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1. Safety rules according to Directives CEE

IMPORTANT- Keep the maximum care reading and following thevab&arning - Rules -Obligations
the I.T.S. S.r.l. declines all responsibilitiesure not followed totally

Warning — Rules — Obligations

The use of machines composed by electrical compgsrard movable parts, it is always a potential danig order to avoid

any kind of accident caused by electrical or med@rsources it' strongly suggested to read antbviocarefully the

following safety rules before operating the machine

e The welding machine must be supervised by an opedating the welding cycle

e Carefully check the welding machine before usepihe parts are broken or defective and must beitutbd, use only
original spare parts.

e Without any previous written authorization by thegucer any modification can be effected on thehimsec

TRANSPORT / STORAGE / SHIPMENT

Weight Kg.52. Keep the maximum care while moving thachine. It's strongly suggested to utilize tiygpied handles

frame The machine can be supplied with an apposite wotrdesport box (optional). Store the machine imyaashd safe

place avoiding squashing the hydraulic hoses

ELECTRIC CONNECTIONS

The machine is operated by 230 Volts thereforeue that the power supply plug is supplied withshéety devices

according to the standard requirements, also ctiextkhe power supply will be on the range of maxim20% of the

machine's nominal tension.

Protect the cables from sharp blades or any shadpleody that can cut or damage them.

In case of damage immediately contact I.T.S. tedé services srl to purchase original spare parts.

Before connecting the CSE to the Heating Micarefully check that the heating mirror plug is disconnected.

Check regularly the cables and the plug and in sabstitute by qualify personnel.

Before carry out a reparation or maintenance allpilugs must with plug out from the power supply

ENVIRONMENTAL CONDITIONS

The working area must be clean and duly lighted. Méry dangerous to utilize the machine in caseadf or in wheat

conditions or even close to flammable liquids.

CORRECT MACHINE'S OPERATION

Remember to check and read carefully the operatiaigual before utilizing the machine and the aceésso

Danger
Facing tool
The facing phase can start only after the corresgriion of the facing tool in the machine. Move facing
' tool only using the supplied handles and do noterttre facing tool by pulling the electrical catide not
i remove the scraps while the facing tool is rotatibgrefully check that any person is too closéteo t

Danaer machine during the welding cycle.
Heating mirror
! Due to the high temperature of the heating miromef 200°C) avoid any contact with the metallictpar
Grasp the heating mirror only by the rubber harldtas compulsory the use of protective glovesteif
Danger  gyitching off the heating mirror is still hot foome minutes.
Squashing danger
! To avoid any injury or squashing to operator’s litake the maximum care in opening or closing the
Dange! machine clamps as well as during the pipe’s loading
MDD
! The automation of the MDD (automatic disconnectirgice of the heating mirror) it is generated by a
Dange! gas spring. The movement could be sudden and uodheherefore take the maximum care to avoid the

work area of the MDD.

ID number
0 A label in the back part of the unit identifies baeelder. On the label the following data are alal#:

Info model, series number and producer.



CSE PLUS operating manaul I.T.S. Ital Trade Sep/iBe.l.
CSE PLUS

The CSE unit has been designed and constructexbifdrolling the Tecnodue field machine up to d.rsé@ The
CSE unit can measure and record the data of wetdicig of PE 80,PE 100 and PP pipes and fittings.
Beside the control function, the printing data maelgive a help to the operator during all the vimgkphases
showing on the display and advising by acoustioaighe pressure and time to be achieved durinthaltycle
welding phases.

The computer according to the material and the wadlkness, once the operator has set up all the'gi
parameters, controls the heating mirror temperatheswelding pressure and times.

At the end of the welding the printing of a finaport of the welding cycle will allow the operatorcheck if the
welding cycle has been done correctly.

CSE can:

e Can be connected to the new ITS-Tecnodue machiomsthe model PT160 to PT500 with small
modifications

* Survey the heating mirror temperature

* Survey and control step by step the welding cycle

e Calculate the welding parameters accordingly wittedding norm (pressure, times and temperatures)
* Print the final report of the welding cycle

* Store 2000 records concerning 2000 different weldiycles

* Access to welding cycle database

* Upload the welding cycle database to a pc

2. Hydraulic unit main parts

* Front panel
» Back panel

1. Control panel
2. Printer
3. Frame of the hydraulic unit

4. Quick couplings

5. I-button probe
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CSE PLUS operating manaul I.T.S. Ital Trade Ses/iBe.l.
Front panel description

Keys description and symbol used in this manual

—h

Up arrow =[ =]

a. SoftKeys =[p]
g. Brightness display control
b. Leftarrow =[4] _ _
h. KeyO0 or SPACE (during characters insert)
c. Down arrow =[ w ] I. Enter=[«]
d. MENU key ji. BACKSPACE (to delete the last digit)

e. Right arrow=[#]

Plastic welding equipment 5 http://www.its-tecnocoen



Back panel description

b C d e f g h

Plastic cover protecting the USB host/serial ports
Ambient temperature probe
Basic machine connector
Facing tool connector

Fuses

Heating mirror connector
Supply cable

Oil tank

Buzzer

Main switch

GPS / GSM antennas connector

AT T SQTo0 o0 T
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3. Technical data

Power 230+ 10% V Max 7,7 KW 32 A
Frequency 50 Hz
Consumption

PT500 CSE 7, 7KW 32A
PT355 CSE 51KW 23A
PT315 CSE 51KW 23A
PT250 CSE 3, 7KW 16 A
PT200 CSE 28KW 12A
PT160 CSE 24KW 10A
Weight 52 Kg
Dimensions 630 x 310 x 435
Maximum working pressure 120 bar

Pump’s Capacity

3,4 I/min 2800 rpm

Oil Tank 11

Hydraulic Oil ISO 46
Operating temperature range -20 ... +60°C
Storage temperature range -40 ... +85°C
Humidity (without condensation) 95%

Plastic welding equipment

http://www.its-tecnoaoen



4. Cables connection

Quick couplings connection
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How to install the micro switch on the basic machia

Place the cable with the micro switch by fixing thigro switch support on the basic machine withgheplied screws
as shown in pictures below

Back view of basic machine Fix the microswitch support

Use an Allen key | Select the appropriate striker
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Warning!!!

Take the maximum care when you insert the strikern the hollow cave of the basic machine. The cave
must be clean and the striker must be inserted aht bottom of the cave!!!

If, by chance, the striker is not properly insertedthe microswitch could be damaged when completely
open the trolleys because the button could be pusthenore than its nominal resistance.

T

o

Insert the striker in the basic machine Io catx the striker with the appropriate screw
The trolleys must be not completely open

A = S R, N
Use an Allen key Now the machine is ready to be used with the CSE
control unit

Plastic welding equipment 10 http://www.its-tecnoahaen



Installing the brass striker on the basic machine
(Models 160-200-250-315-355-500)

On the striker has been punched the model of trehima for which has been built.
Each PT machine has its striker, except PT160 anB2B0 that use the same striker (shown in
picture)

For the PT500 the striker is totally different andst be assembled and adjusted on the machine as
follows

PT 500 striker Place the striker on the PT500 basic machine
considering the position of the microswitch

Fix the striker withe supplied screws by amidjust the projection of the striker by acting on
Allen key the nut shown above

Plastic welding equipment 11 http://www.its-tecnoaoen



5. Passwords

There are 7 passwords that let the operator ateassven levels of set up.

The password for leveF'to level 4" are available only for the programmer of the maehind will be not supplied to
the users. The low level {Yis 4321.

You will find the other password in a separate. fleep the passwords with the maximum care.

6. Start up

To switch on the machine connect the power supgyecand
act on the main switch. ;
You can control the brightness of the display artn the
appropriate key on the front panel of the CSE.

To start to operate with the machine you must efitdevel
password432]) and push the Enter k¢y,].

If date and time does not correspond to your
local datetime, you can simply update this data
following the procedure shown in chapter .
Sometimes the battery could be low, in this case |
the display show date and time equal to 0. To
charge the battery plug and switch on the CSE
unit. For a complete charge the machine takes a
least 8 hours.

Once connected the welding machine to CSE unit yaan, if you need, calibrate the heating mirror
(please check the reference paragraph)

7. What the icons mean

During the welding cycle on the left side of theesm some icons will be displayed.

By pushing the related ke[y}] you can obtain the results shown by the followtaigje:

Icon Results obtained
IEH:IE) The machine closes the trolleys
‘ ‘ The machine opens the trolleys
@ The machine starts the facing tool

The machine stops the facing tool

‘ The machine starts the procedure to check the
‘ pipe’s alignment and sliding

'_"INIT'I The machine stop the procedure to checkthe
|.1EL.| " pipe’s alignment and sliding
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8. Parameters setup

As soon as the machine has been switched on, eveiw
second

For 2 seconds you can see, on the display, thevaaft
release number.

Select the welding standard to be used
If by chance, you have selected the ISO standasd it

compulsory the use of I-BUTTON (containing the
operator’s data).

