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Gas welding and cutting set
GZV-35.1

Gas welding and cutting set GZV-35.1 is used for:

- Cutting steel tins up to 300 mm

- Welding steel tins up to 30 mm

- The work principle : injector- under high pressure
- Burning gas: acetylene

- Performance to SRPS K.M6.02

- Weight sets: 12,5 kg

Integral parts of the set GZV-35.1 are:

1) Oxygen regulation valve type 311

2) Acetylene regulation valve type 436.6

3) Universal handrail burner for welding and cutting torch type
146-1

4) Set of 8 welding torches type 147.5. (6 burners) plus welding
torches 147-7 and 147-8 for welding tins from 0.5 to 30 mm.

5) Burner cutter type 148.2.1

6) Kit of 2 external and 6 internal nozzles type 859 for cutting
steel material thickness from 3 to 300 mm

7) Trolley type 148-4 to run torch cutting

8) Pipe key type 308-07

9) Combined key type 308-06
10) Fork key OK 30
11) Metal brush for cleaning
12) Flashback arrestor R-1 for acetylene
13) Flashback arrestor R-2 for oxygen
14) Radius bar for circular cuts type 308-1
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Gas welding and cutting set
GZV-25

Gas welding and cutting set GZV-25 is used for:

- Cutting steel tins up to 100 mm

- Welding steel tins up to 14 mm

- The work principle: injector-under high pressure
- Burning gas: acetylene

- Performance to SRPS K.M6.02

- Weight sets: 5.35 kg

Integral parts of the set GZV-25 are:
1) Universal handrail burner for welding and cutting torch type
146-1
Set of 6 welding torches type 147.5.1...6
Burning cutter type 148.2.1
Kit of 1 external and 4 internal nozzles type 859 for cutting
steel material thickness from 3 to 100 mm
Trolley type 148-4 to run burner cutter
Pipe key type 308-07
Combined key type 308-06
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Flashback arrestor R-1 for acetylene

Flashback arrestor R-2 for oxygen

)
)
)
8) Metal brush for cleaning
)
)
) Radius bar for circular cuts type 308-1



Gas cutting set PBS-1

Gas cutting set PBS - 1 is used for:

- Cutting steel tins up to 300 mm

- The work principle: injector - under high pressure
- Burning gas: propane-butane

- Performance to SRPS K.M6.0

- Weight sets: 5.8 kg

Integral parts of the set PBS - 1 are:

1) Universal handrail burner for welding and cutting torch type
146-1

2) Burner cutter type 852.1.1

3) Set of 2 external and 6 internal nozzle type 852 for cutting

steel material thickness from 3 to 300 mm

Trolley type 148-4 PB for the conduct of torch cutting

Pipe key type 308-07

Combined key type 308-06

Metal brush for cleaning

Radius bar for circular cuts type 308-1

Propane-butane regulation valve type 851

4
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Gas warming and hard soldering GZL-15 is used for:

- Warming steel tins

- Hard soldering steel tins

- The work principle injector: At the outing of the injector, burning
gas withdraws surrounding air, to obtain burning mixture

- Burning gas: propane-butane

- Performance to SRPS K.M6.020

- Weight sets: 5.5 kg

Integral parts of the set GZL- 15 are:
1) Universal handrail burner

2) Welding torch for hard soldering L1

3) Welding torch for hard soldering L2

4) Welding torch for warming 1

5) Welding torch for warming 2

6) Propane-butane regulation valve type 851.1

7) Soldering iron

8) Soldering iron connection for hard soldering L1
9) Soldering iron connection

10) Combined key type 308-06

11) Welding hose @4x3, with flashback arrestor and nut at the
end with coil connection G1/4” left
12) Welding torch connection pipe for warming 1 and 2

o O Universal holder for welding torches
© and cutting burners

3::- Universal holder components:

| il 1) Valve for oxygen (blue sign plate)

2) Valve for burning gas (acetylene - yellow sign plate, other
(2) gases - red sign plate)

Universal body holder

Nut connection for oxygen coil R1 /4"

Nut connection for burning gas coil R3 / 8”left

Oxygen inlet connection, inner diameter 6 mm

Burning gas inlet connection, inner diameter 8 mm
Welding torch nut connection




THERMAL PROCESSING SET GZG- 1

Thermal processing set GZG-1 is used for:

- Hard and light soldering
- Preheating and warming during welding and cutting
- Preheating material during deformation processing
(bending, embossing)
- Warming up material during setting up insulation ,
plastic floors and tiles
- Metal surface cleaning
1-5 Torches tips of stainless steel pipe diameter
@25(1), D40(2), ©50.8(3), 960.3(4), D70.1(5)
6) Connection pipe 500mm length
7) Handrail with spring lever type 970-4.1
8) Welding hose inner opening @8 with connection
thread coil G1/4“ left (for connecting at handrail
with spring lever) and G3/8“ left (for connecting
at the outlet of the regulation valve
9) Combined key type 308-06

UNIVERSAL HANDRAIL TYPE 146-10 UND 146-11

Universal handles type 146-10 and 146-11 are used

for gas welding and cutting and related processes,
which require a higher consumption of the gas at work.
The design is adapted to the conditions of exploitations,
allows fiine tunning of the gases flow and full safety at work.
Connections measures: coil G3/8” for connection of
oxygen line coil G1/2” left, for connection of fuel gas
line (propane-butane, natural gas).

