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Toolsetting - Setting the Stroke Length

5.1

Toolsetting

Setting the Maximum Stroke Length

The switch racks (3 and 4) for setting the
stroke length are located behind the doors
for the stroke setting (F).

The stroke length is controlled by the two trip
cams (1 and 2) on the switch racks (3 and
4). If the switch racks are in their home.
position, the workstations perform the
maximum stroke. :

In the home position, the limit stop (5) of the
left switch rack (3) must be touching the
guide element (6). The lower limit stop (5) of
the right switch rack (4) must be touching the
guide element (7). The limit stops must not
be removed.

- The stroke length should always be set to
allow work to be done with the shortest
possible stroke. Setting the stroke length
(reduced work stroke) is described in

- sections 5.1.1 and 5.1.2.

Home position (hax. stroke length)

Punch closed - coper/notcher and shears open Punch open - coper/notcher and shears closed

o closed max.
opened max.
- opened

’ 4' Limit switches

bl

closed
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Toolsetting ~ Setting the Stroke Length

5 1.1 Settlng the Stroke Length for the
Holepunch 5

: o "Punch
—  Switch on the ironworker ; / 1
(see section 4.2). 8
— Turn the selector keyswitch (D) to . /L : _ /
"Punch operation”. 5 6\‘
The carriage moves up to the : ] ‘ Workpiece
A punch starting position. —~ 4
. 3 " (=] 2
' . ‘ g s coper/notcher
~  Turn the selector keyswitch (D) to | ) and shears

"Punch toolsetting”. P \
-~ Open doors for stroke setting. |'I]:J]':I intermediate
. . ) 9 position
— If necessary, bring the left switch rack (3)
into its home position.

The limit stop (5) should then be touching
the guide element (7) (arrow).

- With the footpedal (G) in position 2
"Down (search)”, carefully move the
punch until it is shortly above the
workpiece to be machined.

- Loosen the T-screw (8).

- Slide the switch rack (4).down until the
trip cam (2) is touching the roller of the
limit switch (9).

This gives you the proper (reduced)
stroke length..

- Tighten the T-screw (8).

— Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
‘ punch starting position.

— Perform a trial stroke and correct the
setting, if necessary.

- Close the doors for stroke setting.
- Switch off the ironworker.

Note

Using the above setting procedure for the
 stroke length will shift the coper/notcher -

and shears’. upper stroke point.

If, by way of exception, the lower stroke
_point is shifted (not necessary with

standard tool), proceed accordmg to ‘

sectlon 5.1.2. :
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Toolsetting - Setting the Stroke Length

5.1.2 Setting the Stroke Length for the
Coper/Notcher and Shears

—  Switch on the ironworker __

(see section 4.2). o Punch

- Turn the selector keyswitch (D) to 10 ':' 4| g t L]
"Coper/notcher and shears operation”.

The carriage moves up to the 7 f l |
A shears starting position. . / - Intermediate
) ‘ . , position
™

- Tufn the selector keyswitch (D) to
"Caper/notcher and shears toolsetting”. 3 / & 5

— Open doors for stroke setting. I ) ] Coper/notcher
— If necessary, bring the right switch rack _ and shears

(4) into its home position. : L o [ o :
The lower limit stop (5) should then be @

touching the guide element (7) (arrow). 11
-—  With the footpedal (G) in position 2 : - Workpiece

"Down (search)”, carefully move the
knife and coper/notcher until it is shortly
above the workpiece to be machined.

~ Loosen the T-screw (10).

— Slide the switch rack (3) up untit the trip
cam (1) is touching the roller of the limit
switch (11). This gives you the proper
{reduced) stroke length.

— Tighten the T-screw (10).

— Turn the selector keyswitch (D) to
"Coper/notcher and shears operation”.

The carriage moves up to the
A shears starting position.

- Pevn‘orm a trial stroke and correct the
setting, if necessary.

~ Close the doors for stroke setting.
—  Switch off the ironworker.

Note
Using the above setting procedure for the
stroke length will shift the punch’s upper
stroke point. If, by way of exception, the
lower stroke point is shifted (not
necessary with standard tool), proceed
according to section 5.1.1.

- Close the safety cover of the
coper/notcher. '

oy ~When the coper/notcher is not
o - being operated, the safety * - - o
=l guard must be closed. . S
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Toolsetting -

Holepunch

5.2

5.2.1

Holepunch

‘Safety fixtures must not be
removed.

>

Before switching on the iron-
worker, they are to be checked
for completeness and proper
attachment.

Damaged safety fixtures must
be replaced.

When special tools are used,
they must be designed as safe
tools. '

When the ironworker is not
being operated, turn the
selector keyswitch to "O" and
remove the key.

"Electricity is still flowing
through the ironworker.
Only perform maintenance and

b»b

adjustment work when the main ..

switch (E) is off and secured
with the padiock. ‘

Deéfective or worn knives.or
tools should not be used.

B>

Determining Punch and Die Clearance

The cutting play of the tools for the hole-
punch is a fixed value resulting from the
punch diameter and the diameter of the die
bore; for this reason, it cannot be set.

Clearance: The correct die clearance is 1/3,”
regardless of hole size, material thickness or
material tensile strength. If a burr occurs
when punching thin material, then 1/g," die
clearance is recommended. Round punches -
/g” -and. 5/32 are furmshed with Ygs" clear-
ance die..

‘For further mformatron refer to the "STOCK

LIST-MUBEA PUNCHES AND DIES”, which

- you can order free of charge from Mubea

" ‘Machinery and_Systgms Inc..”

PROFI 500
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Toolsetting ~ Holepunch

5.2.2

- Centering the Tools

Punch and die must be properly
aligned.

of punch and die after every
tool change and from time to
time while punching.

f - As arule, check the alignment’

The punch and die have been centered at the
factory. If for any reason whatsoever the
centering is out of place, correct it by doing
as follows: ‘

— Switch on the ironworker
(see section 4.2).

~ Turn the selector keyswitch (D) to
"Punch operation”.

' The carriage moves up to the
A shears starting position.

—  Turn the selector keyswitch (D) to
"Punch toalsetting”.

- Open the stripper.

— With the footpedal (G) in position 2
"Down (search)” carefully lower the
punch into the die.

4 Use extreme caution when
A entering the punch into the die.
, Make certain that the punch

does not touch down upon the
die.
—  Switch off the ironworker.

— Loosen the fastening screws (1).

~  Shift the punch saddle forward, backward
~ or sideways.

~ Tighten the fastening screws (1).
~  Switch on the ironworker.

— Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
. A punch starting position. :

| - Close the stripper.

~ ~ Switch off the ironworker.

11/91
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Toolsetting ~ Flat-Steel Shear

5.3 Flat-Steel Shear

Safety fixtures must not be
removed.

>

Before switching on the
ironworker, they are to be

checked for completeness and

proper attachment.

- Damaged safety fixtures must

be replaced.

When the ironworker is not

selector keyswitch to "O™ and

remove the key.

Electricity is still flowing
“through the ironworker.

. being operated, turn the

Only perform maintenance and
adjustment work when the main

switch (E) is off and secured

with the padlock.

Defective or worn knives or
tools should not be used.

5.3.1 Chécking and Setting the Blade
Clearance ' -

Whenever knives are changed,

\f checked.

the blade clearance must be

Switch on the ironworker
(see section 4.2).

Turn the selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”.

With the footpedal (G) in position 2
"Down (search)”, carefully move the
carriage to the lowermost position.

PROF! 500
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Toolsetting ~ Flat-Steel Shear

4

Proceed with extreme caution,
50 that the top knife does not

- touch the bottom knife.

Switch off the irbnworker.

Using a feeler gauge (1), check the blade
clearance from the back of the ironworker
over the entire knife length.

The blade clearance should be between
0.008 inch and 0.012 inch.

if the blade clearance is too big, and if
genuine knives that have not yet been
flat-ground are installed, then also check
the blade clearance of the bar-steel and
angle-steel shears.

If the blade clearance of all three types of
shears is too big, the carriage guideway
will have to be ‘adjusted (see section 6. 2).

If the carriage guideway is adjusted, the -
blade clearance might become too small
due to metal foils inserted. earlier.

If the flat-steel shear’s blade clearance is

the only clearance that is too big, reduce

the clearance by backing the lower knife
with foils (see also section 7.2.2).

Too small a blade clearanceis only
possible if there are na genuine knives
installed, the carriage guideway was.
adjusted or the knife was already backed
with foils.

To remedy this, remove the inserted foils,
install genuine knives, or adjust the
carriage guideway (note blade clearance
of angle-steel and bar-steel shears).

Note
The blade clearance for very thin stock is
permitted to be smaller than 0.008 inch.

