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MANUAL INSTRUCTION




Attestation of Conformity
No.: M14 10P10074 0233

Holder of Certificate: ERMAKSAN MAKINA SANAYI TICARET A.S,
Organize Sanayi Bolgesi Lacivert Cad. No: 6 Niltifer
BURSA- TURKEY'

Model(s): ‘See the attachment - 1
Product: SYNCHRONIZED HYDRAULIC PRESS BRAKES
Parameters: Length: 1000 mm to 32400 mm
Machine Force: 35 ton to 6000 ton
Product Tested
and Inspected
according to: 2006/42/EC Machine Safety Directive

2006/95/EC Low Voltage Directive

2004/108/EC Electromagnetic Compatibility Directive
EN ISO 12100:2010

EN 12622:2008+A1:2013

EN IS0 13855;2010

EN iSO 13848-1:2008/AC:2008

EN 60204-1.2006/AC;2010

EN 61000-6-2:2005/AC:2005

EN 61000:6-4:2007+A1:2011

This Attestation of Conformity is issued on a voluntary basis according to Machinery
Directive 2008/42/EC article. 12 3.4, 1t conforms that the listed equipment In Annex IV
has a harmohised standard and complies with the harmonised standard and principal
protectlon requirements of the directive. It refers only to the particular sample and its

technical documentation submiitted for mspechon
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First Issue Date:  2013-05-18 - M13 10P10047 0171
Renewal Date :  2014-06-18
Expiry Date : 2015-08-18

After preparation of the necessary technical documentatio as well as the
conformity declaration the required CE marking can be affixed on the product.
Other relevant directives have to be observed.
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Attachment-1

Attestation of Conformity
No.: M14 10P10074 0233

Model(s):

# AP SERIES #
# CNC AP SERIES #

# CNC HAP SERIES #

# CNC SAP SERIES #
#CNC TAP SERIES #
# CNC THAP SERIES #
#CNC TSAP SERIES #
#MICRO BEND SERIES #
# PRO BEND SERIES #
#SPEED BEND SERIES #
# ECO BEND EXPERT SERIES #

# REVOLUTION SERIES #

# EVOLUTION SERIES #

# EVO | SERIES #

# EVO Il SERIES #

#EVO | T SERIES #

#EVO Il T SERIES #

# SMAP SERIES # ,

# SPEED BEND SMART SERIES #

# SPEED BEND SMART T SERIES #
# SERVO BEND SERIES #

# SERVO BEND T SERIES #

# POWER BEND SERIES#

# SPEED BEND PRO SERIES #

# POWER BEND PRO Series. #

# POWER BEND FALCON SERIES#
# POWER BEND T SERIES#

# POWER BEND PRO T Seres. #
# POWER BEND FALCON T SERIES#
# SPEED BEND PRO T SERIES #

# ECO BEND EXPERT T SERIES #

# SPEED BEND T SERIES #
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innovative techinoloies.
EC DECLARATION OF CONFORMITY

THIS 1S HEREBY DECLARED THAT FOLLOWING DESIGNATED PRODUCT COMPLIED WITH THE
ESSENTIAL HEALTH AND SAFETY REQUIREMENTS OF MAGHINERY DIRECTIVE 2006/42/EC, LOW
VOLTAGE DIRECTIVE 2006/95/EC & ELECTROMAGNETIC GOMPATIBILITY DIRECTIVE 2004/108/EC
ON THE APPROXIMATION OF THE LAWS OF THE MEMBER STATES RELATING TO IT.

THE ITEM OF PRODUCTS WHICH IDENTIFIED BELOW HAS BEEN SUBJECT TO INTERNAL
MANUFACTURING CHECKS WITH MONITORING OF THE FINAL ASSESMENT BY ERMAKSAN
MAK[NE SANAYI TICARET A.S.

Manufacturer lnformatton

Name : ERMAKSAN MAKINE SANAYI TICARET A.S.

Address : Organize sanayi Bolgesi Lacivert Cad. No. 6 Niliifer / BURSA - TURKIYE
Tel 1 400224204 7500 Fax; +90 224 294 75 46

Web s www, ermaksan.com.i

Name:and Address of the Person Authorlsed to Compile the Technical Flle
Nama : Ahmet OZKAYAN

Address : Organ[ze sanayi Balgesi Lacivert Cad. No: 6 Nlluferl BURSA - TURKIYE
Tel + 90224 204 7500 Fax: +90 224 294 75 46

Web @ www. ermaksan.com.ir

E-Mail : kalite@ermaksan,com. it

Broduct Information A .
Deseription of Product : SYNCHRONIZED HYDRAULIC PRESS BRAKES
Brand ‘ : ERMAKSAN

Model(s)/Type(s) ;

Sefial Number

Notified Body Information i A
Name: TUV SUD Teknik Gliveniik ve Kailte Denetim Ticaret Ltd, Sti. (Certificate No: M13 10P10047
0171)

Address: Buyukdere Caddesi No: 103/A Sarlt Is Merkezi A Blok Kat:5 34394 MECIDIYEKOY / ISTANBUL.
I TURKEY

Tel/ Fax: +90 212 347 98 10/+90212 347 98 11

Web / E-Mall ; www.tuv-sud.com br / info@tuv-sud.com.tr

Applicable Directives

2006/42/EC Machine Safety Dirsctive

2006/95/EC- Low Voltage Directive

2004/108/EC Electromagnetic Compatibility Diréctive

Applicable Harmonised Standards
EN 1SO 12100:2010, EN 126222008, EN 1SO 13855;2010, EN 1SO 13849-1:2008+AC:2009, EN 60204-
1.2006+A1:2009, EN 61000-6-2:2005, EN 61000-6-4:2007+A1:2011

THIS DECLARATION APPLIES TO ALL SPECIMENS MANUFAGTURED IDENTICAL TO THE MODEL
SUBMITTED FOR TESTING /EVALUATION. ASSESSMENT OF COMPLIANCE OF THE PRODUGT
VHTH THE REQUIREMENTS RELATING TO SAFETY STANDARDS. LISTED ABOVE WAS
PERFORMED BY MANUFACTURER.

