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1. GENERAL INFORMATION

NOTE

Before proceeding to work with the device make sure to read closely this user manual, which constitutes
integral part of the device. The instruction shall be used before work, during and after the launch and
anytime it’s deemed to be necessary.

Following above instructions is the only way to achieve three main objectives of this instruction manual i.e.:

. Optimization of work effects and performance of the device
o Protection against injuries
. Protection against damage and destruction of the device

1.1 Signs used in the instruction

Present instruction include following safety signs and warnings.

Symbol Description

WARNING

This symbol refers to a direct threat to the life or health of a person.
Ignoring the warning results in serious injuries and may even have fatal consequences.

CAUTION

This symbol provides important information referring to proper operating of the device. Ignoring this
message might lead to a malfunction, damaging the material or damages done to the environment.

INFORMATION
e This symbol provides instructions and valuable information. Such information will help you to use the
machine functions in optimal way.

1.2 Use

Electrofusion welding unit serves for joining of plastic pipes and fittings. Using the device for purposes other than the ones
described in this manual is forbidden and can be dangerous to the operator and assisting personnel or can lead to damaging the
device or other equipment located in the area.

In order to use the device accordingly make sure to follow:

. all recommendations included in this user manual
. general and detailed guidelines on electrofusion fittings
° applicable health and safety regulations, environmental protection regulations, legal regulations and all standards, laws

and directives in force in a given country

Electrofusion welding consist in joining two (PP, PE) pipe ends with the use of electrofusion fitting like e.g. couplers, tees,
reductions, saddles, etc. During welding process the device provides electric energy of strictly defined parameters to the resistance
wire located on the inner surface of the fitting. Electric energy is transformed into heat causing the polyethylene on the fitting and
fitting to melt and bond by filling up the space between both elements. After cooling and crystallization of polyethylene, the
connection is durable, firm and reliable.

Electrofusion welding process is performed correctly only if device applied for this purpose allows for full control of process
parameters such as:

. welding voltage

. duration of subsequent stages of welding process



Stage of Description

process
| Preparation of pipes
1l Installation of pipe-fitting assembly in aligning tool
Il Welding
v Cooling
2. SAFETY

2.1 General safety systems

WARNING

Every operator is obliged to read the user manual before I:]:ﬂ

proceeding to work with the device. During work operator shall use
direct protection measures required in the workplace.

Electrofusion welding unit is designed accordingly with current regulations and shall be used exclusively for welding pipes and
fittings made of polyolefins. Electrofusion welding process does not pose any danger to the operator provided that the safety rules
are followed. However, using the device by unqualified personnel or not following the safety rules could lead to injuries.

WARNING

Device shall be used only by properly trained personnel with suitable qualifications. Using the device against
its original purpose is forbidden and might be dangerous to the operator and assisting personnel and could

lead to damaging the device or other equipment in the closest area.
All people not involved into the process shall make sure to maintain safe distance while the device is working.

CAUTION

Each unauthorized use of the device, use against its purpose or any interference into its construction will
result with immediate loss of warranty.

Improper handling or improper use of the device could lead to:

. Threat to the health and life of the operator

o Damage to the electrofusion welding unit

o Decrease in work efficiency of the welding unit
. Obtaining low quality connections

2.2 Workplace safety

. Workplace shall be kept clean and properly lit. Disorder and improper lighting in the workplace can lead to accidents.

. Do not use power tools in the explosive zone areas with flammable gases, liquids or dusts. Power tools might generate
sparks which could ignite them.

. Do not allow children of any 3rd parties in the working area. Their presence could distract the operator which could lead

to losing control over the device.



2.3 Electrical safety

. Power supply plug must fit the socket perfectly and cannot be modified in any way. Power tool that require protective
grounding cannot be powered through extension cords. Use of unmodified plugs and proper sockets significantly reduce
the risk of sustaining an electric shock.

o Avoid touching non-grounded elements, e.g. pipes. Grounding one’s body increases the danger of sustaining an electric
shock.

. Do not expose power tools to moisture or rain. The penetration of water inside the power tool increases the risk of
sustaining an electric shock.

. Power supply cable does not serve for: transport purposes, hanging or lifting the device, pulling the plug out of socket.

Protect the power supply cable against high temperatures, sharp edges, oils and moving elements. Damaged or entangled
cable increases the risk of sustaining an electric shock.

o During work on the outside, when it’s necessary to use extension cables make sure to use extension cables intended for
outside use. Using such type of extension cable decreases the risk of electric shock.
o If you are working in high humidity conditions use a circuit breaker. The use of a current protection switch reduces the risk

of electric shock.
2.4 Personnel safety

o Be attentive, pay attention to performed actions, take reasonable care while working with power tools. Do not use power
tools if you are tired or under the influence of drugs, alcohol or medication.

. Wear personal protective equipment and always safety goggles. The use of personal protective equipment such as non-
slip footwear, a protective helmet or hearing protection, depending on the power tool used, reduces the risk of injury.

. Eliminate the possibility of accidental start of the device. Before connecting to the power outlet and before touching or
moving the device make sure it’s turned off. Moving an electrical device with your finger on the switch or attempting to
connect to a power outlet while the equipment is turned on may lead to an accident.

. Avoid unnatural body positions during work. Ensure a safe standing position and keep your balance at all times. This will
allow you to better control the power tool in unexpected situations.

2.5 Use

o Do not overload the device. For each work use suitably selected tools. Properly selected tools allow for easier and more
confident work in desired power range.

o Do not use power tools with damaged power switch. Device that doesn’t allow for emergency shutdown at any given
moment poses a danger and shall get repaired.

