBRHATS HA

BAG EN 12301.3:2011+A1:2013

" 48 PPROYETRT
mmm“wmm

Toow COpTMEWEET & RIGAJEW 38 MRPEM TBT WA
23072012, W ocraBa BAnMAEW,  gomaTo
MUAKBEHWHTE HE TEXHEWBCKNTA Cheuabwmaums ca
EWTRNMEHA W YCROBWATS WA NPOVMIBOACTED  WNW

P Macimeo
1802 20dr

gL nis  for  consbrecton | and

Fittings manufaciured from high density
polyethylens (PEHD) - 100,
o waber supply Systems. lor waier for human
:wn:mﬂwﬁﬂnﬁl

with diamasors from G20mm lo BE30mm, PN 0.25 o
PN 2.5 MPa

platied on the markd by
TURAN MAKINA P1

ANONIM SIRKETI TION), lstanbal,
T

ang proguead in tha factory

TURAMN MAKINA PLASTIK BORU SISTEMLER!
ANCGHNIM SIRKET [CORPORATION), Istanbul,

were appied and that the product fulfis il e
prescribed mquinements

63

ﬁllﬁﬁll MAKINA



Kullanma Kilavuzu

SERTIFIKALARIMIZ / CERTIFICATES

Technical Information
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A®

[
— .

UDEM
- Ry

CERTIFICATE

ATTESTATION
CERTIFICATE OF MACHINERY

fechnicol Be of the company menioned befow had been inspecied and audi?! has Deen
comphhed mccowshully,
2005 42EC Machinery Dreclive hos basn faken os elemonces lor these processes,

Compoany Home + Tureen Mcidng Plostic Bon Sishemibed Anonim Sikedl

Cormgony Addres : Burtkily Sonoyd Sdesi Adglined 5ok, Nood Kurioly Pondlc
BTAMBLUL f TURKEY

Reloled Direcives ond Annex . | Mochinery Dieciive 2006/42/EC § Annex Wi

Reloied Standards 1 EM 5O 12100, EM 50 138500 EN A0204- 1. EN 55004-1, EN a1000-4-2.
EM 61000-6-4, BN 61000-3-2, EM 61000-3-3, EM 61000-3-11,
EM &1000-4-2, BN 81000-4-1, BN 61000-4-4, EN 61000-4--5,
BN S1000-4-4, EM &1000-2-8, BN §1000-4-11

: Pigsfic Mipe Bull Welding Machine

: TAL-KA

Arrwr | B0, 7 5mer-250mm, F0meme3 | Smm. 180mm-400mm,
Tadrmm-500rmim, 31 Smm-&30mm. S00rmm-800men, 7 10mm:-1000mm,
B0 | 200mmy 1 200 L adomen

-
Corfificate Mumbser : ML20V3 1032275 L
Initial Astassment Dol 2 12002013
Regihation Date L 15082013
Redsue Dale/Ho 1 AT DA 4100
Expiry Dale 2 14.D8.20F8

P N Ty o T o s L BT T e oSl Pl T ey o L
Feestonnl Catontion Auhing lring Carbe sy o Bode T L Io whom F it B9 c €

LDEM intenma ation
Auditing Training Cenke indusiny
and Trode Co. Lid,

Ferreec GO0 Pt Tht 0Dt M P sl e 0 CODy o 1 CorBicake i 15 peon om T
rlen of Soriicoia. T cisove rarec B st ol of Chonges seciad =5 T croeoeed e
D e

gy Turan Oy Bubeian Korraan Sl 5104 Tk Canbonso-Aiikon- ndys
Phone: 470 17 &3 0377 hac 470 YT 841 BF 72
il R ORTACLCTE wisw LSeTil o
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KEMAX

CERTIFICATE

ELECTROMAGMNETIC COMPATIBILITY

Appbicani = Tursn Makina Sanayd ve The Lid. 5t
Contact penson = Mir. Bary ol
Adcress - Sanayl Mah Orisanili Yodu Cad Noob KurthégPendilk
Postal code, Place 34812, istanbul
Courtry - Turkey
Applicant : Turan Makina Sanayi we Thc. Led. §tl.
ey - Sanayl Mah.Crianb Yol Cad Noo KurtkiyPendik
Pestal code, Place o 34812, istanbul
Country = Turkey
Elercirical appanibss - Plastic pipas butl welding mathine
Tradomark = TAL-KA
Tyes casgnation S0 anrsia
Errarorenert : Inadusirial
[EM §1000-8-4:2007 Generic - pmission standard
EN 38014122008 Emission - chck dishabances
EN 81000-2-3: 1885 Limitation of voltage A
AAN2001, +A2:2005
EN §1000-3-11:2000 L of vollage At Tickine, fof ecuspemsm subsic! |0 Coredliona conmecion
EN $1000-3-2: 2008 Harmore: LTI ST sk
EM $1600-8-2:2008 Ganad: - mmunity standand, from which:
EM 61000-4-1- 1905 Elsctrosiats: dachans [ESD] mmundy
*A171568, AZ-2001
EN B1000-4-1-1008 Fraciwied Elnciro-Magrstn Said mmmurnty