Switch on the ironworker.

Turn the selector keyswitch (D) to
"Operation of coper/notcher and shears”.

. The carriage moves up to the
o A shears starting position.. -

11/91

Switch off the ironworker. .
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5.4 Coper/Notcher:

5.4.1

- Safety fixtures must not be
A removed.

Before switching on the
ironworker, they are to be
checked for completeness and
proper attachment.

Damaged safety fixtures must.
be replaced.

Defective or worn knives or
A tools should not be used.

Checking and Setting the Blade
Clearance :

. ~ Whenever knives are changed,
the blade clearance must be
checked.

The blade clearance between the upper knife
and the lower knives must be equal.

- Switch on the ironworker
(see section 4.2).

~ Turn the selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”.

- Open the safety hood.

~  With the footpedal (G) in position 2
"Down (search)”, carefully move the
carriage down until the cutting edges of
the upper knife have gone into the lower
knives.

Proceed with extreme caution,
A so that the top knife does not
touch the bottom knives. .

- Switch off-the ironworker.. -

PROFI 500
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Toolsetting ~ Coper/Notcher

When the ironworker is not
being operated, tufh the

-selector keyswitch to "O"

and remove the key.

Electricity is still flowing
through the ironworker.

Only perform maintenance and
adjustment work when the main
switch (E) is off and secured
with the padlock.

11/91



Toolsetting — Coper/Notcher

11/91

Using a feeler gauge (1), check the blade
clearance on all sides.

The blade clearance should be between
0.008 inch and 0.016 inch.

If the ironworker is equipped with
genuine MUBEA knives and spare
parts, the lateral bladé clearance cannot
be too small. »

Nor can the lateral blade clearance be
too big, if genuine MUBEA knives and
spare parts are used. But if the
clearance is too big, it can be decreased
by backing the lower knives with a shim
(may be necessary if the knives were
ground on the flat side - see section
8.3.2).

For removing the knives, see section
7.3.2.

Unequal lateral blade clearances are
corrected by adjusting the coping saddle.

Too big or too small a lengthwise blade
clearance is rectified by shifting the
coping saddle.

To adjust the coping saddle, loosen the
fastening screws (1).

Move the coping saddle forward or back
by turning the adjustment screws (2)..

Use the adjustment screws (3) to center
the ‘coping saddle. sideways.

Tighten the fastening screws (1).

Retighten the adjustment screws (2) and
(3).
Check the blade clearance once again.

Switch on the ironworker
(see section 4.2).

Turn the selector keyswitch (D) to
"Operation of coper/notcher and shears”.

The carriage moves up to the
A shears starting position.
.. Close the safety hood.: .

L When the copér/ﬁbtchér is r,iot N
- being operated, the safety -~

b guard must be closed. -~

§ SWifch off the irb'nwo{r_k-ér, -
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Toolsetting - Bar-Steel Shear

5.5 Bar-Steel Shear-

Safety fixtures must not be
removed.

>

Before switching on the
ironworker, they are to be
checked for completeness and
proper attachment.

Damaged safety fixtures are to
be replaced with new ones.

When the ironworker is not
being operated, turn the
selector keyswitch to "O" and
remove the key.

Electricity is still flowing
through the ironworker.

Only perform maintenance and
adjustment work when the main
switch (E) is off and secured
with the padlock.

> B>

Defective or worn knives or
tools should not be used.

5.5.1 Checking and Setting the Blade
Clearance

‘Whenever knives are changed,
the blade clearance must be
checked.

When instaliing flat-ground
blades, particular attention must
be paid to the blade clearance.

> >

- Switch on the machine
(see section 4.2).

~ Turn selector keyswitch (D) to "Operation
of coper/notcher and shears”.

. The carriage moves up to the
: A . shears starting position.

5-10 | PROF! 500
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Toolsetting - Bar-Steel Shear

11/91

Switch off the ironworker.

Remove the hold-down
(see section 7.4.1)

Push the stationary knife (1) back against
the mobile knife.

Using a feeler gauge (2), check the blade
clearance between the machine frame
and the stationary knife.

The blade clearance should be between
0.008 inch and 0.012 inch.

If the blade clearance is too big, and if
genuine knives that have not yet been
flat-ground are installed, then also check
the blade clearance of the flat-steel and
angle-steel shears.

If the blade clearance of all three types of
shears is too big, the carriage guideway
will have to be adjusted {see section 6.2).
If the carriage guideway is adjusted, the
blade clearance might become too small
due to metal foils inserted earlier.

If the bar-steel shear's blade clearance is
the only clearance that is too big, reduce
the clearance by backing the stationary

knives with foils (see also.section 7.4.1).

To small a blade clearance is only
possible if there are no génuine knives
installed, the carriage guideway was
adjusted or the knives, of adjust the
carriage guideway (note cutting play of
flat-steel and angle-steel shears).

Switph on the ironworker
(see section 4.2).

Turn the selector keyswitch (D) to
"Operation of coper/notcher and shears”.

The carriage moves up to the
A shears starting position.

Switch off the ironworker.
Reattach the hold-down

- (see’section 7.4.4).

PROFI 500
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Toolsetting - Angle-Steel Shear

5.6 Angle-Steel Shear

Safety fixtures must not be
removed.

>

Before switching on the
ironworker, they are to be
checked for completeness and
proper attachment.

Damaged safety fixtures are to
be replaced with new ones.

When the ironworker is not
being operated, turn the
selector keyswitch to "O" and
remove the key.

Electricity is still flowing
through the ironworker.

Only perform maintenance and
adjustment work when the main-
switch (E) is off and secured
with the padlock.

> P>

Defective or worn knives or-
toals should not be used.

B>

5.6.1 Checking and Setting the Blade
Clearance , ‘

Whenever knives are changed,
the blade clearance must be
checked.

When installing flat-ground
blades, particular attention must
be paid to the blade clearance.

> P

—  Switch on the ironworker
(see section 4.2).

Turn the selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”.
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Toolsetting — Angle-Steel Shear

11/91

With the footpedal (G) in position 2

-"Down (search)”, carefully move the

carriage to the lowermost position.

Proceed with extreme caution,
so that the top knife does not
touch the bottom knife.

Switch off the ironworker.

Remove the hold-down
(see section 7.5.1).

Using a feeler gauge (1), check the blade
clearance along the entire cutting edge.

The blade clearance should be between
0.008 inch and 0.012 inch.

If the blade clearance is too big, and if
genuine knives that have not yet been
flat-ground are installed, then also check
the blade clearance of the bar-steel and
flat-steel shears. :

If the blade clearance of all three types of
shears is too big, the carriage guideway
will have to be adjusted

(see section 6.2).

If the carriage guideway is adjusted, the
blade clearance might become too small
due to metal foils inserted earlier.

If the angle-steel shear's blade clearance
is the only clearance that is too big,
reduce the clearance by backing the
stationary knife with foils

(see section 7.5.3).

Too small a blade clearance is only
possible if there are no genuine knives
installed, the carriage guideway was
adjusted or the knives were already
backed with foils.

To remedy this, remove the inserted foils,
install genuine knives, or adjust the
carriage guideway (note blade clearance
of flat-steel and bar-steel shears).

PROFI 500
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Toolsetting ~ Angle-Steel Shear

—  Switch on the ironworker
(see section 4.2).

- Turn the selector keyswitch (D) to
"Operation of coper/notcher and shears”.

The carriage moves up to the
shears starting position.

—  Switch off the ironworker.

— Reattach the hold-down
(see section 7.5.5).
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Maintenance - Knives and Tools / Readjusting the Carriage Guideway

6

6.1

6.2

Maintenance

Knives and Tools

Check knives and tools at
regular intervals. Replace dull
or chipped tools or blades.

Blades and tools must be
periodically resharpened. Dull
blades put a strain on the iron-
worker and result in poor cut

quality.

Safety fixtures must not be
removed. Before switching on
the ironworker, they are to be
checked for completeness and
proper attachment.

Damaged safety fixtures must
be replaced.

Readjusting the Carriage Guideway

The shear carriage runs in altogether nine
guideways (four in the front, five in the back
of the machine) built into the ironworker
housing. Like all of the ironworker’s parts, the
guideways for the shear carriage are also
subjected to a certain amount of wear, which
is noticeable from a simuitaneous enlarging
of the blade clearance on the flat-steel, bar-
steel and angle-steel shears.

To reset the carriage guideway, the hold-
downs must be removed and the coping
saddles detached.

6.2.1 Preparations

11/91

- Take off the hold-downs.
The removal of the hold-downs for bar-
steel, flat-steel and angle-steel shears
(1, 2, 3) is described in sections 7.2.1,
7.4.1 and 7.5.1.

— Detach the coping saddle according to
section 7.3.1.

