


NARGESA CLI ENTS

Prada Nargesa has more tan 8.000 customers around t he
service to third parties with the Nargesa machinery i
of this network that aims to connect them with posi bl
companies that have a need for any part or tool that
range of machinery, wild!@ be able to find a solution i
requirements by hiring their services.
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We have more than 8.500 customers in 150 dif

Di scover its |l ocation on the inte

DO YOU WANT TO PARTI CI PATE?

Send an email to nargesa@nrargesa.com, include the foll

We want to encouragdé elalr ttihcdspeatvehdo yeavem t his great co

1. Company name
2. ClIF/ Tax Code
3. City

4 . Country

5. Machine or machines



PRADA NARGESA

Prada Nargesa S.L. is a family business fonuded in 1¢
tan 50 years of experience in the sector of manufact:u
10.00mf facilities. Nargesa is a symbol of quality, re
OQur whole range of machines and accessories is manufac

more tan 16.800 mac

stock of 400 machines, and we have

OUR RANGE OF MACHI NERY

l ronwor ker Machi nes

Ring Roll er Bender and Pipe Bender

Nomandr el Tube and Pipe Bender
Twisting [/ Scroll Bending Machines
Hori zont al Press Brakes
End Wrought 1l ron Machines

Gas Forges
Il ron Embossing Machines
Hydraulic Shear Machines
Hydraulic Press Brakes
Presses for Locks
Broaching Machines

Power Hammer s
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has sever al certifications that backup
journey through exporting our product s
components we use for our machines. The
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fFaster customs procedures
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SUCCESS STORI ES

At Prada Nargesa we believe that the testimony of ourt
we | i ke to expose some of the success stories that we

Di scover its |l ocation on the inte

DO YOU WANT TO PARTI CI PATE?

Send an email to nargesa@nhargesa.com including the fol
website

Company name

Testi moni al name
Post in the Company
Country

Descriptive text

Phot ography with the machine
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1. CHARACTERI STI CS OF THE MACHI NE
1.1. l denti fication of the machine

TrademarMargesa

Type Hydraulic shear

Model C3006

1. 2. Gener al di mensions

5

1900
2460 3880
Picture 1. External dimensions of the ma
1.3. Description of the machine
The guillotine C3006, has been designed specifically f
The manufacturer wild.l not take any responsibility for
using it at any other operation different from the one
The C3006 is according to the European regulations and
PRADA NARGESA S. L is not I|iable for any damage| that

users to comply with the safety

st

ndar d
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. 4. l denti fication of the machine

E3ESE3] i
Commands c_ooI@ o %
®
y : — —
Polycarhgnat/ e .- . ol . .. . . I
Front protec i_o:j ‘I . ‘I ‘I
C f ol Jeo % r_LJ eh
-]
Screws t o vel
the machi en
Lifting spot
Power mot\or
[ )
. Side protections
Stands for the
/
- — T entrance of the
m met al sheet

[

Saf ety

Photocelg L
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PRADA NARGESA, S.L. - CTRA. DE GARRIGAS A SANT MIQUEL S/N
17476 PALAU DE STA. EULALIA (GIRONA) SPAIN - TEL.(+34) 872568085

TRADEMARK NARGESA MODEL C3006

YEAR OF MANUFACTURE SERIAL Ne

DIMENSIONS 3880x2460x1820 mm. _ WEIGHT 7500 Kg.

POWER 9,6 Kw. INTENSITY 35/20,3 A. VOLTAGE V. Hz50/60

Picture 2. Namepl ate

General features
Engine power 9,6 KW /I 12,87CV
Tension 230/ 400 VWP hTahsree e
Hydraulic pressure 175 KY/lcTm 2 MPa)
Cutting Capacity: mild steel 6 mm
Cutting capacity: stailess steel 4 mm
NU of hammers 15 units
Cutting |l ength 3030 mm
Neck 173 mm
Gauge di splacement 700 mm
Strokes per minute 12 strokes
Position accuracy and repeatibilitd, 1 mm
Di mensi ons 3880x2460x1820 mm
Wei ght 7500 Kg
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1.6. Description of safety devices

The fixed safety devices the guillotine C3006 has are
avoids from acceding to the rammers side, Protections
and pulley of the back top, the outet ramp for the mat

moveable part.

