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Art. 7911/7911P  PUNTATRICE PNEUMATICA CON TIMER INCORPORATO

. A SCR E COMPENSAZIONE, 25 KVA
- AL T7913/7913P  PUNTATRICE PNEUMATICA GIROSCOPICA CON TIMER INCORPORATO
A SCR E COMPENSAZIONE, 6 KVA, RAFFREDDATA AD ACQUA CE
Art, 7916/7916F  PUNTATRICE PNEUMATICA CON TIMER INCORPORATO

A SCR E COMPENSAZIONE, 6 KVA, RAFFREDDATA AD ACQUA

* ltem 7911/7911P  AIR OPERATED SPOT WELDER WITH BUILT-IN SCR
‘ TIMER AND COMPENSATION, 2,5 KVA
- Hem 7913/7913P  AIR OPERATED GYROSCOPIC SPOT WELDER WITH BUILT-IN
g ) SCR TIMER AND COMPENSATION, 6 KVA, WATER COOLED C€
ltem 7915/7915P  AIR OPERATED SPOT WELDER WITH BUILT-IN SCR
TIMER AND COMPENSATION, 6 KVA, WATER COOLED

Art. 7911/7911P  PINCE A SOUDER PNEUMATIQUE AVEC TEMPORISATEUR
A THYRISTORS INCORPORE ET CONTROLE D'ENERGIE, 2,5 KVA
Art. 7613/7913P  PINCE A SOUDER PNEUMATIQUE GYROSCOPIQUE AVEC TEMPORISATEUR A THYRISTORS C€

INCORPORE ET CONTROLE D'ENERGIE, 6 KVA, REFROIDIE PAR EAU :
. 7916/7916P  PINCE A SOUDER PNEUMATIGUE AVEC TEMPORISATEUR A THYRISTORS INCORPORE
ET CONTROLE D’ENERGIE, 6 KVA, REFROIDIE PAR EAU

. 7911/7911P  PNEUMATISCHE PUNKTSCHWEISSZANGE MIT EINGEBAUTEM
THYRISTORGESTEUERTEM ZEITGEBER UND KOMPENSATION, 2,5 KVA
. 7913/7913P  PNEUMATISCHE PUNKTSCHWEISSZANGE MIT EINGEBAUTER
SCHWEISSZEITREGELUNG UND KOMPENSATION, 6 KVA,
. WASSERGEKUHLT, KARDANAUFHANGUNG C€
- 7915/7916P  PNEUMATISCHE PUNKTSCHWEISSZANGE MIT EINGEBAUTEM
THYRISTORGESTEUERTEM ZEITGEBER UND KOMPENSATION, 6 KVA,
WASSERGEKUHLT

. 7911/7911P  PUNTATRIZ NEUMATICA CON TEMPORIZADOR
INCORPORADO A TIRISTORES Y COMPENSACION, 2k5 KVA
. 7913/7913P  PUNTATRIZ NEUMATICA GIROSCOPICA CON TEMPORIZADOR
INCORPORADO A SCR Y COMPENSACION, 6 KVA, REFRIGERADA POR AGUA ce
. 7915/7915P  PUNTATRIZ NEUMATICA CON TEMPORIZADOR INCORPORADO
A TIRISTORES Y COMPENSACION, 6 KVA, REFRIGERADA POR AGUA
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INTRODUCTION

CAREFULLY READ THIS MANUAL BEFORE INSTALLING AND
OPERATING WELDER, )

This manuale Is addressed to the factory responsible in charge
who must release it to the personnsl in charge of the welder
Installation, use and maintenance. He/she must chack that the
information given in this manual and In the enclosed documents

have been read and understood. The manuat must be storedIna -

wall-known place, easy to reach, and must be looked up each time
even litle doubts should arlse. '

. This welder must be instalted in industrial environments only.
There could be some ditficulties in ensuring the electromagrnetic
compatibllity Iin any other environment. All modifications, even slight

ones; are forbldden because they should invalidate both the welder

EG certification and warranty.

The welder has been designed for resistance welding of both ferrous
and not ferrous {aluminium, brass) materials. The welder must not

been used for other application, ie.-pleces heating, mechanical E

working carrled out by using the cylinder force,

- TEGNA S pA.isnot responsible for any damage to both people,
animals, things and 6 the welder itself caused by sither a wrong use
orthelackor the superficial observance of the safety warnings stated
on this manual, nor it Is responsible for damages coming from even

slight tampering or from the use of not-sultable spare parts, or of
spare parts other than the original ones.

TAB. 1 - TECHNICAL FEATUREé

Spot - " welded Art. } 7611 | 7913 | 7915
Synchronous timer with SCR N : .
Time adjustment | cycles l2+65({2+65[2<65
Current adjustment 40 = 100% 5
Cooling ) Ara | Water | Water
Water .. S . lh — 100 100
Themal current at-100% - LAl 660 | 1620 | 1520
Insulation class. .- : ‘| F F . E
Mal‘ns supply 50 Hz * V| 380 380 380
Nominal power at 50% KVA L 25 6 1 6
Secondary no load vollage V| 27 2.7 2,7
Max, welding power. kYA | 18 18 18
Max, short clccuit current . kA | B2 82 82
Pneumatic operation bar | 65 65 65
Alr consumption far 1000 spols Nm?® i 1 i
Max. force on electrodes daN | 125 | 120 | 120
Throat depth L. ) mm | 125 150 150
Arms gap § mm | 94 94 94
Max. electrodes stroke mm | 40 40 40
Welght with arms 125 mm } kg | 128 16 13
Welght with arms 500 mm kg | 148 19 16
Aerial nolse . dB(A) | <70 | <70 | <70
Leve! of vibrations mist | <25 | =25 | =25
Measurement condilio: )
- working stroke mm 20 20 20
welding time cycles 4 6 6
welding current kA | 41 6.1 6,1
working rating eld/mi . 11 15 15

* Difterent voltages and frequency available on request

STANDARD ACCESSORIES

The wileder Is supplied equipped with:

N: 1 Allep_keys set 5-4-3-2 mm.