Coil M33x1,5, for connection of consumer (universal
handrail type 146-10)

Coil M27x1,5, for connection of consumer (universal
handrail type 146-11)

g ¢ &9 < S Universal small handrail type 144
) T . S g

e e — Elements of the small universal hand-
Mim rail: 6. The connection for bringing oxygen
Py @ (5) (7) 1. Oxygen valve inside the inner opening @6
2. Burning gas valve 7. The connection for bringing
Universal small handrail serves to bring the burning gas 3. Smallun.iversal handrail body . burni.ng gas inside the inner
(acetylene, propane-butane, natural gas, methane and 4. Conn"ectlon thread for oxygen coil open.lng @6
hydrogen) and oxidant (oxygen and earth under pressure) to G1/4 8. Welding torch thread

5. Connection thread for burning

the user who welds, solders, warms and melts. ’
gas coil G1/4" left

The following flashback arrestors should be used at work: for
oxygen type R2, for acetylene R1, for propane-butane R1A



PRESSURE REDUCING VALVES WITH INDICATORS

Note:

Reducing valves with pressure indicators are installed on the bottles with technical gases and are used for pressure reduction
gas, in the bottle for operating pressure, required for cutting, welding and other purposes. Reducing valves function on the
principle of reversible activity. Safe from pressure growing in the low pressure chamber by the security valve.

Oxygen regulation valves

Regulation valve type 311 | 311.1 [311.1S| 3113 | 3114
Maximal inlet pressure (bar) 200 | ——- | -——-- 200 200
Maximal working pressure (bar) 10 10 10 20 30

Bottle valve connection W21,8x1/14" | G3/8" | W21,8x1/14"

Coil outlet connection G1/4" | G1/4" | G1/4" | G1/4" | G1/4”

Hose connection, opening (mm) 26 @6 26 26 26

Identification colour blue | blue | blue | blue | blue

Noinlet | Noinlet
Note pressure | pressure
gauge | gauge

Nitrogen regulation valves

Regulation valve type 3114N (31111 [ 311.12| 311.13 | 311.14 | 311.12AS
Maximal inlet pressure (bar) 200 200 200 200 200 200
Maximal working pressure (bar) 40 1,5 10 20 ?r’rilrf 10
Bottle valve connection W24,32x1/14" G3/8"
Coil outlet connection G1/4" | G1/4" | G1/4” | G1/4" | G1/4" | G1/4"
Hose connection, opening (mm) 26 26 @6 @6 26 26

dark | dark | dark | dark | dark dark
grey | grey | grey | grey | grey grey

Outlet
pressure
Note gauge
replaced by
flowmeter

Identification colour

Nitrous
oxide

Air regulation valves
Regulation valve type 311.21 | 311.22 | 311.23 |311.21M
Maximal inlet pressure (bar) 200 200 200 10
Maximal working pressure (bar) 1,5 10 20 2

Bottle valve connection W21,8x1/14" G3/4"
Coil outlet connection G1/4" G1/4” G1/4" G1/4"

¢ Hose connection, opening (mm) 26 26 26 26
: Identification colour e ERILS CElLS @i
T grey grey grey grey

E — Note




Carbon dioxide regulation valves (CO,)

Regulation valve type 31130 | 311.31 | 311.32 | 311.33 | 311.30M
Maximal inlet pressure (bar) 200 200 200 200 |
Maximal working pressure (bar) | 36//min 1,5 10 20 36l/min
Bottle valve connection W21,8x1/14" G1/2"
Coil outlet connection G1/4" G1/4" G1/4" G1/4" G1/4"

Hose connection, opening (mm) 26 26 @6 26 26
. . dark dark dark dark dark
Identification colour
grey grey grey grey grey
Outlet Outlet
pressure pressure
Note gauge gauge
replaced by replaced by
flowmeter flowmeter

Argon and mixtures regulation valves

Regulation valve type 311.25 311.40 311.50M 542
sulfur . .
Type gas hexafluoride formir Ferromix Argon
Maximal inlet pressure (bar) 200 200 e 200
Maximal working pressure (bar) 10 36l/min 36l/min 36l/min
Bottle valve connection W21,8x1/14" W21l|z)f(t1 e G5/8" W21,8x1/14"
Coil outlet connection G1/4" G1/4" G1/4" G1/4"
Hose connection, opening (mm) 26 26 26 26
Identification colour dark grey | dark grey dark grey dark grey
Note Outlet pressure | Outlet pressure | Outlet pressure
gauge replaced | gauge replaced | gauge replaced
by flowmeter by flowmeter by flowmeter