EN 81000442004  Elecirical fast trarsient (EFT) imemurity

EM 51000452008  Surps trensient immunity

EM B1000-4-8:2007 Condacied Radio-Frquency deiurbances immunity
EM B1000-4-8:1563 Fowar frequercy magnetic feid immunity

EM B1000-4-11:2004  Imyeunity i vollage Sps and short interrupts

Tha urclersigred declanss ad the doscnbed produd! medts the sesental rquingmésts of the EMC Directhve 20041 0UEC

based on & non-recumenl oxsminason. Tha les resuts ans raconded in our 108 report with Fefanence
TH27132.0501-0UAEMG.

Certficabon Manage EMC Cawtificate nr. 2927132.0551-OUAEMC

i posiceran 3 e foaie s TR TROOTL @ AT

KEMA Cuaity 8. Utrechiseweg 310, 8803 AR Armhem PO, Boo 5985 8802 ED Arrtem The Mathertands
T+31 36356 2000 F+31 2515250 00 cumiomenema oom wew kirsoom Regsensd Armfem 02085350
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[ CHCTEMA CEPTH@®HEAIIMH TOCT P
DEIEPATBHOE ATEHTCTBO IO TEXHHYECROMY PECYINPOBAHWRY B METPNTOIHNR

CEPTU®UKAT COOTBETCTBUSA

N pocc TRAELLD ourzo
Cpox pelicTERS € 59y 90 ne 540113

n 0130120

OPTAH NO CEPTHRHKALIHH

B POCC RU.O001.10AEL ] MPOOYKIIHH H YCAYT HEKOMMEPMECHKAA

OFFAHHIALHA YYPERIEHHE CEPTHOHKALNH H SHCNEPTHIL "CEFTIKC

113038, r.Mocxma, ya.Bossman Opasnea, 11/14, san xoppecoonaenuun 109147 a/a 80
Tea, 8 [495) 799-34-59, 968.29-20, Sunc 8 (495) 968-29-20, E-mail: mailsserteks.ru

MPOAYKLIHA

ARMAPATE! COAPOTHLAIE DA cTWMODE coRpEN RARcTRRONME TRYE
TOPronuin Mapox “TURAN MAKINA®, "WELDMACH", mogean csa.
mpaonvonne (Ganmn Ne GOS0OTE). 46870
Cepuiinos npomanogeTse mo HIL B2roTonmTeAN.

Exys, O 5 JOKETT)

COOTBETCTBYET TPEGOBAHHAM HOPMATHEHBX AOKYMEHTOB

roOCT P M3K 60335-2-45-99;
FOCT P 81318.14.1.2006 Paaa. 4;
FOCT P 5131814 2.2006 Pasn. &, T: BS1E BO.O10 A
rocT P E1317.3.2.2006 Pasa, 6, T:

rOCT P 51317.3.3-99,

o, TH B3, Poccum

HATOTOBHTEAR

“TURAN MAKINA METAL INS. SAN. TIC, LTD. 5TT",

Sanayl Mah, Mezarlik Sokak Ne 6 Kurthoy/Pendik Istanbul, Typeus

+ 90 [216) 595 0751; www.weld h.oom; il: inforweldmach.com
CEFTHOHEKAT BRIAAH

“TURAN MAKINA METAL INS. BAN. TIC. LTD. BT1",

Banayi Mah, Mezarlik Gokak Nt 6 Kurtkoy/Pendik Istanbul, Typans

+ S0 [216) 595 0TS 1; weww.weldmach.com: e-mail: (nfoaweldmach. com
HA OCHOBAHHH

Oporoxosn menmTanni Ny 8CE-10 or 25.01.2010 . ,

nuuaanmore HA “HA BT™ OO0 “HA 300 3MC® [Arr. axxp. Np POCC RUO0D0 1. 21MAT]).
NpoToxcss monsTammil B 136Y1Y or 26.01.2010r.,

sxiaaEnoro HA "3 IMC™ (POCC RULOOO1.21M344),

Ceprmpunara encroms xavecrna 150 90012000 B 12 100 32935 THMS ot 08.01.2008r. ao
07.01.201 k.