. Before preparing the device for work, replacing accessories or putting the device back make sure to remove the plug
from power outlet. These safety precautions prevent from accidental start of the device.

. Unused power tools shall be stored away from the reach of children. Do not allow people unfamiliar with the device, or
this instruction manual, to operate it. Power tools in the hands of inexperienced personnel could be dangerous.

o Take care of the power tools. Damaged parts shall be replaced by authorized service centers. Many accidents are

attributed to improper maintenance.
. Use the device in accordance with these instructions. The operating conditions and the type of operation to be carried
out must be taken into account. Using power tools for other purposes than intended may lead to dangerous situations.

2.6 Possible danger sources

WARNING

Danger of sustaining an electric shock from elements under voltage. Danger to health and life.

Electrofusion welding unit is an electrical device and thus it’s forbidden to:
. leave the device unattended

. use damaged device (casing, cables, extensions)



. service the device that is under voltage

. work with the device on voltage different that intended
. remove safety equipment during welding process
WARNING

Danger of fire or explosion in case of contact with flammable materials.

Electrofusion unit shall be used in accordance with general safety rules. There should be proper ventilation ensured in the place
of work and enough space for operation to be carried in safe manner. If the work is carried outside suitable measures shall be
taken to protect the device against weather conditions. It’s forbidden to use the device in the proximity of flammable substances,
explosive zones, excessively hot or cold conditions or in too high humidity or with high level of dust.

It’s forbidden to clean the device with the use of solvents or other aggressive substances which could permanently damage the
external surface or damage the plastic elements. Only trained personnel can use the device. All repairs shall be performed by
qualified personnel.

2.7 Power supply

Electrofusion welding units are adapted to work with power supply AC 230V (+/-15%), 50Hz (+/-10%) from mains or power
generator. In case of working in outdoors conditions (construction site) electric sockets should ensure stable parameters of
power supply. Power generator or mains to which the device is connected should be equipped (depending on model) with

(delay) safety fuses 16A or 20A.

INFORMATION

6 Before connecting the device to power outlet make sure the power supply parameters are within the range
of work of the device - 195 do 265 V!

WARNING

A 230V power supply should have grounding wire, residual current circuit breaker and overcurrent protection. It’s
forbidden to connect the device to power outlets without neutral wire and grounding pin.

2.8 Power generators

Before connecting the device to power generator make sure it’s recommended for work on the building site. Follow the user
manual delivered with the generator. Connect the electrofusion unit to the generator at least 1 minute after starting the
generator. Do not connect other power tools to the generator during welding process.

After finishing the welding process firstly turn off the welding unit main switch, then unplug the device from generator and lastly
turn off the power generator. Following this sequence will protect the welding unit from damaging it with voltage peaks which

appear during start-up and shut down of power generator.

Required nominal power of the power generator depends on:

° fitting resistance and welding voltage
. outside conditions
° connection



INFORMATION

e Different types of power generators often show different regulating characteristics. As a result selecting the power
generator basing solely on nominal power might not be effective. When in doubt whether given power generator
is suitable for work with the electrofusion unit contact authorized service department.

2.9 Extension cords

Ponizsza tabela przedstawia zmiane wymaganego przekroju przedtuzacza w zaleznosci od jego dtugosci.

Length Cross-section

upto 50 m 2,5mm?

up to 100m 4 mm?
INFORMATION

ﬂ In order to minimize the risk of overheating the extension cord, make sure to unfold it!

2.10 Servicing

WARNING
Repairs of power tools shall be performed by professionals and only with the use of original spare parts. This allows
to keep the devices safe in use.

3. TECHNICAL SPECIFICATION

Type: BLUEBOX 1.0 BLUEBOX 2.0
Approximate diameter range: ~160mm ~400mm
Power supply [V]: 230 230
Input voltage [V]: 195 -265 195 -265
Frequency range [Hz] 45 -60 45-60
Max. starting current [A]: 70 85
Max. power [W]: 3000 3400
Weight [kg]: 13 21
Protection class: IP-54 IP-54
Power supply cable [m]: 3 4
Welding cables [m]: 3 4
Dimensions [mm]: 390 x 240 x 160 430 x 280 x 180
Voltage regulation range [V]: 844 8-48
Volt. regulation step of change [V]: 0,1 0,1
Welding time step of change [s]: 1 1
Cooling time step of change [min]: 1 1
Working temperature [°C]: -5to+40 -5to+40
Recommended power generator 3 s
[kw]:

Welding data registration and i .
traceability:

Memory capacity: - 3000

*only when full cooling times are maintained




3.1 Construction

Electrofusion welding units BLUEBOX are equipped with ABS-made casing permanently embedded in steel transport box.. CPU
board, power board, transformer and display are all mounted inside the casing. CPU board is responsible for controlling the
functions of the device by measuring the voltage and current and controls the duration of subsequent stages of welding process.
Device is equipped with outside temperature sensor (located on output cables) and sensor of temperature of transformer which
control its temperature and prevents the device from overheating.

Basic elements of electrofusion unit and its control panel are shown below.