PROFI 500

Dull, worn and chipped tools
and blades leave burrs and
jagged spikes on the workpiece
and increase the risk of injury.

Do not remove the warning
labels.

Replace damaged, scratched or
iltegible warning labels.

When the ironworker is not
being operated, turn the
selector keyswitch to "O" and
remove the key.

Whenever working near the
cutting and punching tools, the
ironworker must be deactivated
by turning the main switch (E)
off. Secure the main switch with
a padlock.

Electricity is still flowing
through the ironworker.

Only perform maintenance and
adjustment work when the main
switch (E) is off and secured
with the padlock.




Maintenance - Knives and Tools / Readjusting the Carriage Guideway

6.2.2 Setting the Carriage Guideway

~  Switch on the ironworker o &

(see section 4.2).

- Set the selector keyswitch (D) to @ ©
"Toolsetting of coper/notcher and ] @
shears". ®

- Using the footpedal (G), move the 5 (\@&%_
carriage to the lowermost position.

- Switch off the ironworker. ( > /x, ' @

- Remove all tapping screws (1) on the

front of the ironworker. Ut o\
~ Loosen the four guide rollers (2)
(one full turn).
~ Unscrew the tapping screws (3) on the
back of the machine and remove them.
3 4 o

~ Adjust the six guide rollers (4) until you _
attain the proper blade clearance at the @ @
three work areas for flat-steel, bar-steel -
and angle-steel shears ’ \

(see sections 5.3.1, 5.5.1 and 5.6.1).

~  Drill the guide rollers (4) in this off-center ¢
position (drill diameter 0.177 inch). /} ' @ @
—  Screw in the tapping screws (3). @ LB

~ First tighten the guide rollers (2) on the
front of the ironworker all the way, then © © ©
loosen them 1/16 of a turn
(about 20 degrees).

This will give the carriage the proper
running fit.

- Drilt the guide rollers (2) in this off-center
position (drill diameter 0.177 inch).

- Insert the locking screws (1) and tighten
them all the way.

6.2.3 Final Tasks

- Attach the coping saddle according to
section 7.3.4.

- Recheck the blade clearance on the flat-
steel, bar-steel and angle-steel shears
and on the coper/notcher,

- Replace the hold-down of the flat-steel,
bar-steel and angle-steel shears
(see sections 7.2.5, 7.4.4 and 7.5.5).

- Attach punch according to section 7.1.1.

- Check centering of punching tools
according to section 7.1.3.
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Maintenance - Hydraulic System

6.3 Hydraulic System

Whenever working on the
hydraulic system, make sure
the equipment remains
immaculately clean.

6.3.1 Checking the Oil Level
— Open the cover panel at the base.
- Remove the cap (1).

~ Regularly check the cil level with the
measuring gauge (2). The oil container
should be filled to about 3/,” below the

cap.
— Replace the cap (1), closing it tightly.

~  Close the cover panel.

6.3.2 Refilling the Qil
—  Open the cover panel at the base.

~ Read the oil grade off of the instruction
. label (3) on the hydraulic container.

Always refilf with the same
hydraulic-oil grade; never mix.
At extreme ambient tempera-
tures you must consult Mubea
Machinery and Systems Inc.
(see Customer Service).

- Remove the cap (1).

—  Refill with oil until the oil level is about 2
cm below the container cap.

— Replace the cap (1), closing it tightly.

-~ Close the cover panel.

11/91 PROFI 500




Maintenance ~ Hydraulic System

6.3.3 Cleaning the Reflux Filter

The first cleaning is to be done after 10
operating hours.

Routine cleaning of the fllter should be done
-every 600 operating hours.

The same intervals apply to changing
disposable filters.

~  QOpen the cover panel at the base.

— Unfasten screws (1) and take off filter
cover (2).

- Remove spring (3).

—  Pull out filter element (4).

~  Clean filter element in scavenging oil or,
even better, use new filter element.

Water, lyes or kerosene are
unsuitable as cleaning agents.

—~  Clean the sealing surfaces of the cover
{(2) and connection piece (5).

— Putin a cleaned or new filter element (4).
~ Insert spring (3).

-~ Replace cap (2) and fasten with the
screws (1).

-~ Close cover panel.
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Maintenance - Hydraulic System

6.3.4

11/91

Changing the Oil

The first oil change should be made after 600
operating hours.

After that, the oil must be changed every
1,200 to 1,500 operating hours.

With every oil change, also
change the oil filter.

If the grade of oil is changed, the new oil
grade should be indicated on the cover cap
of the hydraulic container.

— Open the cover panel on the base.
— Unscrew the oil drain plug (1).

~  Drain the used oil.

Before draining the used oil,
procure an appropriate collector
vessel.

Avoid polluting the
environment!

Take the used oil to a waste
disposal facility!

— Clean the oil container {2) and the
hydraulic system with scavenging oil.

— Clean sealing surfaces of filler neck (3)
and cap (4).

— Check seal of oil drain plug (1) and, if
necessary, change.

— Insert oil drain plug (1) and screw tight.

- Pourin new, unused oil. The oil container
should be filled up to 3/4" below the cap.

-~ Close filler neck (3) and cap (4) and
screw tight.

- Ventilate system.
Switch motor on, letting it idle for about 4
min. Then use the footpedal (G) to move
the waorking cylinder a number of times
without any load.

— Recheck the oil level.

~  Close the cover panel.

PROFI 500



Maintenance - Hydraulic System

6.3.5 Checking the Max. Operating Pressure

Note

The max. operating pressure is factory-set,
lead-sealed, and need not be tested (for
operating pressure, see section 1.1 and
instruction label on oil container).

If so desired, it can be checked using the
factory-installed test lead.

- Switch off the motor.

- Open the cover panel at the base.

~ Connect the pressure gauge to the test
connection (1) and lock it in position.
(Special "pressure gauge” accessories
can be ordered from Mubea Machinery
and Systems Inc., or are available on the

market.) 2 _c;
~  Switch on the motor (see chapter 4.2).
— Loosen the T-screw (2).
— Slide the trip cam (3) over the roller (4) of @\A
the limit switch for a short time. Upon
contact release, pump begins running 4
under pressure. ' °
— Read pressure off the gauge. C/
-~ Reset the trip cam (3) and tighten the T- \ d%_l
screw (2). @) \
3

—  Switch off the motor. Limit switch

Bottoming of the cylinder on the
limit switch for an extended time
will cause the overload cut-out to
activate and the machine will
switch off.

- Remove the pressure gauge.
- Close and lock the test connection (1).
~  Close the cover panel.

Do not remove the built-in lead
seal of the pressure-limiting
valves; otherwise the warranty
will be void.
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Exchanging Knives and Tools - Holepunch

7.1

7.1.1

11/91

Exchanging Knives and Tools

Knives and tools should be checked reqularly
for the condition of their cutting edges and for
the formation of cracks. Dull or damaged
knives have to be resharpened or exchanged
for new ones. The possibility for resharpening
the knives and tools is limited in each case
by the cutting stroke of the ironworker.

Defective or worn knives or
tools should not be used.

Whenever working near the
cufting and punching tools, the
ironworker must be deactivated
by turning the main switch (E)
off. Secure the main switch with
a padiock.

Holepunch

Changing the Punch

The clearance between the
punch and the die must be
carefully controlied.

—  Switch on the ironworker
(see section 4.2).

- Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
punch starting position.

— Open the stripper (1).
~ Turn the selector keyswitch (D) to
"Punch toolsetting”.

— Press and hold the faotpedal (G) to move
the punch down until you have access to
the quick-change fixture, or to the
coupling nut.

—  Switch off the ironworker.

PROFI 500




Exchanging Knives and Tools — Holepunch

~ Undo the quick-change attachment (2) by
turning it counterclockwise, or:
Unscrew the coupling nut.

- Take out the punch (3).
— Insert new or resharpened punch.

- For embossing, the anti-torsion pin (4),
which is included in the delivery, must
also be inserted.

Make sure the pin is seated properly in
the adapter.

The clearance between the
punch and the die must be
carefully controlled.

—  Close the quick-change attachment, or:
Screw on the coupling nut and tighten it.

~  Switch on the ironworker
(see section 4.2).

— Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
punch starting position.

-~ Close the stripper.

—  Check centering according to section
7.1.3.

When using shaped tooling, pay
attention to the position of the
cutting form of the punch
relative to the die.

—  Switch off the ironworker.

PROFI 500
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Exchanging Knives and Tools — Holepunch

7.1.2 Changing the Die

11/91

The clearance between the
punch and the die must be
= carefully controlled.

TR

- Switch on the ironworker
(see section 4.2).

- Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
punch starting position.

~  Switch off the ironworker.

