


DO YOU WANT TO PARTICIPATE? 

 

Send an email to nargesa@nargesa.com, include the following information and we will add you to this list.  

We want to encourage all those who havenôt participated yet in this great comercial network! 

Prada Nargesa has more tan 8.000 customers around the world. Some of our clients, those who offer 

service to third parties with the Nargesa machinery in their workshops, have been pleased to be part 

of this network that aims to connect them with posible future clients. In this way, all those people or 

companies that have a need for any part or tool that can be manufactured by using the Nargesa   

range of machinery, will be able to find a solution in their §rea to be able to satisfy their production 

requirements by hiring their services.  

1. Company name 

2. CIF/Tax Code 

3. City 

4. Country 

5. Machine or machines 

NARGESA CLIENTS 

We have more than 8.500 customers in 150 different countries around the world 

Discover its location on the interactive map on our website! 



Prada Nargesa S.L. is a family business fonuded in 1970 located near Barcelona, Spain, with more 

tan 50 years of experience in the sector of manufacturing of industrial machinery, and more tan 

10.000mĮ of facilities. Nargesa is a symbol of quality, reliability, warranty and innovation.  

Our whole range of machines and accessories is manufactured entirely in Nargesa. We have a constant 

stock of 400 machines, and we have more tan 16.800 machines sold all over the world. 

OUR RANGE OF MACHINERY 

PRADA NARGESA 

Ironworker Machines 

Ring Roller Bender and Pipe Bender 

Non-mandrel Tube and Pipe Bender 

Twisting / Scroll Bending Machines  

Horizontal Press Brakes  

End Wrought Iron Machines 

Gas Forges 

Iron Embossing Machines  

Hydraulic Shear Machines  

Hydraulic Press Brakes  

Presses for Locks 

Broaching Machines  

Power Hammers 



Prada Nargesa has several certifications that backup both, the design and manufacturing processes, 

as well as the journey through exporting our products around the world and the quality of the         

manufacturing components we use for our machines. These facts turn into real advantages for our 

customers: 

AUTHORIZED EXPORTER 

¶ Faster customs procedures 

¶ Reduction of tariff documentation  

¶ Tariff preferences according to geographical location 

INNOVATIVE SME 

¶ Development in innovation, design and manufacturing 

technologies  

¶ Certification and aduit of efficiency in product and 

service 

¶ Ability to foresee customer needs 

R+D+I MANAGEMENT 

¶ Manufacturing based on the R+D+I process 

¶ Technological surveillance system 

CERTIFICATES 



DO YOU WANT TO PARTICIPATE? 

 

Send an email to nargesa@nargesa.com including the following information and we will add you to our   

website 

At Prada Nargesa we believe that the testimony of our clients is our best guarantee, and that is why 

we like to expose some of the success stories that we have witnessed around the world: 

Company name 

Testimonial name  

Post in the Company 

Country 

Descriptive text  

Photography with the machine 

SUCCESS STORIES 

Discover its location on the interactive map on our website! 



INDEX 

 

1. CHARACTERISTICS OF THE MACHINE .................................................................................. 4 

 1.1. Identification of the machine ......................................................................................... 4

 1.2. General dimensions  ....................................................................................................... 4

 1.3. Description of the machine ........................................................................................... 4

 1.4. Identification of the machine ........................................................................................ 5

 1.5. General features  ............................................................................................................ 6

 1.6. Description of safety devices .......................................................................................... 7 

2. TRANSPORTATION AND STORAGE .................................................................................. 8

 2.1. Transportation ................................................................................................................ 8

 2.2. Storage conditions ........................................................................................................ 8 

3. MANINTENANCE ................................................................................................................... 9

 3.1. General Maintenance ..................................................................................................... 9

  3.1.1. Oil change ééééééééééééééééééééééééééééé 9

  3.1.2. Lubrication of bolts éééééééééééééééééééééééé. 10

  3.1.3. Lubrication of the guides éééééééééééééééééééééé 10

  3.1.4. Lubrication of the gauge spindles éééééééééééééééééé.. 11 

4. INSTALACINSTALLMENT AND START UP .......................................................................... 12

 4.1. Location of the machine .............................................................................................. 12