SIGNED ON BE HALF OF THE MANUFACTURER

Name / Surname: Ahmet OZKAYAN l‘§ ]
Title : General Manager ; ?
Place/Date . Bursa/18-09-2013
Signature (\\\k ;




bsi.

Certificate of Registration

QUALITY MANAGEMENT SYSTEM - ISO 9001:2008

This is:to certify that;

Holds Cerfificate No:

Ermiaksan Makiré San. Ve Tic.
Ltd. Sfti.

Org, San. B&l. Lacivert Cd. No:6,
Nilllfet/Bursa

Turkéy

FM 608185

and operates:a Quality Management System which complies with the requirements of IS 9001:2008 for the

followlng scope: .

Deslgn, production, sales and, aftersales service of CNC. Fiberoptic Laser Clitting Machines,
CNC CO2. Laser Cutting Machines;:CNC Hydraulic Punch Presses, CNC Plasmia&Oxy Cutting
Machines, CNC Hydraulic Press Brakes, CNC Hybrid Press Brakes, CNC Guillotine Shear, Iron
Worker Machines and Angle Notcher Machines. '

For and on behalf of BSI;

‘Criginally Feglstered: 27/12/2010

Kalte TomTm Setens
TS EHSOMEC 20T

AB-007INS

ogfivaLi -

2/l 2oty
Dalem UNSAL

Ozlem Unsal ;Mandling Director,8SI Group Eurasfa Certification ~Genel Huddr
Servicés LTD,

Latest Issue: 26/12/2013 ‘Expiry Datey 25/12/2016
Page: 16f1

..making excellence a habit™

This certificate was issued elecironleally atd remsins the property of BSYaid i§ Bound by the conditiéns of contract,

An electronic certificate can be suthsaticated onilne.

Frinted copies can be validated at v bsl-globalicom/ClientDirectory-or telephone.+44 (0320 8995 7033,
Information and Contact: BSI (EMEA] Headguarters: 389 Chiswick High Road, London, W4 4AL, Urited i0ngdom

4 Meinbér of the BSI Group of Companies,
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GUARANTEE CONDITIONS

All the pats of the machine are under guarantee regarding to workmanship
and material defaults. ( Exclusion of electricity materials).

Guarantee period is 2 year after delivery time.

If any part changed during guarantee period, that part has also 1 year
guarantee from changing time.

EXCEPTIONS

Operating the machine before making the installation adjustments.
Not fixing the machine to the ground with anchorage bolts.

Feeding the machine with electricity voltage other than electricity voltage
mentioned in Instruction Manual.

Not changing the parts that must be changed periodically such as
oil and air filter.

Not {ubricating the parts that are shown in Instruction Manual.

Operating the machine over max. pressure mentioned in Instruction
Manual.

- Damages occured from wrong cutting.

Damages occured from Compulsions.
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1 - TECHNICAL DATAS

1.1- Technical features

Model : POWER-BEND PRO 3100-100
Bending length : 3100 mm.
Maximum power : 1000 kN.
Maximum bending capacity (42 kg / mm?) : 5 mm.
Stroke : 275 mm.
Distance between housing : 2600 mm.
Table height : 900 mm.
Throat depth - 410 mm.
Height 429 mm.
Back gauge distance ('X Axis ) : 800 mm.
Free down speed : 200 mm/s.
Bending speed : 9,5 mm/s.
Return back speed : 155 mm/s.
Hydraulic pumping motor : 7.5 kKW.
IP . 54
Plant temperature :0-50¢C°
Maximum noise . 70 dBA
Machine length : 4250 mm.
Machine width : 1950 mm.
Machine height : 2800 mm.
Weight : 6500 kaq.
Qil volume - 150 It.
Maximum pressure . 250 bar
SECTION 1
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ELECTRICITY INFORMATION TABLE

Type POWER-BEND PRO
Current type 3 AC
Frequency 50 Hz
Operation voltage 415V
Command voltage 24V
Nominal current 18A
Main fuse current 24A
Power entrance cable 4x2,5 mm?
Minimum resistance isolation 1MQ
Test voltage 415V
(DD ERMAKSAN |v>e. - roueroesor 210N o1




1.3 - Standard material

- Electricity Motors

- Bottom and top tool

- Command panel

- Foot pedal

- Front support

- Oil indicator

- Side and back guards

- Bottom tool fixing buffer

- Chains to turn the bottom tool ( Only Special bottom tools )

1.4 - Abrasion parts

- Bottom tool
- Top tool
- Cylinder seals

1.5 - Special parts

- Digital controlter

Ll e —

SECTION :1
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2- UNLOADING AND TRANSPORTING THE MACHINE

I Machine has to be unloaded and transported with an approriate lifting capacity crane. For the weight of the
machine, see section Technical Features.

To transport the machine , use lifting hooks that are located both sides of the machine. As you ses. (Figure:1)

! Lifting rope' s length and diameter have to be appropriate. Be careful about the transportation of the machine.
{ Not to turn over the machine )

When you received the machine please check if themachine has any damage, If you realize a damage, register
It to transporter receipt and inform us. -

max. 890°

o) ﬁ;_l_%

OIxcca
B m

Figure : 1 - Unloading and Transporting Machine
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3 - ASSEMBLY

3.1 - Locating the machine
Before choosing the place of machine, be careful about the machine dimensions mentioned in Instruction

manual. Prepare the anchroge holes and foundation. ( Figure : 2 ) When the foundation is ready, locate the
"machine on to the foundation. Put on the adjustment plates, foundation bolts and nuts to their places. Fill the
anchorage holes with concrete. After drying of concrete, locate a precise water scale on to the bottom to the
bottom tool table. Adjust the machine precisely with water scale and 4 numbered bolts. Tighten the 2
numbered foundation boits.

! The machine has to be fixed to the ground perfectly.