—  Open the stripper (1).

- Loosen the clamping lever (2).
—~  Take out the die (3).

~ Insert new or resharpened die (cutting
edge at top).

attention to the position of the
cutting opening.

— Close the stripper.

—  Check centering according to section
7.1.3.

As a rule, check the alignment
of punch and die after every
tool change and from time to
time while punching.

When special tools are used,
they must be designed as safe
tools.

—  Switch off the ironworker.

PROFI 500
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Exchanging Knives and Tools - Holepunch

7.1.3 Check Centering

Die and punch must be
centered. e

As a rule, check the alignment
of punch and die after every
tool change and from time to
time while punching.

- Switch on the ironworker
(see section 4.2).

—  Turn the selector keyswitch (D) to
"Punch operation™.

The carriage moves up to the
punch starting position.

—  Open the stripper {1).

—  Turn the selector keyswitch (D) to
"Punch toolsetting”.

- With the footpedal (G) in the position 2
“Down (search)”, carefully lower the
punch into the die.

Proceed with extreme caution,
so that the top knife does not
touch the bottom knife.

—  Switch off the #onworker.

— Adjust incorrect centering according to
section 5.2.2.

—  Switch on the ironworker
(see section 4.2).

—  Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
punch starting position.

~  Close the stripper.

—  Switch off the ironworker.

7 -4 PROF1 500 11/91



Exchanging Knives and Tools - Holepunch

7.1.4

11/91

Using Eccentric Dies

Note
The hole in the die must be aligned to
the center of the punch.

-~ Switch off the ironworker.
- Change the die (see section 7.1.2).
— Loosen screws (1).

~ Adjust the punch saddle (2) to match the
die (see section 5.2.2).

—  Center according to section 7.1.3.

The punch and die alignment

must be checked whenever a
tool change is made.

—  Switch off the ironworker.
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Exchanging Knives and Tools - Flat-Steel Shear

7.2

7.2.1

i .2.2

Flat-Steel Shear

The top and bottom knives are not inter-
changeable.

The bottom knife can be used on four sides,
the top knife on only one.

Changing each knife individually is also
possible.

Whenever knives are changed,
the blade clearance must be
checked.

When installing flat-ground
blades, particular attention must
be paid to the blade clearance.

Removing the Hold-Down
- Switch off the ironworker.
-~ Screw off the star handles (1).

— Lift the hold-down plate (2) off the
support studs.

‘Changing the Bottom Knife
—  Switch off the ironworker.

- Unscrew the fastening screws (1) from
the back of the ironworker.

— Remove the knife (2).

—  Turn the knife around, or mount
new/resharpened knife.

- Insert and tighten the fastening screws
(1).

- Check blade clearance according to
section 7.2.4.

PROFI 500
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Exchanging Knives and Tools - Flat-Steel Shear

7.2.3

11/91

Changing the Top Knife

Switch on the ironworker
(see section 4.2).

Turn selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”.

With the footpedal (Q) in position 2
"Down (search)”, move the knife carriage
to the lowermost position.

Switch off the ironworker.

Take off the hold-down according to
section 7.2.1.

Remove the fastening screws (1).

Remove the knife (2) from the back of

the ironworker.

Mount new/resharpened knife.

Note
Make sure the top knife is seated
correctly (see illustration at right).

Insert and tighten fastening screws (1).

Check blade clearance according to
section 7.2.4.

Mount hold-down plate according to
section 7.2.5.

Top Knife

N

e

Workpiece

Bottom Knife
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Exchanging Knives and Tools - Flat-Steel Shear

7.2.4 Checking the Blade Clearance

—  Switch on the ironworker
(see section 4.2).

- Turn selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”. :

- With the footpedal (G) in position 2
"Down (search)”, carefully move the
carriage to the lowermost position.

Proceed with extreme caution,
so that the top knife does not
touch the bottom knife.

- Switch off the ironworker.

— Using a feeler gauge (1), from the back
of the ironworker check the blade
clearance along the entire length of the
knives.

-~ The blade clearance should be between
0.008 inch and 0.012 inch.

- If it is necessary to adjust the blade
clearance, proceed according to
section 5.3.1.

7.2.5 Mounting the Hold-Down
- Switch off the ironworker.

— Place the hold-down plate (2) on the
support studs.

- Screw on and tighten the star
handles (1).
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Exchanging Knives and Tools ~ Coper/Notcher

7.3

7.3.2

11/91

Coper/Notcher

The bottom knives of the rectangular
notching tool are identical and each has two
cutting edges and can be rotated.

Whenever knives are changed,
the blade clearance must be
checked.

Changing the Top Knife

The coper/notcher must be in the
uppermost position; if necessary adjust
stroke accordingly (see section 5.1.2).

Switch off the ironworker.

Using a suitable drive-out punch, knock
out the two dowel pins (1).

Unscrew and remove the fastening
screws (2).

Detach the top knife (3) from its
mounting, removing it to the front.

Insert a new or resharpened top knife in
its mounting.

Hammer in both dowel pins (1).

Insert and tighten the fastening
screw (2).

Changing the Bottom Knives

The coper/natcher must be in the
uppermost position; if necessary adjust
stroke accordingly (see section 5.1.2).

Switch off the ironworker.

Unscrew and remove the fastening
screws (1).

Take knives (2) out of saddle.

Turn knives around, or insert
new/resharpened knives.

Insert and tighten fastening screws (1).

Check blade clearance
{see section 5.4.1).
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Exchanging Knives and Tools - Bar-Steel Shear

7.4

7.4.1

7.4.2

Bar-Steel Shear

The knives have two cutting edges and can
be used on both sides.

Whenever knives are changed,
the blade clearance must be
checked.

Removing the Hold-Down

Switch off the ironworker.
Screw off the star handles (1).

Lift the hold-down plate (2) off the
support studs.

Changing the Knives

The carriage must be at the topmost
position. Otherwise, adjust stroke
accordingly (see section 5.1.2).

Switch off the ironworker.

Take off the hold-down as described in
section 7.4.1.

Loosen the screw (1).
Remove the safety cover (2).
Loosen the locking screw (3).
Lift out the stationary knife (4).

Slide the mobile knife forward and then
Jift it out.

Turn knives around, or insert
new/resharpened knives.

Tighten the locking screw (3).
Replace the safety cover (2).

Tighten the screw (1).
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Exchanging Knives and Tools - Bar-Stee| Shear

7.4.3

7.4.4

11/91

—  Check blade clearance
(see section 7.4.3).

- Mount the hold-down according to
section 7.4.4,

Checking the Blade Clearance

- The carriage must be at the topmost
position. Otherwise, adjust stroke
accordingly (see section 5.1.2).

-~ Switch off the ironworker.

~  Take off the hold-down according to
section 7.4.1.

- Press the stationary knife (1) back
against the mobile knife.

- Using a feeler gauge (2), check the blade
clearance between the machine frame
and the stationary knife (1).

— The blade clearance should be between
0.008 inch and 0.012 inch.

~ If necessary, adjust blade clearance
according to section 5.5.1.

- Mount the hold-down according to
section 7.4.4.

Mounting the Hold-Down
- Switch off the ironworker.

~  Place the hold-down plate (2) upon the
support studs.

- Screw on and tighten the star
handles (1).

PROFI 500
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Exchanging Knives and Tools - Angle-Stesl Shear

7.5

7.5.1

7.5.2

7 -12

Angle-Steel Shear

The two stationary knives and the mabile
knife have cutting edges on all sides. They
can thus be used four times.

Whenever knives are changed,
the blade clearance must be
checked.

Removing the Hold-Down

Switch off the ironworker.
Rermove the fastening screws (1).

Lift the hold-down plate (2) off the
support studs.

Changing the Mobile Knife

Lift off the hold-down
{see section 7.5.1).

Switch on the ironworker
(see section 4.2).

Turn selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”.

Using the footpedal (G), move the
carriage down cone step at a time, until
the edges of the mobile knife are visible
in the profile window on the front of the
ironworker.

Switch off the ironworker.

PROFI 500
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- Angle-Sieal Sh
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7.5.3

IREER

Remove the fastening screw (1) from the
back of the ronworker.

Take the knife (2) out of the profile
window to the front.

Turn the knife around, or insert
new/resharpened knife.

If you use a resharpened knife, heed
instructions in section 8.5.

Insert fastening screw (1) with lock
washer and tighten.

Check the blade clearance
(see section 7.5.4).

Mount hold-down according to
section 7.5.5.

Changing the Horizontal and Vertical
Knives

Lift off the hold-down according to
section 7.5.1.

Switch off the ironworker.
Loosen the fastening screws (1).
Remove the horizontal knife (2).
Loosen the fastening screws (3).
Remave the vertical knife (4).