 4.2. Dimensions and working site ................................................................................... 12

 4.3. Admissible outer conditions éé............................................................................... 13

 4.4. Connection to power supply ééééééééé......................................................... 13 

5. HANDLING BOOK ................................................................................................................. 14

 5.1. Introduction ................................................................................................................. 14

 5.2. Control panel é............................................................................................................. 14

 5.3. Feeding of the guillotine ........................................................................................... 15

 5.4. Activation of the machine ............................................................................................. 15

 5.5. Gauge retraction éé.................................................................................................... 18

 5.6. Light .............................................................................................................................. 19

 5.7. Laser ........................................................................................................................... 19

 5.8. Calculator .................................................................................................................... 20

 5.9. Automatic mode ........................................................................................................... 20

 5.10. Program management ................................................................................................ 22

 5.11. Gauge adjustment ...................................................................................................... 24

 5.12. Blade adjustment ..................................................................................................... 26

 5.13. Lateral length of the cut ............................................................................................. 27

 5.14. General emergency .................................................................................................... 27

 5.15. Photocell interruption éééé................................................................................... 29

 5.16. Pump thermal protection ............................................................................................ 29

  



 5.17. Alarm management ................................................................................................... 30 

 5.18. Input/output monitoring ............................................................................................... 31

 5.19. Material management ................................................................................................ 32

 5.20. Import/export parameters, materials and programs ............................................ 33

 5.21. Remote service ééééééééééééééééééééééééééééé.. 34

 5.22. Touch screen calibration ééééé..éééééééééééééééééééé 36 

6. WARNINGS ............................................................................................................................. 37 

7. THE BLADES éé..................................................................................................................... 38 

8. ACCESSORIES éééééééééééééééééé..éééééééééééééé.  39 

  

TECHNICAL ANNEXES 



 

 -  п  - 

1. CHARACTERISTICS OF THE MACHINE 

1.1. Identification of the machine 

 

 

 

 

 

 

1.2. General dimensions 

 

 

 

 

 

 

 

 

 

 

 

 

 

Picture 1. External dimensions of the machine 

 

1.3. Description of the machine 

The guillotine C3006, has been designed specifically for cutting metal sheets. 

The manufacturer will not take any responsibility for the damages caused to the machines or the operatives 

using it at any other operation different from the ones previously specified. 

The C3006 is according to the European regulations and normative for the manufacturing of machinery. 

PRADA NARGESA S. L is not liable for any damage that might occur due to misuse or failure by 

users to comply with the safety standards. 

Trademark Nargesa  

Type Hydraulic shear  

Model C3006  
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1.4. Identification of the machine  

Laser 

Commands control 

 

 

Polycarbonate 

Front protection 

 

 

 

 

 

Screws to level  

the machien 

Lifting spot 

Power motor 

Safety 

Photocell 

Side protections 

 

Stands for the 

entrance of the 

metal sheet 

Rammers 
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Picture 2. Nameplate 

 

1.5. General features 

Engine power 9,6 KW  / 12,87CV    

Tension 230/400V Three-Phase 

Hydraulic pressure 175 Kg/cm
2 
(17,2 MPa) 

Cutting Capacity: mild steel 6 mm 

Cutting capacity: stailess steel 4 mm 

NÜ of hammers 15 units 

Cutting length 3030 mm 

Neck 173 mm 

Gauge displacement 700 mm 

Strokes per minute 12 strokes 

Position accuracy and repeatibility  +/- 0,1 mm 

Dimensions  3880x2460x1820 mm 

Weight 7500 Kg 
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Front protection to save Access 

to the cutting blade. 

ResBack protection 

of the top belts. 

Lateral protection to save access to 

the cutting blade. 