N 1 additional handle (only foritems 7911-7915).

N: 1 electrode sharpener @ 12 (only items 7911).
-1 air assembly.

N: 1 air SUpply hose @ 6, length 4 m.
: :o : e[e|ctr|c supply hose 2 5 mm?, fength 4 m.
N Ipa tof.arms item 7401 L= 25 mm (only items 7911).
nstallation, use, maintenance and spare parls manual.

INSTALLATION

& On recelpt of the welder, verify the perfectintegrity of the outer
package; communicate to a responslbie in charge possible

. anomalies which should be noticed. Possible damages on the outer

package should arise some doubts on the integrity of its content.

. Remove the package and visually verify the weider Integrity. Check

that the” welder is equipped with all the standard components;

_ immediately inform the manufacturer In case some components
- should lack, Ali the material forming the package must be removed

according to the present environmentat protection regulations.

PNEUMATIC INSTALLATION

For a correct compressed air supply to the welder, it is
necessary either a centrallsed system or a compressor capable of
supplying at least 1500 N litel/h of dry alr cooled at 6,5 bar (650kP).
The ‘welder must be supplied by means of the air assembly 74-
supplied with the standard accessories. The welder has been
assembled by using components which do not require tubrification.
The insertion of a lubricatorin the circuit causes no problems to the
welder; nevertheless, pay attention-to the fact that-this brings the
emission of oll mist In the environment.

COOLING CIRCUIT INSTALLATION (ONLY ITEMS. 7913-7915)

& For a correct cooling of the welder itis necessary clean water at
& maximum temperature of 30 °C. When connecting the unit to the
waater line check for dirt or packing scraps in the hoses and conneot
the supply to the inlet G, and the drain to the outlet H, this to allow that
still cool water immediately reaches the parts of the welder most
subject to heating.

Ditterent cooling circult systems are avallable: with city supply water,
with re<clroulating water, with heat exchanger (air-water) or with
refrigerator. If the circuitis with city supply or refrigeratorand you are
working In presence of high humldity, we suggest to avoid the use of
low temperature water, as this could produce moisture inside the
machine. In presence of hard water it is necessary to install a water
soltener at the inlet hose, this to avoid that deposits obstruct or -
reduce the water softener must be placed on the supply of the tank,
an Insertion before the machine generate damages.

- Fig.1
H20 - l
G H
G = Cooling waler inlet
H = Cooling water outiet

~ SUSPENSION SYSTEM INSTALLATION (ITEM 7913)

Install a suspension system suitable for the work to be carried

out. Hang the spot gun to a balancer, The function of balancer is to
use the gun without effort. After hanging the spring balancer and the
safety chaln to the struclure (see instructions enclosed to the
balancer),balancer capaclty mus! be adjusted: allow alighttendency
up to get the best results. :
Once completing the bafancing check if the entire cable can get out
freely, and it is not stopped by an overioaded spring. During
maintenance lock the balancer {for further notice check balancer
operaling manual). Last adjustment is to balance the gun
longiudinally. This adjustment is carried out by slackening screw 1
and nul 8 and by shifting the machine according to the working needs
(notice that with long arms machine must be moved backward, while
with short arms it must be moved forward.



, ELECTRICAL INSTALLATION

Installation must be carried out by specialised personne! only,
aware of all safety rufes. As this unit can be supplied for different
power supply versions, before connecting the unit to the power line,

- check if the voltage shown on the features plate corresponds to the
one of your power supply.
Consult table 1 to determins the capacity of the plug which must be
instalied on the supply cable; all use without plug Is forbidden. it is
compulsory to connect the grounding; the supply cables are brown
and pale blue, the ground cable is green/yellow. The cables section
lo be used according to their length is stated on the same table.
Examples of possible connections are stade onfigure 4 ;the solution
assuring the best safety is that with a differential magnetothermal
switch. On the contrary, install fuses of the type stated on table 1.

SAFETY RULES
/I\ For asafe welder employ, the installation must be carried out by

. qualitied personnet only; the weldar malntenance must be carefully

carrjed out by following all the safety instructions stated on the

MAINTENANCE® paragraph.In paricular, notice that the electrodes

maintenance must be carried out with the welder switched off, The

welder must be used in a place fulfiliing the following features:

« Inaninnerptace. The welder has notbeen designed forbeingused
In an open place,

- Room temperature included between 0 and 40 °C (if water is
removed, storage Is allowed down to 20 °C below 0); 1000 rh.
maximum altitudes.

+In a well ventilated area, free from dust, steam, and acid
exhalations.

- The working place must be free from inflammable materials
because the working process can produce spatters of melted
metal.

If the welderis used to carry out welding processes which can cause

smoke exhalations, a proper asplrator. must be installed,

The welder should be operated only by trained personnel; in any
case, users operating the welder must be aware of the possible
risks and must have both read and understood this manual. ltis
forbidden to have more people working on the welder at the
same time,

No admittance allowed to the working area to people other than the -
operator,

&.The welder maln riskis the squashing of the upper limbs caused ‘

by the moving of the electrodes.For this reason, itisnecessary to pay
greatattention and to follow all the instructions stated on this manual.
in particular,adjust the working stroke to the minimum allowed value,
and avold working with the Hands nearby the mobile components.
in case of water entering the welder, immediately stop the
electrical supply.