3.2 - Electricity connection

1 The electricity connection of the machine to the network has to be made by a specialised person. Firstly
check the current's approriateness. ( For electricity value see page 1/1)

] Electricity entrance cable cross section; has to be chosen appropriate to the machine power. { see page 1/2)
As you see in Figure: 3, pass the energy cable from the hole under the electricity panel. Connect the electricity
cables to L1,L2,L3,N, clemenses. Connect the foot pedal command jack to the jack box on the electricity panel.
(Figure:3)

1 Electrical plant has to be earthed.

3.3 - First operation
| Before operating machine read and understand the instruction manual.

| Check the oil level in the oil tank.Check the fixedness of guards and switches.

Take 1Q1 main switch on the electricity panel from position 0 to position 1. The lamp ( Energy is on) 3H1
numbered on the main switch must be on. If not, change the phases of energy entrance cable. For the trans-
portation, not to fall down the top beam, in the factory wood buffers are located between the top and bottom
tools. Take the position switch on the electricity panel to position 2. By pressing the left pedal on the foot pedal
command continually, take the beam up. Take off the wooden buffers between the top and bottom beam.

Open the main switch then push the TEST button and START button to run the pump. And on CNC Controller
push big hand button for manual operation. After that push CNC start button to make backgauge to go to
reference position. On the same time push left pedal on the foot foot control to raise the top beam and it will
take its reference position. Meanwhile backgauge will also take its reference position. And the wooden blocks
between the beams. Push big hand button on CNC controller for manual operation and push right foot pedal to
lowar the top beam and stop it near the bottom tool. Then push CNC stop, pump stop buttons and finally turn
off the main switch.

34 - Knowledge about CNG press brake

3.4.1 - CNC Press brake mechanism and components

1.4.1.1 - CNC Press brake operation system : When the bottom beam is upeer position, it goes down byit's
*heaviness. During that time a vacuum arise in the cylinder. Oil fill to the cylinder from the oil tank. The pump
with electrical motor drive, send pressure of! to cylinders. By the power appear, the sheet between the tools
bent. After the bending operation is finished, the direction valve in hydraulic system changes it's direction and
pressured oil sent to bottom of the cylinder. By pistons the beam goes up.

3.4.1.2 - The assistants components
3.4.1.2.1 - Top & Bottom tools : The components that the sheet bended. Depending on requirements, they

can be in different shape and position.

@ ERMAKSAN |vooeL  -Power-senppro D2t 0
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3.4.1.2.2 - The assistants components

352 Emergency stop At the electrical panel
353 Emergency stop At the foot pedal
Photocell At the rear guards
Light curtain At the right door
Light curtain At the left door

If you press the emergency stops or if the protections are open, the top beam stops and goes up. When it
reaches the top limit switch machine stops.

3.4.1.2.3 - Backgauge system : Backgauge provides the sheet to bent in required measurement. it is cont-
rolled by the digital disptay which is t the command panel. it has two backgauge finger and two limit switches.

3.4.1.2.4 - Foot contro! panel : It has 3 components.

Emergency stop ( 354 ) . Usage for emergency condition
Right pedal (6B1) It provides top beam to go down
Left pedal (6B2) : It provides top beam to go up

3.4.2 - Protection components : For safety of operator, some protective component are fitted on necessary
places of the machine.

- Side protection covers

- Rear protection covers

- Cylinder protection shests

- Backgauge drive beit sheets
- Cable protection sheets

- Safety barriers

3.4.3 - Accident and precaution
3.4.3.1 - Hand press between tools : To prevent this safety guard has been fitted on the machine.

3.4.3.2 - Bending sheet has strike to body of operator : Warning label on the front of machine.

3.4,3.3 - Hand press between moving drive systems : Safety guard sheets have been fitted on the around
of moving parts.

3.4.3.4 - Electric shock : Grounded has been made on the machine and all cables have been taken in the
cable canal, outside cables coated by spiral protection against crush.

1.4.4 - Bottom tool clamping : Fixing the bottom tool by centringV canal as to top tool.
3.4.5 - Deslgning tool : All tools production is in standard size. special product is possible for if the

operator requires in different sizes. Sheet thickness and canal size can be choose from bending capacity
table. This table available on the machine and manual instruction book.

{
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3.4.3 - Accident and precaution
3.4.3.1 - Hand press between tools : To prevent this safety guard has been fitted on the machine.

3.4.3.2 - Bending sheet has strike to body of operator : Warning tabel on the front of machine.

3.4.3.3 - Hand press between moving drive systems : Safety guard sheets have been fitted on the around
of moving parts.

3.4.3.4 - Electric shock : Grounded has been made on the machine and all cables have been taken in the
cable canal, outside cables coated by spiral protection against crush,

3.4.4 - Bottom tool clamping : Fixing the bottom tool by centringV canal as to top tool.

3.4.5 - Designing tool : All tools production is in standard size. special product is possible for if the
operator requires in different sizes. Sheet thickness and canal size can be choose from bending capacity
table. This table available on the machine and manual instruction book.

@ EBMAKSAN |vopeL  :Power-BEND PRO gEgE'ON 53’,3
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Energy entrance cable

T_

1 Ll
-—=|Q|| Q=
L1 LD L L{ —= R —= 1, Phase Line
L2 —= S —= 2, Phase Line
Le———— L2 @ @| L2 L3—=T — 3. Phase Line
L3 T L3 @ @ L _.__lN_ ——— MP — Neutral
b ; = Earth

If the light is on, on the phase control relay it means electrical connections are made correctly.
If not phase change the place of two phase cables.

Figure: 3 - Electricity Connection

SECTION : 3
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4 - OPERATION

4.1 - Forbidden operation
CNC Hydraulic Press Brake, has not be used in the foltowing conditions.

- Between the top and botiom tool , If there is a foreign matter other than the material which wil be bended.
- The application which is not simetric during the bending { Figure: 4)
- Bending material which is not horizontal.

- If the guards and switches are out of order.
- Cutting , crushing , pressing , cracking , breaking and drilling applications.