Protection covers must not be removed to do the maintenance works. This job must be carried out by 

highly qualified technicians. PRADA NARGESA will not accept any responsibility for the damages cau-

sed by not bearing in mind to what has been previously exposed on this book. 

1.6. Description of safety devices 

The fixed safety devices the guillotine C3006 has are lateral to avoid any handling, the front protection 

avoids from acceding to the rammers side, Protections in the back side of the machine covering the belts 

and pulley of the back top, the outet ramp for the material and the upper protection cover of the piston 

moveable part. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Picture 3. Safety devices 
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2. TRANSPORTATION AND STORAGE 

2.1. Transportation 

The lifting of the machine will be carried out by a crane, using the clamping points indicated for that. The 

machine will be never lifted by any other side but the indicated one. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Picture 4. Transportation of the machine 

 

 

 

2.2. Storage conditions 

The machine will not be stored in a place that hasnôt got the following requirements: 

* Humidity between 30% and 95% without water condensation. 

* Temperature from -25 to 55ÜC or 75ÜC for a length of time not exceeding 24h (these must be considered 

storage conditions) 

* It is advisable not to pile up machines or heavy objects on top of it 
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WARNING: Stop the machine to make the maintenance. 

3. MAINTENACNE 

3.1. General maintenance 

The maintenance of the Shear implies four operations: 

- Oil change 

- Lubrication of bolts 

- Lubrication of the guides 

- Lubrication of the gauge spindles 

 

3.1.1. Oil change 

The oil container level must be checked every 1000 hours of work. 

The oil level sight-glass is located at the side of the tank. If oil needs to be added, fill until the sight-glass is 

completely full. 

Replace the hydraulic oil container every 4000 hours of work or 60 months. 

 

Container capacity: 96 liters. 

Oil: CEPSA HYDRAULIC HM 68 

 

 

 

 

Once the oil has been changed, it is necessary to start up the machine and activate the pedal in 

intermittence by increasing the pressure time gradually until the circuit is full. 

Drain plug 

Oil dipstick 

Oil level sight-glass 
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3.1.2. Lubrication of bolts 

To carry out the maintenance in the later grease points of the machine, we put the folding group down to its 

lowest point. We stop the machine and proceed to the lubrication in the indicated points. 

  

 Grease up the bolts periodically according to the level of use.  

  If it is a steady and daily use, they must be greased avery month. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Rear view of the machine 

 

 

3.1.3. Lubrication of the guides 

In order to attain the maintenance in the lateral lubrication points of the machine, we raise the folding group 

to its highest point. We stop the machine and proceed to the lubricate the indicated parts. 

  

 Lubricate all guides greasers every month. 

 

 

 

 

 

 

 

 

 

 

 

 

 

Side view of the machine 
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3.1.4. Lubrication of the gauge spindles 

To lubricate the gauge spindles, we place it in its position farthest from the folding group. We stop the 

machine and proceed to lubricate the 2 spindles and the 2 guides. We put the machine in gear and 

place the gauge at its minimum height, then move it to its maximum height. Repeat these movements 2 or 

3 times, until the grease covers the spindles uniformly. 

  

 Lubricate the top spindles weekly with grease or oil. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Lower view of the machine 
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4. INSTALLMENT AND START UP 

4.1. Location of the machine 

The machine will be placed properly so that it doesnôt have to be moved, in case this was not possible then 

it is necessary to follow the rules described in the Transport section. It muts be placed on a flat and levelled 

surface to avoid vibrations and any sort of movement while itôs performing. It is possible to level the 

machine by using the screws at the bottom of the machine, at each corner. 

 

 

 

 

 

 

 

 

Picture 5. Anchor points of the machine 

 

4.2. Dimensions and working site 

The dimensions of the machine are to be considered when the machine is put down, as well as the 

operative working zone and the possible different sizes of the part to be worked. 

