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A copy of this manual is delivered with every bevelling machine.

All ri ghts reserved..

No part of this manual can be reproduced without the prior consent granted byKiDe
company.
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General information
1.1Introduction
We thank you for buying one of our machines and hope you will be fully satisfied with it

This manual contains all instructions for inkstion, adjustment, operation and maintenance of
the machine.

DOUBLE-SIDED BEVELLER UZ 50TRIUMPH MANIPULATOR 3D (hereinaftetUz50)

in conformity with valid safety standards

Information and data in this manual are subject to change as a result of iner
improvement of our machines If you find any difference, please contact N.KO to remove
any doubts.

Never perform any operations on the machine until you have read and understood the
instructions in the manual. Most of the accidents occurring avtikplace are caused by non
observance of instructions and recommendations contained in the manual

Graphic symbols are used in this manual to highlight important information regarding safety and
operation of the machine.

ﬂ Warning:

Important information f or t he operatordés personal safety

n Important :

Instruction which must be followed for the correct machine operation
1.2Tests

The bevelling machine is tested in our test room
During this test, the correct function of the electric system and beveflpigtes and sections of
different types and sizes is verified

1.3 Guarantee

The manufacturer grants the guarantee for the bevelling sy&fef® Triumphcovering defects
of material and workmanship of the goods for the period of 12 months from the diéte of
delivery.

For the perfect function of the goods and materials used, the guarantee is granted for the period
of 12 months from the date of its delivery

The Seller undertakes to remove all contingent defects covered by this guarantee, free of charge
and without undue delay, so that the Purchaser can use the goods pibgieglfPurchaser sets
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up a claim regarding the liability for defects which are not covered by the guarantee, s/he shall
reimburse the related costs to the Seller

The guarantee ped is suspended from the day on which the Purchaser sdhigeSeller of the
occurrence of a defect covered by the guaraabeesets up his/her claim regarding the liability
for defects covered by the guarantee granted, for the period during whicdnhet use the
goods until the day when the Seller removes the defect

The guarantee does not cover natural and common wear of the goods as well as defects resulting
from incorrect use of the goods in contradiction with the training and documentatiodeprov
Further, the guarantee does not cover defects caused by overloading of the goods as well as
defects occurring after unqualified interference, repair or modification of the .ddodsalified
interference, repair or modification apply to any interfiess repair or modification executed in
contradiction to the training or documentation provided, or executed by a person other than the
Seller or a person entrusted or approved by the Seller

The claim regarding the liability for defects must be laidh® $eller without undue delay after
the Purchaser has found the defect, until the end of the guarantee period at the latest, otherwise
the claim expires

To make a claim regarding the liability for defects on the basis of the guarantee granted, the
Selle must present the guarantee certificattherwise the claim cannot be recognized to the
Purchaser

The Sellerbdés Iliability for defects covered
caused after the transfer of risks of damage to the dmodsternal factorsThe external factors
particularly include natwural disasters, forec

N.KO. considers the guarantee invalid in the event of

- improper use of the machine

- use in contradiction with national or intational standargs

- incorrect installation

- defective electric power supply

- serious maintenance faults

- unauthorized modifications or interventions

- use of unoriginal or incorrect spare parts and accessories for the given model
- partial of toal infringement of the instructions

- abnormal events, natural disasters, and others

1.4 1dentification data

The identification data of the bevelling machine are indicated on the aluminium CE label located
at the top of the bearing box.



1.5Referencestandards (CE-Declaration of Conformity)

EC Declaration of Conformity

1. Publisher’s name statement:. N.KO,spol. sr.0.
Adress Téaborska 398//22
293 01 Mlada Boleslav
Czech republic

Identification number: 26161109
2. Scope statement:
Name: Bevelling machine
Type: uzs0
Producer: N.KO spol. sr.o.
3. Purpose of use: Bevelling machine with automatic feeding for bevel steel

4. The object of declaration described abave is in conformity with the requirements of the
following documents

Directive 2006/95/EC: Electrical Equipment designed for use within certain voltage limits

Directive 2004/108/EC: Electromagnetic compatibility

Directive 2006/42/EC: Safety of machinery - Basic requirements

EN ISO 12100: Safety of machinery — General principles for design

EN 1SO 13857:: Safety of machinery — Safety distances to prevent hazard zones being
reached by upper and lower limbs

EN 953 A1: Safety of machinery — General requirements for the design and
construction of fixed and movable guards

EN 60204-1: Safety of machinery — Electrical equipment of machines

EN 61000-6-3: Electromagnetic compatibility - Generic standards - Emissions -

Residential, commercial and light-industrial environments

5. Information about accredited/ notified person:

Date and place of issue: 1.1.2012 Milada Boleslav, Czech Republic

Name and title of authorized person: Mr. Milan Richtr — managing director

f/ . )
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spol s .
Taborskd 398, 293 01 Mlada Boleslav
100:26161109 DIC:CZ26161109
Tel:326772001 fax:326774279
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SAFETY

2.1 Safety recommendations

ﬂ Warning:

Read carefully the following instructions to prevent work accidents and/or property
damage

- Never try to operate the machine until you have thoroughly familgperself with the way
it functions. If you still have doubts after having read this manual carefully and fully, please
contact theN.KO company.