And push thesnter key [u ]

After few seconds the MACHINE asks for the level 7
password
You must Digit the 7 level password4321)

And push thesnter key [u ]

Software V.4.0.0 a HRT3 1.5
ENGLISH
WELDING STANDARD
\ DVS |
: ‘ Dvs I

‘ INSERT CODE ‘

¥

i

=0K

If required, you can modify the following parameter - OPERATOR DATA »
« Operator's Name > OPERATOR : DAVE J.
° Language @ LANGUAGE : ENGLISH
O
©
And push thesnter key [<_I ]
Plastic welding equipment 13 http://www.its-tecnoahaen



Now the display shows the following values:
* Pressure and relative measurement unit
* Ambient temperature and relative measurement uni

* Real heating mirror temperature and the temperatyr
calculated from the welding norm

¢ date and time % 07/04/06
10:36:13

—_

e The upper field has used by the MACHINE to
show message or alarm notification to the
operator %5 co| 18

* The right arrow key [)] let the operator to = OPEN MENU » = NEXT

insert the data concerning the welding cycle ar
following the start of the welding cycle
»  With the MENU key you can access to the set U
menu of the MACHINE

(Pa | 215 | [T [rear 200
‘ CALC. 210

o
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Welding machine data
If necessary you can set up the following pararseter
* Serial number
* Cylinder section
| MACHINE DATA L
To modify a parameter you must push the correspande
soft key[’] and you must digit the new value. To > MODEL $P1250
) SERIAL NUMBER 112074868
confirm th.e new value push the key er{tel] (For > LAST REV. DATE . 01.12.07
more details check the chapter: modifying the patens)
) CYL. SECTION 15,89 (cm )
Push theight arrow key [)] to proceed
Pipe data
If required you can modify the parameters conceytime
piece no. 1 and piece no. 2 to be welded ﬁ\ PIECE 1 DATA \»
e Piece 1 type > PIECE 1 TYPE :STRAIGHT PIPE
¢ Diameter ©) DIAMETER 1 1200 (mm)
* SDR | | sor1 £17.00
¢ Material and welding standard
» PIECE 1 MATERIAL : PESO DVS 2207-1
Note: the MACHINE calculates the welding parameters
on the date related to piece no. 1
To continue push theght arrow key [)] «‘ PIECE 1 DATA ‘»
> PIECE 2 TYPE :STRAIGHT PIPE
> DIAMETER 2 1200 (mm)
©) SDR 2 :17.00
©) PIECE 2 MATERIAL : PES0 DVS 2207-1
Plastic welding equipment 15 http://www.its-tecnoahaen




Additional Data
If required you can modify the following parameter:
e Job number
@« ADDITIONAL DATA L2
To continue push theght arrow key [’] > 1B NUMBER 1
O
)
O
Welding data
The operator could change each parameter.
You can select all the parameter shown in the fighte « WELDING DATA L2
by using theUp and down arrow key. [ ‘/'] 2 o) © ()
e 212 o 1li..
The parameter selected shown a little black civoléis - F:S’:') i : :18
left. (To change these parameters check the chapter o 224 o ws
Weldlng data) o 5:17.7 o 5:942
o 6:0 o 6:0
To continue push theght arrow key [’]
The machine will enter into the movements contecoésn
Plastic welding equipment 16 http://www.its-tecnoahaen




Facing phase

‘ FACING OPERATIONS ‘
_ _ 18 (o] 210 |
» Insert the facing tool between the trolleys taking
care to correctly hook the facing tool safety [Pwan | oo |

microswitch

-

VIVIVIY

e Push the arrow key on the left side of screen

[’] corresponding to the icc @ l The
icon starts blinkinm ‘ FACING OPERATIONS ‘

e The trolleys will be completely opened
e The trolleys will be closet and the pipe’s end wjil O ‘S T
be in contact with the facing tool with a pressuf ‘ 1S eo ‘ 20
equal to the drag pressure more 5 bars

m

|
(Ppan | 7.0 :

-

VIV

* You can increase or decrease the facing press

by acting on the arrow ke)[s‘/'] .

c

#l to end the facing phase

e The machine opens the trolleys

* Remove the facing tool \ FACING OPERATIONS ‘

 Remove the scraps
‘ﬂ% (°C)‘ 210

|
‘P(bar) ‘ 0.0 :

=ESC
=DK

» If the results of the facing phase is satisfactory

you can push the Enter k{y—'] to proceed with
the next phase

VIS

=

e To repeat again the facing phase push the arr¢

key on the left side of scree{r}]

corresponding to the ic
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Pipe’s alignment and sliding phase

Push the arrow key on the left side of screen

@] , the

[»] corresponding to the icd
[ |
4 )

. . . L
icon starts blinkin(?==

SLIPPING AND ALIGNAMENT ‘

VIVIVLY
-
«

= ES

(3]

The machine completely opens trolleys

When the trolley starts closing the machine no
the drag pressure

When the pipe’s end will be in contact the
pressure increase for 5 seconds to reach a

pressure just a little bit over the welding preesur®

SLIPPING AND ALIGNAMENT ‘

[€

©
©

[+ L%

18 o 210
Pwn | 215 |
= ESC

>
After 5 seconds to pressure decrease to 0 bar
The operator must check if the pipes are slid ang
must execute the alignment operation by acting ot
the nut of the tie rods.
Executed the verifications push the Enter key
CHECK ALIGNAMENT
[ ‘_I] ' PRESS ENTER TO CONTINUE
The machine completely opens the trolleys and
after closes the trolleys for few centimetres (this =o|<
necessary for the use of MDD)
Push the Enter ke{u—'] to proceed with the next
phase | SLIPPING AND ALIGNAMENT |
To repeat again this phase push the arrow key on
. . ® Oz) ‘ 18 o ‘ 210 ‘
the left side of scree[1>] corresponding to the
> [Ppay | o0 |
icon 1)1 1 -ee
>
Plastic welding equipment 18 http://www.its-tecnoahaen




Welding temperature achievement

‘ WAIT FOR H. MIRROR TEMP.

e Itis compulsory wait until the heating mirror
reaches the required temperature

Pwa)| 15 [Rear 210
0.0 (°c) | cALC. 210

] e

» At this moment you can only move the trolleys

by acting on the keys on left of the scr({’]
corresponding to the required movement

VAVIVAY,

WAIT FOR H. MIRROR TEMP.

*  When the heating mirror reaches the required
temperature on the screen it is visible the symb

|
(=]
of Enter key[ 4—'] i«

 Push the enter key to proceed with the next pha G - EsC

O)

Par)| |1 2 [ReaL 210
0.0 (°C) | CALC. 210

VY

4[]

P
— o 0 |
|
* Now, the machine enters in the starting screen 1 L2 3/4 5 L-—6———1 t

the welding cycle. I 2 | reaL 212 P |Rrea 21.0
©c) | cacc. 212 | |(bar)| caLc. 213

INSERT HEATING MIRROR
PRESS ENTER TO CONTINUE
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9. Welding cycle

Welding cycle screen

During the welding cycle the display will show:

Real pressure

The menu key let the operator suspend or end twede
of welding cycle

Pressure calculated
Messages

Start of the welding cycle

Insert the heating mirror between the trolleys

Push the kefnter [4—']

P

— BLeLl
|

L2 3/4) 5 "6 ¢

13

REAL

212 P

REAL

A. Welding cycle graph

B. Heating mirror temperature

C. Calculated temperature . b
D. Warning/alarm field ‘

E. Chronometer

F.

G.

H.

21.0

CALC.

(°C)

212

(bar)

CALC.

213

‘ INSERT HEATING MIRROR
PRESS ENTER TO CONTINUE

|
|
1 L2 3 /4! 5L

Ol o |

* The machine close the trolley and when the pipt — S t
get in touch with the heating mirror, the pressurt 18 | reaL 212 P |rea 21.0
reach the calculated value (°C) | cALC. 212 | |(bar)| CALC. 213

After 30 seconds the CSE switch off the engin
of the hydraulic unit engine

1%

Bead formation phase

On the welding graph the number 1 is now
blinking
The chronometer starts

INSERT HEATING MIRROR
PRESS ENTER TO CONTINUE

ol

P A=15mm

ik et B
* On the upper left corner of the screen you can|s T2 | rear 12 P |rea 210
the value of the be_ad height _ 0 |, 212 | |(ban) [carc, 213
* Once the bead height has been achieved, WAIT FOR BEAD FORMATION
PRESS ENTER TO CONTINUE

immediately Push thEnter key [4—']

Plastic welding equipment
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Heating phase

* The pressure decrease under the maximum
calculated value, the CSE switch off the
hydraulic unit engine after 10 seconds

* The chronometer start the countdown

* The lower row show that we are in the heating
phase

Change over phase

Within 4 seconds from the end of the phase 2 thehina
emits a acoustic warning

* The changeover time countdown begin on the
chronometer

* The CSE unit opens the trolley

* If the machine has not any MDD device,
manually remove the heating mirror in the
fastest way possible

* The machine completely opens the trolley and

close it again
Ramp phase

As soon as the changeover phase ends, the machine
immediately begins the ramp phase countdown. On the
welding graph the number 4 starts blinking

* The pressure increases to the calculated value

D

Cooling phase

At the end of the ramp phase automatically start th
countdown for the cooling phase (phase 5)

After 10 seconds the CSE unit switch off the hydicau
unit engine maintaining the welding pressure and
eventually restoring in case of pressure decrease

——6——— t
012 |RreaL 212 P |rea 4.0
°c) | cacc. 212 | |(bar)| CALC.  >5.9

HEATING

|
|
1 tzﬁﬁl 4] 5 6 ——

13
)

REAL

212 P |reaL 2.0

CALC.