Burning gases regulation valves

Regulation valve type 311.41 311.42 436.6 851 851.0 851.1

Propane- | Propane- | Propane-

Type gas Hydrogen | Hydrogen | Acetylene butane | butane | butane
1 Maximal inlet pressure (bar) 200 200 15 e e e
85 ] ] Maximal working pressure (bar) 1,5 10 15 1,5 2,5 4
436.6 Bottle valve connection W21,8x1/4"left | hand vice W21,8x1/4" left
Coil outlet connection G3/8"left | G3/8" left | G3/8" left | G3/8" left | G3/8" left | G3/8" left
Hose connection, opening (mm) a8 a8 a8 @8 @8 28
Identification colour red red yellow red red red

Noinlet | Noinlet | Noinlet
Note pressure | pressure | pressure
gauge | gauge | gauge

Network and bottle battery regulation valves

Regulation valve type K-2 I-2 964.1 964.4 964.6
Type gas oxygen argon oxygen argon co2
Maximal inlet pressure (bar) 200 200 200 200 200
Maximal working pressure (bar) 10 10 10 10 10
Bottle valve connection W21,8x1/14" G1/2" (inner coil)
Coil outlet connection M20x1,5 | M20x1,5 G1/2" (inner coil)
Hose connection, opening (mm) @8 @8 @8 @8 @8
Flow (mm3/h) 370 370 80 80 80
Noinlet | Noinlet | Noinlet
Note pressure | pressure | pressure
gauge gauge gauge
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147.4B.1...5

Welding torches type 147.5.1....6

Welding torches type 147.5.1...6 are used for classical welding,
hard soldering and warming. Welding torches function on the
injector principle and use acetylene and oxygen mixture. They
are used only with universal handrail 146-1.

Welding torch type 147.5.1 | 14752 | 147.53 | 147.54 | 14755 | 147.56
Oxygen working pressure (bar) 2,5+3
Acetylene working pressure (bar) | 0,1+0,2 | 0,1+0,2 | 0,2+0,3 | 0,2+0,3 | 0,3+0,4 | 0,3+0,4
Material thickness (mm) 0,5+1 1+2 2+4 4+6 6+9 9+14

Welding torches type 147-7...-8

Welding torches type 147-7..-8 are used for classical welding,
hard soldering and warming. Welding torches function on the
injector principle and use acetylene and oxygen mixture. They
are used only with universal handrail 146-1.

Welding torch type 147-7 | 147-8
Oxygen working pressure (bar) 3+4

Acetylene working pressure (bar) 0,4+0,5 0,5+0,7

Material thickness (mm) 14+20 20+30

Welding torches type 147.3B.1...5

Welding torches type 147-3B.1...5 are used for classical welding,
hard soldering and warming on inaccessible places, both in
the corners and pipes. The size and shape of the welding torch
tip enable work in very narrow space. By bending the welding
torches can be easily put in the necessary position to work.
The welding torches function on the basis of injector principle,
using acetylene and oxygen mixture. They are used only with
universal handrail 146-1.

Welding torch type 147.38.1 | 147382 | 147.383 | 147384 | 147.385

Oxygen working pressure (bar) 2,5+3
Acetylene working pressure (bar) | 0,1+0,2 | 0,1+0,2 | 0,2+0,3 | 0,2+0,3 | 0,3+04
Material thickness (mm) 0,5+1 1+2 2+4 4+6 6+9

Welding torches type 147.4B.1...5

Welding torches type 147-4B.1...5 are used for classical welding, hard
soldering and warming on inaccessible places, both in the corners
and pipes. The size and shape of the welding torch tip enable work
in very narrow space. By bending the welding torches can be easily
put in the necessary position to work. The welding torches function
on the basis of injector principle, using acetylene and oxygen
mixture. They are used only with universal handrail 146-1.

Welding torch type 147.4B.1 | 147.4B.2 | 147.4B.3 | 147.4B.4 | 147.4B.5

Oxygen working pressure (bar) 2,5+3

Acetylene working pressure (bar) 0,1+0,2 | 0,1+0,2 | 0,2+0,3 | 0,2+0,3 | 0,3+0,4

Material thickness (mm) 0,5+1 1+2 2+4 4+6 6+9
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- the work principle: injector - under high pressure
- burning gas: Acetylene
,"D - work only with universal handrail type 146-1
- warming torch tip diameter: 147.11.2-1911 mm;
147.11.4-1 @19 mmy;

/ 4 Warming torch type 147.11.2;.4;.6
/' e Warming torch type 147.11.2;4;6 is used for:
f‘ - - hard soldering and preheating when welding
7