Notice that these types of machines g'enerate strong

magnetic fields atiracting metals and damaging watches and
magnetic cards. Since these magnetic fields can affect
pace-makers, the wearers must consult their doctor before
-approaching to the welding area. The personnel must wear both
safety glasses and gloves. Avold wearing rings, metal watches
and clothes with efther metal accessories or components. When
operating heavy working, high thickness and pleces with a difficult
coupling, wear safely shoes and aprons,and use protection screens
to protect the operator from possible split of melted materials.
The safety shoes must be worn each time the pieces, because of
their shape or weight, bear risks requiring them. -
The noise produced by Ihe welder depends mainly from the
adjustments. To reduce the nolse: adjust the warking stroke to the
minimim vatue allowing to carry out the operation.

Never carry the spotter by s cable or yankitto disconnectit from the’

socket. Keep the cable away from heat, oll and sharp edges.
Incase of fire do not use water but proper fire extinguishers.

In addition to the information stated on this chapter, always
operate in accordance with all the relevant laws in force.
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Stroke adjustment
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Weld time adjustment
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Regulator filter

Fix arm hotder



MAINTENANCE
ORDINARY MAINTENANCE

The malntenance operations must be carded out by
speciallsed personnel only, trained 1o accompilsh them
under safety condllions. The welder must be disconnecied
from electric supply,”

GENERAL WARNINGS .

« Always check that the screws {17-26-40-41) ol eleclrodes”
and aim-holders (48-66), as well as f{lexible connection 15
are well tightened,

= Bemove oxide traces on the secondary circuil with {ine sand .

paper. -

» Periodically ofl axes 2-13-35-36, .

= Keep the spol gun free from dust and metal palicles
attracled by the magnetic field formed by the ‘welder when
operating. : : :

+ Nelther wash the welding unil with Jets of water which could
enter if, nor use strong solvents, thinner, nor benzine that

could damage -either painting or the machine plastic

components.,
ITEM 7034-7034B ONLY:
» If, during the winler time, the welder must be stored up in
cool rooms, it is necessary to carefully drain first the cobling _
cmiuu lo prevent from possible damages caused by frozen
waler, S ' ' E
ELECTRODES

» When operating, the electrodes must be kepi‘cl}a‘an and their

diameler must be kept sullable for the work {o be carried out,

Too worn electrodes must be replaced..

+ With waler cooled anms, do not use sealing products lof

-remove waler leakage on the electrode taper. To facilitate the v

electrode removal and o prevent from both taper sefzore and
leakage, use high conduslivity grease similar to the standayd

On'e_“ R

‘- e
A 1

COOLING CIRCUIT (ON ITEM 7034 -7034B ONLY)

» Check thal cooling water circulates frecly and in the required

- quanlity and that the inpul temperature Is Included within 10 -
‘andsgcs'i A :"'.i\'*" _.'A$"_‘;'-’.?==-“,-v . 5 et

» Check the stalus of both

' waler  hoses (72-68) -and
corresponding connections, Coe MEET

+ If, during the winter fime, the ‘welder must be stored up In .

cool rooms, It Is necessary to carefully drain first the cooling
ggi‘g;l lo‘pyevent from possible damages caused by frozen’

3... h
" 4.... componenis manufadtured by TECNA. -,
5

ELECTRIC CIRCUIT
« Perodically check ground efficiency.

-+ Periodically check the power supply cable,

+ Perodically check the switch (81) on items 7034,

EXTRACRDINARY MAINTENANCE

If the welder overheats, check that the duty cycle™ is notop
high {table 2}, the electrode tip diameter Is correct {(lable 2); on
waler cooled models check that water flow Is adequale.

ltem 7034 Is equipped with a lhermostatic protection which,+ -
slops the welder In case of insufficlent water. The thermostat -

does nol profect the transformer agalnst work overloading,

If performances are lower than expecled check: .

» that, when welding, line voliage drop s lower than 15%;

= thal the supply cables seclion Is adequale;

+ {hat the elecirodes diameter Is appropriate for the work to
be carried out; : : .

= on ilem 7034 that the cocling water {lows in \he required
quantity. -

» ihat the sel welding force Is adequale for the work in
process.

SPARE PARTS
The fitst number of the code has the following meaning:

1....slandard compenents widely available from indusidal
suppliers (e.g. screws, washers, nuls, elc.). :
2....commercial components which, providing thal the same
quallly parameters are adopted, can be purchased
anywhere ({filler lubricator regulalor unils, thyristors,
pressure gauges, hoses, swilches ete.), | . :
. camponents manufactired by TEGNA ..

... eleclronic,
TECHA. -
.., agsemblies ¢
 Ahg abové!
v

.t '::VA L7
irculfs, and, assemblies manufactured by

e-

dy-assemb

b afiavel W Lo

L CAeg e 2 Y pemsiamdy el et )
All spare pads, slagqétdi'?ﬁ(:rg , mgigiélilor., TECN
number, quantity, voltage and {requency, the humber and year
of manufacture. The number followed by an asterisk wams that

you must state both voltage'and working frequenicy, . =

ol by om0
posed of pafis.belonging to any or allof
s.bul v-hicg fordhe; sake of.simplicily are,.”

s Lo
) part ¢ telal or .A,;a:r.e available -
from TECNA! When ordering pléase always slalel item, code .

* The duty eycle is the maximum number of welds per minute

which the welder can carry out without any'damage. it changes
agcording {o the spol welder adjusimen! and it decreases the
thicket. the pieces 1o weld ars, g

o ad e
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SPARE PARTS

The first number of the code has the following meaning:

1. standard components widely available fromindustrial suppliers
{eg. screws, washers, nuts, etc.).