AOMOAHHTEARHAA HHPOPFMALIHA

Hofponosrcsnit H.B,
S g
_Smxcs B.C.
gy e

HMERT OPHARTECEYI0 CIAY Ha ld:o!‘l reppiropan Pocciliokol eaepati

e e T S ] e 8 S ER T e
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OCTY B B.2.7-178:2009

TURAN MAKINA METAL INSAAT SANAYI TICARET LTD. STL.,
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Ahnsm Turkiye | Typeyensa

Copradive peais Dl ocofi-alunp A ¥ Codpany E
PESET, mupugmmmip-ﬂc Npwaities, oyn. Tﬂlﬂuﬂr.n..!l.
{neormwdl eaniRnwi wosep 2TE21 7005, Nopyeman TURAN MAKINA METAL
INBAAT BAMAYI TICARET LTD, STL', Turkiye | Typatinmia, Nefids
Ty ne—— [ R ]

Wrwhm‘;mmﬂﬂﬂﬂﬂm P i
PR — _m*mmummmm
i, 1piik i Sy i i EATPLREN TR CEpieNG 3 19 0T 20
0 V07 2074, Temkwui it « 1 P ws
R gl M i vpramen » copreplenl

oc 'mchIWB-l'l ‘WMETL Ipﬂ:rp HElAP.081, MeUAPN.OBY mig 14.00.2011 no 14.09.2014),
fqulu._ B405S, w, Mukcnain, myn. Cesacrononsossa, 67, Ten, «38 0512 479080,

Wmm Rikacapra. com

Ha dhiwy sl
Fat o5

npoTEeny wm 13 uig 18.07.2013 BY 'HinoCENPO NpAT "METL?
(o, MaZHEAE nig 14.09.2012 po 13.08.2017), lummmmlcu ol
aREnpean Mr0S.03.02-00/84452 nin 18.07.2013 0 lanoriaol cry -
W03 Yapulu, G HIBIBH-13 pia 19.07.2013 O HiaCENPOY BAT 'IE'ﬂl a

o

H. Qonmmwmon

l.rp-nm mpy Ay 3
- M o

.wu-h-;mll e
S C_‘//"'r’-:ﬁﬂmr #5 ik

iminkaan. npd e

* Ml

ﬁunnn MAKINA 68



Kullanma Kilavuzu

SERTIFIKALARIMIZ / CERTIFICATES
Technical Information

MINICTERCTRO OXOMOHN S0PORH YEEAlin
JAEPARABHA CAHITAPHO-ENLIEMIOAOUTHIA CHYEREA

EFLRY Wy

Ml gt i 1 aope s Y g

e
1, T Cnfm, 1 i
el iy, T uKnin 80001
e

I3, 55920

Buenomas: aepesannal canitapio-cinieviingn

mia o A 3013, M OSAR0I0Y £ ST

Dhevah i sy b D vl b e sy O ekl v e s BORFTT s wom o eri semmas 1
CUTERN B S ¥

HOT CRCTEpTIN

A

wui @ YETIEL 3417

I T

ep i s, ekl e o - ek il Tops i

e T

TUMAN MAKIXA METAL INSAAT SAMTICLTDSTL Typermen, SANAYT SAIALLESE MIE£0itLLR
SO0k, b KUBTROY [ PENIHE £ [TUMKIVE 3412 btanhul Terki v

) r—
TUHAN MAKIA METAL INSAAT SAN TICLTDSTL Typrssimna, SANAYEMAHALLESE ML 2A00 08
SR 8 KURTKOV  PENDIK CISTANIEUL [ TURKIVE 3913 baanbd, Turkive -

Tt s e rbn B et mm s e | m AF % i

By £ Sdd b R S Dt |

RS R (i matnlamd e R S R R R | s
BV AT 1 el Erie i Pank oL s e S i Al R S e L

PSRRI 4V ERH T e b b e s L] 420 2 D R i i st ia
ey Fiabis aiiiog g s gennt 0N s seniy el e

VRS TR R, W TS o BRI T R 0 ap ; '
IR SICTINIEL 8 TR ST D R R R L P TR
NP B ek i B TRAL  geigiasicieni gy 000 kb v sriel e

Gy 0.3 wrsaw’, nmponisomeg iy B sl T
spwgany L1 sinas’, e, ) s, venmss OUE w0 1w’ diinns | Wi oS e
LR T AT R A T ERE T T TP TS T T [ | 1118
N

B T L L R T I YL TR |

L et e P e PR TR s g —
o

BB MrETRLL o BT A L] LT TG (3 P9 L T R B ST o T

A I LT L BTy B T T pH S g el
WAL LY I ok s e

e mipels A okt gt o stk U Pl BT RS B e T S
AT Lk W

b i b i Peins e il mepalinie,

69 ﬁum\n MAKINA



Kullanma Kilavuzu -
SERTIFIKALARIMIZ / CERTIFICATES

Technical Information

SETEHETEPC TBEY ERES LS POasias ey § roee 1 yers i gl [T}

EEFEARIEA CICTEREN 1T 0 s AT Vel L0

CRPIEHDIEAT BIIOBIEOCT
“p_l__”"_”"“jmlpl . N LAY 081015380213
16 nunum 2013 mo 15 nannm 2014

