Vol 7press

IMM Group

Getting started

____ ol il







fiiHypress ||} S8

i

Every hydraulic, pneumatic and lubrication system requires
some form of tube fabrication and fitting installation to be
used. Proper fabrication and installation are essential for
the overall efficiency, leak free performances and general
appearance of any system.

Mocne onpepenenvs guameTpa pykasa u Bbibopa Tuna
dWTTMHra, 06paTuTe BHUMaHNE Ha criegytoLime MOMEHTbI
NPOEKTUPOBAHNSA CUCTEM:

- CoBMECTUMOCTb COEANHEHUI
He ycranaBnueante TpybonpoBoAbl BO3Me Y3noB,
TpebyoLMX YacToro obCnyxmBaHus.

- MpaBunbHas npoknagka NMHWIM
YKenartenbHo obecneunTb nerkuii octyn Anst yaobHoro
npoBeAeHnst 06CNyXMBaAHNA NN PEMOHTA.

- dukcaumsa nNUHUN

He ucnonb3ynte kabenbHble WM CUMOBbIE NUHUKU ONS
KpenneHus apyrux Tpybonposofos. Becerga cumkcmpyinte
TNIMHUW Ha XECTKOW NMOBEPXHOCTW NPY NMOMOLLY XOMYTOB.

- N3berainTe ncnonb3oBaHme KOPOTKNX PyKaBOB

Every hydraulic, pneumatic and lubrication system requires
some form of tube fabrication and fitting installation to be

used. Proper fabrication and installation are essential for

the overall efficiency, leak free performances and general

appearance of any system.

After sizing the tube lines and selecting the appropriate
style of fitting, consider the following advices in the design
of your system:

- Joints accessibility
Keep tube lines away from components which require
regular maintenance.

- Proper routing of lines

It's suggested having a neat appearance to get an easy
trouble-solving in case of maintenance and repair actions.
Right-angled — parallel — clear.

- Tube line fixing

Do not use tube lines or cables channels to support other
tubes. Always fix tubes onto a rigid point with proper tube
clamps.

©

- Avoid short tube lengths

MpumeHeHne KOPOTKMX pYKaBoB  yBeNMuMBalOT
BEPOSITHOCTb MOSIBIIEHNS TPELUMH HAPYXKHOFO CIIOS.

- Avoid short tube lengths

Ecrn BO3MOXHO, ncrnonb3ywTe BpaLLaroLmnecs
KOHHEKTOPbI 1 (PUTUHF BMECTO KOPOTKUX PyKaBOB

Short tube lengths increase chances of fatigue cracks.
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- N3bBerainTe n3nuLLIHero HanpsPKeHNs Ha CoeanHeHNnsaX - Avoid excessive strains on joints

A CcoeanHeHne ¢ U3NMLLHEN HarpysKkon AacT Teub. A strained joint will eventually leak.

@/ @
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TpybHbIN Kpenex - MHCTPYKLMU MO MOHTaxXy

Clamps - Mounting details

MoHTax npuBapHbix nnut /Weld plate mounting

YcTaHOBWUTE NAUTY OCHOBaHUSi B HEOBXOAMOM NOMOXEHUM NPU NOMOLLM MarHuTa unu npuwxkumos. Mpueapute NauTy.
BoaBuTte HWXHIOW Nonyckoby, nonoxure Tpyby, yCTaHOBUTE BTOPYIO MOSYCKOGY C BEPXHEN NIUTOWM U NPUKPYTUTE
6ontamu. He npvBapvBanTe KpenneHne BMecTe c nonyckobamu!

Adjust weld plates and position with locating magnets or clips. Weld the plate on. Press the lower clamps, lay the
tube, put on second halves of the clamp and tighten screws. Don’t weld with plastic-clamps on them! Long weld
plates can be screwed directly to the surface. Pay attention to the bracings (under no circumstances may the two
halves of the clamps be in contact with each other).

YcraHoBKa MOHTaxHoM penku /Rail mounting

MoHTaxHble perku nocTaBnsAlTCs ANUHOW 2 MeTpa. BcTaBbTe raviky B periky U nogBeauTe K MECTy MOHTaxa.
BcTaBbTe NnuMTy OCHOBaHWUSI C HWXHEN Moryckobol, ycTaHoBUTe Tpyby, HakponTe BTOPOW MOryckobon ¢ BEpXHeEW
NAMTON 1 NPUKPYTUTE GonTamu.

Mounting rails are supplied in 2 meters pieces. Welded or screwed on the mounting rail with the nut. Insert the nut
into the rail and turn as far as the stop (at the correct spacing). Press on the lower clamp, lay the tube put on the
second clamp half, tighten up. Pay attention to the bracings (under no circumstances may the two halves of the
clamps be in contact with each other).

