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BUSBAR BENDER

THIS IS A HIGH PRESSURE SYSTEM  (700 BAR, 10,000 PSI) with very powerful machines
THE EQUIPMENT SHOULD ONLY BE USED with care BY 

EXPERIENCED PERSONNEL

CHECK THAT ALL HOSES ARE UNDAMAGED 

AND ALL COUPLINGS ARE TIGHT.

The bending machine can bend from 00 to 1000
The bending radius is 10mm.

The copper MUST be positioned approximately centrally in the machine.     i.e. on the same axis as the hydraulic cylinder. The height of the machine may be adjusted by the knob under the bench.
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The distance from the end of the bar to the centre of the bend 

is engraved on the work-surface.

WARNING: Mind your fingers when operating this machine.

OPERATION WITHOUT ELECTRONIC ANGLE CONTROL

As the copper is being bent, the scribe mark on the top of the bending machine moves along a scale. When the copper has been bent to the desired angle (as measured with a protractor or similar) make a note of the position of the scribe mark relative to the scale. Subsequent pieces of copper may be bent to the same angle by going to the same position on the scale.


OPERATION WITH ELECTRONIC ANGLE CONTROL

The accuracy of the electronic control system is +/- 1 degree. However it is very important to remember that copper is an elastic material and that the characteristics of the copper vary with supplier, batch etc. 

After the copper is bent, it will spring back by several degrees.

This is a problem that is difficult to overcome electronically and some judgement is needed by the operator to add a degree or two to the set point to allow for the spring-back.

This will depend on the operator’s judgement and experience. 

GENERAL DESCRIPTION OF OPERATION










A magnetic strip is fixed to the top of the bending machine.

The strip has a succession of north and south poles at very 

close intervals (0.1mm).

The sensing head is fixed to the bending block so that as the bending block bends the copper bar, the sensing head runs along the magnetic strip and counts the number of pole changes.

Signals are sent from the sensing head to the counter, which converts the pulses into degrees which are displayed on the counter.

DESCRIPTION OF COUNTER


LEDs

P1
1st set point  e.g. 900   Lights when set point is reached



P2
2nd set point – not used



SET
Lights when set point is being chosen

PSC
Lights when converting factor is being set. (Factory adjustable only).

BUTTONS     

                        F1
Press to select angle of bend

                        ◄
Press to move to digit to be changed

                         ▲
Press to alter value of digit 

E
Press to enter desired value into memory

Press ▲ and R together to set Zero (0) when copper is clamped.
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HOW TO SET ANGLE OF BEND

STEP 1
Select copper thickness

Advance bending block until copper is lightly clamped.

Press ▲ and R together.  

Step 1 must be repeated after every 3 bends and when copper of a different thickness is used.

STEP 2
Select angle

Press F1 
Enter desired angle by using

 ◄ to move flashing digit and



 ▲ to alter value of flashing digit.

Press E
To enter desired value into memory.

STEP 3
Bending the copper to desired angle
Depress PRESSURE pedal.

Bending block will advance until desired angle is achieved and then retract by about 10mm. Release PRESSURE pedal.

Remove copper or retract bender block further by depressing RELEASE pedal.


If by accident the reset buttons are pressed (▲ and R together) when the bending block is near the back of the machine, it will not be possible to bring the bending block forward to its correct position.

The solution is to enter a very large angle (F1 then 90090.0). Then it is possible to bring the bending block forward as normal and lightly clamp the copper bar. Return the angle to its normal value (F1 then 00090.0) and reset to zero (▲ and R together).   
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Sensing head fixed to bending block





Max. gap between sensing head and magnetic strip must not exceed 1mm.
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Magnetic strip fixed 


to bending machine
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Top view of bending machine
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