ResBack protection
of the top belts.

&

Front protection to save AccessLateral protection to s
to the cutting bl ade. the cutting bl ade.
Picture 3. Safety devices

Protection covers must not be removed to do the | maint:
hi ghly qual i fRRAIDA eNCARMEEBiAa mso.t accept any responisi bili
sed by not bearing in mind to what has been previousl:




2. TRANSPORTATI ON AND STORAGE

2.1. Transportation
The I'ifting of the machine wil/ be carried out by a cr
machine wil!/l be never | ifted by any other side but the

Picture 4. Transportation of the machin
2.2. Storage conditions
The machine wild/ not bed sgotr etdhé nf @l Ipd wiceg thadquihmement

* Humidity between 30% and 95% without water condensat
* Temper at2ibr @ of I5&6MC or 750C for a length of time not e
storage conditions)

* I't is advisable not to pile up machines or heavy obj
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3. MAI NTENACNE

3.1. General mai ntenance
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 | evel must be checked every 1000 hou
The oil Yeéeaeb s$sghbcated at the side of the dlamks ild o

completely full
Repl ace the hydraulic oil container every 4000 hours o

Cont ai ner O6aplaictiagrys.
Oi CEPSA HYDRAULI C HM 68

WARNI NG: Stop the machine to make the|maint

Once the oil has been changed, it Iis necessary to star
intermittence by increasing the pressure time graduall

il dipstick

i | ewgdlassi ght




3.1. 2. Lubrication of bolts
To carry out the maintenance in the | ater grease point
| owestWpostihdp thanthaphiomeeed to the |l ubrication in the |

(k\:'Grease up the bolts periodically according to the |
I f it is a steady and daily use, they must be greas

E R — ﬂ

AT =  —
i ' I '
] o

Rear view of t he machine

3.1. 3. Lubrication of the guides
In order to attain the maintenance in the | ateral l ubr
to its hiWed esttopp dihmtn.haphiomeeed t o the | ubricate the inc

(k\:'Lubricate al | gui des greasers every mont h.

-~

Side view of the machine
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3.1. 4. Lubrication of the gauge spindles

To lubricate the gauge spindles, we pl acWe istt oipn tihtes po
mac hiamed proceed to |l ubricate the 2 spindles and t he
pl ace the gauge at its minimum height, then move it to
3 times, until the grease covers the spindles unifor ml

(E‘Lubricate the top spindles weekly with grease or oi

7 i

®

Lower vi ew of the machine




4. |1 NSTALLMENT AND START UP
4.1. Location of the machine
The machine wild/l be pl adedcdapreopg eor Ibye sno vteldgt iint cdhsesn hi
it is necessary to follow the rules described in the T

surface to avoid vibrations&Gapéeraoymsogt o6t mevemsesi bw
machine by using the screws at the bottom of the machi

J,.l | J,.| . f

——wrrw—w—7 e tre—w—rw—a—y [T e tre—w—r—w—w—g [T ¢

-
—

Picture 5. Anchor points of the machine

4. 2. Di mensions and working site
The di mensions of the machine are to be considered whe
operative working zone and the possible different size

The machine wil/ be only used by one operative, who wi
never in a | ateral of it since he has to keep control
prtection devices are designed for th efrontal use of

3880 mm

2460 mm

Picture 6. Working site

_MH_
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4.3. Admisible outer conditions

I't is advisable to work under the following atmospheri
-Room temperature between +5 AC and +40 UC without exc
within 24 hrs

-Humi dity between 30% and 90% without water condensat.i

4.4 Connection to power supply

The C2006 shears are @ophaisppe@OoOwWid0ld tVwmot bree a 0. 37 kV
and a 5. BolmWesta&d motor which requires a single 240V o
is not as indicated, then the motor coil connection an
nection shall be changed. TWeL gAGH eVNDF,D dc INFOTt MAe MULITLI
changed, then the VFD should be replaced accordingly.