212 (bar) | CALC. 21.3

REMOVE HEATING MIRROR

L

© -8

2 3 5 L——6—— ¢
12| reac 212 P |rea 6.0
©c) |catc. 212 | | (bar) | CALC. 213

| BRING UP PRESSURE

et
12 |reaL 212 P |rea 21.0
c) | cace. 212 | |(bar) | CALC. 213

COOLING

Plastic welding equipment 21
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Welding cycle and printing

At the end of the cycle the CSE ask for printing fimal
report of the welding cycle.

Push thevienu key (Esc) to cancel the printing

Push Ente[ q—l] to confirm the printing

If you confirm the display advise that the machme
printing.

At the end of the printing phase the display show a
message asking if you want to continue.
Push theenter key[«—'] to begin a new welding cycle.

(the display will show again the first screen camitay all
the values relieved by the machine)

| |
e
1 2— 3 4; 5 ——

h)

H6F—— t
12 | Reac 212 P |reaL 21.0
(°c) | cALC. 212 | |(bar) | CALC. 21.3
‘ COOLING

WELDING CYCLE CORRECT
PRINT WELDING DATA

PRINTING DATA

L wr. X

END PRINTING
PRESS ENTER TO CONTINUE

o
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10. Welding cycle errors

During the welding cycle all welding cycle errorgliwe
shown in the upper row of the screen. The CSE eamits
acoustic warning!

WELDING CYCLE ERROR
PRINT WELDING DATA ?

The errors compromise the recording of the weldiygje
only in the case that the warning messages lasttbge
allowed limit. In this case the welding cycle vk
immediately stopped

The CSE records the following errors:

* Errors concerning the pressure valuelf these
errors last more than 20 seconds.

* Errors concerning the temperature of the
heating mirror . If these errors last more than 20
seconds.

* Errors concerning the time of the different
phases The limit of these errors depends on
welding norm chosen for the welding cycle

If you want to suspend or end the recording aetioit the
welding cycle you must first push the menu key after
the enter ke)[ 4—'] to confirm. If you push the menu key

twice the recording is suspended between thedidtthe
second pushing

=0K

STOP WELDING CYCLE ?

=0K

12 | ReaL 212 P | reaL 215
(°c) | caLc. 212 | |(bar)| CALC. 21.3

COOLING ‘
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11. Welding machine data

From the 1st screen push twice thght arrow key [’] The

display will show the screen concerning the machata (as
per figure aside)

To modify a parameter you must push the relatifeksy
[}] and insert the desired parameter.

Model

If you push the first upper soft ke{)}] you can select

between the different preset model of welding maehi
This parameter has been protected, therefore yat dngit the

SUPERVISOR password and push tleater key [ 4—']

You must select the appropriate model of the machin

acting on theup and down arrow key[ ’/']

Once selected the appropriated model push therhtey[eq—'].

The display will show again the previous screen

Serial number of the machine

O

If you push the second upper soft I{e’] you can access {
the screen for entering the serial number of thehime.

The upper row shows the actual serial number stoyetie
CSE.

Digit the serial number of the machine by actinglos
numeric keyboard. The second row shows the nunhia¢ryou
are entering.

To store the new serial number push teeter key[4—|] or
push theMenu key to return to the previous screen

Last revision date
Shows the last revision date. This parameter candafified
only by the distributor

After acting on the appropriate soft key, you cardify the
cylinder section. This parameter has been protetiedefore
you must digit theSUPERVISOR password and push the

enter key [ 4—']

Enter the new section by acting on the keyboardcamdirm

the data pushing entEn—'] . You can push thenenu keyto

return to the previous screen without saving trenge.
The key +/- does not affect the entered data.

VARV,

| MACHINE DATA Lg
MODEL : PT250
SERTAL NUMBER : 4063556
LAST REVISION DATE  : 01.12,07
CYL. SECTION : 5,89 (cm )
| INSERT CODE |
e [
MODEL
\ PT 250 |
: ‘ PT 200
= OPEN MENU = 0K
SERTAL NUMBER
\ 56453423 |
L
| INSERT CODE |
CYL. SECTION
\ 5,89 Jcm~2)

Y

I(cm'\Z)

=0K
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12.

Pipe data PIECE 1 — PIECE 2

From the 1st screen push three timegitigt arrow key [)]
To modify one of the shown parameters you must plush

appropriate soft key[ »]

Piece 1 Type
To modify the piece 1 type you must push the appate soft

key. []

To modify the piece use th¢P and DOWN arrow key

[‘/'] . Once you reach the required value please conf

by pushing the enter ke{y_l]

Piece 1 Diameter
To modify the Piece 1 Diameter you must push tipr@priate

soft key [’]

The upper row shows the actual stored value.

Enter the new Piece 1 diameter by acting on thbdad and

confirm the data pushing entEv-l]. You can push thenenu
key to return to the previous screen without savirggdhange.

Sdrl
To modify the PIECE 1 SDR you must push the appatgr

soft key [»]

The upper row shows the actual stored value.

Enter the new Piece 1 Sdr by acting on the keybaadd

confirm the data pushing entEu]. You can push thenenu
key to return to the previous screen without savirggahange.

Piece 1Material
To modify the Piece 1 Material you must push therapriate

soft key. [»]

To modify the Piece 1 Material use tH® and DOWN arrow

key [ ‘/'] . Once you reach the required value please

confirm by pushing the enter ke{y_l ]

—

VISV,

« ‘ PIECE 1 DATA ‘ »
PIECE 1 TYPE : STRAIGHT PIPE
DIAMETER 1 : 1200 (mm)

SDR 1 $33,00 (mm )
PIECE 1 MATERIAL : PE100 DVS 2207-1
PIECE 1 TYPE
\ STRAIGHT PIPE |
: ‘ FLANGE ADAPTER I
DIAMETER 1
| 1200 Jimm)
?& | |
= ESC = 0K
SDR 1
\ 33 Jimm)
?& ‘ |(mm)
[ = esc = ox
PIECE 1 MATERIAL
\ PE100 DVS 2207-1 |
: ‘ PE100 DVS 2207-1 I
-esc = ox
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13. Additional Data

From the 1st screen push four timesrilgat arrow key [.]

In this screen you can modify the data concerrtiegab
number

Job number

To modify the operator’s name you must push the@pate

soft key [’]

The upper row shows the actual stored value.

Digit the number of the job and push @er key [4_I]

You can push thenenu keyto return to the previous screen
without saving the change.

VLY

i

ADDITIONAL DATA ‘ »

JOB NUMBER

JOB NUMBER

W |

=ESC =OK
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14. Welding data

From the 1st screen push five timesitigat arrow key

[+]

In this screen you can modify the welding parameter
calculated by the CSE (all the values are protelotea
password):

To modify a parameter:
* Move the selector (black dot) on the paramete

to modify by acting on the ke;[s‘/']

=

*  Push theenter key [ 4—']

* The CSE ask to digit the password:
» Digit the SUPERVISOR —OPERATOR

passwordfor the and pusknter key [ 4—']

The upper row shows the actual stored value.

« If, for example, you have chosen to modify the
temperature, you must digit the new value by
acting on the keyboard

» Push theenter key [4_1] to confirm

You can push thenenu keyto return to the previous
screen without saving the change.

The upper row shows the actual stored value.

» If, for example, you have chosen to modify one
of the pressure, you must digit the new value by
acting on the keyboard

*  Push thesnter key[4—|] to confirm

You can push thenenu keyto return to the previous
screen without saving the change.

The upper row shows the actual stored value.

» If, for example, you have chosen to modify one
of the phase time, you must digit the new valu¢
by acting on the keyboard

*  Push thesnter key[4—|] to confirm

You can push thenenu keyto return to the previous
screen without saving the change.

All the modified data will be marked with the synhl#)
In the next welding, if the data related to theepiyll be
not modified again, the CSE will ask to confirnydfu
want to maintain the modifications

a| WELDING DATA »
£ o [€X0)

e 212 o 1.
P (bar) o 2:118

o 1:17.7 o 38

o 224 o 48

o 5:17.7 O 5:942

o 6:0 o 6:0

INSERT CODE ‘

i

Y

=0K

HEATING MIRROR TEMP.

212 Jeo)

W |

220 |(°c)

=OK

PHASE 1 PRESS

17.7 I(bar)

25,0 I(bar)

o

PHASE 2 TIME

118 I(S)

W |

150 I(S)

=ESC

=0K

a| WELDING DATA »
120 © (s)

e 220 i o 1.
P (bar) o 2:150 i

o 1:25,0 # o 3:8

o 2:24 o 4:8

o 5:17.7 o 5:942

o 6:0 o 6:0
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15. Calibrating the heating mirror temperature prob e

To operate this operation kindly follows the belsteps:

1. When the heating mirror reaches the welding tatpre wait even 10 minuts

2. Follow the procedure here below

From the 1st screen push tinenu keyto access to the
MAIN MENU screen. From the main menu screen pus

the soft key [ ’] related to th&&ETTINGS voice.