3.1.1 Construction (outside)

BLUEBOX 1.0

1. Adaptor 7. Metal transport box

2. Adaptor connector 8. M12 port for connectin the barcode scanner / printer
3. Outside temperature sensor 9. Acoustic signal

4. Output cables 10. USB-B port (for communicaton with PC)

5. Control panel 11. Identification plate

6. Main power switch 12. Power supply cable




BLUEBOX 2.0

1. Adaptor 7. Metal transport box

2. Adaptor connector 8. M12 port for connectin the barcode scanner / printer
3. Outside temperature sensor 9. USB-A port

4. Output cables 10. USB-B port (for communicaton with PC)

5. Control panel 11. Identification plate

6. Main power switch 12. Power supply cable




3.1.2 Front panel layout

Control panel

HEHEH o

8808 -
Bon -
@nw &

1. Control panel sticker 6. CONFIRM button

2. Display 7. Navigation button

3. START button 8. Alphanumeric keypad

4. STOP button 9. Power supply diode

5. PRINT button 10. ‘Welding in progress’ diode

3.1.3 Connection adaptors

Electrofusion welding units are equipped with two output cables ended with threaded connectors on which adaptors are to be
mounted. In standard each device is delivered with set of two adaptors ¢4 and two adaptors ¢4,7.

Elecrofusion adapters ‘

@
@

1. M8 thread 3. Adaptor socket
2. Adaptor housing

[ 9 L



INFORMATION

6 In order to allow for easier identification of adaptor size, adaptors 4,7mm are market with a groove on its housing.
Adaptors 4mm have plain housing with no marks.

INFORMATION

Before each welding process make sure to check the correctness of montage of adaptors on output cables.

Pay special attention on choosing the right adaptors in relation to the pins located on the fitting. In case wrong
adaptors are used it might happen that welding process will not start, will get aborted or will be carried in incorrect
way.

3.1.4 Identification plates

Identification plate includes technical characteristics of given model and unique serial number of the device. The plate is attached
to the front part of metal transport case in models BLUEBOX 1.0 and BLUEBOX 2.0.

3.1.5 Barcode scanner

Skener ¢arovych kodu je soucasti volitelnych doplrikovych zafizeni. Je pfipojen k svarecce prostfednictvim portu M12. Je dostupny
ve dvou verzich: dratova (podporovéna vsemi svarecimi stroji) a bezdratova (podporovana svarecimi stroji s nainstalovanym USB-
A konektorem a verzi softwaru 4.1.0.0 a vyssi).

ZpUsoby pripojeni skeneru:
- dratové k M12 konektoru skeneru a tiskarny;
- bezdratové pomoci prijimace pripojeného do USB-A konektoru.

Skener ¢arovych kédl pouziva laserovy paprsek k naskenovani a dekédovani informaci obsazenych v ¢arovém kddu. Skener je
aktivovan, kdyz je zafizeni v hlavnim menu nebo v rezimu skeneru ¢arovych kédl. Staci nasmérovat skener na ¢arovy koéd a
stisknout tlacitko pro ¢teni. Carovy kéd je naskenovan ¢ervenym laserovym paprskem, ktery musi projit celym ¢arovym kédem,
kolmo k jeho linii, idealné skrz jeho stfed. Carovy kéd nebude spravné precten, pokud cerveny paprsek neprojde celym kédem.
Optimalni vysledky Cteni jsou dosaZeny, kdyZ je skener umistén v tésné blizkosti ¢arového kadu.

Sada bezdratového skeneru obsahuje bezdratovy skener ¢arovych kodl, USB kabel a USB mikro-pfijimac. Nabijeni probiha
pfipojenim zafizeni do USB portu pocitace, nabijecky do zasuvky nebo do nabijecky do auta. Napdjeni pro nabijeni je 5V. BEhem
nabijeni se rozsviti LED diody v urcité barvé: ¢ervena LED - zafizeni se nabiji, nebo modra LED - zafizeni je pIné nabité.

Skener carovych kédl prechazi po urcité dobé necinnosti do reZimu spanku, aby Setfil energii baterie. Probuzeni probiha
stisknutim tlacitka pro skenovani.

Barcode scanner ‘
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Spatné vytisténé nebo mirné poskozené ¢arové kody mohou byt precteny tak, Ze skener umistite pfimo nad ¢arovy kéd a
nasledné, pfi stisknutém tlacitku pro ¢teni, pohybujete skenerem po ¢arovém kédu. Jakmile je ¢arovy kod spravné precten,
zatizeni vyda zvukovy signal a na obrazovce se zobrazi informace o dekddovanych svarovacich parametrech.

INFORMATION
6 Protect the tip of the reader and the scanner window from damage and contamination! The state of the scanner
window directly affects the operation of the scanner.

3.1.6 Acoustic signal

Electrofusion welding units use acoustic signal as a confirmation of certain actions performed by the operator. These signals
serve as a confirmation of correctly scanned barcode, finishing the welding process or error signalization.

3.1.7 Keypad

Electrofusion welding units are equipped with keypad allowing to control the device, the keypad consists of following elements:
Buttons 1-9 serve for inserting information about welding parameters, or editing the operator/site names

Arrow buttons — allow to navigate through the menu

START button - start welding process

STOP — stop welding process or return to previous screen

PRINT — start printing the protocol with the use of thermic printer or edit the name of operator/site (option available only in
units with memory)

3.2 Start-up

3.2.1 Transport, packing and storage

Electrofusion welding units, depending on the model, are originally packaged in cartoon or wooden box. The box is suitably
marked to indicate the correct position for transport and storage.

CAUTION

Remember to protect the device against exposure to water (rain, flood), low temperatures and high humidity
during work, transport and storage. It’s advised to transport the device with ‘covered’ means of transport.

