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Polveri fini e
Fine dusts

Poussiéres fines

Feiner Staub

Aria depurata
Filtered air
Air épuré
Saubere Luft

granualare
Granular product
Produit granulaire

Kémiges Produkt

Direzione di avanzamento <:| Il Zona di saldatura

Advancement direction O Welding zone
Sens d av§ncement ——————— Zone de soudage
Vorschubrichtung SchweiBbereich
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WEB:

FLANGE:

MAX. BEAM WEIGHT:

MIN. BEAM LENGTH:

MIN. TILTING LENGTH:

MAX. BEAM LENGTH:

HYDRAULIC CYLINDER
TRAVEL:

CONICAL BEAM:

TACK-WELDING
ALONG THE BEAM:

TRAVERSE WORKING:
PRESSURE

WELDING PROCESS:

WELDING FILLET:

TRAVEL SPEED RANGE:

POWER SUPPLY:

AMBIENT
TEMPERATURE:

Height
Thickness

Width

Thickness

Max. post - deforming thickness
1000 Kg/m

6.000 mm

6.000 mm

12.000 mm

1.800 mm.

200 - 2000 mm
6 -30 mm

200 - 1250 mm

8-80 mm

30 mm. on 400mm. width
40 mm. on 800mm. width

No limit for the machine but the difference in height between the two ends of
the beam should not exceed the max stroke of the cylinder.

Not needed. Only one tack weld is necessary on the front edge.

7 Tons. Adjustable

Lincoln Submerged Arc DC1000/NA3
Tiny Twin Arc Max. Fillet 8x9 mm

0,2 — 2,3 m/min

3x400V AC + N + Gnd50/60Hz

0+40°C - MAX 85% Humidity
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