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H steel assembly welding and rectification integrated machine

The H steel production line is used for welding the production of H steel. The production line can
continuously complete the process of setting up, welding, orthodontics and discharging T-and H-section
steel in the production process. The production process is controlled by program, and the welding speed
is adjusted by frequency conversion technology.

This machine is suitable for use in smaller workplaces, and is affordable and functional. It consists of
3 H beam manufacturing processes: assembly - Welding - rectification. It can produce symmetrical and
asymmetric cross sections of H and T beams. At the same time, it can complete the following procedures:
initial and final assembly of beams, butt submerged arc welding of beams in vertical state, and correction
of welding deformation (mushroom shape) of beams. The automatic assembly machine is equipped with
flux circulation system to reduce flux consumption. The assembling and welding of H beam is automatic
mode. In production, the movement speed of the beam can be adjusted by means of program-controlled
monitor, so as to ensure the quality of the weld.
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|. equipment composition:
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1. main engine: including H steel assembly, welding, correction, roller conveyance, etc.

2. electronic control system: main control cabinet, PLC program system settings, and touch screen
display lights.

3. groups of institutions: Web clamping, wing plate clamping and lower pressing device.

4. lifting mechanism: input roller device

5. discharging mechanism (including lifting mechanism 2): output roller device

6. hydraulic system: oil cylinder, hydraulic pump station and high pressure tubing lamp.



7. aligning mechanism: cylinder lifter

8. wire feeder assembly:

9. work platforms and escalators: accessories, etc.

10. welding power source two: power supply, control box, welding cable, control cable, etc.
11., two sets of flux recovery equipment: vortex air pump, recovery device, funnel, etc.

BILEERARSH
e | 5 RS Parameter / type YQPJ-1500
1 JEMR = mm Web height mm 180-1500
2 | JEHRJE mm Web thickness mm 6-30
3 B mm Flank width mm 180-800
4 | BRE mm Wing plate thickness mm 6-40
5 | HAZLK mm H beam length mm 4000~15000
6 - JF . Hl W X Separate,
FGTA% R 5 Size adjustment system
mechanical
7 | B welding machine 2 £ MZ-1000 HUEHL welder
8 | BHLIIE, T Welding power, kilowatt 2x75
9 | SREERRE Type of welding HEhHITE SAW
10 | MR, Z=K/%r | Welding speed, mm / min 0-1000
11 | SRR Welding speed adjustment “F# smoothly
12 Adjustment angle of welding
LS A P 145°1£12.5
head
13 Hydraulic system pressure,
WERG KT, IR <10
MPa
14 o Automatic circulation system
FEF EANEIS R 5 2E
for flux
15 | 1BAlE, T Flux quantity, kg 2x100
16 24 J2 4% U R 4 )except
BIE, TR Total power, kilowatt
welder
17 | AMERSF (Kx%ix | Dimensions (length * width *
L 30000x3270x5150
[SRRE-VN height) mm
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Key components configuration of tailor welding and straightening machine
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Tailor-welded straightening
machine, input roll, output
roll, hydraulic web clamping
parts, hydraulic wing

PHESF MER & Z 3 4E . Wik | clamping parts, flux recovery
M Tailor B IS ER . 4857]| and conveying machine,
welding A iz — AL, k| hydraulic lifting and pressure
machine FEFFBE R EHLM . E | reducing mechanism,
RN 22 HLM . i | automatic welding machine
& 22 5k 2 4 fil e S 4% | wire feeding mechanism,
GAlE¥2 hydraulic pump station
system and electrical control
system
B | s
i X i u rew nu
FHRELRISILRA, paipr to meet diﬁ:]rent
N Group R e AN [RI RIS () e .
Hor , , specifications of H-section
[ A vertical guide H 2, e steel. The guide wheels are
= .
" | parts S A A X )
B R S easy to expand and guide
Eb‘% AEA, S through high frequency
f quenching heat treatment.
The set-up lifting cylinder is
48157 T 2 P N9 oy
P _ | made in Taizhou. The seals
S, ERR are all made in Taiwan. The
Y7 Ft | Group  lifter B4R, FIFER . . "
- . , . cylinder is of large caliber,
F&IMEL | cylinder FKO42K, FE— _
. A which guarantees long
i) R AR QAN T durability and | e Iif
b i K urability and long service life
X R under certain pressure.
Hydraulic motor with vertical
ST AEFNE iL, | transmission adopts swing
. KR4 ik, H| needle motor. It has the
N Group drive - -
HArfE motor His)FEa, 1% K| characteristics of smooth
B ik sEik s S E & | rotation and large torque. The
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seal is Taiwan, reliable and
practical.