Electrofusion welding unit shall be kept in horizontal position in well air-conditioned spaces, protected against inadequate
weather conditions and meeting the firefighting requirements. Device shall be stored in temperature -10°C to +55°C and air
humidity shall not exceed 95%.

3.2.2. Operating personnel

Electrofusion welding unit should be operated by at least one operator with actual certificate of qualification allowing for joining
PE pipes with electrofusion welding method, proper training and being aware that improper steering could, in extreme cases, lead
to injury or even death of bystanders.

3.2.3. Start-up procedure

1. Make sure that power supply cable is disconnected from power outlet and the main switch is in “0” OFF position.
2. Check the overall condition of the device and electric cables

11
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Ensure 230V, 50Hz stable power supply source — from the mains or from power generator of suitable power (detailed
info on p. 8)

Install suitable adaptors on the output cables

Set the welding unit in the welding area

Connect the power supply cable to the AC power outlet.

Turn on the device by turning the main switch to position “1” ON

4. WELDING PROCESS

The electrofusion welding process is based on the use of heat, which is released when the current flows through the resistance
wire to heat the inner surface of the fitting and the outer surface of the pipe. The following picture shows how such connection
is formed.

fitting

pipe

NAANNNNN

ANNNNNN\\

/ Connection pin

NAAANNAN

OO

spacer

Electrofusion welding process shall be carried accordingly to below general instructions and specific recommendations provided
by the fitting manufacturer:

NouA~wWwN =

®

10.

Prepare the welding area

Clean the pipe ends

Cut the end of the pipe perpendicular to its axis

If the pipe isn’t round use special re-rounding tool

Verify if the fitting parameters match the pipe (diameter and SDR)

Mark the pipe insertion depth, or in case of saddles - the scraping area, with a marker.

Scrape the layer of 0,1-0,2 mm until the marker traces are no longer visible. It's recommended to scrape even further
beyond marked area so that there is no doubt about the operation. Scraping marks should be visible on both sides of
welded fitting, or around the saddle.

Verify the correctness of scraping (removing oxidized layer of PE)

Clean the pipe inner and outer surface and inner surface of the fitting with suitable cleaning agent e.g. isoprophyl alcohol
soaked in absorbent, lint-free, non-pigmented material.

Mark the pipe insertion depth once again

12



11.  Insert the pipes into the fitting and verify the insertion depth. All elements must be dry.

12.  Fix the assembly in an aligner to ensure firm holding, in case of saddles — mount them accordingly to the instructions of
manufacturer.

13.  Make sure if the welding unit has CE marking, valid calibration certificate and verify if the power supply source provides
correct parameters.

14.  Connect the output cables to the fitting

15.  Make sure the electrofusion adaptors match the fitting’s pins

16.  If the device is equipped with additional options such as barcode scanner or thermal printer make sure to connect them
before turning on the welding unit.

17.  Turn on the electrofusion welding unit

18.  Adjust the welding parameters accordingly to the data provided on the fitting

19.  Launch the welding process

20.  Make sure that the process went smooth without any interruptions (no warning messages displayed)

21.  Leave the assembly inside the aligner for the time of 1,5e [min] (e- pipe wall thickness)

22.  Once the process is finished turn off the welding unit and pull out the output cables.

23.  Mark the pipe with joint number, date of welding, and number of welder’s qualification certificate

24.  Enter the parameters of performed joint onto the welding protocol if the machine has no internal memory storage.

5. OPERATING INSTRUCTIONS

5.1 Starting messages

Turn the main switch to position “1” ON. If the power supply voltage fits within required range device will start and be ready for
work.

LAUNCH SCREEN

On the screen are displayed following information: device type (model) and its serial
number

INFORMATION

6 Changing the owner's name is possible from the level welding
machine settings. Detailed description in the further part of the
manual.

PIN REQUEST
INFORMATION

If the PIN request function is turned on you will need to enter the PIN code
FIH before accessing the main menu. PIN code is located on the warranty card

delivered together with the device. User cannot change the PIN code. Pin
code request can be turned off from the menu level.

In order to enter the code use keypad and then press @ to confirm.

Once the device is turned on it will display the main menu screen. Use

buttons to choose between MENU and WELD functions.

13



5.2 Welding

Usber rezinu
“Manualne s
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WORK MODES

Electrofusion welder allows for work in four modes, three of which are operated manually
and these are: ‘manual’, ‘manual barcode’ and ‘as previously’. Barcode scanner is available
only for operators that are equipped with barcode scanner.

Use buttons to choose desired work mode and press @ to confirm.

MANUAL MODE

Suaronani napehl
=395 LU

In manual mode operator has to enter all relevant parameters of welding process: welding
voltage, welding time, and cooling time. The parameters shall be taken directly from
electrofusion fitting or from special card provided by the manufacturer.

INFORMATION

6 When entering the heating time make sure to correct this value with
consideration to outside temperature. Outside temperature is indicated

CHE OHEELL
To=Eloals] To=28
DAL CHLEZEMI
Te= @106 [Mmind

on the screen as ‘To’.

**\Varovani**

Spravné méfeni a zobrazeni okolni teploty na displeji svafeciho zafizeni ma
vliv na spravny pribéh svarovaciho procesu.

V pfipadé dvou svafovacich rezimd vyuZivajicich ¢arovy kéd (BARCODE
SCANNER, BARCODE MANUAL) je doba svarovani urcena s odpovidajici
korekci na zakladé vyse uvedeného méreni teploty.