Now push thesoft key [ ’] related to thé/O
SETTINGS voice

Select the voic€ALIBRATIONS by acting on the
appropriatesoft key [ ’]

Select the voicPEMP. TRANSDUCERS CALIB. by
acting on the appropriasaft key [ }]

Select the voic®IRROR TEMP. TRANSDUCERS
CALIB. by acting on the appropriaseft key[’]

Digit the SUPERVISOR password and push teater
key [<-l]

By acting on th&JP and Down arrow key[ ‘/']
You can increase or decrease the value.

Once you reach the desired value pustetiter key

[._l] to confirm

You can push thenenu keyto return to the previous
screen without saving the change.

VIR POOO VIV, VIVICLY

VIVICLY

‘ MAIN MENU

SETTINGS
MANUFACTURER SETTINGS
DATE/TIME/LANGUAGE

BLACK BOX

‘ SETTINGS

SELECT MEAS. UNIT
1/0 SETTINGS
CONTROLS SETTINGS

CLIENT WELDING CYCLE

I/0 SETTINGS

COM SETTINGS
CALIBRATIONS

TEST IN/OUT
1-BUTTON PROGRAMMING

‘ CALIBRATIONS

TEMP. TRANSDUCERS CALIB.

PRESS. TRANSDUCERS CALIB.

VALVES CALIBRATION

POS. TRANSDUCER CALIB.

‘ TEMP. TRANSDUCER CALIB,

MIRROR TEMP. TRANSDUCERS CALIB.

AMBIENT TEMP TRANSDUCERS CALIB.

‘ INSERT CODE ‘

i

MIRROR TEMP. TRANSD. CALIB.

TRANSD. SIGNAL (0..1023) :
MEASURED TEMP. (°C) :

(20 ] 48

NEW VALUE (°C) :
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16. Calibrating the ambient temperature probe

To operate this operation kindly follows the belpmcedure:

From the 1st screen push tinenu keyto access to the
MAIN MENU screen. From the main menu screen pus | MAIN MENY
thesoft key [ ’] related to th&ETTINGS voice. @ | | s
@ MANUFACTURER SETTINGS
Now push thesoft key [ ’] related to th&/O O) DATE/TIME/LANGUAGE
SETTINGS voice » BLACK BOX
‘ SETTINGS
@ SELECT MEAS. UNIT
Select the voic€ALIBRATIONS by acting on the @S| | vosEmNes
] @ CONTROLS SETTINGS
appropriatesoft key [ ’] » CLIENT WELDING CYCLE
‘ 1/0 SETTINGS
@ COM SETTINGS
@ CALIBRATIONS
@ TEST IN/OUT
Select the voicBEMP. TRANSDUCERS CALIB. by G || | 18utToM PROGRAMMING
acting on the appropriasaft key [ }]
‘ CALIBRATIONS
® TEMP. TRANSDUCERS CALIB.
» PRESS. TRANSDUCERS CALIB,
@ VALVES CALIBRATIONS
a» POS. TRANSDUCER CALIB,
Select the voicAMBIENT TEMP. TRANSDUCERS
CALIB. by acting on the appropriaseft key [ }] | TEMP. TRANSDUCER CALTE.
@ MIRROR TEMP. TRANSDUCERS CALIB.
@ AMBIENT TEMP TRANSDUCERS CALIB.
)
)
Digit the SUPERVISOR password and push thater
key [4_l ] ‘ INSERT CODE ‘
By acting on th&JP and Down arrow key[ ‘/'] =Esc = ox
You can increase or decrease the value.
AMBIENT TEMP. TRANSD. CALIB.
Once you reach the desired value pustetiter key TRANSD. SIGNAL (0..1023) :
[¢_I] to confirm MEASURED TEMP. (°C) :
You can push thenenu keyto return to the previous newwwece: [ ] 48
screen without saving the change.
’ ’ e o
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17. Calibrating the pressure transducer

When change the pressure transducer might be egesdibrate the pressure value. To operate fhesation kindly
follows the below procedure:

From the 1st screen push tinenu keyto access to the -
MAIN MENU screen. From the main menu screen pus

the soft key [ ’] related to the&&ETTINGS voice.

MAIN MENU ‘ »

SETTINGS
MANUFACTURER SETTINGS

DATE/TIME

Now push thesoft key [ »] related to th¢/O
SETTINGS voice

VIV,

BLACK BOX

‘ SETTINGS

Select the voic€ALIBRATIONS by acting on the
appropriatesoft key [ }]

SELECT MEAS. UNIT
1/0 SETTINGS
CONTROLS SETTINGS

CLIENT WELDING CYCLE

POOO

‘ CALIBRATIONS

Select the voic®RESS. TRANSDUCERS CALIB. by
acting on the appropriatoft key [ ’]

TEMP. TRANSDUCERS CALIB.

PRESS. TRANSDUCERS CALIB.

VALVES CALIBRATION

POS. TRANSDUCERS CALIB.

VYIS,

‘ INSERT CODE ‘

Digit the SUPERVISOR password and push teater

key[«l] g?‘ = ‘?

PRESS. TRANSD, CALIB.

Now push thesoft key [ ’] related to the close trolley TRANSD. SIGNAL | 0]

(»00«)
icon. MEASURED PRESS.

n

The machine closes the trolleys and the pressure
increases to the maximum value

PRESS. TRANSD. CALIB.
By acting on th&JP and Down arrow key[ -/ '] (*])¢] RansD.sonaL [ s6s
You can increase or decrease the value. MEASURED PRESS.
NEW VALUE *y
Once you reach the desired value pustetiter key
=ESC = 0K

[._l] to confirm

You can push thenenu keyto return to the previous
screen without saving the change.
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18. Heating mirror temperature survey during the welding cycle

From the 1st screen push tinenu keyyou will access
to themain menu screen
\ MAIN MENU
It is possible to switch off the heating mirror feenature
survey during the welding cycle. In this case thkig ©) SETTINGS
concerning the heating mirror will be not savethia
weld database > MANUFACTURER SETTINGS
. . ©) DATE/TIME
From the main menu select tBETTINGS voice by
©) BLACK BOX
acting on the appropriate soft kE}]
| SETTINGS
©) SELECT MEAS. UNIT
Select the voic€EONTROLS SETTINGS by acting on
©) 1/0 SETTINGS
the appropriatsoft key [ }]
©) CONTROLS SETTINGS
» CLIENT WELDING CYCLE
\ CONTROLS SETTINGS
Push the ke{ »] related to the voicMIRROR T. (> || | T-BUTTONLOGIN :NO
CONTROL > MIRROR T. CONTROL 'YES
> TROLLEYS MOV. P :60.0 (bar)
» MIRROR MOV. PRESS. 190.0 (bar)
Digit the SUPERVISOR password and push teater ‘ INSERT CODE
key [4—']
= ESC =0k
By acting on th&JP and Down arrow key[ ‘/']
You can include or not the heating mirror surveyiry
the welding cycle. MIRROR T. CONTROL
Push theenter key [<-l] to confirm
| YES |
You can push thenenu keyto return to the previous
screen without saving the change. : ‘ NO
t = ESC = 0K
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19.

Black box (Welds database)

From the 1st screen push tienu key

The display shows thHdAIN MENU. From themain
menu you can access to the following parameters:

* SETTINGS

* MANUFACTURER SETTINGS
* DATE/TIME/LANGUAGE

* BLACKBOX

By Acting on the relatedoft key[’] you can access
to theBLACK BOX menu

The BLACK BOX menu shows the following voices:
e VIEW
e DELETE
e UPLOAD
* TICKET HEADER

To check the welds contained in the database act ol

the soft key [ »] related toVIEW

You can view all the data concerning a single wejdiy

acting on theRight arrow key [}] You can select the
other welds by acting on thdp and Down arrow key

[‘/'] In the right lower corner of the screen you
can find the total numbers of records/welding datthe
moment by the MACHINE. As well as the reference
number of the welding record selected.

From any screen concerning the database you cédntipeis
following keys:

* By pushing theenter keythe MACHINE will
print the ticket concerning the selected welding

¢ By pushing thenenu key (ESC)you will return
to the black box menu

VIVIVIY,

VIVIVEY,

==:AC)

07/04/06
10:36:13

Ppay | 215 | 18

REAL

200

1% (°0) ‘ 18 ‘ CALC. 210
= OPEN MENU » = NEXT
| MAIN MENU

SETTINGS

MANUFACTURER SETTINGS

DATE/TIME

BLACK BOX

| BLACK-BOX

VIEW

DELETE

UPLOAD

TICKET HEADER

BLACK-BOX S

WELDING DATE : 10/04/06

WELDING TIME : 10:08:30

AMBIENT TEMP. : 15(°C)

INERTIAL PRESS. :9.9 (bar)
un - e
@ BLACK-BOX »

MODEL 1 PT 250

SERTAL NUMBER 12225

CYL. SECTION 1589 (cm~2)

MATERIAL : PESO DVS

DIAMETER £ 160.0 (mm)
nE ] G [
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By acting on theRight and left arrow key ["] you
can browse the data concerning each phase of tidéinge

Phase 1 (Bead formation phase)
As you can easily note the display shows if some

parameters has been modified (MOD.) or if the maehi
has recorded some error (ERR.) concerning the ngldi

By acting on theRight and left arrow key ["] you
can browse the data concerning each phase of tldénge

Phase 2 (Heating phase)

In this phase the MACHINE records data concernigg t
pressure, time and temperature

By acting on theRight and left arrow key ["] you
can browse the data concerning each phase of tldénge

Phase 3 (Changeover phase)

In this phase the MACHINE records data concernimgg t
time.