The transmission of the
correcting parts and the

HrEMERIfEEhE | transmission of the erection
WAL 2 —4k | are integrated to ensure the
Hr IE . (1, HREEE5 %7 | smooth rotation of the
Correctional NN I
4 IR RS EE | transmission wheel of the
components ) )
HSERar:, Mm{#E T | whole equipment in the
A7 EY, {#E4% | welding process, so as to
ARIEZEM make the workpiece walk at
an average speed and make
the weld beautifully formed.
HrIERCH BN
35CrM
#riE%e | Correction 4 &irffﬂ?i SLK The m.aterial of the correction
wheel ) wheel is 35CrMo.
)EH7 Yij(ﬁ;@ﬁ{:
HRC40-45
R 2 SR Heat treatment can be used
E4e3 | Main  drive M7=, AR for a long time, quenchin
ML | reducer 5. LR, 9 ime, Auencehing
= hardness: HRC40-45
e
The use of the national brand
machine Changzhou
Electrical Ak 2 38 i ALy MY production doSbIe stage
e components AR, TARAAT cycloid pin,wheel output
At T i ’

torque is large, smooth
transmission.




9 AR Frequency L Relay brand is Schneider
brand and component is
rt NJIETN i
converter RIE BERE | glEMENS brand.
10 HitH - . .
b ¢ DC power RAGHGLAR Using domestic brands as
- supply HIR, FeE T 5
FT A AR i 2 |
gErh— sl b .
11 4T | Control panel Use of stability
JE 35 =
5 (BRAEFESL), J7fE
it
MZ-1000
12 MZ-10 | submeraed Adopt Taiwan Ming Wei DC
00 #9 | arc wglding FiE o FEL ) HESTAE AL | power supply, stable and
FEAL machine reliable.
All operation buttons are
centralized on one control
13 JRee 3 YRS 28, Bt
wire reel ;}&E;%H & 8 box (except welding control),
_E which is convenient and
quick.
pat= | Welding R FERIREL | Yao Qiang brand submerged
14 PRHEER
AT cylinder FIF BN ERAE arc welding machine




15 WL | Hydraulic T 3R A ZR | "Zhen Kang" welding wire
station 5, R plate is easy to lock.
FKHE WA | In the process of connecting,
16 K22l | Wire feeder BN, #E2°FF, | the cylinder has a floating
R R % 42 %6 | tracking function.
Welding
toreh TR . B The cooling fan is used in the
| discharge PRkt (s ngEn s -
17 2 M T N hydraulic station with low
and recovery SN e i NI G
BEE W] S noise.
integrated 2 1 R R
ks structure
]
Using domestic brand
18 ELER . W& i &Y | Chengdu feeder, smooth wire
Bearing - . . o
WE IR VA 7K feeding, special material wire

feeder.




The structure of feeding,

19 [T KAV R EIc% | welding and recycling makes
B | Recovery bin 1874, HEFEARE | the welding perfect, full
H charge and high recovery
rate.
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1. Equipment preparation:

1.1 check the circuit, close the circuit breaker and start the total power control button.

1.2 start button, according to the specifications of the workpiece, adjust the height of the movable

beam.

1.3 according to the specifications of the work, adjust the height of the positioning wheel of thewebs.

1.4 adjust the frequency of the transducer according to the welding speed.

1.5 according to the specifications of the workpiece, adjust the downward pressure of the roll and the

distance between the two rolls.

1.6 adjust the working pressure of the movable cross beam under the pressure cylinder, the vertical

oil cylinder and the wire feeding cylinder.

1.7 adjust welding voltage, welding current and welding speed according to welding specification.

1.8 start button to start the pump station motor.
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2, process flow

2.1 after welding, the main frame is processed by stress relief and shot blasting, and then assembled
after finishing.

2.2 The lifting of main engine is adjusted by screw pair and tightened by hydraulic cylinder micro-
motion after close contact with H steel.

2.3 the main wing plate and web plate clamping are adjusted by hydraulic motor and manual
coexistence.

2.4 Welding gun adjusts the butt weld with H steel through 45 degree oblique hydraulic cylinder and
horizontal adjusting screw pair. Welding wire tracking welding fine-tuning achieves maximum welding
effect by adjusting worm gear and worm.