Nespravné zobrazeni teploty z okolniho senzoru muze nastat, kdyz:

- je senzor teploty vadny;

- je senzor teploty nespravné kalibrovan;

- byl senzor teploty vystaven pfimému slunecnimu zareni;

- byl senzor teploty umistén na elektrofuzni armaturu béhem posledniho
svarovani, ktera se zahtiva.

V pripadé velkych rozdill mezi skute¢nou okolni teplotou a teplotou
zobrazenou na zafizeni doporucujeme nechte zafizeni na 2 hodiny stat na
stinném misté s konstantni teplotou a nasledné zkontrolujte aktudlni
hodnotu teplotniho senzoru.

Pokud je rozdil teploty nepatrny (do 2 °C), mlzZete pokracovat v praci se
zafizenim.

Pokud je rozdil teploty znacny (vice nezZ 2 °C), okamzité kontaktujte servisni
oddéleni vyrobce.

Vyrobce nenese odpovédnost za chyby ve svafovacim procesu zplsobené
nesouladem mezi skutecnou okolni teplotou a teplotou zobrazenou na
displeji svareciho stroje.




To enter required information use buttons and alphanumeric keypad 0-9. Using

the arrows choose the character you wish to edit (currently edited character will be

highlighted), and then edit the value accordingly. Press @ to confirm. In order to return

[y
to previous screen press @ STOP,

FITTING TYPE *

Déle pomoci tlacditek vyberte spravny typ tvarovky a jeji pramér.

Pro potvrzeni stisknéte tlaéitko@.

NAME OF OPERATOR AND CONSTRUCTION*

Pro vybér pozadovaného operatora/objektu pouZijte navigacni tlacitka
potvrdte stisknutim tlacitka @

ro zadani nového kédu operatora / stavby stisknéte jedno z Sipek, dokud se na obrazovce
neobjevi moznost ADD, poté stisknéte tlacitko @

Dale pouzijte alfanumerické tlacitko pro zadani pozadovaného kédu, maximalné 16
znakdl dlouhého.

Stisknéte tlacitko @ pro potvrzeni zadaného kddu.

UPRAVA KODU OPERATORA / STAVBY *
Pro vybér poZadovaného operatora/mista pouZijte navigacni tlaél'tka a

potvrdte stisknutim .
Pro zadani nového kddu operatora / stavby stisknéte jedno ze smérovych tlacitek, dokud
se na obrazovce nezobrazi moznost PRIDAT, poté stisknéte©.

Dale pouzijte alfanumerické tlacitko pro zadani poZzadovaného kédu, maximalné 16
znak dlouhého.

Stisknéte tlaél'tko@ pro potvrzeni zadaného kodu.

DATA SLEDOVATELNOSTI *

Ridici jednotka umozZriuje zadat podrobné informace o pouZitém tvarovce a potrubi
pomoci systému sledovatelnosti.**

Pro zadani dat sledovatelnosti nejprve vyberte zamysleny zplisob provedeni akce pomoci

tlacitek: ru¢né pomoci klavesnice nebo pomoci skeneru.

Spravné naskenovany kéd je signalizovan kratkym pipnutim. V pfipadé chyby se na
obrazovce objevi kratka chybova zprava.
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POZNAMKA: Registrace kdd(l sledovatelnosti je moina pouze po aktivaci této funkce v
menu nastaveni.

SCANNER MODE
INFORMATION

6 Scanning the barcode can be done from scanner work mode level as well as
directly from the main menu screen.

In order to scan the barcode correctly direct the laser beam toward the barcode (from
suitable distance) and press the button located on the scanner. If the action is performed
correctly device will signalize it with short acoustic signal and proceed to the next step.

Skenud barkood

INFORMATION
Laser beam must cover entire length of the barcode.

INFORMATION

O It’s advised to adjust the welding parameters through barcode scanner or by

entering the barcode manually. Both methods speed up the welding process
and eliminate the possibility of human error and automatically adjust the
heating time depending on the outside temperature.

INFORMATION

If there is no information in the barcode about cooling time, second fitting
diameter or fitting type, device will display a message asking to fill these
information manually.

BARCODE MANUAL

In manual barcode mode operator can enter the numerical code located underneath the
barcode manually (in case the scanner is damaged or there isn’t one). Enter the code using

alphanumeric keypad and confirm with @

ZDEOJ HAFAJEHI
25IT  GEMERATOR:

AS PREVIOUSLY

Last work mode allows the operator to reuse the welding parameters from last correctly
performed weld. Choosing this work mode will allow you to skip entering the welding
parameters and automatically proceed to the next step.

POWER SOURCE
Before beginning the welding process operator has to select the power source to which
the machine is connected.




WFELRERD?

THe Hinox

INFORMATION
Selection of power source is related with control mode that is used during

welding process (see page 21) and choosing wrong type of power source

might affect the welding process.
SUMMARY AND ADDITIONAL INFORMATION

Once the welding parameters are entered device will ask if an aligner is being applied for
the process.

Next, device will proceed to summary screen showing all previously entered parameters.
Press START to begin the welding process

WARNING

Operator should verify if entered parameters are correct. Starting the welding
process using inadequate parameters could pose a direct threat to one’s
health and life. Welding process can be aborted at any given moment by
pressing STOP button or turning it off with main power switch. If the welding

€& ===

process gets aborted with STOP button such information will be saved in the

welding protocol, whereas when the process is aborted by turning off the
device no information will be saved in the memory.

TEST TURRU

FITTING TEST

Before starting the welding process the welding unit will perform a short test of connected
fitting to confirm that the right type of fitting is connected. During the test device
measures the fitting resistance and compares it with the resistance encoded in the
barcode.