The machine will be only used by one operative, who will be located at the front side of the machine and 

never in a lateral of it since he has to keep control over the whole set of the machine, moreover the main 

prtection devices are designed for th efrontal use of it. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Picture 6. Working site 
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IMPORTANT 

This machine must be connected to a power supply with ground wire. 

Triangle figure 

For voltage 230V 

Star figure 

(Default) 

For voltage 400V 

4.3. Admisible outer conditions 

It is advisable to work under the following atmospheric conditions: 

- Room temperature between +5 ÁC and +40 ÜC without exceeding an average temperature of +35 ÁC 

within 24 hrs 

- Humidity between 30% and 90% without water condensation 

 

4.4 Connection to power supply 

The C2006 shears are equipped with two three-phase 230/400 V motors: a 0.37 kW motor for the gauge, 

and a 5.5 kW star-connected motor which requires a single 240V or 400V power supply. If the line voltage 

is not as indicated, then the motor coil connection and the gauge motor variable frequency drive (VFD) con-

nection shall be changed. The gauge VFD is NOT A MULTI-VOLTAGE VFD, so if the voltage needs to be 

changed, then the VFD should be replaced accordingly. 

 

 

 

 

 

 

 

 

Picture 7. Change of engine connections 
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5. HANDLING BOOK 

5.1. Introduction 

This manual is designed for the user of the Guillotine C3006, since it has got important information about 

the use of it and the peculiar features of the machine. Therefore it is advisable to follow step by step the 

points detailed in this book so a good understanding of its performance could be achieved. 

 

5.2. Control panel 
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5.3. Feeding of the guillotine 

In order to power on the machine, it is enough jus by set the Go switch in the position o Connected. Then it 

will show up al abel on screen as the one below: 

 

 

 

 

 

 

 

 

 

 

 

 

Picture 8. Message of activation of the machine 

 

Right now the machine is in a StandBy mode, it happens when it is activated but in rest position awaiting 

any command the user orders. 

 

5.4. Activating the machine 

Press the reset button located in the electrical panel. This reset button must be pressed each time the 

machine is turned on, and after an emergency stop has been initiated by the photocell or by the emergency 

stop button. 

 

 

 

 

 

 

 

 

 

 

 

 

Once the shears have started up and are in Stand-by mode, they are activated following the steps below in 

order to start operations. 

To proceed properly press       . If the power source has recently been connected, the X and Y axes need 

to be synchronised by pressing        .  
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The machine will automatically synchronise the axes, after which the previous message disappears and the 

following is displayed:  

 

 

 

 

 

 

 

 

 

The following message will appear once the Homing cycle has finalised.  

 

 

 

 

 

 

 

 

 

Cuts can be done manually from this point on by simply entering the information on the required cut. To 

input the cut measurements, press the corresponding button and the following screen will appear.   
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Enter the gauge dimensions required using the number keys and then press                          . Next, follow 

the same procedure to enter the cut length, material and thickness data and press          . The machine will 

then position the X-axis at the required location and the following screen will appear.   

 

 

 

 

 

 

 

 

 

The operational system (continuous or single) can also be selected during the manual mode, as can be 

observed in the previous image. The manual mode is selected by default. 

The mode can be changed simply by pressing 

                   

The single operational mode works in the following way: 

The blade is lowered while the operator presses down on the pedal. If the pedal is released, the blade 

reverses and is raised until it reaches the upper rest position. 

To cut a sheet in this operational mode, the pedal is pressed down until the blade moves to the lowest 

position of the vertical cut. Once in this position, the sheet has been cut and the blade has reached the 

base. However, the blade will not be raised until the operator releases the pedal. If the operator releases 

the pedal, the blade will move vertically until it reaches the upper rest position. 
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The continuous operational mode works in the following way: 

The pedal can be pressed and released in this operational mode. Once the pedal is pressed, the blade 

moves to the lower vertical position, cutting the sheet. It is then raised automatically until it reaches the 

upper rest position. The blade will stay in this position until the pedal is pressed again. If various cuts need 

to be made at the same position, simply press the pedal and keep it pressed as long as required. In this 

case, the cuts will be made sequentially, and the operator simply enters the sheets to be cut into the 

machine. 