- Make sure that all the technical workers who are to use and maintain the machine have been
fully familiarized with all safety recommendations.

- The machine can only be transported and installed by specialized workers in conformity with
the instructions in this manual

- Before starting the machine, the operator must check that all safety devices améliretd
all safety covers are in place

- Never use the machine for purposes other than those specified in the .mMBaweal process
other products than those specified

- Before using the machine for other purposes, contadi.ti® company to ask fgpermission
- Voltage values used for supplying the machine are dangerous: see that all connections are fixed
properly; never maintain the machine or change parts unless you have disconnected the power

supply; never connect any branch lines to electnmeotions

- Only replace defective parts with those recommended by the manufadMexer use any
unoriginal parts

- Never wear clothes or jewellery which may get caught by the moving pPaotective clothing
is recommended: footwear with astip soles, ear protectors and protective goggles

n Important :

If during the machine service life any defects occur which cannot be removed according to
this manual, it is recommendable to contact theN.KO, company which will resolve the
problem as soon apossible

2.2  Safety labels

Safety labels are fixed on the bevelling machine to protect the operators.

Meaning of the labels

This label is fixed on the electric panel of the bevelling machine and indicates presence of high
voltage



re thislabel from the machine.

23 Operatords qualification and protection

The employer is obliged to inform the operators on the safety standards; additionally, s/he must
ensure their observance and see that the working area is sufficiently large and welaibdmi

The term fAoperatoro designates a person who
repairs the machine

ﬂ Warning:

Before starting the work, the operators must be familiarized with the machine properties
and must have read this manual

ﬂ Warning:

The operators must always

1. See that all the safety covers are mounted and the safety devices are functional before
starting the machine

2. Avoid wearing clothes or jewellery which may get caught by the moving. parts

3. Wear the approved proteeti clothing, such as footwear with astip soles, ear
protectors and protective goggles.

4. Apply safety standards, see that they are observed at all times and, if in doubt, consult
this manual again before taking any measures

5. Contact the machine suppligrs/he unable to resolve the defects causing malfunction of
the machingif the defects concern to defective parts or irregular running

Safety devices

The machine is equipped with safety covers to isolate the zones potentially dangerous for the
operdor. These covers are screwed on or together with the machine fragyecan be removed
with suitable spanner$his operation may be necessary during certain maintenance activities

ﬂ Warning:

The cover can only be removed if the machine is stoppechd the power supply plug
removed from the socketNever operate the machine without safety covers mounted.



The machine is equipped with a mushreltke red emergency button which stops the machine
immediately, suppressing all other operati(pwsiion B, Fig.2.4.1).

This emergency button is used
- in case of immediate danger or mechanical accident
- for short interventions when the machine has already been stopped, to maintain the machine in

this state

Fig. 2.4.1

2.4  Residual risks

The machine has been designed and manufactured with all equipment and accessories providing
for the operatorodés .safety and health protect

The machine is covered completely to eliminate the risk of contact with moving parts as much as
possible

There is, however, one residual risk.

As mentioned above, the working zone is protected at the most; however, it must remain partly
open so that the material bevelled can be inserted.

It is therefore possible for the operators to insert thegers in this zonein which both the
cutting tool and worlpiece holder are located

ﬂ Warning:

Always keep your hands as far from the cutting zone as possible

ﬂ Warning:

Always apply the safety rules contained in the manuand see that they are oberved and
all residual risks are eliminated



TECHNICAL SPECIFICATIONS
3.1  Machine description

The bevelling machinemodel UZzZ50 Triumph has small dimensionsOne of its main
characteristics is the adjustable bevel angle and automatic material feed

The machine is equipped with a milling cuttsturdy workpiece holderdirect reading scale
used for setting of valugbevel size, material thickness and machining angle adjustnaadta
special guide which facilitates inserting of the material

Thesecharacteristics enable easy adjustment of the working angle without exchange of any part
and precise control of the bevel size

TheUZ50 Triumphbevelling machine is reliable and necessitates minimum maintenance only

3.2 Technical data

Tool drive
ACA1001C
Motor 1x 4/HE IP55
Motor output 4 kw
Motor speed 1435 rpm
Spindle speed 685 Rpm (50Hz.)
Tool diameter 85 mm
Tool teeth number 5
Cutting speed 182 m/min
Feed
Motor 2x FCA63B-6 IP55
Motor output 012 kw
Motor speed 890 rpm
Gearbox 2x HF40
Gear ratio 1:200
Feed range 0-1.2 m/min (according to cutting conditiong
Plate thickness 7 06 mm
Angle range 15A6 0 (gradually)



Bevel size for steel the individual angles

angle U max. bevel width (P) QY
62 mm (recommended machining in3 step9
62 mm (recommended machining ir4 step9
56 mm (recommended machining ir4 step9
52 mm (recommended machining inb step9
51 mm (recommended machining in5 step9
51 mm (recommended machining in5 step9
50 mm (recommended machining in5 step9
51 mm (recommended machining in5 step9
51 mm (recommended machining in5 step9
52mm (recommended nachining in 5 step9

OUTUARNWWNNERE
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Dimensions Fig. 3.2.1.
Weight: 175 kg

(*) The exact values of voltage and frequency are indicated on the motor identification
plate.