2. commercial components which, providing thatthe same quality
parameters are adopted, can be purchased anywhere (filter
lubricator regulator units, ihyrlstors pressure gauges, hoses,
switches etc,).

3.. components manufactured by TEGNA,

4.. components manufactured by TECNA,

6.. electronic circuits and assemblies manufactured by TECNA,

7. assemblies composed of parts belonging to any or all of the
above codes but which for the sake of simplicity are avallable
ready-assembled.

All spare parts, standard, commercial or TECNA, are avaliable from
TECNA. When ordering piease always state: item, code number,

quantity, voltage and frequency, the number and year of
manufacture, The number followsd by an asterisk warns that you
musl state both Jltaqe and working Irequeru

REMED!ES FOR WELDS IMPERFECTIONS
This chapter has been introduced in order to facilitale the

- froubleshooting of the most commori imperfections caused by a
: wrong adjustment. Notice that each one can be caused by ditferent
* causes asthere are many parameters affecting the welding process.

" The' following table specifically refers to jow carbon steel spot

welding, but, with the due conslderaﬂons it can be useful also for
other appllcalions

FAULT POSSIBLE CAUSE POSSIBLE REMEDY

Weak welding ' Low welding current. ' lncrease i,
Low'we|ding time. Increase it.
Too high elecirodes force. Reduce pressure.
Lacking slectrodes maintenance or too high Clean and line up the electrodes, restore their
electrodes diameter, dimensions.
Fauity pleces conléct. increase the electrodes force.

Spatter of mefted material Palnt or dirt among pleces. - | Clean the pleces.
inadéquate électrodes cooling. Check the cooling clrcuit.
Faulty pteces contact or pleces and slectrodes faulty | Increase the electrodes force by increasing pressure.
contact.
Too high welding current. Reduce it.
Too high welding time. Reduce It.
Too small electrodes diamaeter. Adjust diameter 1o the value shown on the table.
Inadequate welding force. ’ Increase pressure,
Electrodes faulty clamping of the pieces, - Check stroke, -~

Burned welds or welds showing Too high welding cutrent. Reduce it.

elther oraters or fissuces. Inadequate welding force. Increase welding pressure.
Oxidised pleces to weid. Clean them by means of emery paper.
Faully pleces contact or pleces and electrodes faulty | Increase electrodes force,
contact,
Faulty pleces lining up. Correct it
Elecirodes tips deformations. Restore them to the correct seize.

Pieces stuck weld on the electrode Teo high welding current. Reduce il
Inadequate electrodes diameter, Restare it to the correct dimenslons
Inadequate welding force. increase the welding pressure.

Electrodes and connections reduced | Under-selzed electrode in comparison with the work | Check both seize and contact diameter.

life (position 81) o carry out.
Secondary connection reduced life Heating caused by an Inadequate clamping of the . | Carefully tighten the clamping screws.
and oxidation,

.

flexible connection.

Too high healing caused by & too high welding rate. | Reduce il.