Turn knives around, or insert
new/resharpened knives.

If you use resharpened knives, heed
instructions in chapter 8.5.

Insert fastening screws with lock washers
and tighten.

Check blade clearance
{(see section 7.5.4).

Mount hold-down according to

-

section 7.5.5.
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7.5.4 Checking the Blade Clearance

Switch on the ironworker.

Turn selector keyswitch (D) to
"Toolsetting of coper/notcher and
shears”.

With the footpedal (G) in the position 2
"Down (search)", move the carriage to
the lowermaost position.

Switch off the ironworker.

Lift off the hold-down according to
section 7.5.1.

Using a feeler gauge (1), check the blade
clearance along the entire cutiing edge.

The blade clearance should be between
0.008 inch and 0.012 inch.
If necessary, adjust the blade clearance
according to section 5.6.1.

Mount the hold-down according to
section 7.5.5.

7.5.5 Mounting the Hold-Down

Tighten the hold-down plate (2) with the
fastening screws (1).

Check the position of the hold-down
spindle. lts tip should hold the stock
down in such a way that the workpiece is
horizontal while it is being machined.
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Resharpening the Knives and
' the Tools
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Resharpening the Knives and the Tools - Punching Tools/Flat-Steel Knives

8.1

8.2

11/91

Resharpening the Knives and the
Tools

Knives and tools must be resharpened on
time. Dull Knives put a strain on the iron-
warker and cause unclean cuts.

Dull, worn and chipped tools
and blades leave burrs and
jagged spikes on the workpiece
and increase the risk of injury.

All knives and tools should be sharpened with
a fine-grained grinding wheel.

Make sure there is sufficient cooling!
Excessive local heating will lead to the
development of chinks and subsequent
fracturing of the tools. Use oil stone to
remove grinding fins or flashes.

Instead of regrinding, it may be better to use
new tools.

Refer to the "STOCK LIST-MUBEA PUN-
CHES AND DIES” which can be ordered free
of charge from Mubea Machinery and
Systems, Inc..

Resharpening the Punching Tools

Punch

- Grind the punch only on the face.

Die

— Grind the die only on the cutting surface.

Resharpening the Flat-Steel Knives

- When grinding the flat-steel top knife,
observe the clearance angle (3°).

~ @Grind the flat-steel knives only on the
face and at a right angle.

~  Grind off uniformly, in order that the pitch
between the knives remains unchanged.

flat-steel top knife

30

flat-steel bottom knife
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Resharpening the Knives and the Tools -~ Coping Tools/Bar-Steel Knives

- In exceptional cases, it may be necessary
to grind on the flat side.

When installing the flat-ground
knife, particular attention must
be paid to the blade clearance
(see section 5.3.1).

8.3 Resharpening the Notiching Tools

8.3.1 Top Knife

-~ @Grind the top knife only on the lower
surface.

8.3.2 Botiom Knife

- @Grind the bottom knife only on the upper
surfaces.

~ In exceptional cases, it may be necessary
to grind on the flat side.

When installing a flét-ground

bottom knife, particular

y attention must be paid to the
blade clearance

(see section 5.4.1).

8.4 Resharpening the Bar-Steel Knives

- @Grind the knife on its planar side.

- Depending on the amount of wear, it may
also be necessary to grind the profile.

When installing a knife ground
on the planar side, particular
attention must be paid to the
blade clearance

(see section 5.5.1).
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Resharpening the Knives and the Tools -~ Angle-Steel Knives

8.5 Resharpening the Angle-Sieel Knives

8.5.1 Mobile Knife

Grind the knife only on its faces,
uniformly, and at a right angle.

In exceptional cases, it may be necessary
to grind on the flat side.

When installing a flat-ground
knife, special attention must be
paid to the blade clearance
(see section 5.6.1).

8.5.2 Stationary (Vertical and Horizontal)
Knives

11/91

Grind both knives on their faces,
uniformly, and at a right angle.

The contact edge on the vertical knife
(see figure) must remain intact. When

. the stationary knives are resharpened,

the knives must not be turned around in
order to preserve the contact edge.

In exceptional cases, it may be necessary
to grind the flat side.

When installing a flat-ground
knife, special attention must be
paid to the blade clearance
(see section 5.6.1).

e Vertical
knife
Horizontal
knife
O
O @]
B
{ \o]
A =B ;

Contact edge
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Resharpening the Knives and the Tools
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Retooling - Standard Accessories

9 Retooling

9.1 Retooling - Standard Accessories

9.1.1 Changing Over the Punch Attachment to
Attachment With Coupling Nut

For large series production the quick-change
fixture should always be replaced by the
sturdier punch attachment with coupling nut.
The coupling nut is part of the standard
delivery.

~  Switch on the ironworker
(see section 4.2).

- Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
punch starting position.

&\\«g@- @-6-@ @a[ — 4t

Z

il

—~  Open the stripper.

- Turn the selector keyswitch (D) to
"Punch toolsetting”.

— Press and hold the footpedal to move the
punch down until you have access to the
threaded pin.

~  Switch off the ironworker.
- Loosen the threaded pin (1).
- Unscrew the quick-change fixture.

— Insert the punch in the coupling nut and
screw on the coupling nut.

—  Switch on the ironworker
(see section 4.2).

~ Turn the selector keyswitch (D) to
"Punch operation”.

The carriage moves up to the
punch starting position.

- Close the stripper.

- Check centering according to
section 7.1.3.

Punch and die must be properly
aligned.
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Hetooling — Special Accessories

9.1.2 Attaching the Stripper Plate to the
Holepunch

For punching work using small punches and thin
stock you must add the stripper plate, which
belongs to the standard equipment.

—  Switch off the ironworker.

- Slide on the stripper plate (1) and fasten
it to the stripper using two threaded pins
(2) on the left and right side.

174
I

Retooling - Special Accessories
(Not Standard)

9.2.1 Length Stop

- Attach the length stop (1) with three
fastening screws (2) in the boreholes
provided on the back of the ironworker.

~- Insert the plug into the socket.

Notes:

When switching on the ironworker, turn the
selector keyswitch (D) to "Shears length
stop” (see section 4.2).

For operation of length stop, refer to the
separate user manual.

The safety flap of the angle-steel shear has

only been removed for the purpose of
representation.

9.2.2 Triangular Notching Tool

Converting to the triangular notching tool
follows the same procedure as exchanging
the top and bottom knives of the rectangular
coping tool.

- Exchange the top knife
(see section 7.3.1).

— Exchange the bottom knife
(see section 7.3.2).

9-2 PROFI 500
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Malfunctions and Their Hemedy - Machining Errors

10  Malfunctions and Their Remedy

10.1 Machining Errors

Error

Carriage does not move
down when footpedal is
pressed

Cause

Remedy

11/91

v

Selector keyswitch
at position "0"

Y

Switch setting

Y

W

Selector keyswitch at "length
stop” position

¥

Switch to "Footpedal” position

Directional control valve dirty or
defective

A\ 4

Repair or replace directional
control valve

Y

Directional control valve does
not switch

v

Have electrician find and
gliminate error

v

Footpedal does not function
properly

A4

Have electrician find and
eliminate error

PROF 500
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Malfunctions and Their Bemedy - Machining Errors

Error

Carriage remains in
lowermost position and
does not move up

I Marriage moves down, but
orkpiece is only partially
| cut or not cut at all

10-2

Cause Remedy

B Selector keyswitch in B Switch to "Operation” position
“Toolsetting” or "0" position

B Limit switch for limiting of stroke B Check limit-switch setting, or
does not function properly have limit switch replaced by

electrician

» Directional control valve dirty or & Repair or replace directional
defective control valve

> Directional control valve does p- Have electrician find and
not switch eliminate error

B> ‘Footpedal does not operate #| Have electrician test and repair
properly footpedal

B [ronworker’s power-range limit P Use stock with less tensile
exceeded strength or decrease workpiece

cross-section

p Cutting edges df knives ——p>| Grind or replace knife
extremely worn or damaged

B Blade clearance of knives p-| Adjust blade clearance to
much too big correct width

B> B| Check pressure and, if

Hydraulic pressure in system
too low '

necessary, adjust (see p. 10-9)

PROF! 500
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Malfunctions and Their Remedy - Machining Errors

Error

Cause

Remedy

Carriage moves down, but
workpiece is only partially
punched or not punched
at all

A

lronworker's power-range limit
exceeded

\%

Use stock with less tensile
strength or decrease punching
cross-section

\4

Tool extremely worn or
damaged

v

Grind or replace tool

4

Hydraulic pressure in system
too low

N

Check pressure and, if
necessary, adjust (see p. 10-9)

v

Footpedal does not function
properly

S

Have electrician find and
eliminate error

Angle steel is cut, but the
cut sections are out of

shape or not square

11/91

v

Blade clearance between the
knives too big

A4

Root radius on workpiece and
on mobile knife are different

A4

Adjust blade clearance
(see user instructions)