Fig. 3.2.1.
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3.3. Noise level
The machine has been designed and manufactured to emit as little noise as. possible

In some cases and working conditions, the continuous sound pressure level according to
measurement A exceed88 dBA.The worker must use ear protectors

3.4  Working environ ment conditions
The working environment of the machine must conform to these values

Temperature: 0 ARO AC
Humidity. 10 % - 90 % (noncondensing)

The machine must be located at covered place and must be protected from rain

Working environmentconditions different from the abowaeentioned ones can cause serious
damage to the machine, especially to its electric equipment

If the machine is out of operation, it can be stored at a place with the temperature within the
range of ) )
-10ACto 70AC

All the other values remain unchanged

INSTALLATION

4.1 Transport and lifting

u Important :

The activities described in this section can only be executed by qualified personnel

Suitable unloading and setting devices (cranes, lift trucks, etc.)braustady at the destination
place.

When the machine has arrived at the destinatioh e c k (i n t he) whaherriti er 0 ¢

meets the order specificatioasd was not damaged during transptryou find any damage or
parts are missing, immediatetyform N.KO and the carrier in detalil
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ﬂ Warning:

Observe the following instructionsand ensure safe handling with the machirne

- Keep your distance from hanging loads and make sure that the lifting device and
pertinent tools are in perfect orderdaare suitable for the weights indicated in Baz.

- When handling the machine, wear protective clothes, like work gloves, footwear with
anti-slip soles and a crash helmet

- If the machine is in its transport package, remove and dispose of it in cayfovitii
valid laws of your country

- If you are to lift the machine with a crane, use suitable textile or chain lifting devices
Lifting eyes are mounted on the mach{see Fig4.1.1.)

Fig. 4.1.1

4.2 Location and connection

n Important :

The activities described in this section can only be executed by qualified personnel

If the machine is used for machining small parts, it must be set on an even surface and secured
with a brake against movemdig. 4.1.1).

If the machine is used for machining big paitsnust be located on the actual wquiece and
move upon it during work by itselfvith the 3D manipulator being dragged together with the
machine If you will not use the8D manipuétor, it is suitable to suspend the machine on a band
see Fig4.1.1,during approach to the material and leaving it at the end

During electric connection, proceed as follows

12



- check the frequency and voltage value on the motor identification plate

- connecthe cable end to the power supply with a plug according to your local power network.

4.3  Checks before commissioning

n Important :

Never start UZ50 Triumph without the checks described in this paragraph

Before starting the machine, check that it is openat by means of the following inspections
and checks to achieve maximum efficiency and meet the safety regulations

- check that all screws and other parts are tightened

- check that all electric connections have been made coraatlyhe electric able is fixed in
place with a cable gland

- To start the machine, proceed as follows
Unlock the machine with the red emergency lockable bipaosition B, Fig. 2.4.1.).
Start the motor with the green button The milling cutter must rotate clockwise
If it does not, you must switch the phases in the.plug

- To switch off the machine, push the red button next to the start switch
4.4  Scrapping and disposal

When disposing of th&/Z50 Triumphmachine, remember that the materials framch it is
manufactured are not hazardous, comprising mainly

- ferritic steel, painted or metalized

- stainless steel, seri@90/400;

- plasticmaterial of different character

- gearbox oif

- electric motor;

- electric cables and pertinent jackets

- eledric monitoring and exciting devices

Follow this procedure

- observe valid laws of your country regarding the working environment safety

- disconnect the machine from power supply

- dismount the machine and classify the parts according tocthemical characteristics

- scrap the machine parts in conformity with valid laws of your country

- during the dismounting phase, strictly observe valid regulations regarding labour safety

13



USE
5.1. Correct use

The bevelling machinenodel UZ 50Triumph, has been designed, manufactured and sold for
bevelling metal parts and rolled metals of these kiivdga, steel stainless steelbrass copper,
aluminium

UZ50 Triumph is designed for bevelling materials of larger formats and thickness, located on
supports or working table$he plate must be placed at the height@mmto 1100mm.

To machine materi al of smal | di mensi ons, wh i
hando, you must instal/] a s p omnatstd beidaliveredin  f or
2013 at the latept

The maximum and minimum bevel dimensions and thickness of the material machined are
indicated in detail in chapterBar.3.2fi Tec hni cal .speci ficationso

Other use different from the above described aresidered improperNamely, it is forbidden
to:

- machine products different from those for which the machine has been designegl or sold
- modify the machine operatipn

- replace parts with unoriginal parts

- modify electric connections, thus jumping théernal safety devices

- remove or modify protective covers

- use the machine at places with aggressive atmosphere

ﬂ Warning:

It is strictly forbidden to bevel materials different from those indicated because their
processing may pose a risk to the op&tor and damage the machine

Before making any modifications, you must ask th&EO company for the pertinent approval.
Otherwise théN.KO company disclaims any responsibility

14



5.2. Description of controls

The bevelling machine is otrolled by means of control elements located on the distribution box
and the remote controller

Fig. 3.1.1.