The cut counter will increase by one each time the pedal is pressed, or each time the shear blade makes a 

cut and returns to the upper position if operating in continuous mode. 

 

 

 

 

 

 

 

  

 

 

 

 

 

5.5. Gauge retraction 

The gauge retraction is mainly used to prevent the sheets from being damaged when they are cut. This 

function can be activated by pressing             . The image will change to white, indicating that the function 

has been enabled. The function is disabled by pressing (X) again, and the image will go back to being 

transparent.  

Once activated, the machine will behave as follows: 

After entering all the cut data and activating this function.  

 

 

 

 

 

 

 

 

 

 

 

 

The gauge retraction can be enabled in both single and continuous mode. 
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The hold-down plates are lowered by pressing the machine pedal. Once the sheet is fixed in place between 

the hold-down plates and the machine table, the gauge will retract a few millimetres. Next, the blade is 

lowered and cuts the sheet. In this way the sheet is not subjected to unnecessary friction during the cutting 

operations and the sheet can be released so it can fall to the extraction ramp by gravity. Once the cut has 

been made, the machine will order the blade and the hold-down plates to be raised. Once the blade is in 

the rest position, the gauge will automatically return to the programmed position.      

This function can be enabled or disabled in both the manual (single and continuous) and automatic modes. 

  

5.6. Light 

The cutting area has an LED light to significantly improve visibility when operating the machine.  

Press the       button to turn it on. 

The light bulb icon is activated when doing so, as shown in the following screen shot. 

 

 

 

 

 

 

 

 

 

 

 

Press the        button to turn the light off. 

 

5.7. Laser  

The laser line is activated by pressing          . The laser light is turned on and generates a laser cutting line. 

The laser is very useful for cutting parts that are not square, or when making cuts that do not reach the end 

position. 

Press the           button to turn the laser off. 
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5.8. Calculator 

The calculator tool is very useful when complex calculations need to be done that can affect the sheet 

cutting dimensions for example. Press the          button to activate it. 

 

 

 

 

 

 

 

 

Once the required calculations have been done, the resulting value can be confirmed as the new cutting 

dimension by pressing the                           key. 

The result is now displayed on the main operating screen. 

 

 

 

 

 

 

 

 

 

5.9. Automatic mode  

Press the          key that appears on the screen to active automatic mode. On doing so, the information 

displayed on the screen changes. 
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Automatic mode is similar to manual mode, with the option of specifying various operational steps with 

different cut dimensions. These specifications are saved within a program. 

A program only contains one step by default when it is created, but more steps can be added by selecting 

the following tab: 

 

 

 

 

By doing so a screen appears with a new step and a new cut dimension (0.0 by default) which can be 

modified and set to the desired value. An example is displayed in the following figure: 

 

 

 

 

 

 

 

 

 

 

Follow the same procedure to add more steps. 

To remove a step, first select it by clicking on the corresponding tab. Then press the       icon which is 

displayed in the top right corner of the window. The information on the screen changes to the following: 

 

 

 

 

 

 

 

 

 

Confirm the command to delete the current step by pressing         or cancel the operation by pressing  

If we want to do several cuts with the same dimensions, then we can specify the number of repetitions 

required instead of creating several successive steps with the same dimensions. To do so, press  

  and specify the number of repetitions for the current step. 

We can also specify the number of repetitions for the current program. To do so press  

  and specify the number of repetitions for the program.  
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Once we are satisfied with the program created, it needs to be saved. To do so, press         and the on-

screen keyboard appears, as shown below 

 

 

 

 

 

 

 

 

 

Enter the program number and press the            button to confirm. 