Tapualu 46i o

fpearrenes  AMARATH AP o apu “TURAN MAKINA' skl
Fi . sogened ALTED, H.MW ALHM1G0, AL250, ALI1S, ALADO, ALSKD,
AL, ALBOO, AL1G00, AL1200, ALTE00 AN® CTREGRGNS JHBEOERHI

NORETHNEHOEEE TRYE CHOTEM DOROIOCTANAHKE

Alamesiie nwis ws

3 RoHCTRyKUl, Boanomm, &noKTRORMST N TIGT Cinui £, Mo BE i@ QCTY EN 292-2-2001,
OCTY EM G0204-1:2004, OCTY IEC 61000-5-4:2009, MOCT 12.2.003.81, MOCT 12.2.007.0-75

TURAN MAKINA METAL INSAAT SANAY] TICARET LTD, 5TL,
Sanayl Mahallesi Mozerlik Sok o8, Kurtkoy, Pendik - stantal,

B jodlaniie piosonis

L Turkiye | Typewiana

@iawenii peobi-nignpecuig Abayranwpony Colpady Enpepomiy.

f"_‘:"‘"“' RRISES ggssd, AP Kpe, Canciul ps, o Npusitee, oyn. Tpaowena, Bya. 28,
S e Honeop ZTEIITORS.

Lassrrmdinaigimn

Oopyemen ‘TURAN MAKIMA METAL INSAAT SANAYI TICARET LTD. STL',
ki S sicheiia Turkiye | Typeysana, Melilv nig 27.06.2013
(= R NIRRT S S
AnagaTe npouweLil TORFGRERG| g
ALADD, AL, ALE3D, ALBOD, AL 1000, AL 1100, ALTES0 2 7
- ol muy e capiins 3 TE.07 3073 50 1687 3018, Tawsisirme sbima - | P was pix
i -p: -u: tAN LI T .mr Wil 5 0E p-i.n il
oc 'm.u:wn' a.n'r 'IE'I1.1. gm MEUAP.081, NeUAPN.OBY gia 14.00.2011 a0 14,08.2014),
ym 54055, m, Mukonain, wyn. CesacTononsceaEn, 67, Tan, +38 0512 4TH080,

com, waw, nlkocepro.com

e TURAN MAKIA' womened AL 1S, ALHTS0, ALHM1SD, AL 288, ALYIS,
eyl

ka e

npoToRoy sNnpoBywa NZ36-13 uin 08.07.2013 BU HixoCENPO' NpAT ‘METU -
{ar, Me2MBNE pia 14.00.2012 po 13.08.201T), pimseion Nedlalt-13 aig 16.07.2013 o

OC “HinoCENPO’ BAT
H. Dowsawiox

STt e, el v

70

ﬁunnn MAKINA



Kullanma Kilavuzu

SERTIFIKALARIMIZ / CERTIFICATES
Technical Information

¥ T.L.
I ISTANBUL VALILIGH
( .’J ) ISTANBUL HALK SAGLIGI MODURLOGT
ISTANBUL 1 NO'LU HALK SAGLIGI LABDRATUVARI
o e '
Save 0 Sayfa Na:l /1
Konm @ Amalic Raporn Tarih  AJALINS

TURAN MAKINA PLASTIK BORU SISTEMLERI A5

PENDIK/ISTANBUL

Ngi: 26.001.201 5 tarih ve bila sav

lgi ywrwen istinaden analbiz yapilan numune/numunelere ait analiz mporw/mporlan ckie
glindenimigtir

Bilglerinize rica ederim. |

LA
Aml Cagla OZRILI
1 Mola Halk Saphii |shorsnar Sarumiosu

Eki
1) 109366 Protoked Mol Analiz Repoess WL -

[
BESEIMENE

T4l - 1ICRIICLE

Riee 10 WA Lad 1 ol 1, shormary oo D0 00 ey arvvammn | TRUATHIL Tod 00 L06 e d 18 10 Tlany T we 0 ok oo - 41
gk ek g e iRt gae W Thekiionh Foats st | el bk g 0

71

ﬁllﬁﬁll MAKINA



Kullanma Kilavuzu

Technical Information

SERTIFIKALARIMIZ / CERTIFICATES

Y
—ﬂ ] ISTANBUL HALK SAGLIGI MUDORLOGT
ISTANBUL 1| NO'LU HALK SAGLIG] LABODRATUVARL
ANALIZ RAPORU

Kamn  POLIMERIK CROD™
Protskel No ¢ 109560 Sayls Nis -
Tarik LIS Hev. Mo |
sumpsgmmn Lo Sebebs

N wiry i O oshiies Kesum Basabia/ K

TURAN MAKMA FLASTIR TRL SISTEMLER] A5

Hig ¥ e Tari ve Saymi

20001 2004 « RILA

M Alrsdafi Adres - Yor ve Tarik

VEDPE FE PARCAST

Mamuneein il TLHAN MAKINA FLASTIK ORU SESTIMLERE A% SANAYEMATLADIGOTER]
SORAK N0 KU TEOYVPENIHE IS TANBLL
| imunesin AdCimi-Markas{red Firma POLIMERIK ORI
uRTES (T}
NS P R
‘ Uremsm Tarihi ve Son Kallanms Tar.
Swmune Pari -Sari Na.