Il

S 2

A- Remote control with feed speed control amdagneticholder

B- Elements for adjusting the bevel size

C- Distribution box with the main and emerggrswitch and standby mode button
D- Elements for adjusting the lower slide

E- Lock for disconnecting the 3D maniptda

F- Control lever of the machine inclination

G- Angle adjustment detail

15



Distribution box

Fig. 5.2.1.

a) Main on/off switch

b) Standby mode button

c) Sdety emergency button immediately stopping the machine
d) Distribution box lock

Remote controller

The remote controller is equipped with magnets and can be attached to the machine or held in
handaccording to current conditions

Fig.5.2.2

a) Safety emergency button immediately stopping the machine

b) Switching the spindle omPushing the button switches the motor idaed the tool rotation direction
c) Switching the spindle off

d) Switching the feed on

e) Switching the feed off

f) Feed speed control

16



5.3.Preliminary adjustments

ﬂ Warning:

Wear protective work gloves when making the adjustment The operations must be
executed if the machine is stopped and disconnected from power supply

Before starting your work, you must perform the following atjients

Material preparation

The material to be machined must be placed on a suitable worktable or supports so that the edge
of the sheet metal is in the required distance frontahle or supports; i.e. min. @Gnm for the
standard work position, fohé head downwards position the minimum distance is as shown in
fig. 5.3.0.

The material must be secured against movement.

Fig. 5.3.0

(o= 60° | 500
/ -
d - 30° | 320
20° | 240
15° | 200
o b -]
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=
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Adjust the bevel angle

The bevel angle can range frdbAto 60A .
Make the adjustments as follows

- Sufficiertly loosen the2 and 2 screws(positionA, Fig. 5.3.1)located on both sides of the
machine

- Holding and pulling the upper handle, adjust the entire machine unit to the desired angle

- You can view the adjusted angle value on the divided scale locatbd aide of the
machingpositionB, Fig. 5.3.1).

- Having completed the operation, properly tighten thend 2 screws on both sides
(positionA, Fig. 5.3.1).

u Important :

If you have problems with adjustment of the angles, the screws may not have been ke
sufficiently (position A, Fig.5.3.1).

Fig. 5.3.1
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Setting the zero value

To set the cubff size correctly, you must specify the zero point (point at which the cutter
touches the material) for the specific angiédpe starting the work.

This point must be specified for every new bevel or changed.angle

Proceed as follows:

- Loosen the locking lever of chip adjustméodsition E, Fig.5.3.1).

- Move the cutter fully into the spindle by means of the chip settingel(pesition D,
Fig.5.3.1)

- Adjust the lowest position of the lower slide according to the picture (position C, Fig.
5.3.1.) by means of the adjusting wheel of the lower slide

- Set the optimum working height, position and inclination of the machine bygswddhe
3D manipulator

- Set the machine anywhere on the plate machined so that the vertical and horizontal ruler
adjoins to the material along all of its len@Eig. 5.3.2).

- Start the cutter motor and check the tool rotation direction.

- By means of thehip adjusting wheel, gradually move the cutter towards the material up
to the point at which it touches the materithus you have specified the zero point for
the given angl€Fig. 5.3.2.).

- Retighten the locking lever of chip adjustm@mtsition E, Fig.. 5.3.1).

Fig. 5.3.2.
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Lower slide adjustment

The lower slide task is to continually move the machine along the material or move the material
through the cutting tool if small parts are machinEde feed speed can be controlled with the
remote catroller.

The lower slide must be adjusted so that it properly ensures the fixed material against its
vibrations or loosing during cuttingror this reason, the lower slide has been designed so that it
acts upon the material with the force of a spring raaigm with controllable prad Another
advantage of this solution involves cushioning and adaptability to sudden changes in the
machined material thickness during cutting

- The lower slide is adjusted according to the machined material thicl&kless/s set the
scale value (Fig. 5.3.3pointer A 5-8 mm lower than the actual thickness of the material
machined. The prescribed8mm stands for the spring piead. Adjust by means of the
control wheel (position C, Fig. 5.3.1.). Thus control element ismealuat both sides of
the machine for easier access

Fig. 5.3.3.
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5.4 Cutoff and machining setting

The UZ50 Triumph machine is able to make the bevel width of up to 62 mm at certain angles
(see par3.2.).These values can only behieved by gradually machining in severalafis.

Setting the first cut-off

n Important : Correct setting of the cutoff is determined by previous setting of the zero
point. Without this pre-setting, the cutoff may be set incorrectly and the cutte or the
machinedamaged.

- Loosen the locking level of chip adjustméposition E, Fig. 5.3.1).