X Y z

- Star figure

(Defaul t)

SF ‘SP W(P For voltage 40(

Triangle figure

For voltage 230V

Picture 7. Change of engine connections

I MPORTANT
This machine must be connected to a power| suppl




5. HANDLI NG BOOK

5. 1. I ntroducti on

This manual is designed for the user of the Guillotine
the use of it and the peculiar features of the machine
points detailed in this book so a good understanding o
5.2. Control panel

21: Axes not homed

2500.0

Inox
3.0

_Mn_
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5. 3. Feeding of the guillotine
I n order to power on the machine, it is enough jus by
will show up al abel on screen as the one bel ow:

21: Axes not homed € 11 34

230.0

Inox
3.0

Picture 8. Message of activation of the mach

Right now the machine is in a StandBy mode, it happens
any command the user orders.

5. 4. Activating the machine
Press the reset button |l ocated in the electrical panel
machine is turned on, and after an emergency stop has

stop button.

Once the shears have stbayr tneodd eu,p tahnedy aarree ianc tStvaantded f ol |
order to start operations.

To proceed p('))perly press . I f the power source
to be synchroniged by pressing

_Mp.



The machine will automatically synchronise the axes, a
following is displayed:

21: Axes not homed

©500.0

Inox
3.0

The following message will appear once the Homing cycl

0: Press start to run cutting cycle e 11:37

230.0

Inox
3.0

4\

Cuts can be done manually from this point on by simply
i nput the cut measurements, press the corresponding bu

Backgauge Position Min: 10 Max: 722.6

13

Ino
3.0

_MC_
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Enter the gauge di mensions require_ the number Kk
the same procedure to enter the cut I@gth, materi al a

then posi-axio:n athet Xe required | ocation and the foll owi

1: Press pedal to cut

200.0

Inox
3.0

The operational system (continuous or single) can al so
observed in the previous image. The manual mode is sel

The mode can be chang@ simply by pressing

The single operational mode works in the following way
The blade is | owered while the operator presses down o
reverses and is raised unti|l it reaches the upper rest
To cut a sheet in this operational mode, the pedal is
position of the vertical cut. Once in this position, t
base. However, the blade will not be raised until the
the pedal, the blade will move vertically wuntil it rea

1: Press pedal to cut

200.0

Inox
3.0

_MT_
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continuous operational mode wor ks in
pedal can be pressed and released in
s to the | ower vertical position, <cu
r rest position. The blade will stay
e made at the same position, simply
, the cuts wildl be made sequentially
i ne.
cut counter wil!/l increase by one eac
and returns to the upper position if
1: Press pedal to cut
200.0

< 2000 + 00
Gauge retraction
gauge retraction is mainly used to p
tion can be a&gpvated by pressing
been enabled. The function is disabl
sparent .
activated, the machine wil!/ behave
r entering all the cut data and acti

be

gauge retraction can enabled in b
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The HWolwh pl ates are | owered by pressing the machine pe
the towd plates and the machine table, the gauge wil/

|l owered and cuts the sheet. I n this way the sheet is n
operations and the sheet can be released so it can f al
been made, the machine wil-towndplratéde thHbdabe maidsethe OO
the rest position, the gauge will automatically return
This function can be enabled or disabled in both the n

5.6. Light

The cutting area has an LED I|Iight to significantly i mp
Pressi'the button to turn it on.
The Iight bulb icon is activated when doing so, as sho

21: Axes not homed € 11:41

2200.0

\

Inox
3.0

Pressthe button to turn the Ilight off.

5. 7. Laser

The laser line is #&ctivated by pressing . The
The |l aser is very useful for cutting parts that are no
position.

Press 't he button to turn the | aser off.




5.8. Calcul ator
The calculator tool is very useful when complex calcul
cutting dimensions (EJr example. Press the but

0:P Backgauge Position Min: 10 Max: 722.6 KeyPad

w2( ...

Ino
3.0

Once the required calculations have been done, the res
di mension by_ng t he k e
The result is now displayed on the main operating scre

0: Press start to run cutting cycle

1239.4

Inox
3.0

5.9. Aut omati c mode

Presthe key that appears on the screen to a
di spl ayed on the screen changes.