Tutanak viaieyme | wrib vo S-SRl Datuna

~MChizwar

Makiur | Bebanl Tarib ¢ Mo

000 201E (541

mllnl"!.‘-‘h\.ﬂl % Tarihi v& Suab

Wnahigin Basbuns vr Bitis Tariki Amaliy Maslangy Tar: 30002018 Anslie Bty Tar: | 20020018
ANALLE SONUCLAR
TR | Mevaussl Amaliz
Incelenen Farumetreler Wi | MetobCbas Linis Aty el i,
Lonnog) | Tarh
PLASTIN - ESVA LEVAZIN
[ L LR GEANIMETRILTE % 0% ol mis - =il 4
L, T "
== *
.
o -T O

b2 Tabsatiime BoEEIr

ﬁunnn MAKINA

3 -..In W il i s e Y I g £ ST ANEIIAL Tl (L IGTIAT (4 Pl Faa 02U 790508 - 31
Ve Adiie Bomp e aindbunli sl g ir | lektronis, Posta il | Bilidfk g

72




Kullanma Kilavuzu

Technical Information

SERTIFIKALARIMIZ / CERTIFICATES

£
2 ISTANBUL HALK SAGLIGI MODORLOGD
ISTANBUL 1 NO'LU HALK SAGLIGI LABORATUVARI
u-:I-lui--
ANALIZ RAPORU

Wil : POLIMERIK TRON

Pratekal Na 1 109366 Sayla No 21l

Turils 1ELALI0IE Rev. So H ]
Suiimaaeas Ceelin Sl

Sumetc b Ddnideron hwres korabas kil

TURAN MAKEA PLASTIR ORL SISTEMLER] A%

Ingi Vs Tarih ve Saye

26002015 - TLA

Muumrnin A bl Adres - Vie v Tanik

NDPE EX PARCAS]

Sumnirnie Sahi

TURAN MAKSA FLASTIK BORL SISTEMLER] A5 SANAY] MAHADIGIZEL
SOKAK NS RURTROVIENTER ST ANT

Nummarads AdvCimsh-Marksu U retinl Firma

rOLIMERIK DRUN

Nummasnan (ot Sckls ve EHkell - ViskEani

¥ AT PARCS, BRI

% Crwtim Tarihi ve Son Kellanma Tar,

Numppe ot -Sevi Na,

Tetunak Shcicrme 1 arih ve o, -Njukir Durumu

T [T

Makbuy [ Debomi Tarih ve Na

Sumuncnin Lalsdaiayafs Eﬁ! Tarihi ve Sasti

26051 2015 | 345400

Anslizin Raglama ve Bity Tariki

Analiy Baylasgc Tar  26.01,3005 Aumallr Wiy Tar; 11027815

Deferlendirme:  Analir sosuglan: mevnat s deeorler) bildirilen parsmetreler agumandem, iligill mevioasia uygundur.

Hiy b lasaler

UL e e s dlie poiveh b e e rpordili wesgis

it i b yuanda betnilin nemeng g grperisde T raponen herfuegi e
[T

Himras (e B bl 1o bieewn odeileiar i oy maanas fole

1) Tark Giada Kodeksi
Zii}
1 i
Kiivwa Birim Sonumlus

_—
T
Kimyn Mihendisi
Mimn. Kab, ve Rap. Birim
Sorumluss

Adrew 10 Wil Dl Db Uikoman i |15 B Sovimosrm | ISTANBUL Tal: G200 T9R010 (4 Hlali P 020 Je Wi 100 - 31
W

ch Adhiri bty e
FREFRYH Ry, D194 13 18

gl g 1 Flehomomdh Pt il | il Sl gos w0

73

ﬁllﬂﬁll MAKINA



Kullanma Kilavuzu

SERTIFIKALARIMIZ / CERTIFICATES

Technical Information

ﬁURAII MAKINA

=
=4
= ]
(5=
-
=
(']
[
»
[==]
=]
=1
[
L
[
==
kd
L=
*
—
=X
=
=
a
=
[
-8
(YY)
o
*

i’