We can now operate in automatic mode with the program created beforehand. The hydraulic pump needs 

to be activated in order to do so, by pressing the       button. Then start the cycle by placing the gauge at 

the cut dimension defined for the current step. This is done by pressing the           button. When the gauge 

is in position, press the cutting pedal as instructed on screen. The machine will start to do the first 500 mm 

cut as specified in step 1. Then it will move on to step 2. After pressing down the pedal it will make the 

specified cuts and continue the sequence up to the end of the program. A message will then appear on the 

screen noting that the part has been finished. 

 

 

 

 

 

 

 

 

 

 

5.10. Program management  

Numerical control of the shears allows multiple programs to be defined which can be used in automatic 

mode. These programs are saved in the memory and can be loaded, changed and deleted when required. 
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Press the          button to access the program management screen. The shear menu screen appears when 

doing so. 

 

 

 

 

 

 

 

 

 

The program management menu is selected by pressing the           button. The following window will 

appear: 

 

 

 

 

 

 

 

 

 

The information is displayed as a list of existing programs (use the       and       arrows to navigate through 

the list), and management icons which are located at the bottom of the screen. The corresponding 

functions are described below. 

Create a new program. 

Edit the selected program. 

Create a copy of the selected program and save it with a different file name. 

Rename the selected program. 

Delete the selected program. 

When it has been activated, the system operates using folders, not programs. 
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5.11. Gauge adjustment  

The shear gauge is adjusted perfectly at the factory. However, over it time the gauge may need to be re-

adjusted. This happens when there is a difference between the size of the part created and the specified 

cut dimensions. 

Press the         button to adjust the gauge. A menu window appears on the screen with the following 

diagram. 

 

 

 

 

 

 

 

Now press the        button to access the gauge management window which is shown below. 

 

 

 

 

 

 

 

 

 

We should select the following icon             from those displayed at the bottom of the screen.  

On doing so, the information displayed on the screen changes to the following. 
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At this point, enter a value for the cut dimension that can be measured easily. 100 mm is a good option for 

example. Then, press the         button to position the gauge at the specified location. 

 

 

 

 

 

 

 

 

 

 

Next, use vernier callipers or a screw gauge to check that the distance between the gauge and the cut line 

marked out by the laser beam is 100 mm (or the value that was entered in the previous step). 

If the measured distance is greater than the specified level, then this difference should be added to the 

gauge ñZero Positionò. If the distance is less than the specified level, then the difference should be 

subtracted. 

For example, if we have specified a cut level of 100 mm and the actual measurement is 102.4 mm, 2.4 mm 

should be added to the gauge ñZero Positionò. If, however the actual distance measured is 99.3 mm, 

subtract 0.7 mm from the gauge ñZero Positionò. 

This information can then be used to correct the gauge ñZero Positionò. To do so, press the         button 

again and when the menu window appears, press          .     

The window displayed is as follows: 
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Select the ñAxesò option from this window. Once selected, look for the line displayed below. 

 

 

Select the level that has been set as the homing cycle zero position and add or subtract the difference 

obtained in the previous step. In this case the resulting level is that displayed below. 

 

 

 

 

 

 

 

 

Repeat the same process to check that the new zero-gauge position is correct. 

 

5.12. Blade adjustment  

The blades are adjusted perfectly at the factory; however, they may need to be replaced after numerous 

cutting operations due to wear. In order to ensure efficient cutting, the blades must be adjusted accordingly 

once they have been changed. Follow the procedure detailed in the corresponding section to do so, after 

enabling the blade adjustment mode. 

 

During this operating mode, the upper blade is lowered when the pedal is pressed. When the pedal is 

released, the blade stays in the same position. The pedal can therefore be used to lower the upper blade in 

a controlled way, and it can be adjusted as required once in position. 

 

The blade adjustment mode can be accessed from both the manual and automatic operating modes. To do 

so, press the          button. On doing so, the icon changes to         , indicating that the machine is in the 

blade adjustment mode. 

 

Once the blades have been adjusted, press the          button again to disable the blade adjustment mode 

and return to the standard operating mode         .    

 

Note that on doing so, the shears automatically return to the previous position by raising the upper blade up 

to the maximum machine opening position. 




























































































