By acting on theRight and left arrow key ["] you
can browse the data concerning each phase of tldénge

Phase 4 (Ramp phase)

In this phase the MACHINE records data concernigg t
time.

By acting on theRight and left arrow key ["] you
can browse the data concerning each phase of tldéinge

Phase 5 (Cooling phase)

In this phase the MACHINE records data concernigg t
pressure and time.

- ‘ BLACK-BOX ‘ »
PHASEN.1 | CALC. | REAL | MOD. | ERR.
P (ar)] 21.3| 212 | NO NO
@ (s) 0 21 NO NO
%l H (°C) — R - — — —
NE e | (- =esc
«‘ BLACK-BOX ‘ »
PHASEN.2 | CALC. | REAL | MOD. | ERR.
P (bar)) 114 | 1.5 NO NO
@ (s) 94 93 NO NO
15 (| 214 | 212 | NO | NO
" [=1- =5
«‘ BLACK-BOX ‘ D
PHASEN.3 | CALC. | REAL | MOD. | ERR.
P wa) -—-—-| ———| -———| —-—-
@ (s) 8 6 NO NO
%l H (°C) — - — — - —
NE e | [J- = esc
@ ‘ BLACK-BOX ‘ »
PHASEN.4 | CALC. | REAL | MOD. | ERR.
P wa) - --| ———| - ——-| —-—-
SO 8 4 NO NO
% 33 (oc) — - - _
nel e | [g- =esc
«‘ BLACK-BOX ‘ »
PHASEN.5 | CALC. | REAL | MOD. | ERR.
P (bar)) 213| 215 | NO | NO
@ (s) 773 773 NO NO
a 3% (°C) — - —
Nnel v | [J- =esc
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20. Deleting the black-box

Before deleting data contained in the black box ddale
check that a safety copy has been done (on external
source like a PC or USB flash memory stick)!!!

From theMAIN MENU select the voicBLACK BOX
by acting on the appropriaseft keys[ »]

From theBLACK BOX menu select the void@ELETE
by acting on the appropriate soft k[a>] .

To delete the content of the black box you musit dhg
SUPERVISOR password and push teeter key [¢_l]

You can push thenenu keyto return to the previous
screen

The machine asks to continue or not to delete lgekb
box

Push theenter key [<-l] to confirm or push thdenu
key to return to thaBLACK BOX menu

VIV

BLACK-BOX

VIEW

DELETE

UPLOAD

TICKET HEADER

INSERT CODE ‘

DELETE BLACK-BOX
CONTINUE ?

- o
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21. Header printed on the final report of the weldi  ng

From the ¥ screen select tHBLACK BOX menu by

acting on the relatesbft key [ ’]
From theBLACK BOX Menu selectTICKET

HEADER by acting on the appropriate soft k[9>]

There are 3 lines available for the ticked header.
Each line can contain maximum 16 characters
To insert data in the line, push the appropriafeksy

[>]

The upper row shows the actual stored value

You can insert data by acting on the keyboard. \ttith

UP and DOWN arrow key [ ‘/'] you can select
between the upper and lower case. The keyboarthase
same system used by the mobile phone SMS system
Therefore if you want to select the letter C, yousim
quickly push 3 times the key of the number 2. Tiaceh
you can use the backspace key. For a blank spadheis
key of the number 0

Confirm the inserted data by pushing the enter key

You can push thenenu keyto return to the previous
screen without saving the change.

VIVIVIY

VIV

BLACK-BOX ‘

VIEW

DELETE

UPLOAD

TICKET HEADER

TICKET HEADER

TICKET HEADER LINE 1:

TICKET HEADER LINE 2:

TICKET HEADER LINE 3 :

TICKET HEADER LINE 1

T e

- ox
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22. Date and time set up

From the ¥ screen push thmenu key
07/04/06
% 10:36:13
(Pean | 215 | 12 [rea 200
(135 co 18 ] cALC. 210
= OPEN MENU » = NEXT
‘ MAIN MENU
Push thesoft key [ ’] referred tadDATE/TIME
©) SETTINGS
©) MANUFACTURER SETTINGS
©) DATE/TIME
» BLACK BOX
In the mentDATE/TIME/LANGUAGE [ ] by | DATE/TIME/LANGUAGE
gﬁ;tl_:_’lg/_cl)_? Mtrée appropriate soft key sel8ET SET DATE/TIME
©
©
©
Digit the SUPERVISOR password and push teater
‘ INSERT CODE ‘

key [<-l ]

T I—

= ESC = 0K
You can modify the date and time acting onltieand
DOWN — RIGHT and LEFT arrow key ‘ SET DATE/TIME ‘

[« =]

(dd/mm/yy): 10/04/06

You can confirm pushing on tleater key [¢_l] (hh/mm/ss): 14:51:10
You can push thenenu keyto return to the previous
screen without saving the changes. «s LA 4

=ESC =0K
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23. Language set up

From the ¥ screen push theEFT arrow key [‘]

% 07/04/06
10:36:13
P | a5 | [T re 200
135 oy | 18 CALC. 210
= OPEN MENU » = NEXT
‘ OPERATOR DATA
@ OPERATOR : DAVE J.
LANGUAGE : ENGLISH
Push thesoft key [ }] referred t, ANGUAGE ®
©
O
\ INSERT CODE \
Digit the SUPERVISOR password and push teater ? ?
key [4—l]
= ESC = 0K
LANGUAGE
ENGLISH |
By acting on th&JP and DOWN key[ ‘/'] select Y
the required language i ‘ ESPANOL |
Confirm by pushing on thenter key [._l]
You can push thenenu keyto return to the previous = Esc =°"
screen without saving the change.
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24. Measurements unit set up

t
From the i screen push thmenu key % 07/04/06
10:36:13
(Par) | 205 | [T 25 [Rea 200
(1% co 18 ] cALC. 210
= OPEN MENU » = NEXT
\ MAIN MENU
Push thesoft key [ }] referred taSETTINGS ©) SETTINGS
> MANUFACTURER SETTINGS
©) DATE/TIME/LANGUAGE
©) BLACK BOX
| SETTINGS
In the mentSETTINGS [’] by acting on the > SELECT MEAS. UNIT
appropriate soft key seleSELECT MEAS. UNIT
O I/0 SETTINGS
©) CONTROLS SETTINGS
©) CLIENT WELDING CYCLE
o | INSERT CODE |
Digit the SUPERVISOR password and push teater
key [4—l] g‘? ?
= ESC = 0K
You can modify the measurement unit by pushinghen
appropriate soft ke&’] ' | SELECT MEAS. UNIT |
Length: mm, inch | ||| (m |
Pressure bar, psi, kN
Temperature:°C,°F ®| || P | ©n |
®| | L [
To confirm the changes push taeter key [¢_l] » = ESC = 0K
You can push thenenu keyto return to the previous
screen without saving the changes.
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25. Printer

Thermal printer CUSTOM
How to change the roll paper

* Push the button open and place the new printer roll
* Close the door
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26. How to upload the content of the black box to a PC

You can upload the content of the black box to P@iee different ways:

* By serial cable with Ms HyperTerminal™

* By USB cable with Memoplan
* By serial cable with Memoplan

* By Pen drive with Memoplan

27. Serial Upload - Hyperterminal

You can transfer the data contained by the blackt®@ personal computer. Herewith below you viltif

the procedure to download data to a PC Wiindows XP OS. In any case you can acquire data from the
LDU by using other operating systenNIX, LINUX, OS X and many others) with a terminal emulation
program able to read from the Serial port of you PC

Windows procedure:

Step 1.Load HyperTerminal:

aca|

* Click Start > Run

* Inthe box which appears type
in: HYPERTRM

* Click OK.

If you are using a different version of ms Windows
OS (for example win 2000) maybe you might see tt
error message 'Cannot find HYPERTRM'.

You will need to install HyperTerminal:

» Click Start > Settings > Control Panel > Ad
/ Remove Programs.

» In Add / Remove Programs select Properti€

isconnected Auto detect | Auto detect € caps
=4

and then click the Windows Setup tab.
*  Double-click Communications
»  Check the box for HyperTerminal
» Click OK, and then OK again to install.

* Note: You may be asked for your Windows installatiorkdis this procedure.

Step 2.When HyperTerminal starts you will be presentethi

'‘Connection Description dialogue box:
* Insert a name and clickk' to continue.

Step 3.This dialog then appears. Click the selection aroovthe
"Connect using" list box, and select the COM port youadem is

connected to pot the modem name.

* When you select the COM port, the phone numberab d

boxes are greyed.
¢ Click OK
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Step 4.The COM port properties box comes up. For the cotioe with COM1 Properties

machine, make sure that you set tlits Ber second to 57600. Pert Setings |
¢ Make sure that all the parameters have been deli@ass
Bits per second 57600 Bispersecond [57600 V|
Data bits 8
- ata bits: ~
Parity None i S—
StOp b|tS 1 Parity: ‘_Nnneivl
Flow control None }
Stop bits: \_1 :_!
Clicks apply and after click OK. Flow sorot: TR ~
oK ] [ Cancel ] [ Apply ]

“& LDU - HyperTerminal
File Edit Wiew Cal BIENEES Help

From the Hyper terminal window click Transfer > 0 = & o SendFie...
Capture Text Receive File. ..