L

Adjust radius on mobile knife to
the root radius

v

Knife geometries changed due
to improper grinding of knives

v

Incorrect setting of hold-down
spindle

\id

Grind knives according to rules
(see user instructions)

PROFI 500

Y

Set according to user
instructions
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Malfunctions and Their Remedy - Machining Errors

Error

Motor is deactivated by
overload cutout after a
short time

Cause

Remedy

10 -4

v

Overload cutout incorrectly set
or defective

X4

Have electrician test and, if
necessary, replace overload

" cutout

\4

Directional control valve does
not switch off or over at upper
or lower stroke point

v

Repair or replace directional
control valve

N2

Directional control valve
receives no switch instruction at
upper or lower stroke point

¥

Have electrician find and
eliminate error

v

Stroke setting for upper or lower

‘stroke point incorrectly set

\4

Correct the stroke setting

v

fronworker’s power-range limit
exceeded

v

Use stock with low tensile
strength or small shear/punch
cross-section

Y

Hydraulic pump defective

v

Replace hydraulic pump

v

Motor damaged

PROFI 500

v

Have motor repaired or replaced
{have motor replaced by
qualified electrician)
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Malfunctions and Their Remedy - Electrical

10.2 Electrical Errors

Error

Motor does not run

Cause

Rémedy

11/91

B Fuses in the supply line » Replace fuses; if necessary,
released have electrician find and
gliminate error
B Circuit breaker for controller > Have electrician find and
defective eliminate error
> Overload cutout released or B Activate overload cutout; if
defective necessary, have electrician find
and eliminate error
» Motor contact defective i Have electrician find and

PROFI 500
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Malfunctions and Their Remedy ~ Electrical

Error

Excessive noise in the
hydraulic system

10-6

Cause Remedy
P Too little hydraulic oil in 2| Raise amount of oil to
container prescribed level
» Hydraulic oil too cold P Heat hydraulic oil to
{below +40 °F) temperature of +40 °F
> Oil temperature too high »| Raise amount of oil to
(above +160 °F) prescribed level
Use prescribed oil grade
= Oil-return filter dirty - Clean or replace filter
| Oil-container ventilation clogged p-| Clean ventilation filter in fid of oil
container
B Viscosity of hydraulic oil too »| Use appropriate oil
high
B Hose or pipe lines vibrating ¥ Check/tighten fastenings
B Pressure-limiting valve damagedi—| Set pressure-limiting valve

or incorrectly set

correctly or replace it (removing
the lead seal voids the
guarantee); if necessary, call for
factory Customer Service

v

Air in suction line

wr

Tighten or replace screw-type
fitting of suction line

v

Motor defective

A\

Have motor repaired or replaced
(have motor replaced by
qualified electrician)

4

Pump defective

\4

Replace pump

PROFI 500
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Maifunctions and Their Remedy - Hydraulic

10.3 Hydraulic Errors

Error

Cause

Rémedy

Insufficient pressure or
none at all

11/91

B Alr in suction line = Tighten or replace screw-type
fitting of suction line
B Oil viscosity too low > Use appropriate hydraulic oil
i Directional control valve p~ Repair or replace directional
damaged or dirty control valve
B~ Motor defective 1 Have motor repaired or replaced
(have motor replaced by
qualified electrician)
B Pressure-limiting valve damaged—{ Repair or replace pressure-
or dirty limiting valve (removing the lead
seal voids the guarantee); if
necessary, call for factory
Customer Service
p| Hydraulic-cylinder bore P Exchange hydraulic cylinder
damaged
- Coupling between motor and »| Replace coupling
hydraulic pump defective
i Plunger seals in hydraulic B Replace plunger seals
cylinder damaged or worn
| Pump defective 3| Replace pump
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Malfunctions and Their Hemedy - Hydraulic

Error

Irreguiar or fluctuating feed
output

Cause Remedy
> System not completely | Ventilate system
ventilated
“| Hydraulic oil too cold (below "| Heat hydraulic oil to
+40 °F) temperature of +40 °F
B Viscosity of hydraulic oil too | Use appropriate hydraulic oil
high
& Oil temperature too high (above P Raise amount of oil to
+160 °F) prescribed level
Use prescribed oil grade
| Directional control valve ¥ Repair or replace directional
damaged or dirty control valve
#{ Oil-container ventilation clogged I Clean ventilation filter in lid of oil
container
24 Too little hydraulic oil in » Raise amount of oil to
container prescribed level
P Motor defective ¥ Have motor repaired or replaced
(have motor replaced by
qualified electrician)
B Pressure-limiting valve damaged|—-| Set pressure-limiting valve
or incorrectly set correctly or replace it (removing
the lead seal voids the
guarantee); if necessary, call for
factory Customer Service
B Air in suction ling > Tighten or exchange screw-type
fitting of suction line
2 Oil viscosity too low 2 Use appropriate hydraulic oil
| Pump defective » Replace pump

PROFI 500
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Malfunctions and Their Remedy -~ Hydraulic

Error

Cause

Remedy

Too low a feed output or
none at all

11/91

Have electrician change motor's

> Motor rotating in wrong directionf—
electric connection
Hydraulic oil too cold (below p Heat hydraulic oil to
+40 °F) temperature of +40 °F
1 Viscosity of hydraulic oil too B Use appropriate hydraulic oil
high
w4 Oil temperature too high {(above B Raise amount of oil to
+160 °F) prascribed level
Use prescribed oil grade
p QOil viscosity too low »! Use appropriate hydraulic oil
» Qil-container ventilation clogged » Clean ventilation filter in lid of oll
container
» Too little oil in container » Raise amount of oil to
prescribed level
B Air in suction line B4 Tighten or exchange screw-type
fitting of suction line
g Prassure-limiting valve damaged By Set pressure-limiting valve
or incarrectly set carrectly or replace it (removing
the lead seal voids the
guarantee); if necessary, call for
factory Customer Service
| Motor defective » Have motor repaired or replaced
(have motor replaced by
qualified electrician)
31 Pump defective - Replace pump

PROF 500
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Malfurictions and Their Remedy -

- Hydraulic

Error

Cause

Remedy

Exchange coupling

Temperature of hydraulic
oil too high

16 - 10

- Coupling between motor and &
hydraulic pump defective
> Directional control valve ¥ Repair or replace directional
damaged or dirty control valve
2 Plunger seals in hydraulic 3| Replace plunger seals
cylinder damaged or worn
B+ Hydraulic-cylinder bore B Exchange hydraulic cylinder
damaged
w1 Oil-return filter dirty 3 Clean or replace oil filter
B Too little hydraulic oil in »| Raise amount of ail to
container prescribed level
1 Wrong viscosity of hydraulic ol > Use prescribed oil grade
(too high or too low)
! Directional control valve $| Repair or replace directional
damaged or dirty cantrol valve
! Prassure-limiting valve damagedi——%{ Repair or replace pressure-
or dirty fimiting valve (removing the lead
seal voids the guarantee); if
necessary, call for factory
Customer Service
#{ Directional control valve does »-| Check stroke setting and set
not switch off correctly
3| Directional control valve ¥ Have electrician find and

receives no switch instruction

eliminate error

v

Pump worn

A

Exchange pump

PROF! 500

11/91




Malfunctions and Their Remedy - Hydraulic

Error

Leaks in hydraulic system

11/91

Cause Remedy
B Screw fittings loose —= Tighten é‘crew fittings
—p Hydraulic hose defective B Replace hose
» Hydraulic valve worn > Exchange hydraulic valve
# Hydraulic pump worn | Change hydraulic pump
B Hydraulic-cylinder seals worn # Replace hydraulic cylinder or

PROFI 500

exchange seals
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FLESCHNER ~ MOELLER TAB Siecgen F'age H 1
R P o R T S LI 5 T s##% 07706 703 0L

dffer Na. H Crder Mo, §OBR/4344 02 Crder

CustomeriMubhr + Hender Dete of Nesacistian :
Maschimenbay GmhbH Date of Receirt i 1E, 08
Auf der Schlachtwiese Oate of Harndlina IO, 08
AN /Attendarn Date of Delivery :ooE. 11w

Attendarn Number of Svetems. 20

Neaociator :