781117913(7916{POS.| QT. |CODICE| DENOMINAZIONE | DENOMINATION DENOMINATION | DENOMINAGION BEZEICHNUNG
. 1 1 10087 | vite Screw Vis Tornllic Schraube
. 2 2 10319 | Cuscinetto Bsarings Roulements Cojnetes Lager
. 3 i 38044 | Sospensione Suspension Suspenston Suspension Krelselauthdngung
. 4] 1 | 81350 |Boccola 31230 |Bush Bague Casquilio Bachse
. . . 5 i 44450 | Protezione Protection Protection Protecsion Schutz
. 6 1 10080 jRondelle Washers Rondelles Arandelas Scheiben
. 7 1 | 44002 | Anello Ring Bague Aro Ring
. 8 1 10425 |Dado Nut Ecrou Tuerca, Mutter
. . . 2] 2 10416 | Rivetlll Rivets Rivets Remaches Nieten
. . . 10 4 | 10660 | Vitl. Screws Vig Tornilfos Schrauben
. . . 11 g9 | 10008 | Rondelie Washers Rondelles Arandelas Scheiben
. . . 12 1 38021 | Porta bracclo Arm-holder Porte-bras Poriabrazo Armhalter
. v ' i3 4 1 10023 | viti Screws Vis Tornillos Schrauben
- . . 41 10 § 10054 | Anelli di fermo Circlips Bague de tenue Anitlos elasticos Feststeliringe
. . . 15 1 30126 |Biella Rod Bielle Biela Pleuelstange
. . . 16 i 10083 | Vite Screw Vis Tornillo Schraube
. . . 17 1 10369 | Dado Nut Ecrou Tuerca Mutter
. . - 18 2 | 30097 |lIsolanti Insulators Istlants Alslante isolierer
. . . 18 1 30071 | Asse Axs Axe Eje Achse
. . M 20 2 | 30042 | Assi Axes Axes Ejes Achsen
" . . 21 ] 30124 ;Leva Lever Levier Leva Hebel
. . . 22 1 31265 [ Silenziatore Silencer Sitencleux Sllenclador Stossdampfer
. . 5 23 2 | 10285 | Splne Pins Goupliles Clavijas Stifte
. . . 24 1 49168 | lmpugnatura Handie Polgnee* Empunadura Griff
. N . 25 2 10158 | Dadt Nuts Eerous Tuercas 4 Muttern
" . N 26 1 38642 | Pulsante FPush-button Poussolr Pulsador Knopf
. . . 27 1 31266 | Pemo Pin Tourillon Perno Stift
. . . 28 1 20585 | Raccordo Connection Haccord Racord Anschluss
- . . 29 1 20077 | Distributore Distributor -| Distributeur Distribuidor Verteller
T = = 30 2 10311 | viti Screws Vis Tornlllos Schrauben
. " . 31 2 | 10277 {Rondelle Washers Rondelles Arandelas Scheiben
. . . 32 1 30248 }Stelo Stem Tige Vastago Spindsi
. . . 331 m, 05| 20588 | Tubo Tube Tuyau Tubo Schlauch
. = . 34 1 38583 | Supporto Support Support Suporte Halter
. = . 35 4 10501 | Wit Screws Vis Tornlllos Schrauben
. . e |36 1 30127 | Boccola Bushing Douille Casquillo Bochse
. . . 37 1 31245 | Molla Spring Ressort Muelle Feder
. . : a8 t | 30118 | Pistone Piston Piston Piston Kolben
. . . 39 i 10080 |CRing O Ring O Ring Aro O-Ring
. = « |. 40 1 10028 | Vite Screw Vis TFornillo Schraube
. . . 41 1 | 31247 [Cilindro .. | Gylinder Verin Cilindro Zylinder
= . « 42 1 10196 | Anello difermo Cirellp Bague d’arret Anillo elastico Feststeliring
L] [ n i - -~ e - ) e {'
L * | 44| 1 | 30373 |Pistone +-O@  [Piston Piston Piston Kolben
» . . 46 1 30381 {Molia Spring Ressort Muelle Feder
. . . 47 1 10500 1 O Ring O Ring ORing Arg ‘0O-Ring
- . . 48 1 | 44407 | Supporto Support -| Support Saoporte Halter
. . . 49 1 31244 | Leva Lever Levier Leva Hebel
C . . 50 3 | 10120 { O Ring O Ring O Ring Aro O-Ring
C . . 51 3 | 20584 | Raccordi Connectlons Raccords - Racords Anschlosse
Yoo . 62 3 20587 1 Raccordi Connections Raccords Racords Anschlosse
L . . 63 1 30040 | Passacavo Cable guide Guide du cable Pasabornes Kabelschutz
L . = 64 1 16065 { Rondella Washer Rondelle Arandela Schelbe
. . . 55 2 10195 | Viti Screws Vis Tornfllos Schrauben
. . . 56 1 20000 | Microinterrutiors Microswiich Microinterrupteur | Microlnterruptor Mikroschalter
. . . 57 1§ 30130 |Isolante Insutator Isplant Aistante Isolierer
J C . &8 3 | 10044 | Viti Screws Vis Tornlllos Schrauben
J ] » 59 1 31243 { Formacavo Cable clamp Seme-cable Pasabornes Kabelklemme
* . . 60 3 | 31249 ;Splna Pin Goupille Clavija Stift
= . . 61 2 30848 | Resche Nippel Nippel Pitorro Nippe!
. . . 62 2 20401 | Fascetle Clamps Colliers Abrazaderas Schellen
N . 63 1 31267 | Pomello Knob Motetie Fomo Knopf
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[7911}7913|7915{POS.| QT. |CODICE| DENOMINAZIONE | DENOMINATION |DENOMINATION |DENOMINACION BEZW
. . . 644 1 60142 | Timer Timer Temporisateur Temporizador Zaligeber
. . . 64 1 50143 | Timer/Pulse Timer/P Time:/P Timer/P Timer/p
. . « F 85| 1 20060°| Cavo aliment.m.4 |Malns cable 4 m | Cable rescau4 m | Cabte alimentacion 4 m| Anschiusskabey 4 m
. . . 66 1 31264 | Manopola Knob Molette Mango Giriff .
. . . 67 2 10463 | Viti Screws Vis Tornillos Schrauben
. . . 68 1 10498 | Vite Screw Vis Tornlllo Schraube
« . . 69 1 10497 | Vite Screw Vis Tornillo Schraube
. 5 ' 70 1 49159 | impugnalura Handle Polgnee Empunadura Girilf
' 5 . 71 6 10326 § Viti Screws Vis Tornillos Schrauben
. . . 72| m4 | 20101 | Tubo aria Alr hose Tuyau air Tubo de alre Luftschiauch
. . . 73 1 20222 | Manometro Pressure gauge . | Manometre Manometro Manometer
' . . 74 1 20070 | Filtro riduttore Fliter unit Filtre detendeur Filtro reductor Druckredizuerfilter
. . . 75 1 47212 | Calotta posteriore | Back houslng Carter posterieur Carcasa posterior | Hinteres Gehause
. . . 76 4 10066 | Viti Screws Vis Tornillos Schrauben
. . . 77 1 44426" | Trasformatore Transformer Transformateur Transformador Transformator
. . . 78 1 31250 [ Bobina Coil Bobine Boblna Spule
. . | 79| 1 | 30090 |Fermeo Stop Arret Tope Feststaller
' . . 80 1 32419 | Connessione Connection Connexion Conexlon Anschluss
. . . 81 1 38022 | Connessione Connection Connexion Conexlon Stromband
. . . B2 1 30160 | Asse Axe Axe Eje Achse
5 . . 83 1 32426 | Asse Axe Ave - Els Achse
s . . B4 1 32416 | Targa Plate Plagué Tarjeta Schild
" 85 4 10028 | Vili Screws Vis : Tornllios Schrauben
. 86 4 10088 | Cuscinetli Bea;iri'gs ' Roulements ' Cojinetes Lager
. 87 4 10024 | Rondelie Washers Rondelles Arandelas Schelben
- 88 4 10018 | viti Screws Vis Tornillos Schrauben
. . 88 4 10060 | viti Screws Vis Tornillos Schrauben
N 89 1 48142 | Calotta anteriore Front housing Carter avant Carcasa anterior Vorderes Gehiuse
. a . a0 2 20033 {Fascette Circlips Circlips Abrazadera Schellen
. . . o1 2 10147 Vit Screws Vis Tornillios Schrauben
. - « {92 1 10101 | Vite Screw Vis Tormilio Schraube
. « . 83 2 30075 | Isclantt Insulators Isolants Alslantes Isolisrer
. « . 94 ] 30078 | Isolante Insulator Isolant Alslante Isolierer
. . . 95 1 30076 | Isolante insulator fsolant Aislanie Isolierer
. r . a6 4 10008 | Dadi Nuts Ecrous Tuercas Muttern
. . . 97 1 20451 | Connettore Connector Connecteur Coneclor Anschluss
. ® . 98 1, 10059 { Vite Screw Vis Toralllo Schraube -
. 991 1 | 30159 |Isolante {nsulator | tsolant Aistante Isolierer
. . « | 100 1 30079 {isolante Insulator Isolant Alslante Isolierar
. . « 101 1 38020 { Portabracclo - Arm holder Porle-bras Portabrazo Armhalter
. . « | 102 2 -| 30074 {isolanti Insulators Isclants Aislantes Isolierer
. . « | 103 1 10061 { Vite Screw Vis Tornille Schraube
. - « | 104 1 30076 { Protezione Protection Protection Proteccion Schutz
. . «» | 105 1 30088 |{Isolante insulator Isolant Alslante isolierer
. « | 106 2 { 20080 |Fascelle Clamps Colliers Abrazadera Schellen
. « 107 [ m9 | 20082 {Tubo Tube Tuyau Tube Schiauch
. . « | 108 47 , 20452 | Contattl Contacts Contacts Contactos Kontakte
. . « | 109 1 [*>** |Spina Plug Flche Enchufe Stecker
. 110 1 44171 | Calotia Houstng Carter Carcasa Gehaose
= | 110 1 44847 | Calotta Housing Canter Carcasa Gehaase
. =« 111 i 20002 |Impugnatura Handle Poignée Empunadura Griff
. " » p 112 1 10316 | Vite Screw Vis Tornillo Schraube
. = =t 113 2 10804 | Rondelle Washers Rondelles Arandelas Scheibe
" . o | 114 1 10483 | Rondelle Washers Rondelles Arandelas Scheiben
E 1151 2 | 10654 [Anello Ring Bague Ao Ring
" 116 1 31370 | Rondella Washer Rondells Arandela Scheibe
. « | 117 {m 035| 20081 | Tubo acqua Water cable Tuyau eau Tubo Wasserschlauch
. 118 1 44341* | Trasformatore Transformer Transformateur Transformador Transformator
] . « | 119 2 10148 | Rondelle Washers Rondelles Arandelas Schelben
. - v | 120 5 10627 | Dadi Nuts Ecrous Tuercas Multern
= . o 1121 3. | 10098, Rondelle Washers Rondelles Arandelas Schelben
. . « | 122 1 21234 |Innesto Coupling Raccord Racord Einsatz
. . . 1|23 1 21233 | Rublneto automatico | Automatic tap Aobinet automatique | Valvula automatica | Autom. hahn
' C . 1 70231 | Cilindro completo | Complete cylinder | Vérin complet Cilindro complete | Zylinder kompl,
S ) arichiesla - on request - sur demande - auf Anfrage - bajo demanda
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Taby. 1