- Adjust the first cutoff with the chip adjusting wheéposition D, Fig.5.3.1)as required.
To read thevalues correctly, use the chddcated on the machendistribution box
(Fig.5.4.1))

D Important : The maximum depth of the individual cutoff is 5 mm
(cutter protrusion). Specifically, 25 divisionaM on the adjusting wheel
scale If you set more for a single cutoff, there is immediate risk of
damaging thetool or the machine

- Retighten the locking lever of chip adjustmémisition E, Fig. 5.3.1).
- We recommend you to note down the values set on the adjusting whedpssélenD,
Fig.5.3.1).This will help you to adjust the next eoff.

Fig. 5.4.1
A
(04 1 5 10 15 20 | 25 | 30 | 35 40 as 50 55 60
M M M M M M M M M M M M M
15 1,5 6,5 13,0 19,5 52,0 58,0 64,5 71,0
20 1,5 8,5 17,0 25,5 51,5 60,0 68,5 102,5
25 2,0 10,5 21,0 53,0 63,5 74,0 1055 | 116,0
30 2,5 12,5 25,0 62,5 112,5 | 1250
35 3,0 14,5 57,5 71,5 100,5 114,5
40 3,0 16,0 64,5 112,5
45 3,5 17,5 53,0 70,5 106,0 123,5 fg x i""“
50 4,0 19,0 57,5 115,0 ke 20w
55 4,0 20,5 61,5 102,5 123,0 ONE CUT= MAX 25M
60 4,5 21,5 65,0 108,5
in 1 cut in 3 cuts in 5 cuts




How to understand the table:

Find the angle and bevel heigAtaccording to your specificatian the chat. In
the M column you will find the needed number of division marks that you have to
set on the chip setting wheel (pos. D, fig3.1) The field with the found setup
value helps you to find out what ise number oftuts necessary for making the
required bevel.

In case that the bevel heighthas such a value that cannot be found in the table,
e.g. 18 mm, it is possible to calculate the sizeubtusing the column for the bevel
heightA = of 1 mm.

Example:
Bevel height 8 mm.
Bevel angle 45A

Solution:

Find in the table

1 the value 53livision marks onthecrogsoi nt of 45A 5aimd bevel h €
1 thevalueddi vi si on mar ks on the cross point of
1 calculate themeeded number of division marks to achieveréwpiired bevel of heighft

of 18mm using the following equation:

3,5 division marks (Imm) x 3 (because3mm) = 10,5division mark + 53 (15mm) = 63,5
division marks TOTAL.

The maximum number of division markir one cutis 25M, which means that we may cut as
follows:

Or you can divide the total number of division
marks more equaly, which is much more better
You can cutthe bevelwith using of the max for the machine and the atter. The number of
values the cuts remainsame.
15tcut 25M 1stcut 20M
2" cut 25M 2nd cut 20M
3" cut 13,5M 3t cut 23,5M
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TIP: Divide individualcuts in such a way that the lagitis the smallest one.

Set the movement to lower valudsis will result to better finasurface of
the bevel.

Machining

- Set the machine at the plate ed§djust the optimum position and inclination of the inlet
rulers by means of the adapti8® sysem The machining direction is lefo-right in the
standard positiarin the case of upsiggown work, the glection is rightto-left.

- Star the cutter and feed motors and set the feed speed to &2fp#éxaf the total speed
range The maximunspeedf the machings 1.2 m/min.

- Slowly pulling the pertinent handles, guide the machine onto the material, chesking i
run onto the plate. The machine must run onto the plate simultaneously with the guide
rules with which it must be in contact

- After the machine fully runs onto the materihen the material is held by the two feed
rollers you can increase the feedeg This speed is not determined in any way; it must
be properly adjusted according to the state of the cutting plates, material quality-and cut
off size

- During bevelling, a situation may occur when you need to adjust the position and
inclination of themachine by means of tt8 manipuétor. This happens if the machined
plate is set on the supports incorrectly or if the working place floors are in a bad state
In this case, it is suitable to loosen the pertinent mechanisms @Dtheanipuétor and
fully exploit the advantages of the adaptive 3D syqteéim5.4.3, pos.A, C). The lifting
mechanism can be moved a little lower independently of the machine, thus enabling the
machine to lay on the material at the moment to move along the vertical line(fegly
5.4.3, pos.B).

- If the floors are damaged extremely, the machine, having fully run onto the material, can
be disconnected from the 3D manipulator (Fgt.2.).In this mode, the machine runs on
the material by itself without the need of any suppAfter disconnecting, you must
release the 3D manipulator lokig. 5.4.2, posA).

Before running out of the material, you must connect the 3D manipulator again in the
same wayand adjust the machine position for running out of the matéria¢ macine
fed can be stopped or started by means of the feed control

- The machine may also be used without the manipulator, suspended on a crane. The lifting

eyes on the machine are used for (sat Fig4.1.1.)
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Fig. 5.4.2.

Fig. 5.4.3.
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Further cut-off setting

The UZ50 Triumph s able to create bevels of the width of up to 62 mm at certain afsgles
par3.2.). These values can only be achieved by gradual machining in seveodiiscut

Loosen the loking lever of chip adjustmefposition E, Fig. 5.3.1).