In case no discrepancies have been detected device will proceed and begin the welding
process. If however device detects discrepancies between the resistance encoded in the
barcode and the actual measured value device will display an error message. Because the
resistance might change depending on outside conditions error message doesn’t
necessarily mean there is a problem, especially in case of smaller diameter fittings. If the
operator is certain that the welding parameters are correct he can force the welding
process by skipping/ignoring the error messages and continuing the work.

INFORMATION

Fitting test will not be carried in three cases:
e Welding parameters were set manually
6 e The energy delivered to the fitting during the test might damage the fitting
(applies mostly to small diameter fittings e.g. 20, 25mm which have short
heating time and low welding voltage)
e Resistance encoded in the barcode is saved as non-controlled parameter
(resistance equal to 0 Ohm)

17



Last message before actual welding process the device counts down the time to starting

EE":'”"'EJ i the welding process. During this time the operator has the possibility to abort the process
L E e
by pressing the @ STOP button.
— - When the process is complete, the welding machine will automatically start the
hi’}ﬁ%ﬁ_’:é’ programmed cooling time. For welding machines with parameter recording, the

o
interruption of this process by pressing a button @ STOP will be recorded in the protocol.

Na konci chladici faze operator vizualné vyhodnoti dokoncéeny svar a zada do svarecky
odpovidajici hodnoceni — pozitivni nebo negativni. Pokud je hodnoceni negativni, svar je

uloZen s odpovidajici chybou, ktera je uvedena ve svafovacim protokolu.

INFORMACE

Vyrobce svareciho zafizeni nenese odpovédnost za problémy vyplyvajici z
nespravného vizualniho hodnoceni dokonéeného svaru nebo za nespravny
vybér hodnoceni v zafizeni.

5.3

SETTINGS

SETTINGS

User can modify some of the basic settings in the SETTINGS menu.

DISPLAY

In display settings user can turn on/off the backlight by pressing one of buttons

while in BACKLIGHT menu. Press G to proceed to brightness settings. In order to adjust

the brightness use buttons.

DATE AND TIME

Next, are the date and time settings. In order to adjust the values use alphanumeric
keypad. Currently edited character is marked by flashing rectangle. Using arrow buttons
choose the character you wish to edit and then, using alphanumeric buttons, edit the

¢
value. Press G to confirm. In order to return to previous screen press @ STOP

Changing the owner info can be done in two ways — using the NT Connection software or
directly on the device. In case of the second method use alphanumeric keypad to enter
desired information. Currently edited character is marked by flashing rectangle. Using
arrow buttons choose the character you wish to edit and then, using alphanumeric
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buttons, edit the value. Press G to confirm. In order to return to previous screen press

@ stor

CALIBRATION CHECK

The user can also check the calibration validity date. Additionally device will display a
reminder few days before expiration of calibration certificate.

INFORMATION

30 days before the calibration ends within each start-up device will display a

will show message: calibration expired. Devices with expired calibration

6 message that calibration will soon expire. Once the calibration expires device

aren’t automatically stopped. They will continue to work but each weld
recorded in the memory will be described as performed on non-calibrated
device. Manufacturer takes no responsibility for welds performed on devices
without valid calibration certificate.

ABOUT DEVICE

In settings menu you can also check the device information which include: device type,

serial number and software version.

LANGUAGE

T
L]

Using buttons user can choose between available language versions.

Press @ to confirm.

CONTROL MODE

Operator, before starting the welding process has the option to choose between two
control modes:

- Fast mode —required welding voltage is reached in shortest time possible

- Normal mode - required welding voltage is reached gradually, in relatively
longer time than in case of fast control mode. The aim of using normal mode is

to eliminate the issues with stable work of power generator.

e INFORMATION

Fast mode is used always when machine is powered from the electrical grid.
Normal mode (if power source was correctly selected in settings menu) is
used only when power source was selected as power generator.

SLEDOVATELNOST *
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Zafizeni umoznuje zaznamendavat informace o tvarovkach a/nebo potrubi uloZzené v
carovém kédu. Ve vychozim nastaveni je tato moznost deaktivovana. Pomoci tlacitek

muZe uZivatel sledovatelnost zapnout/vypnout.

PIN CODE

Device can be locked with PIN code. If this function is activated, device will ask to enter
the pin code with each start.

INFORMATION

device. PIN code is a factory set value and cannot be modified by the user.

e PIN code is located on the warranty card delivered together with the
Devices for some markets are delivered without the feature of PIN

protection.

ZAZNAMENAVANIi POLOHY

Operator ma moznost zapnout/vypnout zaznamenavani polohy provadéného svéru.

FITTING TEST

In the device there is an option to turn on/turn off the fitting test, which is make before
the start of welding process (description page 23).

VYBER OPERATORA *

Uzivatel ma moznost povolit/zakazat registraci operatora ve svafovacim protokolu.

VYBER STAVBY / OBJEKTU *

UZivatel ma moznost povolit/zakazat registraci stavby/objektu ve svafovacim
protokolu.

54

* FUNCTIONS AVAILABLE ONLY IN BLUEBOX 2.0

MEMORY *
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PAMET

Zarizeni vybavena pamétovym modulem umozniuji ukladat svafovaci data. Svary
uloZzené v paméti mohou byt exportovany pomoci USB kabelu do PC s softwarem
Bluebox Connect, nebo mohou byt pfimo vytiStény z zafizeni pomoci termického
tiskarny, nebo prohlizeny na obrazovce zafizeni.