Capture Texk...
Send Text File...

Capture to Prinker

Enter the file name and the folder where the datath RS LU

be saved and click the button Start Folder: C:ADocuments and Settingshditd

File: |E:\Documents and Settingsiweldings | [ Browsze. . ]

[ Start Il Cancel ]

Remove the plastic cover by unscrewing the fixioge.
Connect the machine using the serial cable (caupplied
as an accessory of the LDU) to the COM2 port asvahino
the picture
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07/04/06
10:36:13

From the 1st screen push thenu key

(Peon | 215 | T8 rea 200

IEXIEN cALc. 210

= OPEN MENU . = NEXT

From theMAIN MENU select the voicBLACK BOX

‘ MAIN MENU

by acting on the appropriaseft keys[ ’]

SETTINGS
MANUFACTURER SETTINGS

DATE/TIME

VIVICL,

BLACK BOX

\ BLACK-BOX

From theBLACK BOX menu select the voice
UPLOAD by acting on the appropriate soft I<E>]

VIEW
DELETE

UPLOAD

VIVIVRY

TICKET HEADER

From theUPLOAD menu select the voice | UPLOAD
PC_TERMINAL by acting on the appropriate soft key

[>]

PC TERMINAL
DATABASE (VIA USB PORT)

DATABASE (VIA COM PORT)

VIVIVLY

If the database is not empty (it must contain astié
record of welding). The LDU ask to insert the deria
cable toUPLOAD theBLACK-BOX. @

To confirm the changes push theter key [._l]

You can push theenu keyto return to the previous screen INSTE:ETNCF?;‘E"SZC;;‘;'E‘RC“LE
without saving the change.

=ESC =OK

The machine starts to transfer the data.

UPLOADING DATA

Y o X

As soon as the machine has finished to uploadate d

the display shows the message aside @
You can push thenter keyto delete the black box
. UPLOAD FINISHED
content or the Menu button to return to Main menu DELETE BLACK BOX ?
screen .
=0K

The file created before now contains all data stockin the black box. You can view the file contentby
opening with a common ASCII editor (for example youwcan use notepad.exe)
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28. USB CABLE Upload - Memoplan

F the 1st h tienu k % s
rom the 1st screen pus nu key
08 Tren 200
IEXIEN cAlc. 210
= OPEN MENU » = NEXT

From theMAIN MENU select the voicBLACK BOX | WAIN MENU
by acting on the appropriaseft keys[ ’] | | sermnes

@ MANUFACTURER SETTINGS

@ SET DATE/TIME

» BLACK BOX

\ BLACK-BOX

From theBLACK BOX menu select the voice | | vew
UPLOAD by acting on the appropriate soft I<E>] QD | | peueTE

@ UPLOAD

» TICKET HEADER

\ UPLOAD

From theUPLOAD menu select the void@ATABASE o TERMINAL
(VIA USB CABLE) by acting on the appropriate soft @®

@ DATABASE (VIA USB PORT)
key [ ’] . ©) DATABASE (VIA COM PORT)

©) PEN-DRIVE
If the database is not empty (it must contain asté
record of welding). The LDU asks to insert the USB @
cable.

m s INSERT CONNECTION CABLE

THEN START UPLOAD

=ESC =0K

«0111001 ................ 0010101 »

To start the downloading the data to a PC pledse t@ UPLOADING DATA
MEMOPLAN user’s manual
You can push theenu keyto return to the previous screen X WAIT... X

without saving the change.

The machine starts to transfer the data.

UPLOAD FINISHED
DELETE BLACK BOX ?

As soon as the machine has finished to uploadate d
the display shows the message aside (1] =ox

You can push thenter keyto delete the black box
content or the Menu button to return to Main menu
screen .
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29. PEN DRIVE - Memoplan

07/04/06

From the 1st screen push tdenu key % 10:36:13
(P | s | [[8]wen o

IEXIER cALC. 210

= OPEN MENU » = NEXT

From theMAIN MENU select the voicBLACK BOX

by acting on the appropriaseft keys[ ’] \ MAIN MENU

SETTINGS

MANUFACTURER SETTINGS

SET DATE/TIME

VIV,

BLACK BOX

BLACK-BOX

From theBLACK BOX menu select the voice |

UPLOAD by acting on the appropriate soft kE’] ViEW

DELETE

UPLOAD

VIVCLY

TICKET HEADER

‘ UPLOAD

From theUPLOAD menu select the void@EN-DRIVE
by acting on the appropriate soft kE’] .

PC TERMINAL
DATABASE (VIA USB PORT)

DATABASE (VIA COM PORT)

VIVCLY

If the database is not empty (it must contain asté
record of welding). The LDU asks to insert the PEN-
DRIVE on the USB/H port Attention: kindly check
that PEN-DRIVE file system is FAT. Other file

systems are not supported! @
N |

PEN-DRIVE

INSERT THE PEN DRIVE

=ESC =0K

To start the downloading the data to a PC pledse i@
MEMOPLAN user’s manual

You can push theenu keyto return to the previous screen

without saving the change X WAIT... X

UPLOADING DATA

The machine starts to transfer the data. @

As soon as the machine has finished to uploadate d UPLOAD FINISHED |
the display shows the message aside DELETE BLACK BOX ™

You can push thenter keyto delete the black box =°K
content @louble check that the content of black box
has been properly transferred before deleting! or the
Menu button to return to tHdain menu screen.
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30. SERIAL Upload - Memoplan

07/04/06
From the 1st screen push tenu key T O woania
(Pwan | 215 | [T5 rew 200
IEXIEN cALc. 210
= OPEN MENU . = NEXT
From theMAIN MENU select the voicBLACK BOX
‘ MAIN MENU
by acting on the appropriaseft keys[ ’]
@ SETTINGS
® MANUFACTURER SETTINGS
® DATE/TIME
» BLACK BOX
\ BLACK-BOX
From theBLACK BOX menu select the voice
® VIEW
UPLOAD by acting on the appropriate soft I<E>] & | | vueme
» UPLOAD
a» TICKET HEADER
From theUPLOAD menu select the void@ATABASE | ypLoao
(VIA COM PORT) by acting on the appropriate soft & | | rerenmma
key [ ’] . ©) DATABASE (VIA USB PORT)
©) DATABASE (VIA COM PORT)
)
If the database is not empty (it must contain asté

record of welding). The Machine asks to insert the

Serial cable. @

INSERT CONNECTION CABLE
THEN START UPLOAD

=ESC =0K

To start downloading the data to a PC please tef

U

MEMOPLAN user’s manual UPLOADING DATA
You can push themenu keyto return to the previous screen
without saving the change.
g g X WAIT... X

The machine starts to transfer the data. @

UPLOAD FINISHED
DELETE BLACK BOX ?

=0K

As soon as the machine has finished to uploadate d
the display shows the message aside

You can push thenter keyto delete the black box
content or the Menu button to return to Main menu
screen.
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Addendum A Heating mirror automatic disconnecting d evice
(MDD) for PT315

Together with CSE we can supply as optional the MiyBtem (accessory for the automatic
disconnecting device for heating mirror).

Place the MDD on the frame of the basic
machine as per figure aside.

between the side support and the bar of
frame as per picture aside.

Fix the holdfast by screwing the supplied :
screws

Fix the MDD with the supplied screws
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Set up of the MDD arm

You must fix the heating mirror on the appropriatées
by the 4 screws (a,b,c,d) as per figure aside

Fix the MDD arm on the same side of the heatingonit |
cable

How to insert the heating mirror
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At the beginning of the welding cycle push downilunt
you hear a sort of click.

Once the heating mirror has been hooked between t
clamps you can proceed with the welding cycle.

Warning!

Kindly check that the trolleys are not completely
open (you can close the trolley for 2-3 cm) otherse
the heating mirror will be not hooked in.

When the basic machine has a configuration witlo8eable clamps you must change the MDD
position.

To change the MDD position, follow the procedureehigelow:

1.Pull the knob as per side figure

2. While pulling the knob lift the double
hooking lever
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3. Complete the lifting of the double hooking |
lever

4. Move the frame to left and hook the doubl
hooking lever
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Addendum B How to adapt the heating mirror and faci ng tool
for the new CSE control
(models PT160-200-250-315-355-500)

How to adapt the heating mirror and facing toohwifie new CSE control (models PT160-200-
250-315-355-500)

To use the facing tool and heating mirror with @®&E unit it is necessary modify the following
parts:

» The facing tool cable

* The heating mirror cable

Warning!!! Proceed with the following operations orly with the machine switched off and
unplugged!

a.1l Facing tool cable
The facing tool must be connected to the CSE cbutrit by
using a 3 poles plug like the one shown in picture.