Adjust the next cubff with the chip adjusting wheéposition D, Fig. 5.3.1)as required
To read the values correctlyse the table located on the machine distribution box
(Fig.5.4.1))

D Important: The maximum cutting depth of individual cut-off is

5 mm (cutter protrusion). Specifically, 25 divisions on the adjusting
wheel scalelf you set more for a single cwoff, there is immediate risk
of damaging the toolor the machine

Retighten théocking lever of chip adjustmefositionE, Fig. 5.3.1).
We recommend you to note down the values set on the adjusting wheépssilenD,
Fig.5.3.1).This will help you to adjust the next eoff.

Start cutting. Proceed in the same way as wigfitist cutoff.

All further cutoffs repeat the abowaentioned in chaptéy.4

TIP: Calculate the individual cudffs so that the last one is not too deep. Set a lower
value of the feedThe final surface of the bevel will be better

Upside-down work

One of the main advantages of th&50 Triumphmachine an®@D manipuator is the possibility
of upsidedown work Namely, the possibility to make doukdaled bevels without the necessity
of handling the materiaProceed as follows

Release the rotatolock (Fig. 5.4.4, pos). Make sure that the machine is sufficiently
high above the floor after being turned

Hold the machine by the pertinent handles and turn 1864

Relock the rotation lock

Close and secure the lid of the chip removal chafkigl 5.4.4)

Set the machine in a suitable position and inclination according to the material position
and situation at the workplace

Then specify the zero point again; see chap@rPreliminary settings, par.Zero value
specification

Then set the madate for the first and next cudffs, see chaptds.4.

Start machining
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n Important : The machined material must be located on supports at a sufficient height
sothat the machine distribution box will not collide with the floor. The edge of the material
to be machined must be positioned in a sufficient distance from the supports in order to
prevent a collision with the distribution cabinet, see Fig. 5.3.0.

Fig. 5.4.4.

MAINTENANCE AND ADJUSTMENT

6.1 Recommendations

n Important:

The maintenance workers must be qualified technicians

Never work on machine parts in motion, not even with tools or other subjects.

It is strictly forbidden to remove safety devicesodify them or tamper with the safety devices

of the machineln suchan event, the manufacturer disclaims any responsibility for the machine

safety

Always use original spare paftsee chapteBi Spar €. part so
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ﬂ Warning:

Always wear protective work gloves when maintaining the machineThe maintenance
operations must beexecuted if the machine is stopped and disconnected from power

supply.

Before every working shift, and then during it as necessary, clean the machine, tool and moving
parts with compressed air

ﬂ Warning:

When using compressed air for cleaning, wear mtective goggles, and never use pressure
over 2 bar.

For adjusting and maintenance, use the tools delivered with the machine

6.2  Cutter and cutting blades disassembly

ﬂ Warning:

When changing tools, use protective gloves

UZ50 Triumph uses for cutting dace mill of our own design with cutting plates with four
cutting sidesOnly an original milling head and cutting place are strongly recommended to be
used. If other than original tools are used, the manufacturer holds no responsibility for possible
injuries or damages to the machine!

To exploit the cutting plates fully, these must be turned when they are @uarnthe whole,

4 cutting sides are at disposal for every plate

The state of the cutting tips must be checked continuoifishey are worn, youmust turn them

in time.

Cutter head disassembly

- Disconnect the machine from power supply.

- By means of the wheel for lower slide adjustmeset the lowest position of the lower
slide according to the pictufposition C, Fig. 5.3.1).

- Loosen sufficientl the2 and 2 screwg(position A, Fig. 5.3.1)located at both sides of the
machine

- Holding and pulling the upper handle, adjust the entire machining unit to the angle which
is most suitable for access to the cutter.

- Loosen the locking lever of chip adjosnt(paosition E, Fig.5.3.1).

- By means of the chip adjustment wh@edsition D, Fig. 5.3.1),move the cutter to the
position in which the access to it is most suitable

- Lock the spindle against rotatiddse the enclosed hook span(mssition A, Fig.6.2.1).

- With the enclosed spanner, loosen the main central screw which fastens the cutting head
to the spindl€pos. B, Fig.6.2.1)..

- Remove the screw including the central insert and pull the cutting head from the spindle
manually. If it is not possiblejse clamping bolts prepared on the milling head. These are
located below the central insert of the machine in posf&an. 6.2.2, pos C)

See video how to dismount the milling hebttp://www.yautube.com/watch?v=ic8an0yw2PY
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http://www.youtube.com/watch?v=ic8an0yw2PY

Replacement or turning of cutting plates

Put the cutting head on a suitable surfadee UZ50 Triumph cutter is equipped with
plates

Loosen the screWFig. 6.2.2, pos. A) of the cutting plat€Fig.. 6.2.2, pos B) with the
enclosed spanner and then turn or replace it

Some UZ50Triumph cutters can be equipped with-salled sukplates These are pads
under the cutting platéf your machine is equipped with them and if they are damaged,
you must redce them as well

Mount the cutter back

n Important : Keep all parts of the cutter head(plates screws, cutter screw and the
spindle clean.

