Ry

g SPECIFTCA TTONS OF nMA TN

A

(1o
ianed b I"‘;/
723 /
| D
Docume@sCRlPTION L
L°°at'9:': ‘Automatic Beam W

! c\.dingll.inc Machine with tuh wel
hold and support the jobs in Gl tenpth and widthy fou

g st v required complete in all respect to
beam girder made out of mild steel weliding

mtomtically SAW welding of 1- beam girder/H-
wte seting of fange and web plate on turnkey basis.

' 1.1 Lending Parameters

1.1.1 Major pavameters:

v v b ———

1.1 | Power Source Type ¢ DC Thyristor based Welding Power Source ‘
‘ 1200 Amp,

\! 12 ‘ Input power supply I ]

+ | 400V/41SV £10%, 3 phasc, 50 117 + 3%, 3/4 wire
2= ! | system with neutral solidly carthed at the source.
'\ 1.3 Welding Current x: '

DC@ 60% duty cycle - 1200 Amp.
DCE@ 100% duty cyclie - 1000 Amp.

\'z'.o_' “Jdob Size T
-

121 | WebHeight +1200-3000 mm ]
122 | Web Thickness : | 6-25 mm 41
123 | Flange Width + | 150-1250 mm |
'24 | Flange Thickness ;1 6- 80 mm |
125 | Beam Length + 1 13.5 mirs. 'i
126 | Max. Beam Weight : | 1500 kg/m
127 | Beam Type - | Welding of H,L,T.L, Box Beams

28 | Assembly of Becam type HIT :

3.0 | Welding Speed : { 0.3 m/min to 1.0 m/min

3.1 | Welding wire Size 3mm to 4mm

3.2 | Welding Technology : | Tandem SAW
2.0- Infeed Line

s s . i itioni lis to keep the web in correct vertical

NO.2=2 W itioni lumns, provided with arms and positioning rolls to keep o .
::s?ﬁgn“;:m;:::‘;:%i;g: :t 90° i:iegrccs on both sides by hydraulic cylinder, in order to facilitate the side
.‘ (:: l:\%::;;e:e:nggnﬂ;;‘cﬁﬁ unit, provided with a precision centring system with fast hand-wheel, to keep the
.ﬂ;:g]e;:‘:t:!:f:::!lm: ::il for the translation of the beam, raising and lowering are provided by pneumatic
cyli;iders with NC electro valves controlled from the control panel.

2.2- Centring and Aligning group: B e itioning rolls to kecp the web in correct vertical

; . h s and position l\‘g 4 7 o cicdde
No.3+3 web p“:'im'"fif;l::n;;; ':;'g::,down‘:m:‘h sides by hydraulic cylinder, in order to facilitate the side
position. The columns

i -wheel to keep the
|°Iding of weband ﬂans;- nit, provided with n precision centring system with fast hand-w
* No.2 flange centring rolis unit.

ﬂ’:ngze in the c:",f:‘]?:iﬁ:::il for the translation of the beam, raising and lowering are provided by pneumatic
* No.Z powered and 1l -

cylinders with NC clectro valves controlled from the control panel.
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il Remote Contrg
emote Control Boarld‘.;mm' AWl operations of the infeed lin i /
*, No.| special nﬂngc.\\-,:h con € are activ
posilion 10 execute the firsy
bossm of the Flange) with
between the Nange

ated and controlled by means of the
Ph“;‘ syafe
2 M. The «vate
ack welding on the I\ tem allow < placing the Nange and the weh in the correet
N Ny ~ - A »
; Yt edpe (entev tack welding) A hvdeaulic eslinder (at the
controlled from the control board provides the correct contact
cacy and quality execution of the tack w lding.

NC electmn vah
and the weh to allow an

2.3- Buffer Unie;

Buffer Unite placed betwee

K vl r abeiween the 1 Group of the Infeed 1 ine !

o Kl wy g“‘d"‘g s ¢ Infeed Tine and the T Beam 1 ine inchiding
"\ Powered e

o The two columne near the 1 weld

i Beamdoenter o e machine, are provided wint n 8 adpustahle weh gunlance rolls, to permit

o § actly on centre hine,

W pumose of the buafle i

T ™ ‘ WTer unmt 1s to allow the toading operations of a new heam on the Inlet [ine while another
am 1¢10 the final welding phace, m

1.0. Beam Welding machine:

N1 TRM for avtomatie welding i sub-are without tack-welding. The machine include

o n.1 machine hasement with special hopper for recovering exhaust flus, slag and small part of welding
wire

o n.2 machine columns,

o N.1 machine column conncction.

o n.1 Hydrauhe traverse to clamp the web to the Flange during the welding: the pressure is adjustable up
to 100 bars, reaching 7 T.

o 1.2 Tuming welding ground devices placed on the main drive roll.

o .1 Main powered drive roll for the beam feeding. The speed is adjustable and controlled by DC motor
and taco-generator connccted to the roll by double chain.