Connect the Y/G cable to the connector marked by

1

the symbol — ; the other two wires must be
connected indifferently to the other two connectors
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a.2 Heating mirror cable

Connect the cables to the 10 pins connector as pggheme below

RESISTANCE

Plastic welding equipment

PROBE PTI100

RED RED
o9
WHITE FPROBE PTI100 WHITE
o9
/ T \\\ / T \\
‘\V;I: //“ \\\é //“
(/'"'\“ ’/ N\
\\Vg/ﬁ \\7/

=

/" "\ BRIDGE /)

‘\\ 4/ \9 /‘
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‘:\\ 5/‘ “\\1 O/‘

/A\BRIDGE /O
\\\g/l ‘\fc_é/l
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Addendum C I-button

I-button: Hardware device to identify the userd. DU /CSE.

The I-button must to be connected to the I-buttabp of your
LDU or CSE to immediately identify the user of tinat.

If the LDU or CSE unit has been configured for tise of I-button,
only operator or users provided by an |-button @aecess to the
unit

Each I-button must be programmed with the naméeiser.

I-buttor
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Configuring CSE KIT for I-button use

You can configure your CSE unit for an access witkvithout the I-button.
To login by I-button you must select the approgriparameter in configuration menu. Check the falhgwrocedure.

From the main screen push the buttdBNU
07/04/06
% 10:36:13
(Pwon [ 215 | T8 ren 200
[13k co] 18 ] cac. 210
= OPEN MENU » = NEXT
The screen shows the main menu. Push the soiE >y] a MAIN MENU L]
corresponding taSETTINGS & | | semes
@ MANUFACTURER SETTINGS
@ SET DATE/TIME
» BLACK BOX
In the settings menu push the I{e}] corresponding to | P
CONTROLS SETTINGS
@ SELECT MEAS. UNIT
O} 1/0 SETTINGS
@ CONTROLS SETTINGS
» CLIENT WELDING CYCLE
By acting on the soft ke[;’] select
-BUTTON LOGIN ‘ CONTROLS SETTINGS
@ I-BUTTON LOGIN :NO
® MIRROR T. CONTROL :YES
)
The CSE ask to enter a code. Digit Supervisor
password (6)and push thENTER key [._l] \ INSERT CODE |
= ESC =0K
Push the up and down arrow kEf / '] to select the L-BUTTON LOGIN
valueYES and push thENTER key [._l ] Push “ No |
repeatedly th&€SC key to reach the main menu. L4 Yes |
= ESC =0K

Plastic welding equipment 53 http://www.its-tecnoahaen




How to program the I-button

To Program an I-BUTTON means to save the operater/mame on the I-button memory. In case you neetiange
the stored name you can use the same proceduns.bé&o can write and rewrite the I-button memorgletime you

need without any problem.

From the main screen push the button MENU % 07/04/06
10:36:13
(Peen | 25 | T8 rea 200
13k (ocy | 18 CALC. 210
= OPEN MENU » = NEXT

The screen shows tiAIN MENU . By acting on the @\ MAIN MENU \»
soft key[ }] selectSETTINGS & | | sermnes

@ MANUFACTURER SETTINGS

® SET DATE/TIME

©) BLACK BOX
In theSETTINGS MENU act on the soft keE’] SETTINGS
referred td/O SETTINGS | | st measun

@ I/0 SETTINGS

@ CONTROLS SETTINGS

» CLIENT WELDING CYCLE
Now push the soft ke&}] referred to 1/0 SETTINGS
[-BUTTON PROGRAMMING

@ COM SETTINGS

@ CALIBRATIONS

@ TEST IN/OUT

» I-BUTTON PROGRAMMING

\ INSERT CODE |
The CSE ask to enter a code. Digit supervisor
password (6)and push thENTER key [._1] %? B ‘ %
= ESC = 0K
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Push the up and down arrow kgf/'] to select the

value to change and push tBRTER key [._l]
Repeat the procedure for each parameter to be etlang

Push the right arrow ke{)’] .

I-BUTTON PROGRAMMING

® OPERATOR 1 DAVE ]
O BADGE EXPIRY DATE :01.01.10
O COUNTRY CODE 1380

O COMP. ORGANIZATION : II

O SKILL 108

O LANGUAGE : ENGLISH

= ESC » = NEXT

If the I-button is still not connected to the unite CSE
asks to insert the I-button on the I-button probe.

Now the LDU confirms that the I-button has been
successfully programmed.

Push the ENTER ke[y_l] to proceed.

You can push the Merkey to return to thévlain menu
screen.

0

INSERT I-BUTTON KEY

0

I-BUTTON PROGRAMMING OK

] ox

I-BUTTON PROGRAMMING

OPERATOR :DAVE ]
BADGE EXPIRY DATE :01.01.10
COUNTRY CODE 380
COMP. ORGANIZATION :II

SKILL 1 08
LANGUAGE : ENGLISH

= ESC » = NEXT
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How to use the I-button

After configuring the LDU/CSE for the I-button us@mu must always switch on the LDU with the I-butiaserted in

the I-button probe.

Switch on the CSE

Select the welding standard to be used

And push theenter key [4-!]

Insert the I-button KEY on the I-button probe

The operator and the language will be immediately
recognized.

Push theenter key[._l] to proceed to use the machine.

If the selected welding standard is 1ISO, each e
switch on the CSE do not forget the compulsory I-
BUTTON. The machine will show all the parameters
contained inside the I-BUTTON memory.

VOO0

VINIVLY,

VIS,

VIVIVEY,

\ WELDING STANDARD \

=0K

INSERT I-BUTTON KEY

] OPERATOR DATA »
OPERATOR : DAVE J.
LANGUAGE : ENGLISH
a OPERATOR DATA »
OPERATOR : DAVEJ

BADGE EXPIRY DATE
COUNTRY CODE
COMP. ORGANIZATION :
SKILL
LANGUAGE

: 01.10.10
: 380

II

108
: ENGLISH
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Addendum D GPS module

A GPS module is an available accessory for CSE plodel. This module can be supplied together with a
front panel or as a separate board but in this eakequalified personnel must achieve the openatédated
to the installation of this board.

In case you have installed a GPS module on your, @&EGPS icon will be displayed on the main screen
This icon can change depending on the status gbBf& board:

o Crossed icon: The GPS module is n
communicating with front panel. If this stat @ % %/;’;‘/1‘;5
persist for more than few seconds means that o
GPS board is not working properly or is n (Pea | 00 | T5 reat 200
connected. At the end of each welding displ: ‘ﬂ,ﬁ, (oc)‘ 18 ‘ CALC. 210

will show: GPS position undetectable. By push
= OPEN MENU » = NEXT

:‘

~

=

the enter key you will proceed but on the pfi
report will be printed the same message.

o0 Blinking crossed icon: The GPS module 07/04/06
looking for available GPS satellites. Usually th o % 10:36:13
phase does not last for a long time but it .
possible, that at the first use of the GPS boed Pean | 00 | [T ren 200
system needs several minutes for fixing IR CALC. 210
satellites positions. If, at the end of the weld
the GPS has not still captured any satellite sig = OPEN MENU » = NEXT
the display will show: GPS position undetectal
By pushing the enter key you will proceed but
the print report will be printed the same messag

—_—

35 =

= N —_—

@ 07/04/06
& 10:36:13

(P | 00 | 15 reat 200
‘ ﬁ{:} (°C) ‘ 18 ‘ CALC. 210

= OPEN MENU » = NEXT

o Normal icon: The GPS is working perfectly and
communicating the position to the front panel.
this case on the print report will be available
following parameters with the value get frg
GPS board:LONGITUDE, LATITUDE, and
ALTITUDE .

—_—

=

You can always survey the GPS status and the \@l@ach parameter by selecting GPS data from Test
In/Out menu (please check the previous Appendikaw to reach TEST IN/OUT menu)

With the supervisor password you can disable th& @Bdule by disabling the COM4 port: from the main

menu select SETTINGS->I/O SETTINGS->COM SETTINGSsPS COM after entering the supervisor
password you must select the value ---.
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If the CSE is equipped with a GPS module you cart st
using GPS only by connecting the supplied antenna.

Connect the antenna to the connector on the bawld.pa

Place the Antenna on the upper part of CSE. The
Antenna is equipped with a magnet to let it be firm
fixed

Now you can start your CSE

Plastic welding equipment 58 http://www.its-tecnoahaen




Addendum E Battery kit

If the LDU/CSE is equipped with a battery kit, iase of
power failure, beside the advise on the warning afe

the display, the machine will emit loud wobblingisd ‘
to advise the operator about the current suppliglpro.

A71 - POWER SUPPLY FAILURE ! ‘

© 558 |
Izﬁ 3

)

The operator must immediately take all necessaigre

|
|
4
H H]
machlne. ﬂ:o REAL 212 P REAL 17.5

to restore the appropriate current supply conditiofithe 5 —— (6 t
(°C) | cALC. 212 (bar) | CALC. 21.3

In case of power supply failure the CSE KIT is abte ‘
to supply power to the hydraulic engine and heating

mirror but can only survey the data related tovtleéding
cycle.

COOLING

WARNING — ONLY FOR CSE KIT

If before the power supply restoration, the pressurd/
or heating mirror temperature will decrease tolaeva
under the threshold indicated by the welding nahma,
welding cycle will be interrupted!