4.2 - Incorrect operation
1- if the top tool is not paralle] to the bottom toot;
- Requested bending angle can not be achieved.
- Damage or breakage on the tool,
- Brakage of the screw shaft that connects the piston to the top beam.
2. If the adjustment between the tools is not made according to bending sheet's thickness
a) If the gap between the tools is more than the thickness of the sheet.
- Requested bending angle can not be achieved.
b} If the gap between the tools is less than the thickness of the sheet.
- Tools can be damaged during bending.
- Bending angle can be lower than the requested angle value.
3- Bending a sheat which has been cut by a gas cutter ;
- Tools can be damaged.
- Spreading parts may cause an accident.
4- During the adjustment of the machine or in operation, if any foreign material exists between the two tools.
Boit,pin, key, etc.)
. - Tools can be damaged.
- Spreading parts may cause an accident.

Figure - 6 : Electricity Panel
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4.3 - Command Elements

4.3.1 - Electricity Panel

/@

Emergency stop \E
Pump failure
| Energyis on

/
.

Oil Filter

Main switch

N
N
\

/4
“i

- Lock

<D//Foot pedal jack socket

Figure : 6 - Electricity Panel

/
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4.3.2 - Command Panel
Type : DNC 600

Figure : 7 - Command Panel

SECTION: 4
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4.4 - Operation

The machine has to be used by a specialist person. Machine has delivered after all the adjustment made in
factory. Before starting the bending operation, lubricate the tools. Choose the appropriate position and after
making all the required adjustments, start bending operation.

4.4.1 - Positlons
Paosition selection; made from Position Switch { P 123 ) on the command panel.

Position 0 - No function

Position 1 - When you press the right pedal ( 6B1 ) continually, top beam goes down and complete the
* bending process. When you press the left pedal ( 6B2 ) continually, top beam goes up.

Position 2 - When you press the right pedal ( 6B1 ) continually, top beam goes down, complete the
bending process and goes up.

Position 3 - When you press the right pedal ( 6B1 ) continuaily, top beam goes down slowly and complete
the bending process. If you press the left pedal ( 6B2 ), top beam goes up.

354 - Emergency Stop

6B1 - Down Stroke
682 - Up Stroke

—— : STOP
i " fan

AUTQPATE

682 4 1} 684

I ilrn ]
] e

& | am

Figure - 8 : Foot Pedal Command and Position Table
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If you want to bend short sheets, you have to bend in both sides of the machine at the same time.

Figure : 4 - Symmetrical bending.

SECTION : 4
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Figure : 5 - Maximum loading according to sheet length

SECTION: 4
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4.4.2 - Pressure Adjustment

The default value of valves limiting the pressure is adjusted to be 110% of the working pressure. The operator
should not make any pressure adjustment on the distributor block in any case. The tonnage to be applied on
the sheet is automatically calculated by the CNC controller as the thickness and the length of the sheet is
entered to the CNC controller. The operator should not make any pressure adjustments.

4.4.3 - Stroke Adjustment
The stroke Is automatically adjusted by the machine according to the bending program.

4.4.4 - Bending Anqgle Adjustment

The " V" canal is chosen according to the thickness of the sheet. ( Ref 4.4.9.2.1). The width of the "V" canal
should be 10 times bigger than the thickness of the sheet to be bended. If the bending angle is smaller than
80°, a special apparatus is needed for bending.

- The bending angle is entered to the controller as 90° then by pressing the foot pedal, the Y Axis approaches
to the bottom tool and centers the V canal. The Y axis is raised by pressing the foot pedal again. After
entering the bending angle, the thickness, the length and the V Canal to the CNC controller, the sheet is
placed on the bottom tool and the Y Axis is lowered by pressing the foot pedal and the sheet is bended, then
the Y axis raises to it's initial position. The angle of the bended sheet is measured, if the angle is smaller,
the difference is entered as plus degree as plus degree to the correction line and make another bending.

4.4.5 - Adjustment of the top tool {Anti-Deflection}

During long term operations, the angle of the top tool can be changed, and it may be hard to get the same
angle during bending.

To correct this, Switch the "P123" position arm to “2" . Enter The thickness as 2mm and the bending length
as 2000mm. Loosen the no1 bolts. Take the no 2 wedges to right side in order to take away the pressure on
the top tool. ( figure 15 ). Press the right pedal on the foot pedal (6B1) continuously and lower the top beam.
Release the foot pedal as the top touches the bottom tool.

So you can see the defective parts or places on the top tool.

Take the wedges fo left and let the top tool press cn the bottom tool. { along the bottom tool) Tighteen the no
1 bolts and and finalize the adjustment operation. Press the left pedal on the foot pedal ( 6B2) and raise the
top beam ( Figure : 8)
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Figure : 12 - Linear Scale System
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ﬁ——mp TOOL
GAUGE BUFFER /{Q;\;{

—~+——— BOTTOM TOOL

T CANALTABLE
BOTTOM BEAM
o
ADJUSTMEMT NUT DISC SPRING
-

T CANAL TABLE |
MOTORIZED CROWNING

ANTI DEFLECTION SYSTEM

Crowning is done by turning a manual arm on manual system. But in motorized system
unit Is driven by CNC control unit.

Figure - 12 : Adjustment between tools
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Figure - 14 ; Top Tool System
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4.4.7 - BENDING TEGHNIQUE
Generally there are two ways to bend a sheet.

1 - Free Bending

When compared with the other one, it is done with less power. But you find the real angle after the sheet's
flexibility.

2 - Pressure

It needs 3 or 5 times more power than other applications. But the angle's rightness is more precise because
it applicates more pressure to inside angle.

4.4.71 - Free Bending
Generally there are two ways.

4.4.7.1.1 - Free bending until top tool touches to bottom tool.

Main principals:

-RXS ( Flexibility of tha sheet after bending)

-R=V /10, {R=S1fV=10x8)

-R, S If R equals to S, natural bending in R is half diameter.

Application:
For 80° bendings ( see pressure bending table) .
Bottom tool wideness { in 4 mm Sheets) 7-8 times S ( more than 4 mm sheet) 8-10 times S
Bottom tool angle= 88° to compensate the flexibility.
V> 30 mm = 86°
V <30 mm=88°

This method can be applied after 2 mm. thickness.