Sezione della finea e dei (usibili

Size of malns cables and fuses required

Action des cables de linstallation ef fusibles
Querschnlil der Leltung und Schmezsicherungen
Seccién de la linea y fusibles

Distanza contatore / puntatrice . . Tensicne di alimentazione
Distance electric metric / spot welder Power supply
Distance compteur / soudeuse par points Tenston d'alimentation
Abstand ’ Anschlufispannung
Distancia contador / maquina Tensién de alimentactén
230 Volt * 400 Volt *

16 m - 45 fest 4 mm? 25 mm?
25 m - 30 yards 6 mm? 4 mm?
60 m - 66 yards 10 mm? & mm?
Spina . Plug -Fiche - Enchule .- 'Stec‘ker g 25 A 16 A
Fuslbifi - Fuses - Fusibles - Sicherungen - Fusibles 25 A 16 A
Fuslbili ritardati - Delayed fuses - Fuslbles & grande Inertie - 20 A 12 A
Verzogerte Sicherungen - Fusibles retardados
Interruttore magnetotermico - Earih leakage swilch - Disjoncteur 25 A 20 A
magnétothermique - Fi-Schutzschalter - Interruplor magneto-térmico ]

* Solo se non & disponlblle un conduttore di fase e con disponibilita di potenza elavata.
Only if a phase conductor is not avallable and you have the necessary power.
Seulement sl un conducteur de phase n'est pas disponible et Il y & la disponibilité d'une piissance élévée.
Nur wenn kelne Phasenleltung vorhanden Ist und bel hohem Lelstungsvermégen.
En caso de conexién entre fase y neutre slempre que sea disponible la potencia necesaria.

. La tensione d! allacciamento deve corrispondere a quelia della puntalrice.
The mains voltage must correspang o that of the spot welder.
Lz tension d'alimentation doit étre ta méme que celle de la soudeuse par points.
Die Netzspannung muss der Spannung der PunktschwelBanlage entsprechen.
La tensi6n de alimentacién debe corresponder a la de la méquina.