INFORMACE

V zdvislosti na mnozstvi uloZzenych dat miZe zafizeni uchovévat parametry

e az 500-700 svarovacich cykll. Méjte na paméti, Ze se jedna o zafizeni uréené
pro pouZiti v naroénych pracovnich podminkach, vystavenych rlznym

povétrnostnim podminkam a poskozenim. Proto se doporucuje tisknout
nebo archivovat uloZené svéry alespon jednou tydné, aby se predeslo ztraté
dat. Vyrobce nenese odpovédnost za ztratu dat v pfipadé, Ze neni dodrzeno

vySe uvedené doporuceni.

PROHLIZENi SVARU
Uzivatel mlze prochazet parametry kazdého uloZzeného svaru na obrazovce. Pouzijte

pro vybér svaru a@ pro zobrazeni podrobnych informaci o vybraném

svaru..

TISK SVARU

UZivatelé vybaveni termotiskdrnou maji moznost tisknout svafovaci protokoly pfimo z
zafizeni (po pfripojeni tiskarny k svarovacimu zafizeni). Pro navazani pfipojeni mezi
tiskarnou a zafizenim pripojte tiskdrnu do M12 zasuvky umisténé na ovladacim panelu
svarovaciho zafizeni.

Pro tisk je mozné poufzit nékolik filtrd, a to:
® Rozsah Cisel

¢ Rozsah dat

e Operator

e Stavba / objekt

Jakmile operator vybere svary pro tisk, zafizeni zobrazi zprdvu TISKNU... V tuto chvili
nezapojte svarovaci zafizeni z elektrické zasuvky.

STAV PAMETI

UZivatel si mUZe zkontrolovat, kolik mista v paméti jiz bylo obsazeno.
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FORMATOVANI

Jakmile je pamét pln3, je nutné ji naformatovat. K tomu je tfeba vstoupit do funkce

il formatovani paméti a potvrdit stisknutim tlacitka.

INFORMACE
6 Formatovdni nevratné smaZe vSechna data uloZend v paméti. Pred

pokracovanim v této operaci se doporucuje pfenést svary na externi tlozné
médium pomoci software Bluebox Connect.

ZAZNAMENAVANIi SVARU NA USB JEDNOTKU *
Zafizeni BLUEBOX 2.0, vybavené USB-A zasuvkou, umoznuje kopirovani svarli na
USB disk pfimo ze svafovaciho zafizeni.

Pro ulozeni svarl na USB jednotku, pfipojte ji do portu a poté prejdéte na
odpovidajici obrazovku v menu paméti.

Zaznamenavani svarll zacne, kdyz stisknete tlaéitko. Na obrazovce se zobrazi
procentualni ukazatel postupu a nasledné zprava. Jakmile zprava zmizi, bezpecné
odpojte USB jednotku a pfeneste data do Bluebox Connect.

INFORMACE

software.

ﬁ Doporucuje se pouzivat USB jednotku, ktera neobsahuje interni

Pokud USB jednotka neni rozpoznana ve svarovacim zafrizeni,
doporucuje se ji naformatovat nebo pouzit jednotku jinou.

* FUNKCE JSOU DOSTUPNE POUZE V BLUEBOX 2.0.

5.5 Aktualizace softwaru svareciho zafizeni

BLUEBOX 2.0, vybavené USB-A portem, umoznuje aktualizaci softwaru pomoci USB jednotky. Soubor se
softwarem, ktery poskytuje vyrobce, by mél byt zkopirovan na naformatovany USB disk, a poté by méla byt
provedena nasledujici procedura.

AKTUALIZACE SOFTWARU

Pro provedeni aktualizace softwaru:
1. Zkopirujte soubor s posledni verzi softwaru na naformatovany USB disk.
2. Zapnéte svarovaci zafizeni.
3. Pripojte disk do USB portu. Pokud je vSe v poradku, na obrazovce svarovaciho
zafizeni by se méla objevit zprava oznamujici, Ze je k dispozici aktualizace.

4. Zahajte aktualizaci stisknutim tlaél'tka.

5. Béhem aktualizace zmizi texty z obrazovky a zafizeni vyda zvuk.
6. Po uspésné aktualizaci se svarovaci zafizeni restartuje a na obrazovce se zobrazi
odpovidajici zprava.

INFORMACE




Je zakazano odpojovat zafizeni od napdjeni béhem aktualizace
softwaru. To muze vést k zablokovani svafovaciho zafizeni, za které
vyrobce nenese odpovédnost.

6. TROUBLESHOOTING

Message Symptom Possible cause Solution
1. Device isn’t welding 1. Damaged fitting 1. Use new fitting

2. Damaged or mismatched 2. Check the condition of

output adaptors adaptors, match the right
adaptors in relation to the
fitting output pin

3. Damaged cable 3. Deliver the device for service

1. Device isn’t welding | 1. Too high/low temperature | 1. Leave the device in shaded
of the transformer. Large area until the temperature

] amount of welds performed returns to allowed level

one after another without
breaks for cooling time

2. Damaged temperature 2. Deliver the device for service
sensor of the transformer

1. Too high/low outside 1. Make sure to level out the
temperature. Allowed outside temperature to
temperature range 0-40°C adequate by e.g. protecting the

device against direct sunlight,

welding in protective tent.

2. Damaged sensor of outside | 2. Deliver the device for service
temperature

6 INFORMATION

There is an option to perform welding in emergency situations, even if the
temperature is outside allowed range. For that purpose choose SKIP option
by pressing the ->button. Weld performed in such conditions will be saved
in the memory with adequate error code.