R=V /10

@[ﬂ”ﬂl{Sﬂ” MODEL :POWER-BENDPRO  Seoloh 4.




4.4.7.1.2 - Free bending without leaning the top tool to bottom tool
in this bending method, stop the process before top tool leans to bottom tool completely.

Sheet touches bottom tool in A-B-C points.
This method requires bigger V canal ( from 12 to 15 S ) to have a better bending quality.
= |n this condition, shape of the bottom and top tool is not so important.
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4.4.7.2 - Free bending

Main principals;
R<S Top tool point enters to bottom tool's half diameter and by this way it breaks the

elasticity of the material.

Aplication:

To bend 80°

Wideness of bottom tool = from7t0o 8 S

Bottom tootf angle = 80°

Top tool angle = 80° only in this condition, Top tool angle is important.
This method is valid for 2 mm. thickness, in emergency conditions,

It is valid up to 3 mm.
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4.4.8 - Replacing the tools

4.4.81 -Top Tool

Switch the "5B1" position arm to "3". Press the right pedal on the foot pedal { 6B1 ) continuously and lower
the top beam until the distance between the edge of the top tool and the bottom of V canal is 2 mm. Take
out the side covers. Loosen the no 1 bolts, Take out the top too! pieces by sliding from the side of the the
machine and take to a proper place. Put on the other top tool pieces on the machine. Tighten the no 1 bolts.
{ Figure : 17 ) If the top tool is one piece, carry with a crane.

4.4.8.2 - Bottom Tool

4.4.8.2.1 - Choosing the V channel according to the thickness

Switch the "5B1" position arm to "3". Press the right pedal on the foot pedal ( 6B1 ) continuously and lower
the top beam.Loosen the bottom tool holders,put on the no 4 chain on thw no 2 and no & boits.( from the each
side of the tool). Press the left pedal ( 6B2 ) on the foot pedal and lift the bottom tool with the top tool { only
used for 1 piece tools ) Turn the bottom tool with no 6 bolt with the proper wrench.) { by teaving the desired

V at the top) If the tools on the machine are segmented, turn off the main switch, loosen the setscrews and
leave the desired V at the top. After adjusting the axis, you may start operation.

4.4.8.2.2 - Replacing the bettom tool with another one.
Loosen the bottom taol holders. Sfide the bottam tool at one side of the machine and carry to a proper ptace

with a crane. Replace the bottom tool with the recent one. Make the axis adjustments and tighten the bottom
tool holders. If the tools on the machine are segmented, turn off the main switch, loosen the setscrews and
leave the desired V at the top. After adjusting the axis, you may start operation.
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Figure - 15 : Changing of top tool
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O h & W

1.POSITION 2. POSITION

1 - Top Beam
2 - Lifting Bolt
3 -Top Too!

4 - Lifting Chain
5 - Bottom Tool
6 - Lifting Bolt

Figure - 16 : Turning the bottom tool
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4.4.9 - SECURITY PRECAUTIONS

I Foot pedal command has to be 1.5 meter away from the machine's opefation table.
! Do not take off the guards If it is not so necessary.

! Be careful about the warning plates on the machine. Do not take them off.

! In emergency conditions press emergency switch,

| Do not put your hands between the tools when the machine is in operation.

! During bending, not to cause any accident, wear gloves and protecting shoes. Do not
wear loose cloths.

! During bending, the sheet may go up. Be carefull about this situation.
| In operation defauits, stop the machine Immediately and secure it.

! Before maintenance, stop the machine fully,

! Do not leave any material on the front support arms.

! Check the connection parts, If needed tighten them.

| Operate the machine with appropriate tools.

| Do not use parts which are not fitted to the machine.
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5-MAINTENANCE

5.1 - General maintenance

Control Freguency Responsible
Greasing See section 5.5 Operator
Lubrication of the tools : Daily Operator
Damage on guards Daily Operator
Qil leakage on cylinders Daily Operator
Hydraulic oil level Weekly Operator
Looseness of cylinder-foot connection bolts Waeekly Operator
Qil ieakage on hydraulic materials and connections Weekly Operator
Top tool adjustment bolts Weekly Operator
Electricity connections Annually ' Electrician

5.2 -Hydraulic System
Check the hydrautic oil level regularly.Clean the hydraulic circuit materials. During the controf period, dust

and dirt musn't to go through the hydraulic system. Change fuse seals, damaged and abrasion parts.

IHydraulic system adjustment are made in the factory.Do not change the hydraulic system
adjustment.

5.3 - Qil changing
First changing of the oil in the tank has to be done after 1000 hours operation. Further changings have to be

done after 2500 hours operation, In time hydraulic oil may be dirty and worn out. In this condition, it has to be
changed. Sedimentary, blurred oll has to be changed. Get the position switch to position 3. Go down the top
beam. Place the top taol to bottom tool. Than cut the electricity current of the machine.

To release the oil from the tank, locate a pot under the tank. Than by the help of a hose release the oil to the
pot.To fasten the releasing, open one of the covers of the tank. Prevent the entrance of dust and dirt. After the
releasing of the oll, clean the tank. Close the releasing cover. Fill oil to the tank.
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5.4- EQUIVALENCE HYDRAULIC OILS

AMBIENT TEMPERATURE

0°C/+20°C __ +20°C/+40°C
CASTROL |HYSPIN AWS 32 HYSPIN AWS 46
MOBIL DTE 24 DTE 25

PETROL |SUPER HYDRO OIL HD 32
OFls| |SUPER HYDRO OIL HD 37 |SUPER HYDRO OIL HD 46

TELLUS 32 '
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5.5 - Greasing

2
No |Pieces| Place on the Machine | Frequency Oil Type
1 2 Guideway buffer once in a 3 days| BELGIN GRESONLITEP 2
IMOBIL MOBILUX EP2 NLG! 2
2 2 Back gauge buffer once in a week MUSCLE PL-10
. BELGIN GRESON LITEP 2
3 4 i onhce in a 3 days
Guideway buffer  2nd ) MOBIL MOBILUX EP2 NLGI 2