= Z =~ W

. Fig. 4
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j Tabelle utill pet le prestazlont e regolazionl della
- pour les prestations et jes ré
" para las prestaclones y regui

= Tab, 2
'/ Forza agll eletirodi per differenti lunghezze di bracel 6 diverse presslont d! favoro
L Force on electrodes for different arms fengths and differant working pressures
;- Force aux élecirodes pour des longueurs différantes de bras et des pressions de travall différentes
i Etektrodendruck bet verschledenen Armlangen und verschiadenen Arbeltsdricken

<
¥

puntatrice / Tab
giages de la pince & souder / Ta
acionss de la plnza .

les useful for performance

Fuerza entre eleclrodos para diferentes longitudes de brazos y divarsas prastaclones de trabajo

1 s and adjustments of the spot gun / Tableaux utlies
bellen fiir Lelstung und Einstellung der Punktschwelfanlage 7 Tablas Utlles

f Forza agll eletirodi Electrodes force Effort aux électrodes Eleklrodenkraft Fusrza entre electrodos.
with an%osn-brﬁfc.‘l\rm‘:z‘;\e? g;?\sbrazos L) 260 mm e 500 — -
: Pressfone aria compressa - Air pressure
Presslon air comprimé - Druckiuft -~ Presion afre comprimida . )
44 I 3 bar = 65 135 | 120 da N B0daN .. 58.da N 42 daN
bar =~ 6 125 | 110 da N 72 da N 54 da N 38 da N
'- bar = 5 105°{ 92 da N 60 da N 44daN 32 da N
bar = 4 85| 73daN " 48 da N 36 daN 25 da N
bar = 35 76) 64danN 42 da N 3t da N —
bar = 3 62 S5daN 36da N 27 da N —
bar = 25 52| 46da N 30 da N ~ ~
i Tab.3 g ' .
6 3 Esempl! di saldatura / Waldlng examples / Exempl}es de soudags / SchweiBbeisplale / Efemplos de soldadura
! o Lunghezza bracel | Tempo saldatura Forza elettrodi- Pressione Punti/min.
] Throal depth Welding ttmes Electrodes force Pressure Spots/min,
Profondeur utift | Temps de soudage| Effort aux dlectrodes Presston Polnis/min. -~
Lange der Arme |  SchwelBzelten.- - Elekirodenkraft . Druck SchwelBpunkte pro min.
Longitud brazos | Tiempo soldadura | Fuerza entre eleclrodos Presién Punlos/min,
e . cicli/cycles bar | KPa | 7811 7913-7815
A s5mm | osmm | osmm | 35mm 150 mm 4 64 daN 35 | 80 | 10 44
4 mm i 0Bmm | 0Bmm | 4 mm 160 mm 6 73daN 4 400 6 35
1 L 4smm | wm |1 mm | 45mm 150 mm - 14 - 82 da N a5 | as0 | 5 26
? Shmm j 15mm | 15mm | 65mm 150 mm 20 110daN & 600 2 13
A6 mm 18mm 1.8 mm & mm 150 mm 50 120daN 65 650 2 12
14 oo | oprom | 08mm | 4 wm 260 mm 8 60daN 5 500 6 3s
45 mm 1 mm i mm 45 mm 250 mm 10 72daiN & 600 5 25
i | sbmm | thmm | t5mm | 55mm 260 m 55 80 da N 65 | 650 | 11 10
: \ dsmm | 1 om | 1 mm | 45mm 350 mm 25 s4daN 6 800 10 22
Pl 45mm ] 4 mm | 1 mm | 45mm 500 mm 40 42daN 6 600 | 10 20
o T 285 o5 12 150 12 92 da N 5 500 & 40 j
T @6 26 12 150 0 110 daN 6 500 | 10 16
" Tab, 4 o B '

- Capacitd massima di saldatura su acclaip dalce

waximum welding capacity on mitd steel
‘Capacité de soudage maxi, sur acier doux

Max. SchwelBlelstung bei Stahiblech

Capacidad méxima de soldadura en acero dulce

Lunghezza bracci Forza massima agli elettrodi Apertura elettrodi Spessore massimo
Arms length Max. force on electrodes Electrodes opening Max. thickness
Longueur bras Effort max. aux électrodes

Ausladung Arme
Longitud brazos

Max. Elektrodenkraft
Fuerza méxima entre electrodos

Quverture électrodes
Offnung der Elektroden
Apertura electrodos

Epalsseur maximum
Max. Materialstarke

Espessor maximo
mm daN men mm
: 125 125 35 242 |
S 150 120 40 242
’i 250 80 60 18+ 18
350 58 75 15+15
500 42 90 12+ 12 ]
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Messa a punto della puntatrice - Adjusting the spot welder - Réglage de la soudeuse par points -

Einsteliung der Punktschweifizange - Puesla a purito de la pinza

Fig.6
T 100° - 120°
S L1
4.5 mm 8 mm
08 mm'L._ - — 15 L J l7 .
[ 1 25mm ’ mmrgi_ ! T‘L"i.s mm
F | e
7?5 mm 6 mm
}
A Flg.g’]

* 28

X = STESSA DISTANZA DEI PUNTI N PRODUZIONE
X = SAME DISTANCE OF SPOTS IN PRODUCTION

iﬁ)l TORSIONE - TWIST TEST

X
ELIMINARE I PRIMO PUNTO
REMOVE THE FIRST SPOT
N Nymm— (R
\\\
R PRIMO PUNTO
. y\ : FIRST SPOT
~
\\‘

TEST DI TRAZIONE - PULLING TEST




Tab, &

Cadenza massima di lavoro / Maximum spots per minute / Cadence maxl. de travall / Max. Arbeltstakt / Cadencia maxima da trabajo

