
Vernon Microprocessor Pipe Cutting Machine


Sequence of Operation

1.
Load pipe into cutting machine. 


A.
By crane or forklift pipe is loaded onto raw storage racks.

B.
Operator depresses button to raise hydraulic selector gates on entrance conveyor to "UP" position.

C.
Operator or assistant laterally rolls pipe across raw storage racks until proper raw pipe is located over the entrance conveyor.  Alternatively optional pipe loaders roll pipe individually onto entrance conveyor.

D.
From control console operator depresses switch to lower selector gates to "DOWN" position.  Pipe is gently lowered into "hour-glass" shaped conveyor rollers.  

E.
Operator depresses console switch to raise machine lifter-conveyor assembly into the "UP" position.

F.
When pipe is cradled in entrance conveyor rollers and machine lifter conveyor is raised to full "UP" position, operator places entrance conveyor and machine power feed controls to "FORWARD" direction and transports pipe longitudinally into the cutting machine.  Speed is controlled by individual potentiometers on control console.

G.
Operator regulates power feed speed on lifter-conveyor assembly until raw pipe is in approximate location relative to the cutting machine turning rolls.

H.
Operator places both power feed switches into neutral position and directs lifter-conveyor to "DOWN" position to hydraulically lower pipe into cutting machine turning rolls.

2.
Operator programs a cut.

A.
Operator enters cut variables into the control console by means of alphanumeric keyboard and CRT display.  Alternatively, operator can recall part filenames from computer memory.  

B.
Microprocessor calculates correct torch path by postprocessing part data into machine instructions.  

3.
Operator makes front end cut

A.
Operator visually locates torch over the proper location above the pipe (at the longest point of the first end cut.)  Torch carriage is moved using the "JOG" switches on the operator's console.

B.
Operator depresses "CYCLE" to initiate program.  Torch moves to proper height above pipe, assumes preheat position and ignites preheat gases.

C.
After sufficient heat is applied, operator depresses "CYCLE" button to activate cutting gases and  begin automatic movement of torch.

D.
Torch moves to proper bevel angle and entry point on the cut profile. Turning rolls begin pipe rotation in relation to reciprocal torch motion (rotation, bevel, distance and longitudinal carriage movement.)

E.
Contour is completed, torch gases are automatically extinguished and the waste piece separates from finished pipe.  Simultaneously torch raises a small distance to insure clearance above pipe.    

F.
Operator removes waste piece from machine and depresses "CYCLE"  button.

4.
Torch automatically travels to preprogrammed location to begin rear end cut under program control.

5.
Operator makes rear end cut.

A.
When cutting carriage comes to a halt over the rear end cut, operator depresses control button to repeat steps 3.B. to 3.E. above.

B.
Operator visually insures that torch is clear of finished and remnant piece and depresses "CYCLE" button.  

C.
Torch returns to initial start location over the leading end of the pipe.

6.
Unload finished pipe.

A.
While torch is returning to the original start point, operator depresses switch to hydraulically raise machine's lifter-conveyor assembly to "UP" position.  Pipe is raised in "hour-glass" shaped machine lifter-conveyor rollers out of pipe turning rolls.

B.
Operator places lifter conveyor power feed and discharge conveyor controls to "FORWARD" position and monitors the power feed speed potentiometers to convey pipe out of cutting area. 

C.
Simultaneously, the remnant pipe moves longitudinally to a position under the cutting torch.

D.
Finished pipe is conveyed onto discharge conveyor and operator halts both power feeds.

E.
Operator selects button to raise discharge conveyor hydraulic selector gates.  Pipe is raised to same level as finished pipe rack level.  

F.
Operator depresses switch to hydraulically tilt pipe in "LEFT" or "RIGHT" direction.  Pipe rolls laterally off discharge conveyor onto pipe racks for transport to fit-up area by crane or forklift.

7.
Operator repeats process to cut subsequent pieces from remnant pipe or returns remnant pipe to raw pipe storage racks..

A.
Machine lifter-conveyor lowers pipe into machine turning rolls and repeats sequence steps 2. to 5. to begin second finished piece.

B.
OR to return remnant piece to raw storage, operator performs tasks outlined in Step 1. in reverse order to place remnant into raw pipe storage racks.
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