0: Press start to run cutting cycle

] 1 +
1220.0
Fe 450
1.0
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Aut omatic mode is similar to manual mode, with the opt
di fferent cut di mensions. These specifications are sav
A program only contains one step by default when it is
the following tab:

0: Press start to run cutting cycle
1 +

By doing so a screen appears with a new step and a new
modi fied and set to the desired value. An example is d

0: Press start to run cutting cycle
5] 1 2 +
329.0 -
[ el |
Fe 450
1.0

Foll ow the same procedure to add more steps.
To remove a step, first select it by <ciificking on the ¢
di splayed in the top right corner of the window. The i

0: Press start to run cutting cycle € 1146
[&=] 1 2 + g /

4\
. /
N\ N 0 /1 v
€@ Are you sure you want to delete the
[l current work step?

Fe
1.0

Confirm the command to deIetJ the current stexby pres

I f we want to do several cuts with the same di mensions
required instead of creating several successive steps

O 0/1 and specify the number of repetitions for the cu
We can also specify the number of repetitions for the

.+ 0/1 and specify the number of repetitions for the pr




Once we are satisfied with the program flreated, it nee
screen keyboard appears, as shown bel ow

Del

£ Enter

Enter the program nEiggber and press the butt
We can now operate in automatic mode with the program
to be activated in ordér to do so, pressing the

the cut dimension defined for the \@rrent step. This i
is in position, press the cutting pedal as instructed

cut as specified in step 1. Then it wildl move onh to st
specified cuts and continue the sequence up to the end
screen noting that the part has been finished.

2: Target pieces reached € 11:56
test 1[*] 1 g /s

4500.0 "

Fe 450
1.0

5.10. Program management
Numerical control of the shears allows multiple progra
mode. These programs are saved in the memory and can b

_HH_
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Press@éhe button to access the program manage

doing so.

€ 1157

The program management menus selected by pressing th
appear:

<
test 1.pgm

The information is displayed a$ a $ist of existing pro
the Iist), and management icons which are | ocated at t

functions are described bel ow.

ﬁ Create a new program.
% Edit the selected program.

Create a copy of the selected program and save it w

Rename the selected program.

Del ete the selected program.

(]

£
X

e

When it has been activated, the system operates usi




5.11. Gauge adjustment

The shear gauge is adjusted perfectly at the factory.
adjusted. This happens when there is a difference betw
cut di mensions.

Pressig he button to adjust the gauge. A menu Ww
di agr am.

Now pre%ﬁ t he button to access the gauge manage

€ 11:58

=3
TITTTTT

g2
We should select "tthe following icon from t

On doing so, the information displayed on the screen ¢

€ 11:59

Position ¢
P

334.0

-
FTTTTTT

_Hn_
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At this point, enter a value for the cut di mension tha
exampl e. Theﬁ> press the button to position th

Position

100.0

4
— v ‘
TTTTTTT] TTTTTTTT

Next, use vernier callipers or a screw gauge to check

mar ked out by the | aser beam is 100 mm (or the value t
I f the measured di stance is greater than the specified
gau@er o Polsfittilmem di stance is |less than the specified I

subtracted.

For example, if we have specified a cut Il evel of 100 n
should be addeidet o Pdlef gialmagwever the actual distance m
subtract 0.7 mnizdromPd diet igam ge

This information can thenZéereouB@Ho tboooo,rgggntedhet gauge
again and when the menuswindow appears, press

The window displayed is as foll ows:

Axis X
Maximum acceleration 100.0 mm/s2
Maximum deceleration 100.0 mm/s2
Rapid stop deceleration 500.0 mm/s2
Maximum jerk 0.0 mm/s3
Homing cycle
Homing cycle direction (1... [ )
Zero position 722.6 mm

Default homed at power on @
Micro search velocity 30.0 mm/s
Zero mark search velocity 5.0 mm/s
Enable reference mark @

Configuration PLC Axes I/0

_Hp.
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from this window. Once selected, |l ook f

Zero position 722.6 mm

| that has been set as the homing cycl e
previous step. I n this case the result

process -daugdhegdksitthiadn tihe aemwr eetr.o

ust ment

adjusted perfectly at the factory; howe
ons due to wear. I n order to ensure eff
been changed. Foll ow the procedure det a

ade adjustment mode.

rating mode, the upper blade is | owered
|l ade stays in the same position. The pe
y, and it can be adjusted as required o

t ment mode can be accessed from both th
butt@in. On doing so, the icon ¢
t mode.

have bQien adjusted, press the
he stﬁlndard operating mode

ing so, the shears automatically return
machine opening position.
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