3.1- Flange Guiding device:

n.4 heavy-duty slides with guidance rolls , to guide the Flange inside the machine. The two on reference
fix side are motorized by hydraulic motor and dimension visualize by lincar transducer. The other two on
the other side are motorized by hydraulic cylinder with the function to close the Flange against the
reference side. A pack of spring will compensate the deformation of the cutting and when in position a
light will be on.

gt g b inside th hi d keep the Web exactly on the
2 i -'b wheels, to guide the Web inside the machinc and keep ¢ Web exactly on the
o M\gzum?u::;rthc end of ﬁlc beam. The onc on reference fix side is motorized by h)'t!rauh.c
mmotom :nd :Iimcniion visualize by lincar transducer. The other to the other side of the machine, s
moto:iud hydraulic cylinder with the function to close the Web ng.ai'nst the reference side. A pack of
spring willbcim);xnsa!c the deformation of the cutting and when in position a light will be on.

3.3. Web Guiding Device on Column:

v e IFd with rolls, motorized by hydraulic cylinder, to keep the_\)’cb exactly on the centre
Ny Pea\'y-duty_:“l ll" Flange un'lil the end of the beam. The two slides ate Posmonc.d. on the two columas
:::J::‘ aﬂ::;l:?de) ‘; series of tapped holes are utilized to change the device's position (wp/ down)

" Device: :
R e wlar deflection of the flange. Struightening is carried out by two bending .
compensale AR Sp over the deformation produced during the welding process; l!w rcatclml-\ w ‘;'\-‘ ;i
o 'h; 3;:&3::)0;:" is provided by the central roll, The movement and positioning of the straightening
operale ¢

L 3 . i weht
iIs is mutonized by hydraulic cylinder and dimension visualize by metric index. 1 he adjusunent inhetg
rolls is m




_;Uﬂlghmnmg rolls, is activated b

y means of |
, : wdraulic evlinder. i .
rtransducers ¥ cylinder, in function of flange thickncss and

 The Beam Welding Machine inclydes N 11
: I IHVIUCACS Y vl

1 the hvd 2 " Liydraulic po ' :
gm,!!hx\,hmu\lucylmdcrmthclruwrsc ! HE PUWLE kg

mension visualize by linca

PO i ! e _ata b dranhie m
L0 supply the ou for the hyar wlic motors
v v

~

The beam is fed vertically |

§ 10 \

e exll ol b iZ - :S:: lht- T-Beam m.ul two fillets are welded at the same time. The tack weld
sk essary. The drive roll allows a variable speed ranging from 0,2 to 23

3.5- Proportional guidance system for welding T- 11 Beams:

Guidance cquipment is desi

automatically. The scnsi :;*;g:cd to control the position of the weld wire with respect to the joint

ahcad of the arc. As the LASEngc (N.2 LASERS) coupled to the welding torch, travels approx. 25mm
travels along the welding joint, horizontal and vertical deviations in the

joint will be sensed actuating t i i
Jombn g the motorized slide, to move the torch to consistently maintain the arc in the

Basic Components:

« Powered Slides: Standard powered slid i
e cs arc motorized by permn t t
stroke: approx. 200 mm - Horizontal stroke: approx. 200 xu‘;. Ea

:vl;{:fgl:sdassc;nb\y:. the LASERS are placed 20 to 40 mm in advance of the arc, senses the joint to be
nd sends a signal to the motorized cross slides to maintain optimum wire position.

. M.ax.mal lf\ser slide: the probe slidc has 60mm vertical and horizontal adju
position with respect to the probe during initial setup.

motors. Vertical

stment to obtain precise wire

3.6- Motorised slides for multi pass:

N.2 motorized system to change each torch angle in case of multi-pass welding. The operator can change
the torch angle acting on the main touch screen panel and reach the desired torch's anglc in case of multi
pass. The angle value 1s visualized on HMI panel and position can be saved by PLC.