Otherwise there is a risk that the cutting plates will be seated incorrectly and their
service life reduced or tte cutter head blocked on the spindle with subsequent problems
during the next disassembly
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6.3

Fig. 6.2.2.

Headstock oil replacement and refilling

The UZ50 Triumph machine headstock contains oil which is subject to wear. The first
change must be executed aftetO machine hours!!! (converging of cogged wheelsJhen,
the next changes after every 1,500 working hours.

Exchange the oil as follows

Stop the machine and disconnect it from power supply

Set the machine in an optimum fas for discharging the aillThe discharge scre(fig.
6.3.1. pa. C).

Put a suitable vessel for the used oil under the discharge hole

Remove the discharge scrékig. 6.3.1, pos. C).

Remove the bleed screw (F6g3.1, pos.A).

Wait until all the oilhas run out, and then mount back the discharge screwgBid.,
pos.C).

Fill the headstock with new oil though the filling hdqleig. 6.3.1, pos. A) (Mobilgear
600 XP68 1S012928 typ CKD68 AGMA 9005E02 2EP) 200ml.

Check the oil level in the oilapge The level must at least reach the middle of the gauge
(Fig.6.3.1, pos. B).

Mount back the bleed screfiig. 6.3.1, pos. A).

nlmportant: T he volume ofthe oil in the gearbox is exactly 200ml. Not more. No less!
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TIP: Perform the change witheémrmachine warmed up. The oil will drain off easier.

Fig. 6.3.1.

#< ««k)—\\\\\\’ |
AR\ \

Lubricating of the machine

There are also several lubricating points on the machine. They are located on the machine (see
chapter 7.3 the list of the spare partpositions 1940.3010inear guidance, 1940.6001 lift
gearbox a 1930.2002 lift gearbox of the 3D manipulang it is necessainy keepthemclean

and to llbricate each week. Recommendatlis Shell Alvania RL 2.

n Important:

The old oil must be collected and disposed ohiconformity with valid local laws. Never
pour the oil into drains, sewers or soil
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6.5. Drive belt replacement

The UZ50 Triumph machine is equipped with a toothed belt for force transmission from the
motor to the spindleAt the same time, thbelt serves as a safety element in case of machine
overload

In reality, the belt may be broken in some situations

Exchange the belt as follows

Disconnect the machine from power supply

Dismount completely the tension scréivig..6.5.1,. pos. B).

Loosen and remove the screws on the cover flange of the bel(Figsé.5.1, pos.A).
Lift off the case covefFig..6.5.2.).

Replace the belt with a new ane

Mount back the cover.

Tighten the belt with the tightening screw (Fig..6.5.1,. pos.TBe propertightening
indicator lines must be levelled (Fig. 6.5.2. Pos. C)

Tighten the cover screws (Fig. 6.5.1., pos. A).

Check the machine function

See video how to exchange the blttp://www.youtubecom/watch?v=bpP5vWVvHXCI

Fig. 6.5.1.
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http://www.youtube.com/watch?v=bpP5vWvHXCI

Fig. 6.5.2.

If operating the machine in rooms with extrahazardous effects, AD and more, you must
pay increased attention to the protection against electric shotk

Electric energy- in case offailure, immediately switch off the power supply
Work on theelectric equipment of the ashine can only be dortgy a qualified person or subordinate persons under
his/her supervision so that the work is done according to electric enginesgirigtions.

/ No part on which maintenance is performed can be under voltage
necessary to check with a twwole measuring instrument that 1
disconnected parts are not under voltagen connect them to ground &

4 insulate the surrounding ga under voltage

Di sconnect the power supply by t

The electric equipment must regularly be checked, or tested. Shortco
loose connections, charred cables must be replaced immediately

=3

m ATTENTION! - VERSION ASP

Some versions UZ50 machines can be equipped with an ASP (Active Smart Protection).

This system protects your machine against overload.

Protection consists in monitoring the manufacturing process and in case of overload, operator is
informed by the syem actively through the flashing lights on the remote control.

If the operator does not start the steps to reduce load on the machine (resizing of the cut,
replacement of cutting inserts, decrease speed) in 20 sec, the system cuts power of the feeding
wheels and the machine stops.

Attention, the system does not protect against impact overloading !!!

Information on how the machine is equipped with a system, can be found on the nameplate.
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SPARE PARTSUZ50 Triumph

7.1 How to order spare parts

Orders of pare parts must contain this information

- machiretype;
- seral number;

- required part description and number

- quantity.