Spessore mm Cadenze punti/minuto 2 de! punto mm
Thickness mm Spots/min Spots & mm
Epalsseur mm Cadence polnts/min < points mm
Materialstirke mm SchwelBpunkte pro min @ SchwelBpunkte mm
Espossor mm Cadencla, puntos/mm © del punto mm
7910-7911 7912-7913
06 + 06 10 44 35
D84+ 08 6 35 4
1+1 5 25 45
12412 4 18 5
15+15 2 13 55
18+18 2 12 6
Zg54+5 8 40 L
96+6 3 15 —
Schema_. elettrico / Wiring diagrém { Scheérma électrigue / Schaliplan / Esquema eléctrico
=
S
E
1 t 1 : l 65"
coursusaron f L I 1
78 co,(l = ]
g | sPaT weLbER 1
| TRAHSFORMER i WELDWNG S TART
L 77" - 118" N T:AREREHY =°j
c —
—————— bl <
1T
o8
L o COME AD St
%3
N8 cosy
38
o) ] ==
u: (4] :
1Oy
64" M by
TMER 50142
TMER: PULSE 50143
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: A‘ri. 7304 L=480 mm ~ Arl. 5740 H  Art. 5741 B Art. 5742 Art. 5743 N
] ° - E - . -
/ - 4 - 240 ___ 215
0 4 S 8 i
[=] B 1! e
! . . . 6@ % ‘r‘l—r {
' | ' o i g
Art, 3830 A . Art. 3831 &° Art. 3833 A Art. 3834 A Art. 3835 ® . & "\- L L - X
| o TAG
IBRY
. . == ;L = 5
Arlfitlem 7512 L=150 mm | &)% m—— ( : g 3[ 3
o (=]
Arlfllem 7513 2 o
At fitem 7614 L350 m Nl | N

con ¢letliod! 3830 R 4

with electrodes 3830 o, H

avec dlecicodes 3830 e 'l

mil Elektroden 3830 .

coh elecirodos 3830 =l

ACCESSORI / ACCESSORIES / ACCESSOIRES f ZUBEKORE / ACCESORIOS

- Art. 7301 L=105 mm
“Ard. 7302 (=230 mm
- Art, 7302 L=330 mm

Art, 5740

a8

Art. TAG3 N
T Z12mm 4 ra i
L K 1
I T e | I
] izzo
Arl. 7401 L=125 mm
Art, 7402 L=250 mm 1 __l
Art. 7403 L=350 mm jpl
i, 7404 | =500 mm .
A Art, 7406 L=350 mm
Arl, 7407 =500 mm
Art. 7453 @ 12 eletirodo inferiorefiower electrodel
electrode inférieurfuntere Elekirodelelectrodo inferior .
Art. 7454 @5 12 elettrodo superiorefupper electrodel
elecirode supérieurfobere Elekirodelelectrodo superior
Arl. 7462 @ 12
Art. 7351
Art, 7308 L=105 mm
8 Art:7312 =230 mm
Arl. 7305 L=330 mm .

Arl. 7516
ATt 7523 @ 10

Art. 7510
Art, 7533
210 + @212 4

B | @1 2¢ §22° ’ [5!

Art. 5744 W

Art. 7307

_ A Coppia di eleltiodi / A Pair of elecicodes / A Paire d'électrodes / A Eleklrodenpaar / A Par de électrodos.
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I:'Eletlrodoi H Electrode / B Elecirode / " Elektrode / H Electrodo,




DICHIARAZIONE DI CONFORMITA
DECLARATION OF CONFORMITY
CERTIFICAT DE CONFORMITE
KONFORMITATSERKLARUNG
CERTIFICADO DE CONFORMIDAD

~ Nome e indirizzo del costruttore
Name and address of manufacturer
~ Nom et adresse du constructeur

~ Name und Adresse des Herstellers
. Nombre y direccion dsl constructor

TECNA S.P.A.

Via Grieco 25/27

40024 Castel 8. Pietro Terme (BO)
ITALIA

- Dichiariamo sotto la nostra unica responsabilita che il prodotio
We declare under our sole responsibility for manufacture of the product
- Nous declarons sous notre seule responsabilité que le produit -
er erkliren unter einziger Verantwortung, dass das Produkt
" Certificamos bajo nuestra sola responsabiiidad que el producto

SALDATRICE A RESISTENZA

RESISTANCE WELDER:

SOUDEUSE FAR RESISTANCE
WIDERSTANDSSCHWEISSMASCHINE
EQUIPO DE SOLDADURA POR RESISTENCIA

“Modello Model Modéle Type Modelo
Numero di serie  Serial number Nombre de sérial
dSerien-Num‘mer Numero de serie

7911/7911P - 7913/7913P - 7215/7915P
daffrom/de/von/de 02000
altofa/bis/a 03999

A cui si riferisce la presente dichiarazione & conforme al seguente standard:

To which this declaration relates is in conformity with the following standard:
Auf die sich die gegenwiirtige Erklirung bezieht, mit folgendem Standard:
Obijet de certifical, est conforme &la norme suivante:

Objeto de este certificado, es conforme a ta norma siguiente:

EN 50063

Ai sensi delie direttive CEE:

Following the provisions of EEC Du‘ectwes

Conforme aux prescriptions des Directives CEE:
Gemass CCE-Normen Ubereinstimmi: :
Conforme a las prescripclones y directivas de la GEE:

98/37/EEC

Nome e firma della persona autorizzata

Name and signature of authorised person

Nom et slgnature de personne autorisée
Name und Unterschrift der. autorjsxerten Person:
.Nombre y firma de la persona autorizada

“ CASTEL S. PIETRO T. 07/03/2001

Ezio Amadorl

PUNTATRICE SPOT WELDER * PINCE A SOUDER ART
PUNKTSCHWEISSZANGE  PINZA DE SOLDADURA ITEM
N® MATRICOLA SERIAL NUMBER NUMERO DE SERIE
SERIEN-NR. MATRICULA L

-
VOLT / Hz L /

-
COLLAUDO TEST . ESSA .
PRUFPROTOKOLL PRUEBA '

__"____________.J
L '
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