ZERTIFIKAT ¢ CERTIFICATE #

CERTIFICATE

The Certification Body
of TOW SUD Management Service GmbH

certifies that

TURAN MAKINA PLASTIK BORU SISTEMLERI A.S.
SANAYI MAH. ADIGUZEL SOK. NO:6 KURTKOY/PENDIK
m1gr ISTANBUL

urkay

has established and applies
a Quality Managemenl System for

PRODUCTION AND SALES OF BUTT WELDING MACHINES AND
PLASTIC PIPES AND PLASTIC PIPE FITTINGS ( SPIGOT, EF,
WELDED, METAL TRANSITION |

An audit was performed, Report No. TOT32882,

Prool has been fumished that the requirements
according to

ISO 9001:2008

are fulfilled, The certificate is valid from 2016-01-12 until 2017-01-07.
Cenificate Registration Mo, 12 100 32935 TMS

A. /Q‘?'-/ (( pAKKS

Dewticte
Akirazmerungumie
Murech, 20180113 o T R
& £
T S0 Mansgemnent Serndes fmbH « Tarnfissunginete s Bdsmabe 5  B038 Mischen » Garmany TUN
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SERTIFIKA

TOV 50D Management Service GmbH
Sertifikasyon Markezi

isbu belge e

TURAN MAKINA PLASTIK BORU SISTEMLERI A.S.
SANAYI MAH. ADIGUZEL SOK. NO:6 KURTKOYIPENDIK
34912 ISTANBUL
Tirkiye

sirkatinin,
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PLASTIK BORU ALIN KAYNAK MAKINALARI VE PLASTIK BORU
EK PARCALARI | SPIGOT, EF, KONFEKSIYON, METAL GEGIS )
IMALATI VE SATISI

konusunda bir kalite ySnetim sistemini
yurlridge koydufunu ve uygulamakia cldufunu teyid eder.
TOTA2882 sayl rapordaki inceleme ile

IS0 9001:2008

gartiarcren salanmis oldudu kanitianmighr,
Bu sertifika 2015-01-12 tarhindan 2017-01-07 tanhine kadar gegerfidir
Sertifika Kayit No.: 12 100 32935 TMS

/‘AK‘ (( DAKKS
Procust Corpiany Ussagemant e

Akbretner rguass
Mand, 2150742 O 14 5457100

ZERTIFIKAT « CERTIFICATE +

[

(s r-! - e ¥
T 0D Masagamant Sarece GrbH = Zmtifiicrogastets « Rdierstrale 54 - B8 Moschen =Barmeny. TOW
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SERTIFIKA

61126

Bu sertifika agagda adh gegen kurubuga UDEM Uluslararas Belgelendirme Denctim Egitim
Merkezi 5an. ve Tic. Ltd. 5ti. terafindan veriimigtie.

Turan Makina Plastik Boru Sistemleri A.S.

Kurthdy Sanayi Mahallesi Adwglizel Sokak No:6 Pendik
ISTANBUL / TURKIVE

IS014001:2004

Kapsam: Fitings ve plastik borw kaynak makinalan imalat
EA Kodu: 14-19

Belgelendirme Denetim Tarkhi ; 06092014
Tescil Tarihi 110.08.2004
Yenkden Basim Tarihi t=

Geerdilik Tarihi : 09.09.2015

UDEM Ulustararas: Beigelendirme ﬁ

Denetim Efitim Meriozi
San. we Tic. Led. 2. Onay

R sl B [t G D Sai v T L] S B e dr a0 buraboior yuirilih
iLaralias i parlliers uygen B il dilemee wfm okdofun beigeie, Saben efion e v gl
ssmarurds paphiily mddeips bu beige el darivinden itharen B v Dovenca gepelde. Beipesia peceriB wun chedd e 10
Chplimes g s LUt g WL R e lonteel et B belgern mofeyet b UDEM ol Beigiiedere Ditele
e Maris Larwi wp Taarsi Lmidnd Sebetl nn mith v idenifede ide rdimaidr.

adrwn; AR babobesd JOTH S (Eui 93 Gohah b 30§ ey - v - FUREITL
Woky 563 W13 #4003 & [piae] Fudor; =50 1.2 483 08 T
E-pasti el e o, MR seaw steA o i
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NARODOWY INSTYTUT ZDROWIA PUBLICZNEGO
- PANSTWOWY ZAKLAD HIGIENY

NATIONAL INSTITUTE OF PUBLIC HEALTH
- NATIONAL INSTITUTE OF HYGIENE

ZAKLAD HIGIENY SRODOWISKA
DEPARTMENT OF ENVIRONMENTAL HYGIENE

34 Chaclmmka 80791 Warsaw # Peas (32 S21354; (325 SI1IM0 ® Fax (325 S421367 % scemail: selehbild puehgoy.pl

ATEST HIGIENICZNY: k/wioo14/01/2015

HYGIENIC CERTIFICATE G OIAL
Whyrsh | product  Ksztaltkl-ebektrooponowe | doczokwe- kolano, trajnik riwnopreelotowy |
rodukcyiny, redukcjazadlopka;siekirooporowe-odejbcie siodiowe, tréjnik
shodiowy z zaworem | bez;doczolowe-tuleje kotnierzowe crwomikadaptor
z preejiciem PEfmetal gwint zewn. i wown.

peliotylen Becsals HEMS0-LS

Proernaczony 6o montazu w insialaciach shoacych do prresylans wody prPRImaczone] 0o sporycia proes kuds |

VWyprregniomy wy2ef produkt capowiacs wyTaganiam Migeniasnym By e & . 770 ch waninhie
fkmmhmeﬂmm
wmwmmmﬂWﬂhmmmmmﬂm.