2.5 there are three groups of mechanical hands working synchronously, so as to achieve vertical feed
of web and wing.

2.6 This machine is divided into main drive and conveying drive. It can be synchronized and
synchronized. It can adjust speed. It can be conveyed quickly when no welding is needed. It can be
synchronized when welding is started to achieve the best welding effect.

2.7 This machine is a three-in-one set-up, welding and rectification, thus eliminating a lot of tedious
work, rectifying the use of H steel welding heat to reduce mechanical negative, so as to achieve vertical
effect.

2.8 enter the group machine and add a set of jacking cylinders to reduce the web gap of the wing
plate machine.

2.9 Because the heat generated by welding will deform H steel, the machine adds two lifting cylinders
to the output roller, so that the H steel will not damage the main parts due to the weight of H steel, and the
H steel will straighten naturally after cooling.

2.10 The welding grounding wire contact of this machine passes through the main machine and
auxiliary bottom line so as not to affect the contact effect with H steel and to achieve smooth welding
seam.
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3. Welding system preparation:

3.1 according to the instructions of the welding machine, the welder should be set as required.

(1) first, remote control and local control are set up as remote control.

(2) the mode switch is divided into CV (I), CV (S) and CC mode. Generally set to CC mode.

(3) for DC welding machines, the connection of welded cables should be connected to welding
requirements. If the connection is reversed, the welding torch is connected with the positive pole
of the welding power source.

The workpiece is negative, and the polarity on the power supply is set as "+". Otherwise, it is set to "-

(4) when the above settings are completed, switch on the power, press "Start", and turn on the power.

3.2 turn on the power switch on the control panel of the control box.

3.3 Press the "Inch Down" button and send the required diameter wire into the torch. The distance
between the end of the wire and the conductive nozzle (i.e. the length of the dry elongation of the
wire) is about 20-30 mm. The "Inch Up" button is the wire withdrawal button.

3.4 in order to get a good arc, the end of the wire should be cut into a sharp shape.

3.5check the installation of the arcing plate and the crater filling plate. In order to get good arcing
effect, arc-starting current, voltage and time can be set; arc-filling plate is at the end of welding,
after pressing the "Stop" button, the welding wire continues to dissolve, and the arc-filling current,
voltage and time can be set to achieve a good end of the weld.

3.6 adjust the angle between the welding torch and the workpiece to the right position. The angle of
the welding torch (the angle between the welding torch and the wing plate) is 30~50 degrees.

3.7 adjust the distance between the welding guns, and the distance between the sides of the welding
torch is about 200mm.

3.8 open the flux transfer switch.

3.9 Open the power supply of flux recovery device, inhale some flux into the recovery cylinder, and
position the absorption pipe.
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4, operation sequence:

4.1 The H-shaped steel flange plate is hoisted into the assembly mechanism, the alignment cylinder

button is activated, the piston of the alignment cylinder is extended, and the alignment block is raised.

Start the flange cylinder button, the cylinder retracts and pulls the flange through the rocker arm; on

the contrary, start the button and loosen the flange.

4.2 the center of the wing plate is hoisted by the H steel webs which are cut down, so that the ends of

the wing and web are aligned. Start the web cylinder button, the cylinder retracts and clamps the web



through the rocker arm, pulling the web straight; on the contrary, press the button and loosen the web.
Start the alignment cylinder button, align the cylinder piston to retract, and align the gear block to fall.
After 3 seconds delay of 4.3, the set-up motor starts, press the "forward" button of the set-up motor,
start the motor, and forward transport the workpiece. When the front end of the workpiece moves to
the position of the driving roll of the orthodontic mechanism of the main machine, the center line of
the workpiece coincides with the center line of the equipment (that is, the center line of the
orthodontic driving roll). At this time, the center line of the wing plate and the web is aligned with the
center line of the orthopaedic driving roller.

4.4 the left wing plate positioning mechanism and the right-wing plate positioning mechanism clamp
the wing plate to make the wing plate alignment.

4.5 Left and right webs positioning mechanism 1, left and right webs positioning mechanism 2,
clamping workpiece webs to align webs.

4.6 after the workpiece is positioned, return to the lower roller of the movable beam.