LLta6enupoBaHue /Stacking
CocraBnsietcs 13 2 nonyckob, wrabenbHbix 60NTOB 1M NnnTbI hukcaumm GonTta. Ons c6opku 3adukcupyinTe nnuty
OCHOBaHUWs 1 yCcTaHoBUTe nornyckobbl n Tpydy, hukcupys wrabensHeiMu bontamu.

Consists of 2 clamp halves, stacking bolt(s) and a bolt locking plate. To construct a stack, fasten a weld plate or rail
nut and locate 2 clamp halves and tube, securing with stacking bolt(s).
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@ Tpy6b! - @ tube (mm)

from 6 to 12,7 0,9
from 15 to 22 1,2
from 23 to 28 1,5
from 30 to 38,1 2
from 40 to 48,3 2,5
from 50 to 57 3
from 60 to 70 3,4
from 76,1 to 88,9 3,7
from 101,6 to 108 4
from 114,3 to 133 4,3
from 139,7 to 165,1 5
from 168,3 to 324 55

PekomeHagyeMoe paccTosHue Ans yCTaHOBKM TPyBHOro kpenexa
Recommend distance for istallation of clamps of same group code

B cnyyae wusrmba wnu yrnoBoro coeauMHeHust TPYOHbI Kpenex [orkeH ObiTb
YCTaHOBEH Kak MOXHO Brivke k mecTty usrnba.

When an elbow or bend be supported the clamps, should be positioned as close as
possible on eanch sideof the bend

:
Cepus - Series =

Standard M6 8 10 12
. tipo 1 M6 5 6 -
g;lpbﬁ’; tipo 2-4 " 12 12 .
tipo 5 8 8 -

tipo 1 12 20 30

tipo 2 M10 12 20 30

tipo 3 15 25 85]

Pesante tipo 4 M12 30 40 55

Heavy tipo 5 M16 45 55 120

tipo 6 M20 80 150 220

tipo 7 M24 110 200 250

tipo 8 M30 180 350 500

MakcumanbHas 3aTtskka 60nToB A4na Kpennexa ¢ BepxHen nnuton B Nm
Max. bolt tightening Torque in Mn, for clamps with upper plate.
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DIN 2353 - NHcTpykummn no cbopke

DIN 2353 - Assembly Instructions

marking makes
tightening easier

ca. 1,5 turns

1-

w
1

MepeneHanKynApHO OTpexbTe HOXOBKOM TPyDy. MakcMmanbHbIi fomyck
0,5°. He ucnonb3aynte pesaku ans 1py6. OunMcTUTe 3ayCeHuLbl BHYTPU U
cHapyxu kpaeB. Owunctute ob6paboTaHHble noeepxHocTn. [ns
TOHKOCTEHHbIX TPYO, NCNONb3ynTe rmnb3bl YCUIEHNS.

Saw off metal tube square. Max. angle tolerance 0,5°. Do not use tube
cutters! Deburr inside and outside edge lightly. Clean. For thin-walled
tubes please use reinforcing sleeves.

Pesbba 1 KOHyC coeauHeHusi, paBHO Kak WM pe3bba ramku, AOMKHbI
3aKpy4MBaTLCA C HAHECEHMEM CMaskn. HageHbTe raviky u BpesHoe KorbLIO
Ha TpyOy. Ybegutecb B TOM, 4TO TOMCTbIA Kpaw KOMbLa HanpasreH K
ravike.

Thread and cone of the union as well as the thread of the nut must be
threated with a lubrication medium. Slip nut and cutting ring on the tube.
Ensure that the thicker end of the cutting ring face the nut.

BcraBbTe TpyOy B KOHYCHYIO H4acTb kopryca. 3akpyTuTe U 3aTAHUTE ranky
raeyHbIM krtoyem Ha 1,5 obopoTa. [poBepbTe NHCTPYKLMM MO YCTaHOBKE.

KoHeuHas 3aTskka:
Bnasute Tpyby A0 KOHLa B KOHYC, 3aTHUTE raiky krnovem B 1,5 obopoTa.
Tpyba He gomkHa NpoBOpaYMBaTLCS.

MpeaBapuTenbHas c6opka co C60POYHbLIM afaneTpoM:
Bnasute Tpyby 40 KOHLA B KOHYC, 3aTSHUTE raiiky krnovem B 1 o60opoT.

Mocne pa3bopku:
KoHubl Tpybku npu paboTe OOMKHbI BCTansATbCsi B TaKuMe Xe KOHyca
KOpMyCOB, Kak 1 npu cOopke.

Push the tube against the shoulder in the cone of the body. Then screw
nut manually on to the fitting body until fingertight. Tighten nut with
spanner 1,5 turns. Look at the assembling instruction.