Talephone 2

Froject Designation @ Stederunsen "PROFI-SO0" USA

Crder Na. §OYAAAR/LOS0 ] 13850

Fersan in Charge i Howe/Scht

Manmer of Deliversy i GEEIGNETE

Drawing—Nao. PSR 043/52-17032.02

Fated Current z 22 A Cantraol Veltage : A75 Y

Mainm Fuss H 76 A Freauency—Contral Valtaas : 60 Hz

lime Valtaas :OEz0 v Svatem—Contral Valtase H

Freaquency—Line Voltaoe : &0 Hz  Auxiliary Voltase : V

Svestem—Line Valtase H Frea.~Auxiliary Valtaze 2 Hz

wm

Maimse Tvre

H 33 3 3 R A IR 3 3 4E 6 R 36 R 90 30 3 R R IR R 3
# Protective measures within the scope of this order: #

B e e e e e W
# This tested LY switchsear and controlgsar assemblw  #
# corresponds to VOE 0440, part 500, #
# Parts, not belonsing to the orperating current cir— #
# cuit, and which can becaome alive in case of a fault #
¥ are cannected to the ground wire terminal. #*
B e e e e #*
# Further protective measures for compliance with *
# VIE 0100 ( connectiaon N with PE ) have to be carried#
# throush on site bv the installation company. *
# #*

FFEH I 3B A B I 6 30 3R 36 3 TR B 36 B 3E 6 620 36 36 K 3

Srecial Notes



FLOCENER — MIELLER TAR Siesen Faae X =

H¥¥ P AR T S LIS T wxs 07706 703 OY

Of+Fer Na. H Order Nou PSR/ 4344 O Crder
Ttem., Device Marking Type Tyre Group Guant., L.-Price Item.—Pri
Fd 0:

10 F AEL031 (RITTAL) Control.Panel 1

20 108 P1-23/V/5VB Circuit Interrupter 1

30 16l FKIML-2.4 Hanuzl Motor Starter 1

40 F 1T STT0. 1-UL-AUSF. PRIM. 2XZ30V{SEK. 110/ 115/1200)5t. Tr. (KLET - 1

50 {(ON DILOM/22(115V60H7) Universal Contactor {

& 1R 100-24 Overload Relay {

70 1PB,ZPB. LT QDOL-11/10/K11/F Orerat.Devices~Comb. {

70 ICR DILER-31 (115V60HT ) Contactor Relay i

L ] UK1O Terminal Strip &

110 USLEGL0-1 Terminal Strip- z

120 F 42 SLEKS (PHOENIX) Terminal Strip 12

130 IW-T0 Acc.lam Switches 3

3

140 IAY-TO Acc.Cam Switches



e

I R T I [~ i
JHOH 3 Judeg 13933 z8g 261068 {un3pQ C WoIpuny “Jswnnunpy ‘jay ) Bunuyojezuueyeijuwaqelijeg - efony = ssn|yosuy 10
* ¥SN_ 0@5-1408d ot [+ 1] ot [T
T1eg S0 EQL 0410 = BunuymazequeBauy L
| : -
uoa] | COEBLIZES/EROES 430N3E 3 HHNM -
HITII0H — H3INAJQTH
1 ¥8l = AQ9Y I
] YOE = ABEZ -
dHs'L I
+. $/°0@9 L
ABSY /ABEZ
|
] ZHO9 AGH Ajddns r
sBojjoA jonqueD Buiwoour -
_ mCJccoamLmjmpm Bunsiadsui] L
m 1 g1
E ko] EoN "
Ze1 mﬂ ePaPiix
ol | : -
rg2L Ag _ _ L
vAGE . *
1 _ ) L
ABESHE AB ! _

had

Yo1Ms ulbw




o wooe [N L

e + SN ®®leL0m& oA § Qs * + _ - — Uy un g i)
ey 70 E0L 90410 = burngporentiony
a Iy -
] e CDEBL-SSAEREES #mw HIONIS 3 HNM
HITII0H - HINADQTA
uonjoasdo Jojow
gelnag JO10L
v Y = ABOY
; v = ABEZ
. dHS" L
Yy
200 28071 ~
d ! Z
mx . NOJL
O W
B mmv efz 5w
_— e
9q SSE ‘ 32/
as 35 g »| 2y ¥rI-Q
m_% £ o= 7 m and
58 .5
£1f S/ .
r_HH NOOb
ezl 2
LCMImH_N I mnﬂum.llwnl_l ZOU—
e
22 p gdl
m B
bRl 50 ugy, Ze/
o O3 =~ N4
o 56
v TN




L i L L o i i

i

! o .

N S

W HMof

mCDcLu_.\uhCCmr__m._ JsgIey -

sboply =

JHOH 1 Jadsg _ 13403 _.Nm.u _ ¢ UOAUN | CaBwRr YD 7 Y EETIVEENY
] san + ¥SN  B8S-1404d UG A 4 d| _ + _ — _ Uor} s g T _ + | -
1o SO E£0L TOLLD = Bunayaszequebiy o
C .
- JOEBLL-Z5/EYRES
£ro8s @ YIANIE 3 HHOH ]
J3 11306 - HINMIO T
e ﬂm dn 1oays UNOp JDBYS -
R TR UMHO ound dn yound
9/ m Jo*umwm 5 48110ds usjusd 5 vu; . L
. T L 4 495 supng qo =ia3yog
3 qo 8zupig 10D BZup)g r
5 -
<01 v o2y BE[2¥ 6z A
A .
- b U\ A4 I 7w VA
[ | L
| abgge -3 10s2 -5 10sE -3 108! ]
, e + 7 + T + U
o] be| LT/ o -
3 == =
£e .
LET2X gcyey mMHm.n L
- o weiieq
2z|, Le/ o]t
[, feje 4auns jwn) Q
w;! W_Q— g uaun
- Fr ml_m LNU_DLUWﬁCm
Wb —
doy
1672% Yapms pw ECTZY
2l oy u“mmo §SE ju=wabupuay oojuc)
] Sy L R arex myex = -
12 i L
] (4 R -
] g2yey 2 ’ L
f7ex elyex Sse g ey ee
>y ¥ o a 9
! £ s ¥ T ER T T
- —_———— = = - — - — = e — b — e — et e ol o S P ® © ® 9 © o -
PPV 3 E ) bg 8 21 gl mm\a vood z) U Mm@ > w m
[+7) o} D C D H
— T 21 5 " 5 3
N 1] o o 9 o
5 & d/ sz
- alyex 37 20 230 s >3 L
RIS
n
2 F e 8¢ ]
T g ZF = A
M = 5 @ -
| o1k D ~ .8 27
i
132 £33 ]
e I = 5
L
) o
T =
. b oy £ e - ® |
o}
Q@
. . Ex
deys o Guny mofumcommcuq P uM“_MNUMMMM @ P
uansaada al mmm qatsjag l\ mf
ESEINLS ” sy [T T T T T T T = - - Ty Ty T — - i I 514l © A
650

18




ded. l — ‘ o L

JHOH G nadeg _ 13¥03 rz8g _ 16112 wnyon ¢ HONANN § TUsuunuyoy jay ) .@_LJLLU_m_NCmeE..ﬁEmn__m_:mm A - w_mu_ri . = gsnyoauy

- VSN 8@8S-[404d “en 40 1 e T+ =1 y— o

A0 £O0L 90470

Binua(ze zogqurdoy

20°EBL1-25/8
el 5 Y30N3E 3 YHNH

31730 - 4INHIQT

7 @Jnsosw

98
P E——

1

i g

I

1

“ =0

p B9 1l

{

i

m ol

Lio]

y LB
w i w

] - jE!!

P2

i 3.

,

I =<

m oty

I

] sdl ! NOJL

i - ]

| T

~ oJi
o ” *

PQs '40dd - eyo|d Bununouw




- .
L ot s L . " X L " 1o . s PR i . .| 2 L .

( Gopung ussunuggy Tidy ) BunuyamzZousy3ijwsyaelag - abojuy = SSMosuy 15}

IngH  Agnadag ] 13103 zeg | iwge C

Wwnio(g

it

, * VSN 00S-1404d e . [l = Mk ) *
SO EO0L F04L0 .