4.7 According to the specification of the workpiece wing plate, adjust the position of the left and right
two large pressure wheels of the orthodontic mechanism, so that the distance between the end of the
big pressure wheel and the center line of the equipment (the center line of the orthodontic driving roll)
is equal. Adjust the height of the two large pressure wheels so that the large pressure wheels can
press the workpiece's wing plate and the pressure of the left and right big pressure wheels is equal.
4.8 Start the movable cross beam to press down the cylinder button, extend the cylinder piston rod
downward, press the workpiece slightly, verify the center line coincidence of the flange, Web Center
and the orthodontic roll. Press the cylinder button again and press the wheel to compress the
workpiece.

4.9 When the front end of the workpiece reaches the welding position, start the feeding cylinder
button, extend the piston rod and send the welding torch to the welding position. Adjust the adjusting
knob of the ammeter and voltmeter on the panel of the welding control box to the required current
and voltage, then press the "Star" button, two welding machines start to work, and the flux recovery
machine starts to work.

4.10 during the welding process, the welding torch fine adjustment device can be adjusted at any
time to adjust the weld position. After welding, the workpiece is sent to the orthopedic body for
orthopaedics.

4.11 The workpiece enters the discharging position after orthodontic treatment. According to the
deformation of the workpiece, the lifting mechanism, the lifting cylinder and the lifting cylinder of the
supporting roller of the driving rack are controlled, so that the workpiece with contact deformation
between the two supporting rollers can enter and pass through the discharging position smoothly.

412 When the tail end of the workpiece leaves the lifting transmission mechanism, the lower
pressure cylinder of the moving beam retracts; when the tail end of the workpiece leaves the welding
position, the welding machine stops and the welding torch retracts.

4.13 when the workpiece is removed from the orthopedic mechanism, turn off the main motor of the
main engine.

4.14 The cylinder piston rod of the lifting mechanism and the cylinder piston rod of the lifting driving
rack roller retract, and the lifting roll of the lifting mechanism decreases. The workpiece is landed on



the discharge roller.

4.15 Another flange plate of H-section steel is hoisted into the assembly mechanism, the alignment

cylinder button is activated, the piston of the alignment cylinder is extended, and the alignment block

is raised. Start the flange cylinder button, the cylinder retracts and pulls the flange through the rocker

arm; on the contrary, press the button and release the flange.

4.16 The welded T-shaped workpiece is hoisted into the center position of another H-shaped steel

wing plate to align the ends of the wing plate and T-shaped workpiece. Start the web cylinder button,

the cylinder retracts by clamping the web of T-shaped workpiece through the rocker arm, pulling the

web straight; on the contrary, press the button and loosen the web. Start the alignment cylinder

button, align the cylinder piston to retract, and align the gear block to fall.

417 repeat 2.3 items - 2.11 items of operation sequence.

4.18 the entire production line is closed.
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5, matters needing attention:

5.1 before starting work, check whether there are foreign objects in the mechanical transmission
position.

5.2 check whether the power and hydraulic buttons are reset.

5.3 start the hydraulic pump power switch before operation.

5.4 When the power supply is cut off or the pumping station stops working, the pressure drop caused
by the long time power failure of the system and the inclination of the workpiece will be prevented.

5.5it is not allowed to collide the vertical shaft and rocker arm of the erection mechanism when the
workpiece is hoisted on the input roller table.

5.6 the total bending allowance of raw material (steel plate) for welding workpiece is 0.10%L.



5.7We must always pay attention to the abnormal phenomena in the joints of moving parts and

fixtures and in the electrical control system. If abnormal phenomena should be eliminated
immediately, so as not to expand the fault.

5.8 adjust the tensioning device before operation and tighten the chain.

5.9the wire feeding hose rises and falls along the sliding direction of the oil cylinder, so it is not

allowed to be stuck and twisted.

5.10 The parts and components of the whole machine must be inspected for insulation and should

not leak electricity (in accordance with the relevant provisions of GB15579). Before debugging the
whole machine, the insulation test of the whole machine should be carried out, and the insulation
between the protective ground wire of the control cabinet and the ground wire of the system
welding machine and other welding machines in the field should be checked. The insulation
resistance value is greater than 2.5M. After passing the test, it can be delivered for use and the
next work should be done.

5.11 user power supply adopts three-phase five wire system standard configuration.