147.11.2;.4:.6

147.11.6-1 @25 mm

I

- the work principle: injector - under high pressure
: - burning gas: Propane-butane
/ (o - work only with universal handrail 146-1
' - warming torch tip diameter: 147.12.2-1 @11 mm;

il .
/ i Warming torch type 147.12.2;.3;.4
/' r ) Warming torch type 147.12.2;3;4 is used for:
= == - hard soldering and preheating when welding
3 )
7

147,12.2;.3;.4

147.12.3-1 @19 mm;
147.12.4-1 @25 mm

Round - warming torch type 147.13.1...4

Burning gas: Propane-butane which mixtured with oxygen obtains the flame
. which is used for these activities:

—) - preheating of the pipes outer diameter 50-400 mm when welding

- releasing welding seams

147.13.1....6

- soldering and hard soldering

- bending and shaping

- preheating molds during smithing

Round-warming torch functions only with universal handrail 146-1

Intensive warming torch type 147.20....24

Intensive warming torch type 147.20..24 are used for intensive warming
material by obtaining oxygen and propane-butane mixture. The tip of welding
torch consists of two interior nozzles made of brass and an outer nozzle made of
copper. The flame is formed in two concentric circles. The value of the pressures
both of oxygen and propane-butane which are used during the torch in
function as well as the work of the torch tip are presented in the table.

: ' = Pressure (bar; i
/ ., Warming torch type (bar) Torch tip Wf:lrm!ng el
147.20 o 7 i of oxygen | of propane-butane tip diameter
147.21 147.20 1+2 0,5 147-20-1 218
147.22 147.21 2:3 0,5 147-21-1 @20
ires 147.22 2+5 0,5+1 147-22-1 @25
147.24 - - =
147.23 3+6 0,5+1 147-23-1 @35
147.24 4+8 12 147-24-1 D 45

Warming torch type 147.60.21...22...23

Warming torches type 147.60.21 are used for intensive warming material.
Construction of the torch tip obtains long working life of the torch as well as
directed and controlled warming. Burning gas: Acetylene

Warming torch Todh i Wérm!ng torch Note
type tip diameter
147.60,21 147.60.21 147.60.1 217 . hes f . |
147,60.22 147.60.22 147.60.2 @ 20 Warming torches function only
with universal handrail 146-1
147.60.23 147.60.23 147.60.3 222

The flame straightening attachment

type 147.52 and 147.53

The flames straightening attachment type 147.52 and 147.53 are used for gas
warming and straightening of the steel tins. These flames straightening are
used only with universal handrail 146-1. As burning gas uses acetylene (type
147.53), respectively propane-butane (type 147.52). The length of the flame
is changeable, according to buyer’s demands.

-8-



Aluminothermic welding torch type 147.60

: S8 Aluminothermic welding torch type 147.60 is used for
:Jm | &= aluminothermic rail welding and functions only in a set with
: universal handrail 146-1. Warming both rails and molds is
obtained with oxygen and propane-butane mixtures, through

147.60 A 146.60.33A
22 or 23 flame sources. The work principle of the aluminothermic

welding torch is by injector.

Holes number at the
= :,, lES welding torch head plelts

e — = 147.60A 22 no sequel

i - 7o 147.60.33A 33 no sequel

| "m t@ 147.60 22 with sequel

LB 147.60.33 33 with sequel

147.60 146.60.33
Warming torch for preheating and flame cleaning
? grease type 147.200

5 Warming torch type 147.200 is used for warming, preheating as
{; well as flame cleaning grease from plastic sources before printing.

-,
(-K- %\\ - All listed procedures are performed with air and propane-

~———t 1.._:{-“ butane flame mixtures. The air working pressure is 3 -3,5 bar, and
147.200 propane-butane is 0,3-0,35 bar. Warming torch functions only

with universal handrail type 146-1.

Warming torch for preheating and flame cleaning

— —=% grease type 147.500.1...5

Torch type Burning gas Diameter (mm) Usage
- light and hard solderi
147.500.1 RTOane 25 g st ol

welding and cutting

147.500.2 butane 40 - preheating material during
= _ . deformati i
— Tis00s | Po1S G oo et pcng
7 )@ """~ | and surrounding ’ molding)
. 147.500.4 air mixture 60,3 B ?:,ii’f,'j;’,?,fe t"_"""g
. performs in the - ;*;%F"Pg{%’(‘)%th i5350,500,
147.500.1..5 rukohvat 970-4.1 147.500.5 nozzle 76,1 et

500mm

Thermal processing warming and soldering torch

set type 970.1

/—'E_- rukohvat 970-4 Thermal processing warming and soldering torch set by using

concentrated narrow flame could be used for:

7 — light and hard soldering
i warming
e cooling
y : household needs

burning gas: propane-butane
rukohvat 970-4.1 connection measure: coil G1/4"

5

O

N

©

-
|

Warming torch type 147.800.46

Warming torch type 147.800.46 is used for:
- preheating and warming up when flame welding and cutting
- to ease the tension in melded seams
- During bending and shaping
- burning gas: propane-butane
- oxidant: comprimed air
- warming torch width is 800mm*
i £ - the curvature radius of the carrier nozzle is 3.200mm*

147.800.46 ' - the nozzles number type 951.1-5 is 46 (forty six) pieces

*These measures could be the order subject under special conditions

-O-



Cutting burners type 148; 852 and 855

Cutting burners are used only in a set with universal handrail type 146-1.