3.7- Automatic flux recovery unit and delivery unit:
» Nos.2 suction units, one on cach side

> Nos.2 flux hoppers to be installed on columns

> Nos.2 intermediate hoppers

> Flux recovery hoses

3.8- Automatic Positioning:

Database - Ethemet With the PLC Control it is possible to load 2 recipe previously set, or manually enter
the value of the beams on the panel. Digiting OK on the pancl the TBM device sets automatically on the
correct position.

The PLC can be connected to an Ethernet line that allows to visualize the parameters sct on the machine

(on/off —alarms — position of guiding rolls — traverse pressure etc. ) as well as on the back office computer
of the customer.

With this computer it is possible to make a diagnosis through IP address and We can check the problems
from ltaly by internet connection and IP address. The customer has to provide the line from the CPU rack,
to the Ethernet line.

3.9-PLC Control with database including the following:-
-n.1 PLC made by Siemens with touch screen panel 7" HMI, provided with CcPU

-n.S Linear transducer for the positioning control of:
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kO 91 eb guidi‘ng. rolls — reference side.

flange guiding rolls — reference sid

psttnge guiding rolls -

),
cin ln'('ccd side of machine.

reference side in O
. ' . s utfeed side of
N.| right strfnghlcmng roll Position in function of flan -c(:h
N.1 left slrmghlcmng roll position n function of fl .
-n.3 Hydraulic motors —

machine,
ickncss,

ange thickness.
-n.7 Hydraulic cylinders
Also included N.2 pPncumat; i

0 - tic d
positioned Also include et

dN.2

OPEN/CLOSE the flux
sclector positioned on push

pPracumatic devie

descent on torch, activate by sclector
-button panel.

¢s 1o OPEN/CLOSE the flux descent on torch, activate by
4.0- Welding Equipment:
v Inverter based digitally

controlled Welding hicad and Power source.
v High efficicncy and hi

bk gh power factor ~ resulting in substantial energy saving over conventional SAW
v Enhanced Reliability duc to SMD technology.
v SAW Welding can be done in cither CV or
advancef! Adaptive control technology is utili
penetration, and cxccllent weld bead finish

v Inverter based power source is ener
type of machines.

CC modes. In the Constant Current mode of SAW welding,
zed to obtain thc most stable arc parameters, highest level of

gy efficient giving almost 30% cnergy saving over conventional
v Mains On 'Green' Colour Led Indication

v User can save and recall up to ten programs.

v 4 digit digital displays for Voltage and Current.
< Current adjustment Encoder

v Trip Red' Colour Led Indication of machine is Under Protection Mode.

J Better user interface having 128 X 64 character LCD display for selecting various modes and button,
LED and indicator lamp, which helps in casy operation of the equipment..

Welding Machine package Included items are as below:
2 Nos, 1200 (I) Power Source

2 Nos, Meastro Controller

2 Nos, Wire feeder

2 Nos, Welding cables and return Cables

2 Nos, Control Cables from wire feeder to controller

2 Nos, Control Cables from Power Source to controller

2 Nos, Welding power and negative cables are included in the package. .

2 Nos, Flux Hopper, Hose, Flux Nozzle 2 Set, Contac tips (4.0 mm), wire liners

4.1- Power Source (1200Amp.): Inverter Based

Bpecifications nit ata

[VELD!NG CURRENT RANGE AMP 100-1200

|ﬁm’ CYCLE 100 % (CONTINUOUS) AMP lm;
[WELDING VOLTAGE RANGE VOLT DC 6- 44
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VIRE FEED SPEED, STEP LESS CONTROL

UITABLE WELDING WIRFE DIAMETIR sl i

ONTROL VOLTAGE (FROM POWIR SR le\'i 1.15.4.0, 5.0
[EFICIENCY i SR A 12 VAC

OWER FACTOR o k - 13
|N:UT‘I‘0\\'F.R AV AC @ 100 %% e — {; 9
COOLING % 0 KvA
CLASS OF INSULATION e FOoRCEDAR
WGREE OF PROTECTION — e e :_:‘2_‘,

ATETY PROTECTIONS (AUTO RESETTARLEY ; B
AFETY PROTECTIONS (AUTO RESETTABLE) AVER 7 IINDER VOLTAGE. SINGLE-
PHASE PROTECTION

r)\'l-'.k TEMPERATURE PROTEC TION

4.2- Main Working Pancl:

The operator of the Machine, will be able using cclectors, to operate from the main pancl :
< Forward / Backwand of infeed & outfeed rolls
v Up / Down of outfeed rolls

7 Speed control of infeed & outfeed rolls

v Specd control of TBM .