Final assembling in the body:
Push the tube firmly against shoulder in the cone, tighten nut with spanner
about 1,5 turns. The tube must not be rotated.

Pre-assembly in a pre-assembly body:
Push tube firmly against shoulder in the cone, tighten nut with spanner
about 1 turn.

After disassembly:
The tube ends have to be inserted in the same cones of the bodies in
which the assembly was carried out.
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4- OcnabbTe ranky U npoBepbTe BPe3Ky. Buaumbiii "BOpPOTHWYEK" JOIMKEH
nosIBUTLCS Nepef, OKOHYaHWeM BPEe3HOro Konbla. BoamoxHoe BpalleHve
Konua rno Tpybe He ABNseTCs owmnbKoN.

Loosen nut and check the cut. A visible collar has to fill the space in front
of the cutting ring edge. It is no fault if the cutting ring can be rotated on
the tube.

5- Koneunast nnu nostopHas cGopka. Mocne ocnabneHus raiiku, ewe pas
3aTAHNUTE, HO He npeBblwas yeunus. Kopnyc gomkeH obiTb 3admKkenpoBaH
B TucKkax. CMOTpUTE MHCTPYKLMK NO cOopKe.

3aTaHuTe raviky Ha 1/2 obopoTa mocrie MOMEHTa MOSIBMEHUS SIBHOTO
conpoTtuBnenus. [laHHas npouedypa AelcTBMTENbHA TaKkke Ans BCeX
npeaBapuTenbHO COBPaHHBIX (PUTTUHIOB.

it KoHeuHasn cbopka Bcex npeaBapuTesibHO COGPaHHbIX (PUTTUHIOB:

Final - or repeat - assembling. After loosing the nut, tighten again without
increased effort. Body to be held firmly by a spanner Look at the
assembling instruction.

Final assembly of all pre-assembly fittings:

Tighten nut about 1/2 turn beyond the point of a clearly perceptible
resistance. This is valid as well for all preassembled fittings delivered by
the manufacturer.
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Cbopka ¢ ycunusarmLmMmm XoMmyTamu
Cbopka ¢ ycunusarowumu xomymamu

Ona craneHon Tpyobl Tna DIN 2391 npumeHsieTcsa ctanb St 37-4 n HepxaBetowas ctanb 1.4571
For steeltube like DIN 2391 material St 37-4 and stainless steel like 1.4571
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0b603HayeHue:
legend:

B - e Heo6XoAUMO NPUMEHEHME YCUNMBAIOLLIErO XOMYyTa.
- Where the reinforcing sleeve are definitely necessary.

O - Yeunueaowmi XoMyT NPUMEHSIETCS B MECTAX CKOMIEHWS! PyKaBOB, MPU NOBbILIEHHbIX
BMOPALMOHHBIX Harpyakax.
- Reinforcing sleeve necessary if high repetition assembling rate and heavy loaded pipes (loading by
vibration)

BcTaBbTe BTynky B Tpyby 40 Haceuku. 3abeinTe BTYNKYy NOMHOCTbIO Npu
NOMOLLM MOMOTKa (MNacTUKOBOIO UMW U3 XECTKONM pe3uHbl). [ponssegute
cbopky. CMOTpUTE UHCTPYKLUK No cOopke.

Sleeve
put in

Sleeve

C6opka ¢ ycunuBaiowen runb3on:
N B cootBeTcBuMM C pabounm JaBneHuem, TomwmHa Tpybku mMoxeT ObiTb
knocked in OYeHb Mamna, COOTBETCTBEHHO Tpybka MOXeT 6biTb nepexara. Bo
n3bexaHue 3Toro, NCNOoMb3ynTe YCUNUBAIOLLYIO MMb3y.

Insert the sleeve into the pipe up to the knurl. Knock in the sleeve
completely using a hammer plastic or hard rubber).Do the assembling.
Look at the assembling instruction.

Assembling with reinforcing sleeve:

If due the requirements of the internal pressure the wall thickness in
relation to the external is too low, there can be constrictions of the tube.
To avoid this, reinforcing sleeves should be used.
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MHCTpyKUMM NO yCTaHOBKe afanTepoB C YNIOTHUTENbHLIM KOMNbLOM W wanbon

Assembling instructions for flared washer fittings

ISO 6149-1, ISO 11926-1

e 1- MpeneapuTenbHO coBpaHo C KOHTPrankom, Wanbon 1 yaepKMBaoLWmm v
~ cone YNNOTHUTENbHBLIM KOMbLOM. BkpyTuTe agantep B MOpPT C MOCaAOYHbIM
MEeCTOM MoA KONbLO.

Locknut
Washer

O-Ring Pre-assembled with locknut, washer and o-ring. Screw in the fitting into

the o-ring-port-spot that the washer seat on.