The work principle is by injector.

I L |
L
=07 'l*if' Q
148.5
852.2
346.11A d =
346.11PB r*

346.5A
346.5PB

859

Length L Cutting Burning | Cutting nozzles
Torch type | o (mm) | range (mm) gas included el
148.2R 173
148.2.1 ** 173 * Cutting nozzles are
1483 367 Acetylene 859 not.lntegral part of the
cutting burner and they
1484 487 should be separately
148.5 286 ordered
852.1R 173 i Cuttina b
% -+ **Cutting burner is
822.1.1 173 Propane- delivered with no carts
852.2 367 butane 852
852.3 487
852.5 286 **% Cutting burner
8555 173 length coyld be the
Natural order subject under
855.6 367 gas 855 special conditions
855.7 487

Cutting burners type 346

Cutting burners type 346 are used for cutting steel tins up to 300 mm. They are

used for cutting at places where cutting burners types 148,

852 and 855 cannot

be used near because of their size and perform cutting. They are used only in a set
with universal handrail type 146-1. The work principle is by injector.

Torch Length | Angle between the Burnin Cutting
type L** (mm) | axis head and tubes a5 9 nozzles Note
of the cutting burner 9 included
346.11A 276 90° Acetylene| 346.2 A
P * Cuttllng noz:lehs are not
o ropane- integral part of the cutting
346.11PB 276 90 butane 346.5 burner and they should be
" separately ordered
346.5A 286 180 Acetylene| 346.2 **The cutting burner length
_ could be the order subject
346.5PB 286 180° Pgo':ane 346.5 under special conditions
utane

Cutting burners type 148.10 and 148.10.1

Cutting burners type 148.10 and 148.11 are used for cutting steel tins up to 100
mm. They are used for cutting at places where other cutting burners cannot

be used near because of their size and perform cutting. This is most often in
shipbuilding. They are used only in a set with universal handrail type 146-1. The
work principle is by injector. As burning gas is used acetylene. Angle between

the axis head and tubes of the cutter burner is 90° degrees

(type 148.10) or 180°

degrees (type 148.10.1). Cutting is performed by nozzles type 148.10-004...007
(for oxygen) and 148.10-008 (for oxygen and acetylene mixture). Depending of
the material thickness in cutting, the oxygen nozzle is being chosen while the
mixture nozzle remains one and the same for all cutting ranges.

Cutting burners with handrail type 859

Cutting burners with handrail type 859 are used for
gas steel cutting up to 300 mm and they function by
the injector principle. Cutting is performed by oxygen
jet under pressure, as burning gas is used acetylene,
propane-butane or natural gas. Cutting burners are
produced in various shapes and length, depending of
the usage and exploitation conditions.

Cutting | Length Cutting
Torch type |Burninggas| range L ** Usage nozzles Note
(mm) (mm) included
859.1.1 173 without carts o
859.1.2 173 with carts 2e
859.1.3 367 with carts 859 |5z 2o
859.1.4 Aol 286 with flat head £33 g2
859.1.5 cetylene 487 with carts $2 =%
il 1o with head type g3 S5
859.2.1 3+300 250 36andcarts | 02 | % Fg
859.2.2 ’ 350 o E‘ 5%
859.3.1 173 | without carts £ &3
859.3.2 173 with carts §5 55
859.3.3 PLZ‘:::: 1200 | with carts 82 |§E 5%
859.3.4 367 with carts > C T E3Z
859.3.1.950 950 wri]h carts EESC8
859.4.1 367 without carts J35F 5
8594, | Naturalgas 487 | with carts 85 |77 ¢
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Cutting burners with handrail type 940

Torch Burning Cutting | LengthL Usage Cutting nozzles Note
l j type gas range (mm) | ** (mm) 9 included *
7 940. 940.1.1 173 | without carts

940.1.2 173 with carts £32 _

ith flat head 29 -

. ) : 940.1.3 286 | "™ 859 8 =Y

Cutting burners with handrail type 940. are used for gas Saoia | Acetylene = ;I’;;Ccaaﬁs 55 3 &

. . P AL - O -

steel cutting up to 300 mm and they function by the injector 940.1.5 487 e £3 %g

principle. Cutting is performed by oxygen jet under high 940.1.6 2300 173 V;Ltlghezdty{)e 3462 c ;gg 2

. . =+ and carts 2 T .9

pressure, and as burning gas is used acetylene, propane- 94031 173 | without carts g £ 'g £3