STy

materiah; na teorzenka biofil Bk badan).
ﬂ:wzmmmmﬂm na o > e
=Tt

Wbwoirca | producer: T
Turan Making Plasiic Bory Shatember A5, i Mo,
Sanayl Mahallesi Afiguzsl Sokak No 8
Hurtkoy Fandi_ lstaminil, Turcia
Niniejszy dokumant wycand na wiicsek | This certificate sswad for-
Turan Makina Plassk Boru Sestemior A5

‘Banay Mahatesi Adsgured Sokak Ho 8
Kurtkay Poedi, Isiamb, Turcia
Abesi mote byt rmieniony lub unbewadnilony po The cortificate may be cormcied or cancelled
hﬁmhw after motivation. The cortificate

przedstawleniu pranz appropriste

ktdrakotwiek strong. Minisjaay atest bracl watnost lpses ity walidity after 2020-02-20 or in the case
po 20200220 lub w preypadi zmian w neceplurzs of changes in compasition or in technalagy
albo w be il wy la wyrak of praduction.

Diata wiydania atestu higienicznege: 20 lutego 2015 Kierowik

The date of msue of the cerlificate.  20ih February 2015

OpgraiATaEe scpred GO E R e Sprtain DL ey
 ERCH Tk gt bad fety WP P e RSy o

www. e, gav.pl i
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Cepem RU°  pa 0101125

OPFTAH MO CEPFTHOHEALIH - npomgysoan OO0 " Arnasrec”. 117630, r. Mocksa, yn. Axogesimes

- Yenowes, 1.3, xopn. |, Tea. (499) 578-20-81, E-mail atlantis-os@mall.ru. Arrecrat per. M POCC
...:RHM!.IJM aizas 14, 10201 1r, Degepuahingy areHTCTBOM 00 TEXHNYCCKOMY PErYTHPOBIITNID 1
Eﬂm

gﬂ e TAMDRERHBIA GO |t
4 BEPTHONAT SHOYBETETEHN

b n X TC RU C-TR.ATGS.B.01263

-4

ML

| SARBUTEAD “TURAN MAKINA METAL INS. SAN, TIC. LTD. 5T/".
;Aqm-&u:n Mih. Merarlik Sokak Ne 6 Kunkoy/Pendik Estanbul, Typuas.
#

ks

. HIFOTOBHTEAL "TURAN MAKINA METAL INS. SAN. TIC. LTD. STI".
ﬁkwwumwtm:nmmmmmmm;
MPOAYEIHA  Amiaparsl capoaHEe ATE CTRKORBMH CAINKT TUBCTHEORED, TR, TORMORED: Mipa
ﬂmm *WELDMACH", sonemi ; ALL6O, ALHI6, AL250, AL3LS, AL400, ALSO0, ALAM),
f ALBOD, ALTOM, -HLI.M.I\LIEILWM[H] WMHILG0, WMZS0, WM315, WMS00, W60, WMBD,
mwmm WM1200, WM1600, HST 300, WM EKOPLAST, WM SILVER, WM GOLD.
- Cepmitniifl manyce.

I VAN SR T AN f-'»‘"

E KOATHD3ATC 8315 30 1300

‘: COOTBETCTBYET TPEBOBAHHAM TOCT 12.20078-75; TOCT MK 60335-1-2008; NOCT P
Esm&u-@m& FOCT P-51318.14.1-2006; FOCT P 51526-99

4

E CEPTHRHEAT BHAAH HA OCHOBAHHHN ppororons Me 34-06/TA-3 ot 19.06.2012 r. Memaratesnas
1 naSopatopaa OO0 "YIC-Kaamumurpaa”, per. Ne POCC RU.0001 21ABES ot 13.07.2011, apec: 236039,
g‘\:r Kamnnmsrpar, yo. Honsdl Ban, 22, & 13

b

o

3 :" AR T I BN AT

: ) l.nlmu [ ——— L
= Ducriepr-ayanrop (wciepr) f‘:ﬁ@h#’f) MW

R i e b S E T e -;: am “fﬁv-(‘ik\.*;#"‘\

et el
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TURK STANDARDLARI ENSTITUSU
TURK STANDARDLARINA UYGUNLUK BELGESI