WARNING — ONLY FOR LDU

If before the power supply restoration, the pressurd/
or heating mirror temperature will decrease tolaa/a
under the threshold indicated by the welding ndfm,
printing report will show the error!
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Addendum F Alarm codes and possible remedies

CODE Description Possible remedies
A0l |Alarm Reseted
A02 |Black-Box Deleted - The black box has been deleted
- Restart the machine
: - Check the fuse of the TCU feeder
A03 IDCU-M 1 Failure - Check the TCUZAN connections to the front panel
- Change the TCU
. - Check the CAN connections between TCU1 and T
AO04 |DCU-M 2 Failure  Change the TCU
AO05 |Phase 1 Pressure Error - Check the oil level . .
- Change the proportional solenoid valve
A06 |Phase 2 Pressure Error - Check the oil level .
- Change the proportional solenoid valve
AQ07 |Phase 5 Pressure Error - Check the oil level . .
- Change the proportional solenoid valve
A08 |Phase 6 Pressure Error - Check the oil level .
- Change the proportional solenoid valve
- Check the oil level
AQ09 |Average Pressure 1 Error - Bead formation phase too short
- Change the proportional solenoid valve
- Check the oil level
Al0 |Average Pressure 2 Error - Change the proportional solenoid valve
- Check the oil level
All |Average Pressure 5 Error - Change the proportional solenoid valve
- Check the oil level
Al2 |Average Pressure 6 Error - Change the proportional solenoid valve
Al13 |Phase 1 Time Error Not related to PL machines df K%
Al4 |Phase 2 Time Error Not related to PL machines df €Ki
Al5 |Phase 3 Time Error Not related to PL machines df K%
Al16 |Phase 4 Time Error Not related to PL machines df €Ki
Al7 |Phase 5 Time Error Not related to PL machines df Ki%
Al18 |Phase 6 Time Error Not related to PL machines df K%
- Check the power supply of heating mirror
A19 |Heating Mirror Temp. Error - Check the connections of the heating mirror prob
- Change the probe of heating mirror
- Check the power supply of heating mirror
. - Check the connections of the heating mirror probe
A20 |Average H. Mirror Temp. Error | Protect the heating mirror against the atmospheri
agents (wind)
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CODE Description Possible remedies
- Check the connections of the pressure transducer
A21 |Pressure Undetectable - Change the pressure transducer

- Change the front panel

A22

Ambient Temp. Undetectable

- Check the connections of the ambient temperaturg
probe connected on the back panel
- Change the ambient temperature
- Change the front panel
- Change the back panel

A23

Heating Mirror Temp. Undetect.

- Check the connections of the heating mirror probe
- Change the probe of heating mirror
- Change the front panel

A24

Pressure Sensor Not Calib.

- Proceed with the pressure sensor (transducer)
calibration

A25

Mirror Temp. Sensor Not Calib.

- Proceed with the heating mirror temperature probsg
calibration

A26

Ambient Temp. Sensor Not Cal

ib.

- Proceed with the ambient temperature probe
Calibration

A27

Ambient Temp. Out Of Range

- Proceed with the ambient temperature probe
calibration

A28

Proportional Valve Not Calib.

- Proceed with proportional sol. valve calibration

A29

Emergency Stop

- Reset the emergency push button

- Check the reset button

- Check the fuse of the feeder

- Check all the connections related to the emerngenc
push button

- Check all the connections related to the resebhu

- Check all the connections related to the emengenc
circuit

A30

Motor Overloading

- Reset the temperature relay (PL)

- Wait until the cooling off period of the engireend
(PT)

- Use less pressure during the facing phase

- Change the engine

A3l

Checkout Suggested

- Periodical overhaul must be achieved

A32

Trolleys Open Sensor Failure
(during closing phase)

- Check if the trolleys open sensor is working iy
by testing I/O

- During a working phase the trolleys do not close
enough to go out from the trolleys open positianr (f
example during the facing phase the pipes arergani
too much from the clamps)

- Change the sensor

A33

Trolleys Open Sensor Failure
(during opening phase)

- Check if the open trolleys open sensor is working
properly by testing 1/0

- Check the connections of the trolleys open sensor
- Check the position of the trolleys open sensor

- Change the sensor
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CODE Description Possible remedies
- Check if the mirror high position sensor is waoigi
properly by testing 1/0
A34 |Mirror High Switch Failure - Check the connections of the mirror high position

sensor
- Check the position of the mirror high positiomser
- Change the sensor

- Message advising that the system will be restaotvn

A35 |Restart System after deleting the Black Box
A36 |Operator Badge Expired - Th_e_ expiring date of the I-button has passecdwetine
expiring date
A37 lnvalid Skill - The skill of the operator are not valid or recizgd,
check the operator skill
- Delete the black box or wait until the black bexull
A38 |Black-Box Nearly Full and after delete the Black Box content
A39 |Black-Box Full - Delete the Black Box
A40 |Trolleys Pos. Sensor Not Calib.|- Achieve the trolleys position sensor calibration
A41 |Mirror Pos. Sensor Not Calib. |Not related to PL machines or CSE kits
A42 [Trolleys Pos. Sensor Failure | Check the cor_m_ections of the digital encoder
- Change the digital encoder
A43 |Mirror Pos. Sensor Failure Not related to PL machines or CSE kits
- Check that pipes are properly clamped
A44 [Slipping Error - C_heck if there are oil leakage from the clamps
cylinders
- Check the pressure level of the clamps cylinders
- Check if the mirror in sensor is working propéebly
testing 1/0
A45 |Mirror-In Sensor Failure - Check the connections of the mirror in sensor
- Check the position of the mirror in sensor
- Change the sensor
- Check if the facing tool out sensor is workingerly
by testing I/O
A46 |Facing-Tool Out Sensor Failure|- Check the connections of the facing tool out eens
- Check the position of the facing tool out sensor
- Change the sensor
- Check if the facing tool in sensor is working peoly
by testing I/O
A47 |Facing-Tool In Sensor Failure |- Check the connections of the facing tool in senso
- Check the position of the facing tool in sensor
- Change the sensor
- Check if the left bench sensor is working propéry
testing I/O
A48 |Bench Left Sensor Failure - Check the connections of the left bench sensor
- Check the position of the left bench sensor
- Change the sensor
- Check if the right bench sensor is working propby
testing I/O
A49 |Bench Right Sensor Failure - Check the connections of the right bench sensor

- Check the position of the right bench sensor
- Change the sensor
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CODE Description Possible remedies
- Check if the mirror lock out sensor is working peoly
by testing I/O
A50 |Mirror Lock.Cyl.Out Sensor Faill- Check the connections of the the mirror lock £erso|

- Check the position of the the mirror lock out s@n
- Change the sensor

A51

Mirror Lock.Cyl.In Sensor Fail.

- Check if the mirror lock in sensor is working pesly
by testing I/O

- Check the connections of the the mirror lockensor
- Check the position of the the mirror lock in sens

- Change the sensor

A52

Top Cyl. Lock Sensor Failure

- Check if the top cylinder lock sensor is working
properly by testing 1/0

- Check the connections of the the top cylindekloc
sensor

- Check the position of the the top cylinder loekisor
- Change the sensor

AS53

Top Cyl. Idle Sensor Failure

- Check if the top cylinder idle sensor is working
properly by testing 1/0

- Check the connections of the top cylinder idlesse
- Check the position of the top cylinder idle sanso
- Change the sensor

A54

GPS Position Undetectable

- Wait a couple of minutes after switching the maeh
to let the machine detects the GPS signal

- Check the antenna connections

- No GPS signal

- Change antenna

- Change the GPS module

AS55

Overpressure

- The machine has not been designed to weld thi$ k|
of pipe, contact our distributor

A56

I-Button Port Error

- Check which port has been set up for I-Button use

AS7

Unknown |-Button Key

- Damaged or incompatible I-Button

A58

[-Button Reading Error

- Try to read once more the I-Button

- Damaged I-button probe

- Check the I-button probe connections
- Change the front panel

AS59

[-Button Writing Error

- Try to write once more the |-Button

- Check the I-button probe connections
- Change the I-button probe

- Change the front panel

A60

[-Button Programming Error

- Try to write once more the |-Button

- Check the I-button probe connections
- Change the I-button probe

- Change the front panel

A6l

Unsupported Language

- Check the language set in the I-button

A62

Pen-Drive Full

- Use a new USB drive
- Remove old and/or unused files on USB drive feef|
space

AG3

No Response From Pen-Drive

- Use an other USB drive

A64

Pen-Drive Error

- Use an other USB drive
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CODE

Description

Possible remedies

ABS

Calibration Failed

- Proceed again with the same calibration

AG6

Pressure Too Low!

- Check the pressure of the max pressure valve

AG7

DCU-M 1 Failure

- Restart the machine

- Check the fuse of the TCU feeder

- Check the TCUZAN connections to the front panel
- Change the TCU

AG8

DCU-M 2 Failure

- Check the CAN connections between TCU1 and T
- Change the TCU

A69

No Response From USB

- Check that the USB cable between the CNC contr
and computer are properly connected

- The correct drivers have not been installed iary@C
- The instructions related the connection to a BZh
not been followed

- Try with an other PC

A70

USB Error

- Check that the USB cable between the CNC contr
and computer are properly connected

- The correct drivers have not been installed iary@C
- The instructions related the connection to a B&h
not been followed

A71

Power supply failure!

D

- Check the power source

Plastic
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