. . . n ~ 5 e

butane or natural gas. Cutting burners are equipped with 940.3.2 173 with carts NeTos,
. . . X 04033 Propane- 286 with flat head 852 E5TEE ¢
quick opening oxygen valve for cutting. Cutting burners are 3. E— o - -

. . . ; £pgce
produced in various shapes and length, depending of the 940.3.4 367 with carts Exo2%5
d leftait < 940.3.5 487 with carts Geal=ay

UEEES clie] @{plelEniel) Gele sk, 940.4.1 | Natural gas 367 with carts 855 : -

941, s
;:E‘—"———=—-=‘-.—-—_—"—=_' = - Cutting burners with handrail type 941
} L
Cutting burners with handrail type 941. are used for gas Torch Burning gas Cutting Length L Note
steel cutting up to 300 mm. Cutting burners are equipped s range (mm) | (mm)
with quick opening valve for oxygen in cutting which enable 941.1 Acetylene 500 . -
. . . . . The cutting burners in its
fast and easy material cutting beginning. Burning gas is 941.2 Acetylene . 800 ;
3+300 work use the nozzles with
acetylene or propane-butane. The burner cutter length 941.2.1 | Propane-butane 500 St st G
could be changed under special conditions. 941.2.2 | Propane-butane 800

Cutting burners type 950

Torch type Usage Burning gas Nozzles el
950. (mm)
950.1 . natural gas inner 950-030
The work principle is by injector. Oxygen connecting coil 950.2 cleaning propane-butane | outer 950-040 Uiy
is G3/8", but for burning gas G3/8" left. Nozzles are not 9503 natural gas 300-400 950-051
E(e)':r:]pr);)tl;lyciof;g:egf the burner cutter and they should be 9504 cutting | propane-butane | 400-500 950-052 770
' 950.5 propane-butane 966 1000

KK-220.1

KK-220.3 r Cutting handrail by oxygen type KK-220

.:' - Cutting handrail by oxygen type KK-220 is used to regulate the oxygen flow

during the rough cutting of the hardened founded iron or aluminum great big
(thickness) and distorted shapes.

KK-220.2 Note: At the inlet of the universal handle the flashback arrestor type T8"0" must
KK-220.4 be plugged in.
. Handrail type opening mode Outing d.iametgr ConneFtion
M_ connection coil coil
1 “-"‘m KK-220.1 with handle (fast opening valve) ?3/8"
= ﬂw—' KK-220.2 | with wheel (gradually opening valve) ?3/8" G1/2"
——J. ' KK-220.3 with handle (quickly opening valve) 26
KK-220.4 with wheel (gradually opening valve) 26
(SJ(1 © q q
v Universal small handrail type 144
1o}
T ey :
N _ipe — Elements of the small universal hand-
MmN rail: 6. The connection for bringing oxygen
i (2) (5) @ 1. Oxygen valve inside the inner opening @6
2. Burning gas valve 7. The connection for bringing
Universal small handrail serves to bring the burning gas 3. Small universal handrail body burning gas inside the inner
(acetylene, propane-butane, natural gas, methane and 4. Connection thread for oxygen coil CJEAmINg, 26
G1/4" 8. Welding torch thread

hydrogen) and oxidant (oxygen and earth under pressure) to
the user who welds, solders, warms and melts.

The following flashback arrestors should be used at work: for
oxygen type R2, for acetylene R1, for propane-butane R1A

5. Connection thread for burning
gas coil G1/4" left
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Welding torches type 145 (they are used only with

universal small handrail type 144)

Welding torches type 145 function by injection principle, and as burning gas is
used acetylene. They are used only in a set with universal small handrail type 144.

Welding torch type 145.1.1 [ 145.1.2 | 145.1.3 [ 145.1.4 | 145.1.5
ﬂgig Oxygen working pressure (bar) 2,5+3
Acetylene working pressure (bar) | 0,1+0,2 | 0,1+0,2 | 0,1+0,2 | 0,2+0,3 | 0,2+0,3
Material thickness (mm) 0,2+0,5| 0,5+1 1+2 2+4 4+6
a ) Welding torch type 14521 [ 1452.2 | 14523 | 145.2.4
—— sy P Oxygen working pressure (bar) 2,5+3
145.2.1 145.2.3 Acetylene working pressure (bar) | 0,1+0,2 | 0,1+0,2 | 0,2+0,3 | 0,2+0,3
145.2.2 145.2.4 Material thickness (mm) 0,5+1 1+2 2+4 4+6
—1 Welding torch type 1453.1 ] 1453.2] 14533 | 145.3.4
4 ' - Oxygen working pressure (bar) 2,5+3
145.3.1; 145.3.2 Acetylene working pressure (bar)| 0,1+0,2 | 0,1+0,2 | 0,2+0,3 | 0,2+0,3
145.3.3; 145.3.4 Material thickness (mm) 0,5+1 1+2 2=4 4+6

Warming torches type 145.4 and 145.5 are used for:

/ ?_"‘—‘\-\_- (they are used only with universal small handrail type 144)
s ) Warming torches type 145.4 and 145.5 are used for:
/‘/. t‘ - hard soldering and preheating when welding
145.4 £~ : - warming material
145.5 - the work principle: injector
- burning gas: acetylene (145.4)
propane-butane (145.5)
- they are used only in a set with universal small handrail type 144
Heating torch tip diameter @ 1T1Tmm
Ji Hand cutting nozzles
¥ Tables representing nozzles for hand cutting depending on the burning gas
— which is used
852.
Nozzle type Cutting range
852 855 859 (mm)
852.003 855.003 859-010 3+10
852.004 855.004 859-011 10+-30
. inner 852.005 855.005 859-012 30+60
; 852.006 855.006 859-013 60100
855, = 852.007 855.007 859-014 100-+200
852.008 855.008 859-015 200300
outer 852.009 855.009 | 859-016 3+100
I 852.010 855.010 | 859-017 100+-300
. propane- | natural
h burning gas butane e acetylene
£ function in a set with 148 and
859- oz burner cutter 852 85 859
Hand cutting nozzles type 148.10-004...-008
Tables representing nozzles for hand cutting type 148.10-004...-008
% Nozzle type | Nozzle mark For gas Cutt;:?r;?nge
148.10-004...007 148.10-008 148.10-004 M1 oxygen 3210
Nozzles t 148.10-004..-008 d for hand cutti 148.10-005 M2 oxygen 1030
ozzles type b are used for hand cu |n9 148.10-006 M3 ST 30260
by cutting burners type 148.10 and 148.10.1. Burning gas:
acetylene. Nozzles marked M1, M2, M3, M4 should be 148.10-007 M4 XYY : 60+100
installed at the burner cutter head on the vertical hole and 148.10-008 M5 oxygen and acetylene mixture 3+100
nozzle marked M5, should be installed at the oblique hole. acetylene (A)
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346.5.

346-3-

346-7-

Hand cutting nozzles are used only in a set with burner

cutter type 346

Tables representing hand cutting nozzles type 346.2 and 346.5

Nozzle type Nozzle mark | Cutting range (mm)
346.2.1 346.5.1 0,5 5+20
346.2.2 346.5.2 1 20+50
346.2.3 346.5.3 1,5 50+100
346.2.4 346.5.4 2 100200
346.2.5 346.5.5 2,5 200+300
acetylene (A) | propane-butane (PB)

Tables representing nozzles for hand blo

wing out-gouge type 346-3 and 346-7

Nozzle type Nozzle mark BT
range (mm)
346-3-1 346-7-1 0 5+7
346-3-2 346-7-2 1 7+10
346-3-3 346-7-3 2 10+15
346-3-4 346-7-4 3 15+20
acetylene (A) | propane-butane (PB)

853-1-5

960.

Nozzles for hand blowing out-gouge type 853

Nozzles assembly 853-1and 853-1-5are u

sed for blowing out-gouge . As burning

gas these nozzles use acetylene and oxygen is oxidant. These nozzles are used
only in a set with burner cutters type 148; 859 and 940

Nozzles assembly 853-2 and 853-2-5 are u

sed for blowing out-gouge . As burning

gas these nozzles use propane-butane and oxygen is oxidant. These nozzles are

used only in a set with burner cutters typ

e 852; 859 and 940

Machine cutting nozzles type 960 and 966

Tables representing machine cutting nozzles type 960 and 966

966.

Nozzle type Cutting range
960 966 (mm)
960-015 966-015 3+10
960-016 966-016 10+25
960-017 966-017 25+40
inner 960-018 966-018 4060
960-019 966-019 60100
960-020 966-020 100--200
960-021 966-021 200-+-300
outer 960-022 966:022 3100
960-023 966-023 100+300
burning gas acetylene (A) | propane-butane (PB)
burner cutter included 960 966

BB -

Machine cutting nozzles type 346.11.1....7

Machine cutting nozzles type 346.11.1...7
are used for cutting steel tins up to 300
mm at automatic or semi automatic
machines. As burning gas machine
cutting nozzles use acetylene which
is marked “A” at the nozzle body. Outer
surfaces are nickel layer protected and
it greatly extends nozzle lasting and
improve cutting quality.
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346.11.1 3+15 1
346.11.2 1535 2
346.11.3 35+60 3
346.11.4 60100 4
346.11.5 100150 5
346.11.6 150+200 6
346.11.7 200-+-300 7




951.1-5
950-051
950-052
950-030
950-040
"- 5. 7
eoia
i3 ()
(2) _?j
\ | (1)
1
1’ e
e (3)
|
2 3
1)
#
t> D
' L (4
1
960. ! R 955.2

Warming nozzle type 951.1-5

Warming nozzle type 951.1-5 are used for both hard and light soldering,
preheating at flame welding and cutting, warming, bending, molding, tinning
and etc. Outer nozzle is external diameter steel 15 mm, and interior one is of
coiled brass, connection coil is M10x1 mm. Nozzles use earth under pressure
and propane-butane mixture at work. Warming flame consist of central and
concentric stabilising flame.