5.12 Before debugging and welding, the protection ground wire of the control cabinet should be

inspected with emphasis on the ground wire of the system welding machine and other welding
machines on site; the ground wire of the welding power source and the welding ground wire can
not be mixed with the electrical ground wire of the equipment during normal welding operation.
The grounding point of welding power supply should be as far away as possible from the
grounding point of machine tool control cabinet, and should not be connected with the grounding
of system power supply and machine tool. Otherwise, there will be danger of burning the electrical
components in the control cabinet.
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Troubleshooting:

1. € WH L
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Mainten Matters
Mechanical
T ance Maintenance content needing
part
cycle attention
1. the rocker mechanism and the clamping
device are lubricated, and the positioning
Mechanical Eve mechanism is lubricated. 2. check the
i v
1 i connection of various parts of the machine to | Use 30# oil
parts day check the foreign objects after work. 3. check
whether the connection of the hydraulic pipe
is leaking.
1. upper roller lubrication. 2. chain and chain
Lifting and wheel cleaning and lubrication. 3. slide rail Use 2#
2 driving a week | working face, screw cleaning lubrication. 4. calcium
mechanism adjust the tension device and tighten the grease.
chain.
Chain drive One
3 1. regular refueling. 2. oil for half a year. Use 30# oil
parts month
Use 2#
4 | Reducer a week | Rotational part calcium
grease.
Halfa | 1. check the surface of the hydraulic tank A0k
Lifting year and not fill it up.
mechanism One
1. regular cleaning. 2. half a year to replace | Use 2#
and small and a , L .
the oil (hydraulic oil filtered before pouring | calcium
5 | Lifting half into the tank).
grease.
mechanism years
pumping Mainten
46# hydraulic
station ance Maintenance of hydraulic system
oil
cycle
= B
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1) check the total power switch and power control system.

1. power indicator
light is not bright.

(1
(
(
(
(2) control whether the fuse in the box is burned out.
(3) whether the indicator lamp burns.
2. roller table is (1)azhi%4lRE G REE
unable to rotate. (2) BX 5l EEHL Eﬁﬂ?éﬂz%%.‘;ﬁ
(3) WML A FAE. Eaéiﬂa%%mé’iﬁ% DR
(4)E5 . BERORMIER L.
(1) whether the start button is connected.
(2) drive motor power cord is intact.
(3) whether the reducer is jammed and whether the bolt of the

coupling is broken.

(4) whether the chain and chain wheel are connected.
3. hydraulic cylinders (1) &y 7= FAALEE B & It o
do not move. ()RS R e AR 2 L
(1) check the rotation of the oil pump motor.
(2) check whether the amount of hydraulic fluid is on the oil line.
IEI\ ﬁ@:ﬁg:
Welding technology:
JE <
WY | s wie | mBobd | IOBTE arc PR
sige 9 dia welding current voltage Welding speed
(mm) (mm) (A) (V) (mm/min)
4 3 350~370 28~30 880~910
6 3 450~470 28~30 900~960
4 480~500 28~30 960~1000
8 3 500~530 30~32 730~760
4 670~700 32~34 800~830

#: L ESENEES%E only for reference

7N LHBITLREE 5RMABIBIT IR X MR
E: WhaftsH

THBITRERE FHHIBITHEME S BPLE TR E
(mm/min) (Hz) (Hz)




210 9.56 8.57

THBITRER F BT HRE HIr P ITHRE
(mm/min) (Hz) (Hz)

530 24.13 21.63




590 26.87 24.08

810 36.89 33.06

BB R 5 RS

1. BRERUE 10 RN AT FEETT o e & U R PE I L P B e i .

2. AR RUE AR E N E] Ay R AR T S 58 & e

3. RMEHT 12 A H AECRAE T PN R e 46 B B 0 J5 R T 300 R o 2 i A (e N D R 2R A ), AR 48 77 4 A3 4 T o
PR SR AR ST W ORI 9 Y 32 BEEOR SCREAIAN S A0 2 B 48 A

Quality inspection and service

1. Within 10 days after the entry into force of the contract, the Contractor shall provide free hydraulic
schematic drawing, plane layout drawing and installation basic drawing of the equipment to the
ordering party.

2. After the contract comes into effect, it will provide the ordering party with complete equipment within the
prescribed time.

3. The warranty period is 12 months. During the warranty period, the contractor will provide all-round
technical support and technical services to ensure long-term technical support and preferential price

spare parts for users if quality problems arise due to the equipment itself (except for humanfactors).
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2. WAYT FM ARSI E . BEEEES 0.

3. PR ERIE— 1.

4. RIUHHR 1.

Technical details

1. A description of operation. A full set of data for welder. Frequency converter manual.
2, equipment maintenance manuals and electrical schematics, hydraulic schematic one.
3. A product certificate.

4, a shipping list.
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