TURKISH STANDARDS INSTITUTION
CERTIFICATE OF CONFORMITY TO TURKISH STANDARDS

Sllashanin Taniesi Disseriphen of the Mark

TSE .. @ v e 3

BELGE MUBARASI T HTEELE T2
REFERENTE WUMIER OF LICCNCD
BELGENIN ILK VERILIS TaRk 17.04.2003
DATE OF FIRST LESUE OF LICENGE
BELGENIN 50N GEGERLILIK Tanid 28,02 2018
LICENCE VALIG LTI
BELGE SAMIBI KURULUSUN Al TURLAN MAKINA PLASTIK BORY SISTEMLER] ANONIM SIRKETI
HAME OF THE LICENCE HOLDER
BELGE SAHIB! KURULUSUN ADRES| SANAYT MAH. ORMANLI YOUU CAD, ADMGIZEL S0 O M512
ADRESS OF THE LICENCE HOLDER m.mmv.neuw ISTAMBLILTURKIYE
ORETIM YERI ADI TURAN MKKINA PLASTIK BORL SISTEMLERI A S
HAME OF THE MANUFACTLRING PLACE
URETIM YER] ADRES] Harthily Mt ADIGUTEL SOH. Mool Pendiuistanbul
ACREES GF THE MANUFAC TLIONG PLAC S |STANE REIYE

IPTAL EDILEN BELGE NUMARAS! [V sran)
INDNCATION COF SUPEREEDED LICENGE (1 ay)

TESCILLI TiCAR] MARKASI TALAHA,

AEQISTERED TRADE RARS

ILGILl TiRK STANDARDI TH 130 121781/ Plassk Boru ve Edlems Pasgalars Bagtantik
RELATED TURIIEH STANDARD Potighian Stamisn Kin Denanien- Baiim 1 Ahn 10 200
BELGE KAPSAM

BCOPE OF LICENCE

= PLASTIK BORU ALY KAYNAK MAKINAZE $0mmDEN (40mm DAHL ) EX0mm [B30mm DAHLTE KADAR

HAKAN DENLZ
TSE ISTANBUL BELGELENDERME
MOoORD

e, e e | b p L s g
L A TRAAL IO CHEL DRV 0 LR v Mo ey Vi GAVIROVASERIE * e SEEVERI0 T P SISO s * o
B B D ) BT B - A T S e 108 el e 1w e g T
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ﬁ 21 Mart 2011 DO4086

ISTANBUL
SANAYI 0DASI
YERLI MALI BELGESI
Belgenin Veriliy Tarihi :21.03.2011 elge Noz 201 1-60

Firma Unvam  : TURAN MAKINA METAL INSAAT SAN. TIC. LTD. 5T

lyyeri Adresi  : Sanayi Mah, Orhanls Yolu Caddesi Mezarlik Sk. Mo
Kurtkdy Fendik. 1S TANBLUL

j Telefon £ 0216-395 07 51 Faks:0216-597 07 52 c-mall ¢ infsmnmaiccom

i Ticaret Sleil No  : 381598 Oda Sicil No : 27924

| Uretimin Adi t Plastik baru alin kaynak makinas (@ 40-160 mm, 75-250 mm, ™0-315 mm,
180-5080 mm, 315-630 mm, S00-800 mem, 710-1,000 moy, 300-1.200 mm), fittings kaynak makinas
(@ S0 400 mm), plastk boru ek pargalan (T, inegal T, dirsek. flang adapidrd vb.) ebektro fikryon
marigon,

ih’.upllllr“lpcnmll Tarh 1 23022001 Ne:2011-305  Gegerfilik SOresi ; 00032014

[ Sanayi Sicil Belgesinin | Tarih : (4.08.2004 No:531697.00 Gegerlilik SOresi s 2011

Isbu belge Kamu lhale Kundunun 18122002 tarih ve 24967 syl Resmi Garetede yayimlanan
12122002 tarth ve 2002DK-B sayili kararlanna Isiinaden *Yerll Mali Belpesi Dazenlems
Esaslon™na pire 21032011 mrihinde dazenlenmigir. Verilig tarihinden Hibaren bir yif gegerfidir,

Megntym Cd. Mo 63 1430 ety b Te (312252 2 00 Pl 00212 309 3084 s erga [ (A
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Sanayi Mah. Adigiizel Sk. No: 6 Kurtkdy - Pendik - ISTANBUL - TURKIYE
Tel.: +90.216. 595 07 51 Pbx +90.216. 59507 71

Fax: +90.216. 595 07 52

E-mail: info@turanmak.com

www.turanmak.com - www.turanborfit.com - www.borfitplastik.com
www.turansirketlergrubu.com - www.alinkaynakegitimi.com

B facebook.com/turanborfit |4 twitter.com/turanborfit

tos youtube.com/turanborfit m instagram.com/turanborfit

5 Google Play: Turan Borfit
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