Figure : 20 - Greasing shema

(1> ERMAKSAN

MODEL :POWER-BEND PRO

BOLUM

SAYFA

)

1 613




5.5 - Greasing

2
_ = |
Yo
2 .
|
1 :
39
—
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4 4 '
D) - ; ®
-] L / .
\\
Y /I‘ ‘\
5 3
No |Pieces| Place on the Machine | Frequency Oil Type
1 2 Guideway buffer once in a week BELGIN GRESON LITEP 2
MOBIL MOBILUX EP2 NLGI 2
) ) BELGIN GRESON LITEP 2
2 4 Guideway buffer { 2nd ) once in a week
MOBIL MOBILUX EP2 NLGI 2
3 2 Guideway buffer ( 2nd ) once in a week MUSCLE PL-10
2 R Axlis Slide once In a week MUSCLE PL-10
5 2 Guideway buffer { 2nd ) once in a week MUSCLE PL-10

Figure : 20 - Greasing shema

(D ERMAKSAN

MODEL

BOLUM

:POWER-BEND PRO

SAYFA

5

: 513




6- ELIMINATING THE DEFECTS

PROBLEM

CAUSES

SOLUTIONS

Top tool could not go
down and could not make
the bending

- Electricity current is low

- Inform the electrician

- Pump is defective

- Change the pump

- Piston seals has abrasion

- Change the seals

- Qil leakage in filling valve

- Clean the valve

- Congession on pressure adjustment valve

- Clean the vaive

- Pressure adjustment valve is defective

- Change the valve

- Direction vailve bobbin burn out

- Change the winding

Top tool does not go up
and down

- Qil leakage in hydraulié circuit

- Check the connections tighten them

- Cylinder seals have damages

- Change the seals

- Congession on pressure adjustment valve

- Clean the valve

- Pressure adjustment valve is defective

- Change the valve

- Direction valve is defective

- Change the valve

- Direction vaive winding burned out

- Change the winding

Oil ieakage from cyiiriders

- Abrasion of cylinder seals

- Change the seals

- Abrasion of cylinder cover O-rings

- Change the o-rings

Oil leakage from
connection places

- Nuts are loosen

- Tighten the nuts

Trembling of the machine
when the beam goes up

- Guides have no oil or adjustment

- Adjust and [ubricate the guides

(D ERMAKSAN
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- Unload the pump
‘Top beam goes down :
stowly ~ Check the guides
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7 - SAFETY
7.1 - Safety measures emergency distance : 1500 mm.,

7.2 - Preventable risks
a) Mounting protection pipe to the foot pedal to prevent damages that will come from.

b) Mounting guarding doors the back of the machine to prevent enter the machine from the back while
operating.

¢) Mounting side guardswith switches to prevent get jammed to the machine tools.

d) In emergency conditions using emergency stops. The emergency stops are located in :

1 - Foot pedal
2 ~ Control panel
3 - Electricity panel

7.3 - The methods used in emergency condition on the machine
1- Safety systems on the hydraulic block with UVV.

2- Control protection pipe with base.

3- Mounting back protection guard doors with switch system.
4- Mounting side protection guard doors with switch system.
5. In emergency conditions the of emergency stop.
.a) - Foot pedal

b) - Control panel

c¢) - Efectrical panel

6- Optional front light guard. ( the inner side of side guards )
7- The limit switches on the right foot.
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7.4 - Position of the machine user to be closely pressed

All safe guard system, avaitable in the Hydraulic Press Brake. In spite of the machinery user to be closely

pressed, immediately press the near emergency stop button and top beam go up to automaticly and then
immediately pick up to the machine user.

7.5 - Details of any further protection of the operator which is necessary to deal with residual risks

1.Ear protection ;: While the machine is working, the generated noise level is 70dB(A) therefore it is not
necessarily

2.Eye protection : As there in no crust spread, spark or light spread while operating the machine, there is
no necessarily to wear safety glasses.

3.Feet protection :The operator should wear work shoes, in order to prevent any damage if a material fall
down to his feet.

4.Hand protection : The operator should wear work gloves, in order to prevent damage to the hands by e.g
sharp objects. Also, safety guard should be fitted on the machine, in order to prevent operator to press his
hands between the foals.

7.6 - Security systems
1.Concerned with electrical security : The below electrical systems have been used for machine safe.

1.1-Security barricade :Mounted in front of the machines.

Down stroke is not possible without the light guard. If light guard is out of order, down stroke is

not possible. Except for spesific maintenance,only available through KEY, Light Guard is not

operating, The machine is operable only on safety speed in combination with hold to run.
A.2-Emergency stops : -38 2 : On the control panel

-1.3- Security switch :-3LS 1: On the rear guards

2.The security systems concerning hydaulic:
2.1- UVV hydraulic black used

2.2-Security valve used in the hydraulic system.

@ ERMAKSAN |MopEL  :POWER-BEND PRO ﬁig;'o“‘ i;z




e RO i, S
s e b A 50 Dt iy )

T A 6 D (S WS,
UL et

i WimlgagPia) SRR MR SR 4T IS
G . UGN WK T A B

P W\
.

[

Q

¥

<

o

=

00002 3 S =
,,,,,,,,,,,,,,,, Ey
_Q&%
) M LY N
ool . 4
e 00¥ 10
L T M . N Y .
d 5 I en - . 0|l. rl?. > Py
puonde sinpow Bulumos 01800 00Z1°0 coLLo 0080°0 15070
Leg! ! % byl
W
<o T34
ooROQ . ot g AW, \ B _@ «: 0050
i . . N o g 1 b
4 M :
28 Fal 34 g
105
; 5 108
o v T S : .
8OF<0 . ”sr.s. P T L T WINPT R EE P SIS I . OOhO>o N
SADA USRONS " - B - - - SAIDA UCHONS
[ T z | ] I s | ¥ 1 £ i F I T