7.2. Parts most often liable to wear and tear:

Order No. Description lllustration
1945 Cutting plates (10 in package)
For more types of inserts
contact your supplier .
1946 Cutter head (without screws :
and cutting plates)
For more types of milling
heads contact your supplier
1947 Plate screw
1940.5007 ¢é Transmition belt
Version G, P or T see
drawing
1948 Polyurethan feeding wheel
1940.0LEJ Gearbox oil UZ50 1L
gear oil
Alvania Lubrication fat for the UZ50

7.3 Eletric connection drawingand spare parts drawing and list

The inverter, which is instaled inside the machine UZ&0mph was programmed directly in
the factory. The invertas blocked. For unblocking contact your supplier.
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Scheme UZ50 Triumph
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Exploded view and list of Sare parts

2 [ 3
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version o1 [Machine

date 1312015

name Eret Typ

UZ 50 spare parts

sheet 1 Group
sheets

switchboard

1 2
UZ50 SPARE PARTS

rawing n0. 9000 Switchboard

| 9000
&)

Number Fig Part name Note

1940.900A 900 inverter 400/480V 1
1940.900B 900 inverter 3x220V 1
1940.9001A 9001 electrocabinet (complete) 400V 1
1940.9001B 9001 electrocabinet (complete) 480V 1
1940.9001C 9001 electrocabinet (complete) 3x220V 1
1940.9002 9002 remote control (complete) 1
1940.9010 9010 electrocabinet (empty box) 1
1940.9011 9011  main switch 1
1940.9012 9012 pilot light 1
1940.9013 9013 stop switch 1
1940.9020 9020 remote control (empty) 1
1940.9021 9021 stop switch 1
1940.9022 9022 pilot light 1
1940.9023 9023 push button 1
1940.9024 9024 potentiometer 1
1940.9025A 9025 transformer 400/24V 20VA 1
1940.9025B 9025 transformer 480/24V 20VA 1
1940.9025C 9025 transformer 220/24V 20VA 1
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UZ50 SPARE PARTS drawingno.200 Frame

Number Fig Part name Note

1940.2001 2001 frame

1940.2002 2002 folding bed
1940.2003 2003 vertical plate
1940.2004 2004 horizontal plate
1940.2005 2005  rectifier
1940.2006 2006 roller
1940.2007 2007 housing
1940.2008 2008 cover
1940.2009 2009 scale left
1940.2010 2010 scale right
1940.2011 2011  protractor right
1940.2012 2012  bolt with washer
1940.2013 2013 ring

1940.2014 2014  protractor left
1940.2015 2015 screw
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UZ 50 spare parts

Number

UZ50 SPARE PARTS

Fig

Part name

] 5

drawing no. 3000 Lower Drive
Note

lower drive I 3000
7 &l

1948 1948 polyurethane wheel 2
1940.3001 3001  shoulder 1
1940.3002 3002 bearing plate 1
1940.3003 3003 gearbox 2
1940.3004 3004 electromotor 2
1940.3006 3006 washer 2
1940.3007 3007 ball-bearing 2
1940.3008 3008 washer 2
1940.3009 3009 screw 2
1940.3010 3010 linear quides 2
1940.3011 3011 compression spring 2
1940.3012 3012 stop 1
1940.3013 3013 screw 2
1940.3014 3014  shaft 2
1940.3015 3015 screw 2
1940.3016 3016 casing 1
1940.3017 3017 washer 2
1940.3018 3018 key 4
1940.3019 3019  wiper 1
1940.3020 3020 strut set 1
1940.3021 3021 HF flange 1
1940.3022 3022 neck 1
1940.3023 3023 plate 1
1940.3024 3024 screw 8
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Groon

spindle head assembly

| 4000

Number

] ]
UZ50 SPARE PARTS

Fig

Part name

srawing no. 4000 Spindle Head

Note

Assembly

1945 1945 insert 5
1946 1946 milling head 1
1947 1947 screw 5
1940.4001 4001 headstock 1
1940.4002A 4002 gearbox assembly D54,.5 mm 1
1940.4002B 4002 gearbox assembly D75,0 mm 1
1940.4003 4003 feedworks asembly 1
1940.4007 4007 revolution indicator 1
1940.4008 4008 key 1
1940.4009 4009 tool washer 1
1940.4010 4010 screw 1
1940.4011 4011  desk 1
1940.4012 4012 shaft seal 1
1940.4013 4013 oil seal ring 2
1940.4014 4014  key 2
1940.4015 4015 screw 2
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UZ 50 spare parts

e

T UZs0

headstock

Number

1 2
UZ50 SPARE PARTS

Fig

Part name

drawing no. 401 HeadtOCK

Note

=

| 4007

1940.4020 4020 hody 1
1940.4021 4021 ring 1
1940.4022 4022 screw 6
1940.4023 4023 cover 1
1940.4024 4024 screw 3
1940.4025 4025 spindle brake 1
1940.4026 4026 spindle brake 1
1940.4027 4027 cover 1
1940.4028 4028 screw 3
1940.4031 4031  spring 1
1940.4032 4032 sealing ring 1
1940.4033 4033 screw 4
1940.4034 4034  lever 1
1940.4500 4500 spindle asembly 1
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UZ50 SPARE PARTS rawing 0. 4500 Spindle Assembly

Number Fig Part name Note

1940.4014 4014  key

1940.4015 4015 screw
1940.4060 4060 shaft

1940.4061 4061 conical bearing
1940.4062 4062 body

1940.4063 4063 front cover
1940.4064 4064 rear cover
1940.4065 4065 screw
1940.4067 4067 key

1940.4068 4068 screw
1940.4069 4069 washer
1940.4070 4070 nut

1940.4071 4071 shaft sealing ring
1940.4072 4072 shaft sealing ring
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