


COIL END WELDER WITH A SHEAR
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The set up is used to butt weld the strip from a coil to the end N PA 320 4 5
of a mill strip to form an endless strip at the entry to a tube mill. x ]

Significant advantage is the ability to butt weld the ends of the - 160 2 8
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strips even without clear cutting it, provided the coil is supplied
with perpendicular strip ends. The machine control is semi-
automatic, using PLC - SIEMENS, LOGO. The butt welding of the
ends is by means of a TIG welder - Fronius Transtig 2200 JOB DC.
The cutting of the strip is by a hydraulic shear.

As the first step the operator initiates the machine to move from its starting
position away from the strip to the work position with reference either to the
far edge of the strip or to its axis. Then he consecutively puts

in, clamps, and cuts; firstly the end of the mill strip are moved 4-1
by means of individually moving arms into the space under the =
TIG welding torch. Allis carried out without an interference of

the operator, thus the ends are set up precisely according to the
perpendicular cuts. This achieves absolutely parallel position

of the both strip ends and of the subsequent weld, furthermore
allowing for adjustment of the gap.

Welding is carried out by the operator using a mechanically
guided torch controlled by sensors according to the strip width.
The set up is equipped with hydraulically operated means
of moving out of the way when notin use.

Basic
w NPA 320 x 4,5 foot print position
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Work ~ NPA 320 x 4,5

position

Basic parameters: NPA 160x2,8 NPA 320x4,5
Strip width mm 30+160 30+320
Strip thickness mm 0.5+2.8 0.6+4.5
Breaking limit Rm max. MP 750 650
Height of cutting mm 950 1150
and welding plane
TIG welding input kw 3 4.5
Argon use l/shift cca 150 cca 200
Hydrguhc circuit MPa 16 16
working pressure
Pneumatic circuit MPa 0.6 0.6
Hydraulic generator input kW 2.2 3
Fuse breaker A 32 32
Overal dimensions 900x1600x1400 900x1600x1400
WxHxD

650 950
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YCTPOWCTBO 3APABHWUBAHHA KOHLIOB W HX CTbIKOCBAPKM
1A CO3JAHNA BE3KOHEYHOH NEHTDI

YcTpoiicTBO NnpumeHsAeTca ANA CoeAUHEHNA KOHLOB PY/IOHOB WITPUNCa N P A 320 4 5
B 6€CKOHeYHYI0 NeHTY Ha BX0/ie B NPOKaTHbII CTaH. 3aMeTHOI BbIroAoil x y

BO3MOXHOCTb COeIUHeHUsA KOHLIOB IeHTbl 6e3 Heo6XoMMOCTH Noape3a 1 6 0 2 8
K&,

Ha Clyyail NpUMeHeHUA KayeCTBEHHOTO0 LWTPUNCa ¢ NepneHANKYNAPHbIMU
KpomKamu. YnpaBsneHue ycTpoicTBOM NonyaBToMaTH4eckoe, Ha

ocHoBe PLC - SIEMENS, LOGO. [ins nonepeyHoii CTbIKOCBApKN NpUMeHeH
cBapouHbii arperat TIG ¢pupmbi Fronius Transtig 2200 JOB DCu ana A :
MOAPE3KM NeHTbI TUAPABANYECKUE HOKHULbI. o 00

* == P PP

Onepatop cHauyana asuHeT NPA 13 BbIxogHOW 3aHel No3nuun B NepesHioo pabouyio,
C OpUeHTaLMeN Ha 3a[iHIOK KPOMKY NieHTbl. OnepaTop NooyepesHO BAOXKUT, 3aXKMeT

U CpeXeT B NePBYI0 ouepeb KOHeL, JIeHTbl MpeAbiayLLero pysioHa 1 3aTem
Topew cnepytowero. Mocne NogpesKku, XeCcTKO 3a)aTble KOHLbI
NEHTbI COCTbIKYIOTCA NPV MOMOLLY ABYX HE3ABUCUMO [IBVKYLLNX
CynnopToB B No3uLumio nog cBapHyto ropenky TIG. Becb npouecc
OCYLLIECTBNAETCS B aBTOMATUYECKOM PeEXUME C 6OJbLION TOYHOCTBIO
OTHOCUTESIbHO MePNEeHANKYNISPHOro cpe3a. Takim obpa3om
JOCTUraeTcsA abCosIOTHOM NAPaNNesibHOCT KPOMOK 060MX KOHLIOB
JIEHTbI, BKIOYAA HaCTPOMKM 3a30pa, U, COOTBETCTBEHHO, TOYHOCTM
nocnegoBaTesibHO BbIMOMHAEMOW CBapPKU.

HenepeBblLeHHbIi CBapHOW LLOB BbINOMHUT OnepaTop npwu
MOMOLLM MaLIMHHOTO Nepee3fa ropenku TIG, ynpasnsemoi
nocpencTsomMm faTynkoB, YCTAHOB/IEHHbLIX COOTBETCTBEHHO LUNPUHDI
pa3BepPHYTOW NEHTbI. YCTPONCTBO 000PYAOBAHO MMApPaBINYeCKUii
nepeesnom AN OTBEAEHNA BHe MPOCTPaHCTBa OCU MPOKATKM CTaHa.

BbixogHas
v NPA320x4,5 — yctaHOBOYHaA nnowasb nosuuua
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Pabouas 4 NPA 320 x 4,5

OcHoOBHble napamMmeTpbl: NPA 160x2,8 NPA 320x4,5

30:160 30320
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,S—r BbicoTa ypoBHA noapesKu 1 cBapKu MM 950 1150
Moggoanmas mowHocTb TIG KBT 3 4,5
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E LIS i Pa3mepbl ycTpoiictBa — LIXBxI 900x1600x1400 900x1600x1400
900 ‘ Bec yctpoiictBa 650 950
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