HOERBIGER Automatisierungstechnik GmbH

POSNQ| PT QUANTITY | UN| COMPONENT DESCRIPTION

0001 T DIMENSION DRAW. :HB53674-100A

0002 T CIRCUIT DIAGRAM :HB53529-001A

0010 L 1,600 8T | HB&3657-004A MAIN CONTROL BLOCK

0020 L 2,000 | ST | KX6208 PIPE PLUG G 3/8 NBR

0030 L 1,000 ST | KX6215 PIPE PLUG \G 1/4 NBR

0040 L 1,000 ST | HEX3067C RATING PLATE\ 40 X 60

0050 L 2,000 ST | 280797 NOTCH NAIL DIN1476 1 1,4X 4

0060 L 2,000 ST | KC8278 LOCKING SCREW M 8X1 -58 -A3C

0200 L 1,000 8T | HV08798 PROP.-PRESS. RELIEF VALVE \ VPDBVE18E
0210 L 4,000 ST | ZP0524 MACH. SCREWDINS121M8 X 55-88
0300 L 1,000 ST | HEX0463A CHECK VALVE \ RVE1%

0400 L 1,000 ST{ HV08610 PRES.RELIEF VAL.\ VDBEO3E350 Al
0600 L 1,000 §T HV08879 PRES.REL\EF VALVE\ VOBEO3EB A1
0510 L 1,600 ST | KYS9779 NOZZLE\ 8-M § -1,2-M8

0600 L 1,000 | ST | HV08723 212-WEGE-SITZVENT.\ IVN221BEOSPD D2
0700 L 1,000 ST | HV06452 PROP.-CONTROL VALVE \ PIL500PC08P12
0800 L 1,000 ST | HV08879 PRES.RELIEF VALVE\ VDBEO3EB At
0810 L 4,000 ST | KY9779 NOZZLE\S-M & -1,2-MS

0800 L 1,000 ST | HV08723 212-WEGE-SITZVENT\ IVN221BEOSPD D2
1000 L 1,000 ST | HV06452 PROP.-CONTROL VALVE \ PIL600PCO6P12
1100 L 1,000 ST | HEX0461A CHECK VALVE \ RVE06

1200 L 7 1,000 8T | HEX0461A CHECK VALVE \ RVE(6

1300 L 1,000 ST | KYS8778 NOZZLE\ S-M 5 -0,6-MS

1400 L 1,000 ST | KY9778 NOZZLE\S-M 5 -0,6-MS

1500 L 1,000 ST | HV06385 4/2-WAY SPOOL VALVE | SBM220PC06PGS0802C
1510 L 4,000 ST | ZP0483 HX SCREW DIN 121 M & X 30- 8.8

1600 L 3,000 8T | KX5739A SCREW-LOCK\G 1/4; M 16
A1 SAB.01 2007 - PAGE:001

MAIN CONTROL BLOCK \SAK853557|06A024X535

H853575 002A




HOERBIGER Automatisierungstechnik GmbH

POSNO

9800

9901

PT

QUANTITY

1,000

1,000

" UN

ST

ST

COMPONENT DESCRIPTION

MONTAGEANWEISUNG:
TYPENSCHILDKENNZEICHNUNG:

SIEHE TYPE DER STUELL

SIEHE IDENTNUMMER DER STUELI.

280 BAR 24L/MIN

24=V DATUM .

DRUCKVENTIL POS.0500,0800 BEI 1L/MIN AUF
70+/-1 BAR EINSTELLEN.

060603/JL

A1

15 01 2007

MAIN CONTROL BLOCK \SAKBS3557|06A024X535

HB53575-002A o
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NO PART NAME PIECES EXPLANATION
1. Motor 1 7,5kW - 1500 d/d
2. Wedge 1 14x9x85 DIN 6885
3. Coupling 1 DC 55
4. Bolt 1 M8 x 15
5. Coupling protection 1 2K 350
6. Boit 4 M16 x 55 DIN 931
7. Nut washer 4 A16 - DIN 128
8. Nut 4 M16 - DIN 934
9. Pump fixing sheet 1 St37-2
10. Pump
11. QOil admision line
12. Pressure line

{19 ERMAKSAN | NMOTOR - PUMP CONNECTION




NO[PART NAME QTY EXPLANATION
1 [Cylinder Body 1 C 1040

2 |Piston 1 C 1050

3 |Omegat ( Piston Seal ) 2 #160x@0139.5x8.1
4 |Bearing Band 2 2.5x15x497

5 |Cylinder Cover 1 C 1020

6 {Omegat ( Throat Seal ) 2 @150x3165x6.3
7 |Bearing Band 2 2.5x15x482

8 |Bearing Band 2 2.5x9.7x482

9 {U cup 1 3155x8165x12
10 {Dust Seal 1 @150xZ165x10/16
11 | Bol ( M12x60 ) 2 DIN 912

12 | O - Ring 12 #169.2x@5.7

13 | Piston Sphere 1 C 1020

14 | Piston Pin 1 C 1050

15 |Cylinder Wedge 1 C 1020

16 [Filling Valve 1 Rexroth / Hoerbiger
17 | Proportional Valve 1 Rexroth / Hoerbiger

ERMAKSAN CNC 100 TON (110 US TON'S ) HYDRAULIC CYLINDER




(D ERMAKSAN

TYPE

MODEL

MACHINE Nr.
CAPACITY
WEIGHT
APPROACH SPEED
SAFETY DISTANCE
MOTOR POWER
YOLTAGE

P

WIDTH

LENGTH _ mm.
HEIGHT mm.

-
ERMAKSAN MAKINA, SANAYI TIC. A8

Organize Sanayi Bilgesi Lacivert Cad. No:B Nillifer f BURSA ¢ TURKIYE

Tel: (0090 224y 294 75 00 Feet: (0090 224) 294 75 44
wab . www.armaksan, com.r e - trail ; ermaksan@ermaksan. com tr

CURRENT SORT

FREQUENCY

WORKING VOLTAGE

CONTROL VOLTAGE

NOMINAL CURRENT

MAIN FUSE NOMINAL CURRENT

E - SWITCH PLAN NR.
ERMAKSAN MAKINA SANAYI TIC. A.S

Orgenize Sanayi Bolgesi Lacivert Cad. No:6 Nilifer / BURSA / TURKIYE

Tel : (00 80 224) 294 7500 Fax : (00]80 224) 294 45 44
web : www.ermaksan.com.tr Temaksan@ermaksan.com.tr

Rev : GO

(D ERMAKSAN |1ove. powerzno pro




2 Y

DIKKAT |

MAKINEYE YAG DOLDURMADAN GALISTIRMAYIN !