Bunuwpye rogqueBary

IO'EBLI-ZS/EYRES

vl o Berriony H_\% 4IANIE 3 SHNW
RERRE LS

IYNINY3L
D AYNIHA 3L

TYNIW 3L
D YNNG AL
THOIY/WIILE3A / LA3VWWINOZIMOH 4ldLS TYNIWMIL 3dAL - TYNIWY3L HOd

HOLL0G NOLLI3NNGD 378Y9

1}

d0L NOLLI3NNDI 37av3

1k

i XXX [X]X a1

| . X X X ]X ATddNS INTHOINI

3dAL-3718YD | ONDIYVYH 378v3 NOLLYNOIS30 301430

NOTLYN9IS3a

NOILVNILS3d

‘ON- NOLLJ3NNDD

OQQDOOOOOOOOOOOOOOOOOOODOOOOOOOOOOOOOODOOOODOOOOOO HAdune

ON - IVNIHY3L

L
El
£
a1
11

EL
21

X
dIdLS WNIWIIL

NOILYNDIS3a

NOILYNILS30

“ON NOLLJENNOD

T




| I PO . S L. T R SN . S R Jd oo -
IJHOH 1 jnadag _ 13403 $Zeg _ 8112 awnjoq ¢ HOMHUN ] TiswunUyny ‘1ay ) DJriaySlaZuusy@ipwsgayag - ebojuy = ssnpyosuy ¢ Hyoe
4 bon + ¥Sn  89S-[404d uor s dAy _ + _ — _ worysun 4 _ =y + _
1Eg 4O oL 90440 = Bunuage 20quetnuY ]
L 20°EBL-75/8Y
AHPH] Ry mmezm.mEmﬁ $ mmazmm .m mz:z
AITT0N - HINNIOTY
e TYNINYAL
) HOLLOB NOILJINNOD 378vd = [ ] TYNIHEaL -
- ’ IYNIHY3L
d0L NDILJIMNOD 378YD = [ ] YNIHEAL -
JHIM/WILLYIA / L4371/ WINOZIMOH :di¥LS TYNIWYIL “IdAL - TWNIWYIL HOY |
Q
§7% dOL HJILIAS LIWLT i
X X |x S8 |
XX X XTI [X WO1L08 HOLIRS LIWDT
X X XX (X[ Sidl HJILIAS 1004 |
IJAL-TTGYD | ININGYH 378VD NOLLYNIIS3d 301434 |
u NOLL¥NIISIQ | |
i
wy |1
<)
=
-
= 1
=
N "ON NOILD3NNGD
A A
C|ololojolofojojo|oiojolo OOOOOOODOOOOOOOOOOOOODOOOOOOOOOOODO-..D 4300 W
=
— K2 .
e et S R e e Bl Ee e et e S R R L = el YW 3 .
el
NOTLYNI[S 30 |
™ o
™
o
=
=z L
=
—
o
= i
‘ON NDILI3NNDD
T 1




" _ _ . . L

o~

e P I N B
H._BCI _;.;u.:_mu _ r_mxuw “.Nmm — ~@:—N HE_‘SCD m COSV*CDH_..LNEE:C_L.D.N T_L( b) MCQLLU_GNCCM,\__N.I_EwﬁTU_Lumm - mmo_C( = QWD_LUmC¢. B 10 +
+ ¥SN  @95-1408d s [ en T+l = 1 s | I TI N
1w A0 EOL 90440 = BunuyorezoqueboiLy
8 EBLI-ZS/EY
| | COEBLTESERORS H3AN3E 3 SHOK
Y3TT30W - §INMOOT
‘ S T N H TYNIHYIL
Woilog NOILOIWNOO FWvO =[]} -
e N A TNIHY3L
0L NOILOINNOD 318VD = [ | s NIMAAL
LHIMH/TYILLYIA / L4371/ WANOZIYOH dI¥LS IYNIWYIL 3dAL - WNIWYIL HOY
q
X X X 1052
XX X T0SE
XX X st
XXX §79 d0IS HLINTT
TAL-THV3 | NDesvu NOILYN9ISIQ 301430

NDILYNSISIA

()
NOLLYNELS3Q o
-
[3)

‘ON NOILJI3NNOD

3
3 (52}
OOOOOOOOOOOOOOOOOOOOODOOOOOOOOQOOOOOODOOOOOOOOOOOO 3440 and
e
- o
=
! it
1 ule jolw|oiw|wlwlw|o|w|w ON — TYNIREL =
M@ M@ | MO ~{D (G [m{ & ﬂ

NOLLYN9ISAQ

NOILYNILS3Q

: ‘ON NOTLJ3MNGD




T R T v

-t T ) i . I , . , o X N . . o . | . L= ) __ . o . . o -
3HOH 14nadag _ 13403 vZ8q _ B2 wnjor) ¢ uOI4UN y TJBwwrO7 jay ) Bumuysiezuusyeipusqentsg - sBouy = _ _mm_:EUu_.é ~ ,T:
e 4+ uar} qun d p— WO Mun A
T e T VSN 8@S-1408d 1104 | ] [ g ] EEN
Bunayoye agusOopy
& . L
’ CO'EDL -25/EYRES
sipi] ot ooy | JIANIE 3 gHMW
YITI30H_ - Y300 B
21 @Jnspauw yj
q . L
] w
2 L
sse sql |
] 8dl
] 41 ||||||||||||| \ |||||||||||||| 17 -
] |
. —18d< ,
| 0 !
L _ |
; | L I
_ )
1 r !
— w 0 ag 4 o8 A ail A |
- 12 r
4 BBE -
®®m _:._.OL& - HBIA ;*CO..C. 4
- : v — - .




._...._m; Ty Cm.,..: A5 (SN[ S 1T W] 19571 g Y
R o ._.\ OPH\ O HEWI NYENINIHISVW
19 )m\ O ﬁ\o @ siN—ofunuys)ay b@%genﬂggbgag
Guniysyaueaoyang 11w Bunuanayg.y) (npaphy \&nﬁ\@ pEorer .m:mv‘.u
. 1 UU
wzyshs o5y nouphy STose T E5 5 Tareea
o Hﬁ_i ] Tnolp m*Iﬁ Gunuuzuag swBp wnyog 1661
CIN-LT2Po} [N
zang -t b AN TP R Yoy 831L NIg
YSN) THO9 T Jsny 00S T40Yd Frovosson {aou
TELEE] qo 1655} IMMH_M_WWW“U
MIELE 3 ' s o | - - - - B B -
YR df| uo)ipujwouaQ unuuausg |,_.:m Busy| d _” — T 1°9-51 1/ 109 i
193-S0 G/ 109 ERLER SR 123y 120429712(] T T i
1A 3H 37 "0Z dd dund — gy 2dung ~ OH [ !
1A 3H 00E S| +oddns dwund 126201 yuadung T c N N ) N j
Riquasso L C
1o LM ST N Bujyrdnes Bunddny 14 7
g IHO3Y AQ77 /022 s
i-“1¥008% AYS‘S GA/EE VS ZELdY 4010l —~ NO 490 — NO 2 g s _\,_
1A TH 02/8  3dW voud Ui iby 4231114 4no 1yR3ny 3 g ~5spoIT
T% S0 U0R LR
144 3H [ a0t b Tr Cia e tienturg Tl L Tqwe [a737
Ia[OA O[T
pUD DA DA YI} Mo 2e2NnQ | pun T]iuss
aineenad | 20 toa |- HIPYIEYINIQ [ s U T)puUDL - - T -
sjoeys g saatos| — Bopyseyazny g 4 p)yyuse 7m ~
2T}FCIYE ] YI)m| — T20804() wIIDQg{(I}eu)d . 6 d !
{c| L 3H 7 "EECED WH syogd Bujyunopf| T piw-1dysa3yp(daboiucy T g i . 0sse _
) T fyte
1A\ 3H L"7ELE0 AH RERREY] u._:M“uﬁ.Wn_‘, .:y:u>om::N:ul.mwM“.n_,wwm_ b e N oL .
I A IH =A96/L08-0L-€/733R | A T°4 Prousteg| - 1dys [13u2a313ubny 1| ot _ 0)4 e 1A | #2/1
. | b —I
IdA3H | <ASB/°IT1-0T-g/743n| 4tes prewsteg| - 1dy/ 113034 33ubo) A G - PoaH
e RN - LI |
. sele TT O \VA\ !
‘ hmm II(" Iﬁv\mv '
. 570 .
:v\ﬁm.é ‘_. ‘
n-k /. ] -k .
u7/€d u7/€Y NS-W  .7/1Y
g v
IEEEEEAS
TquWo TdisA u7/8d
N
STNG
9INa w772

S31 *001e/071 @

12puy ﬁmu

1BpuU) ﬂDN




00T C0L10

CAN—oBunuyo)az

HAW3 NYEGNINIHISYW

epusg pun IUniA

apuc} 2p uo Td u.\HNn ZETEF] 6ina4
ADIP WO Y}OpUND 1 dag
v pdyusunpun wumusSpues | 116788 | qieeg
mc::cucum WDy wn o) 2861
NS T TR PO (oriqm
TAM= Dy Fryey 831L NIO
Fieroion BT
] Qe y e 0o —eoDw )34
i
e _“WM 1 3wwnuyong Bunuususg ﬁ ey wm:u_.__ cs0y
a3

0130 JUSURD,p S3 7407 In0d 104D J

65 9 J0J3,} S840, U0}J0pUG; B 3p JNapunjodg