< Forward / Backward of main roll of TBM

v Open / Close flange guiding rolls of TBM

< Open / Close web guiding rolls of TBM

< Up/ Down straightening rolls

Y Up / Down welding heads

J Start / Stop welding

4 Up/ Down wires

/ On/ Off suction units

4 On/ Off hydraulic pump

43- Outfeed Line:
NO.3 LIFTABLE AND MOTORIZED ROLLS +NO.1 LIFTABLE AND IDLE ROLL
s ad in hei iccyli i \ding process including:
ble in height by h draulic cylinder to follow the beam during the welding '
g::::::n::l:c';otog 0,2;1 KyW , hydraulic cylinder with relevant, check valve, hoses and fittings.

The rolls will find automatically and all together the zero level before starting a newW Beam.

NO.3 HYDRAULIC POWER PACKS ARE PROVIDED TO ENSURE THE MAX. OPERATING

FLEXIBILITY. - .
ilters are sui - 4 H-beam tilting after welding, and
LIC TILTERS The tilters are suitable for T-beam an 14 ‘ g, ar
o H:znly] hydraulic cylinder operated from the Control Pancl. The lifting rolls ( and téltcn )I
:nrf)v‘::nccms arc controlicd by the operator using the selectors placed on the TBM push-button Contro

Panel.
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pEVIATIONS:
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Ihe K'Husihl sl \-k‘-\l;:\ Lt fhe Mierod mnchins £l o L,

N AT - g i (LR O 3 (1Y [
jeatuies incorporated i ihe machine 1o fulfill different wechnical T - i | h ‘;
. B’ . s " 4 LU TR T} 1O Cine i
we fully explained i the offer. jrcment bl

All Deviations shall be clearly indicated in the devintion statement

S

6.  TRAINING:

St ininv W s {3 4 S ¢ astend @ . "

6.1 “\_L.“"" e El- l the finm shall he iparted in opertion and maintenance of e machine e

\J 0 , 1 o, va 1 '
:“‘:j‘“::l;i . ~l\ ‘“_“l‘l““td shall cover operation, troubleshooting and repair of all mechanical
wdraulie, electrical & eleetronies cauinme . : Fhic trnind P
; “‘: e ‘. & clectronics equipment, PLC ele, as applicable, This training shall be
\ Y o . - ' . - .

provided 10 tmployees nominated by consignee, for o period of four days free of cost at the
CONSIENCE Premises, '

Note: All training should be imparted in English/Hindi only.

T FOUNDATION & RELATED DRAWINGS
7.1 The bidder shall be responsible for-
iii. Construction of’ foundation as well as Nooring (i required) of sufficient thickness suiting local

s‘. N, i 2 i e H > > N 1 i
soil .mndttlm}b. for machine shall be completed by the bidder at the site provided by the
consignee before receipt of the machine at their premiscs.

iv. Pm\'lsml.\ of :\ll. tools and cquipment, technical and unskilled manpower. material handling
accessories/ equipment and material for installation and commissioning.

v Unlmdinfg of the machine on receipt (both imported and indigenous machine) and its movement
to the site of installation including provision of road mobile crane.

vi, The bidder should ensure the proper carthing for the machine and its peripherals/accessories.

7.2 Consignee will provide only 415 V+10%-20%, 3 phase 50 Hz+3% AC supply at a single point

(mains). All types of cables, connections, circuit breakers etc. required for connecting power
supply point 1o different parts of the machine/control cabinets, shall be the responsibility of the
bidder. Requirement of grounding/earthing with required material shall also be incorporated by
the bidder during construction of foundation.

Electrical work like laying of power/electrical cables & earthing wires from mains to machine
control panel (upto 20 meters) as well as within the machine, with supply of all materials shall
also be carried out by the supplier.

8.0 SERVICE FACILITY IN INDIA AND TECHNICAL SUPPORT

8.1 The tenderer will clearly spell out in the offer the facilities available with him or his agent for
providing adequatc after-sales scrvice in India during warranty period. The cnmpl?tc details
such as organization for after sales service, availa'bili!y of technically competent engincers and
warehousing facilities for spares should be clearly indicated.

8.2 During warranty period, the supplier or his nulh?rizec.i agent s_hall ?llend for break down as soon
as possible, but in no casc later than 72 hours of receipt of intimation of the breakdown.

Note: All the accessories including PC required for running of maebine will be supplied by agency.
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