Hand cutting nozzles type 950-051 and 950-052

Hand cutting nozzles type 950-051 and 950-052 are used for hand cutting non
alloyed steel. Nozzles type 950-051 are used for cutting steel thickness from
300 to 400 mm and nozzles type 950-052 for cutting steel from 400 to 500 mm.
As burning gas these nozzles use natural gas, coke gas or propane-butane.
Nozzles are used only in a set with burner cutter type 950.3 and 950.4

Surface cleaning nozzles type 950-039 and 950-040

Nozzles type 950-030 and 950-040 are used for surface cleaning (flaming) steel
ingots. These two nozzles together make one whole, so they are used as such.
As burning gas they use: natural gas, coke gas or propane-butane. Nozzles
are used only in a set with cutting burners type 950.1 and 950.2

Machine cutting burner type 960 and 955.2

Machine cutting burners are constructed and intended for cutting steel tins
up to 300 mm. They are built on the cutting machines (machine and semi
automatic machines).

Machine cutter type

connection coil

2) Warming oxygen valve type 961.5 (R3/8")
3) Burning gas valve type 961.3 (R3/8")

960.1 960.2 960.11A ** 955.2
cutting range (mm) 3+300 3+100
B Acetylene propane-butane,| Acetylene, Acetylene,
natural gas | propane-butane | propane-butane
1) Cutting
* oxygen valve
Bolt valves and |1) Cutting oxygen valve type 961.2 (R3/8") 2) Warming

oxygen valve
3) Burning gas

valve
Connection D=@32 D= @37
measures (mm)
Nozzles * 4) 960 4) 966 4) 346.11 4) 960 and 966

* Not compound elements of machine cutting burner and they are separately ordered
** The burner cutter head is constructed so as in function using nozzles in the family of 346.11 all
other measures are identical with the measures of the burner cutter type 960.1 and 960.2

The strip cutting torch type 960.5 and 960.5.1

The strip cutting torch type 960.5 is settled at the machine burner cutter type
960 and is used for cutting steel plates. As burning gas is used acetylene or
propane-butane, and cutting nozzles are of the families of 960 and 966

The strip cutting torch type 960.5.1 is settled at the machine burner cutter type

960 and is used for cutting steel plates. As burning gas is used acetylene or
propane-butane, and cutting nozzles are in the family of 346.11.
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973.1

973.4

973.2

Additional equipment

Propane-butane cylinders valves type 973.1 and 973.2

Propane-butane cylinders valves type 973.1is settled at the bottle filling amount
from 5 to 15 kg. The valve corresponds to the standard SRPS M.C5.350
Propane-butane cylinders valves type 973.2is settled at the bottle fillingamount
1,2 and 3 kg. The valve corresponds to the standard SRPS M.C5.352

We have been producing the protecting stopper type 973.4 which protects the valve
from the tiniest specks and at the same time enable easier bottle transport. Both of
the valves and the stopper are tested according to the standard SRPS M.C5.390

Welding hoses

- For oxygen (blue) inner
opening @4 and @6

- For burning gases (red)
inner opening @4, @6, @8
and @10 mm

a———

308-1

o4

308.2

Radius bar for cutting torches

Radius bar serves for cutting
circles of maximal diameter
878mm. Radius bar type 308-
1 is settled at the trolley type
148-4 and radius bar type 308.2
functions without trolley.

M
l"s

| W

b

Connection thread and hose
nipples

Connection thread coil: G1/4";
G1/4" levi, G3/8"; G3/8"levi; G1/2%;
G1/2"left;

Hoses linkers - small pipes for
welding hoses named opening

@4, 26,28 ,010,and @12 mm
Hose nipples for growing length of
the welding hoses named opening
@4, 26,28 ,010,and @12 mm

L d' S SO .

LD

Oo0o:

Clamps and rings

Clamps and rings for all welding
hoses dimensions.

Usage of the flashback arrestors:

1.Type R - Installation at the
universal handrail and
regulation valves

2.Type M - Installation
machine cutting torches:

3. Type T8 - Installation
handrail type KK-22 T8"0" and at
the network bottle

Trolley to run torch cutting

Torch cutter trolley serves to run torch during cutting,
and constantly keeps the distance between the nozzle
and the material as well as the constant cutting speed.
The trolley type 1484 is used for acetylene cutting
torches and the type 148-4PB is used for other burning
gases cutting torches.

The trolley type 148-4 serves for cutting large
diameter pipes

311.16.1

!
é’ims

436.16.1

Pitchfork (adapter) which enable
more hose lines to be connected at
the regulation valve outlet.

Cleaning equipment

Cleaning equipment for burners
and nozzles tips. This equipment
make quality flame much better.
During welding and cutting the
danger from the reverse flame is
much lesser.
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