§>/ O-Ring-Port

2- MoeepHuTe agantep MakcuMym Ha 1 060poT Hasag B xeraemoe
nonoXxexHue. Y,qepmvlaaﬂ (bl/lTTVIHr OQHUM TraeyYHbIM Kn4yem, BTOPbIM
KMoYeM 3aTaHUTE KOTpraviky.

Turn the fitting max. 1 turn back in the favourite position. Hold on the fitting
with a spanner and with a second spanner screw on the locknut.

hold on

screw on

3- lMpoBepbTe PUTMHT HA HanMuMe YNIOTHEHUS U3-3a BO3MOXHOW OLLINGKM
cbopku.

Leak-proof fitting through uncomplicated assembling.
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MHCTpyKUMM NO yCTaHOBKe afanTepoB C YNIOTHUTENbHLIM KOMNbLOM W wanbon

Assembling instructions for flared washer fittings

DIN 3852

1- MpeneapuTenbHO coBpaHo C KOHTPrankom, Wanbon 1 yaepKMBaoLWmm v
YMNOTHUTENbHBIM KOMbLOM. BKpyTuTe agantep B MOPT C MOCaAOYHbIM
MEeCTOM Mof, KOMbLO.

24° cone

Locknut
Washer
petainering Pre-assembled with locknut, washer, o-ring and retainerring. Screw in the
O-Ring fitting into the port without o-ring port-spot that the washer and the

Port without retainerring seat on.
o-ring-port-spot

2- MoeepHuTe agantep MakcuMym Ha 1 060poT Hasag B xeraemoe
nonoXxexHue. Y,qepmvlaaﬂ (bl/lTTVIHr OQHUM TraeyYHbIM Kn4yem, BTOPbIM
KMoYeM 3aTaHUTE KOTpraviky.

Turn the fitting max. 1 turn back in the favourite position. Hold on the fitting
with a spanner and with a second spanner screw on the locknut.

hold on

screw on

3- lMpoBepbTe PUTMHT HA HanMuMe YNIOTHEHUS U3-3a BO3MOXHOW OLLINGKM
[24 cone cGOpKM.

Locknut
Washer

o Leak-proof fitting through uncomplicated assembling.
Retainerring

O-Ring
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Assembling instructions for 24°-cone fittings
Assembling instructions for 24°-cone fittings

DIN EN ISO 8434-1

1- BkpyTute DIN-guTTuHT B nopT ¢ koHycom DIN. MoaTsiHuTe raiiky Bpy4HyHo.

24° cone
sealing fitting

Screw on the DIN-fitting on the DIN-cone port. Fasten the nut with hand.

247 DIN 3861
Form W cone port

2- YcraHoBUTE OUTUHT B HEOBX0AMMOM NoroxeHun. 3akpytute 1/4 obopoTta
raeyHbIM KroYeM. YaepxusanTe pUTuHr.

favourite position

. 2 Find the favourite position. Screw on the nut 1/4 turn with a spanner. Hold
screw on . : on the fitting easy.

3- lMpoBepbTe PUTUHT HA HanMuMe YNIOTHEHUS U3-3a BO3MOXHOW OLLINGKM
cbopku.

24° cone
sealing fitting

Leak-proof fitting through uncomplicated assembling.

24° DIN 3861
Form W cone port
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®naHubl SAE - MHcTpyKuumn no cbopke
SAE flange - Assembly Instructions

1- Y6eautecb B OTCYTCTBMM  3ayCEHLEB, LapanuH  YMroTHSIOLWMX
NOBEPXHOCTEN UMY NOObLIX MOCTOPOHHMX YACTUL, KOTOPLIE MOTYT MPUBECTU
K HefoCTaTOYHOMY YNNOTHEHWMo. CMaxbTe YMMOTHUTENbHOE KOMbLO
paboyen XnAKOCTbIO CUCTEMbI UMW APYrO COBMECTUMOW XUAKOCTBIO.

Make sure sealing surfaces are free of burrs, scratches or any
contamination that could damage the seal.
Lubricate the O-ring with system fluid or compatible lubricant.

2- YcraHoBuTe (hnaHew v NpukUMHbIE ckoBbl. PasmecTtute wanbbl Ha GonTol
1 NPUKPYTUTE CKOOBI.

Position flange and clamp halves.
Place lock washers on bolts and bolt through clamp halves.

3- 3akpytute GonTbl BpydHyw. 3aTarvBante GoOnNTbl B AMAroHarnbHON
nocnegoBaTenbHOCTU HEBOMbLIMMM NooYepPeaHbIMY NOATAMMBAHUSMMU.

Hand tighten bolts.
Torque bolts in diagonal sequenze in small increments.
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