WAARSCHUWING !

GEBRUIK DE MACHINE NIET VOOR DAT OLIERESERVOIR IS GEVULD

ATENCION !

NO HACER FUNCIONAR LA MAQUINA ANTES DE PONER DEL ACEITE !

ATTENTION !

NE PAS FAIRE FONCTIONNER LA MACHINE AVANT DE METTRE DE L' HUILE |

CAUTION !

DO NOT OPERATE THE MACHINE BEFORE FILLING THE OIL TANK !

ACHTUNG !

DIE MASCHINE NICHT IN BETRIEB NEHMEN, OHNE DEN CLTANK DER MASCHINE MIT DEM OL EINZUFOLLEN |

¥

4]
ERM - 4589 Rev. 00

©

<)

[

| NE PAS FAIRE FONCTIONNER LA MACHINE SANS AVOIR LU LE MODE D' EMPLO! |

@h d@
ERM - 480 Rev:00 |

G

DIKKAT |
KULLANMA KILAVUZUNU OKUMADAN MAKINEY| GALISTIRMAYIN |

WAARSCHUWING !
GEBRUIK DE MACHINE NIET VOOR HANDLEIDING IS GELEZEN

ATENCION !

NO HACER FUNGIONAR LA MAQUINA SIN HABER LEIDO EL. MANUAL DE USQ |

ATTENTION !

CAUTION |
DO NOT OPERATE THE MAGHINE BEFORE READING THE MANUAL INSTRUCTION |

ACHTUNG !

DIE MASCHINE NICHT IN BETRIEB NEHMEN, OHNE DEN BEDIENUNGSHINWEIS ZU LESEN |

e[
:2)

\&)

DO NOT ADJUST
HYDRAULIC VALVE

E

R - 060 Rey: 09

)

DO NOT REMOVE PROTECTIVE COVERS
BEFORE THE MACHINE IS FULLY STOPPED.

2]

Efi - 084 REV'UGE)

@[ﬂ”ﬂ”Sﬂ” MODEL :POWER-BEND PRO




ERM - 072

ATTENTION !

PLEASE CHECK THE OIL LEVEL BEFORE
OPERATING THE MACHINE.

LUBRICATION : PLEASE CHECK THE MANUAL
INSTRUCTION FOR OIL E.

PLEASE CONTROL THE MAIN MOTOR ROTATI
BEFORE OPERATING THE MACHINE.

ON

(3]
Rev_: 00

-

T ATTENTION |
MAX. PRESSURE

Y

Rev: 00)

bar,

psi.

: 3]

ERM -114 Rev : 00

"BENDING PRESSURE ) 2
) : Rh REY: 001

ERM

FREE FALL PRESSURE

M

(D> ERMAKSAN

MODEL :POWER-BEND PRO




WARNING

I NEVER USE MACHINE WITHOUT READING
USER MANUAL.

| NEVER RUN MACHINE WITHOUT LEVELING
AND FIXING TO THE GROUND.

| NEVER USE THE MACHINE WITHOUT
CLEANING TOP AND BOTTOM TOOLS.

| PERIODICALLY APPLY GREASE AND OIL
TO THE REQUIRED PLACES.

Rev: 00

ERM - 143

TO ALL CONCERNED : MAKE SURE THAT THE OPERATOR UNDERSTANDS THE FOLLOWING.

WARNING

TO PREVENT SERIOUS BODILY INJURY
NEVER PLACE ANY PART OF YOUR BODY AT THE POINT OF OPERATION

OPERATE, SERVICE, REPAIR OR ADJUST MACHINE WITHOUT

NEVER PROPERINSTRUCTION FROM YOUR SUPERVISOR AND WITHOUT
READING AND UNDERSTANDING THE INSTRUCTION MANUAL

N EVE R SERVICE MACHINE WiTH MOTOR ON

IT I8 THE EMPLOYER'S RESPONSIBILITY TO IMPLEMENT THE ABOVE
INSTRUCTIONS AND TO PROVIDE PROPER SAFETY MEASURES NECESSARY
FOR EACH PARTICULAR USE, OPERATION, SET - UP SERVICE OF THE MACHINE.

DO NOT REMOVE THIS SIGN FROM MACHINE FOR ANY REASON.

JFRM - 090 Rev: 040

@fﬂMﬂKSA” MODEL :POWER-BEND PRO
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BOTTOM TOOL GROUP

(1 ERMAKSAN
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16 2 BOLT M8x25 DIN 912 8.8

15 1 T CANAL FRONT CONSOLE 0.1000.14.02.06 ¢ 1020
14 4 BOLT M12x30 DIN 912 8.8

13 1 MOVING BODY 0.1711.14.02.00 -

12 1 HAND WHEELS SK 7308-101 -

11 1 SCREW SHAFT 0.1711.14.00.02 ¢ 1040
10 2 BOLT M8x25 DIN 912 8.8

9 1 SCREW SHAFT HOLDER 0Q.1711.14.00.01 G 1020

8 4 BOLT M8&x40 DIN 912 8.8

7 1 HGW 25CA CAR - -

8 1 HAND PROTECTORS - -

5 1 BRAKE PIN 1500.14,00.05 BRONZ

4 2 BOLT M8x30 DIN 912 8.8

3 1 ECCENTRIC PIN 1500.14.00.02 -

2 1 ARING CARRIER SUPPORT 0.1711.14.00.03 G 1020

1 1 HARD BODY 0.1711.14.01.00- -

POZNO | PIECS PART NEME STANDART NO MATERIALS
9 ERMAKSAN FRONT SUPPORT ARM
54
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MOTOR TRIPOD

SYNCHRONISUS BELT

BAR CONNECTION FLANGE

LEFT BODY