1. Welding process got | 1. Damaged fitting 1. Perform new weld

aborted 2. Output cable disconnected | 2. Perform new weld
from the fitting during
welding process

3. Damaged output cable 3. Deliver the device for service

1. Device doesn’t allow | 1. Welding voltage or fitting 1. Replace the fitting with the

o L to start welding resistance are outside device | one that is within the working
i e i et et process working range range of the welding unit or use
welding unit with higher

working parameters.
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1. Device doesn’t start
welding process

1. Entered barcode is
incorrect

1. Enter the barcode again or
perform the welding process in
manual mode

1. Device doesn’t start

1. Entered PIN code is
incorrect

1. Correct PIN code can be
found on the warranty card

1. Calibration will soon
expire

1. Contact service department
to arrange calibration check

2. Invalid date and time

2. Check date and time settings
in device setting menu. If the
problem keeps occurring
deliver the device for service to
replace the internal battery.

1. Calibration got expired

1. Contact service department
to arrange calibration check

2. Invalid date and time

2. Check date and time settings
in device setting menu. If the
problem keeps occurring
deliver the device for service.

INFORMATION
Whenever the calibration expires, the device won’t stop working, and will return to normal work after

displaying message about expired calibration. Welds performed on welding unit without valid calibration
certificate are saved in the memory with adequate error code.

ol

1. Device doesn’t start

1. Mains voltage is above
acceptable level of 265 V.

1. Check the mains parameters

2. Power generator isn’t
working in stable manner

2. Send the power generator
for service

3. Damaged component

3. Deliver the device for service

1. Device doesn’t start

1. Mains voltage is below
acceptable level of 195 V.

1. Check the mains parameters

2. Power generator isn’t
working in stable manner

2. Send the power generator
for service

3. Damaged component

3. Deliver the device for service

1. Welding cannot be
carried

1. Welding current is outside
working range of the device

1. Short-circuit in welding
circuit

2. Use welding unit of higher
power or fitting with lower
power demand

3. Damaged welding unit — send
the device for service

1. Welding process got
aborted

1. Cables got disconnected
during welding process

1. Repeat the welding cycle

2. Damaged cable/s.

2. Deliver the device for service

1. Welding cannot be
carried

1. Supply current frequency
is outside allowed range

1. Check the mains/generator

2. Damaged welding unit

2. Deliver the device for service




1. Z4dna moznost 1. Anténa neni pfipojena. 1. Pfipojte GPS anténu
t tického zadani

au oma- ' ,e © zadani 2. Anténa je vadna. 2. Nechte zafizeni servisovat

geografickych

soufadnic.
- 1. Bez GPS signdlu 1. Slaby signal GPS 1. Zménite pozici GPS antény.
UdrZujte vzdalenost co nejkratsi

od svaru.

7. MAINTENANCE

DANGER

Each maintenance work shall be performed while the power supply are disconnected from power outlet.

Use and maintenance
Device doesn’t require any special maintenance conditions, except for keeping it in general cleanness. Standard maintenance
works are limited to periodical cleaning of external surfaces of the device.

Electrical components
Pay special attention during storage, use and transport that the electrical components are not exposed to water (rain, drowning)

or moisture.

List of wear parts:
1.  Electrical components: power supply cables, output cables;
2. Other: adaptors;

In case of failure turn off the device by pull the plug from power outlet. Such fact shall be immediately reported to the superior.
Warranty and post-warranty repairs are performed after delivering the device to the producer service department as stated in
warranty terms and conditions.

In accordance with requirements and provisions regarding welding devices, the welding unit is subjected to obligatory annual
inspection performed by the producer or other authorized entities. During the inspection a complete examination for correct
work of the welder and all necessary repairs are carried out. An appropriate certificate is being issued for that occasion (so
called certification of calibration).

8. FINAL REMARKS

1. Each user or the device is absolutely obliged to become acquainted with the user manual;

2. Electrofusion welder can be used only by properly trained and prepared personnel with adequate knowledge about
technology of welding polyethylene pipes;

3. Information and remarks included in this instruction manual combined with recommendations of technical inspection allow
to perform highly durable connections;

4. The user shall care for proper maintenance, storage and service of both, machine and additional equipment;

5. Device is serviced by the producer free of charge within the warranty period, and post-guarantee (payable) after delivering
the device to the place of producer;

6. The Producer is also performing an annual evaluation of technical condition of the product, so called ,calibration” for the
occasion of which a suitable certificate is issued;

7. The producer reserves the right for performing constructional changes resulting from customer requirements or technical
and organizational potential;

25



8. Making any alterations one one’s own and removal of the seals without producer’s consent is unacceptable and results
with loss of guarantee.

(-]

. FORBIDDEN ACTIONS

Using the device against its purpose;

Using the device with faulty output cables;

Repairs and adjustments done by unauthorized personnel;

Using the device by untrained and unqualified personnel;

Using the device without valid calibration certificate. After 1 year of use device is subjected to mandatory calibration;
Using the device against the user manual and welding technology;

Using the device in explosive areas;

® N O U WD e

Remarks included in the user manual or resulting from internal regulations;

10. FIREFIGHTING INSTRUCTIONS

1. Welding unit does not have its own firefighting kit. In case of fire use general firefighting equipment should be used.
2. Do dot extinguish with water. Use fire-extinguishing blankets or dry powder extinguisher
3. Welding shall be performed in covered places, not exposed to the risk of explosion (e.g. from damaged gas installation).
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