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Products Overview

Enerpac has developed a wide range
of portable machines for a wide

variety of industries and applications.

We have a fully dedicated team of
engineers to assist you in solving
your in situ machining problems.

Model | __Range
FLANGE FACING

MM300e 0-12"
MM600e 0 - 24"
MM600ie 0 - 80”
MM1080ie 0 - 120"
MM610i 2 - 24"
MMS860i 6 - 34"
MM1500i 12 - 60"
MM2000i 24 - 80"
MM3000i 45 - 120"

DRILLING & TAPPING
HT20 2"
HT40 4"
HT50 5"

MILLING

MR1000 - 3000 0.8m - 3m
MRY1500 - 3000 1.3m - 3m
WP2500 - 8000 1.8m - 8m
GM1000 - 10000 1.0m - 10m

HOT TAPPING

HTM150 " - 4"
HTM150XL 72" - 6"
CHTS815 - 4000 2 - 48"
PIPE CUTTING / BEVELLING
MSF300 - 1220 [12-48"

LINE BORING

LB30 1.5" - 6"
LB3060 1.5” - 247
LB100 6 - 36"
LB150 12 - 60"
Line Boring
(1/2 - 24") Pneumatic

or hydraulic

Hydraulic Power

units

50 LPM @ 80 bar
380/440V 3 ph supply

ISSUE No.11

Flange facing

(0 - 315") Internal,
external mounting and
machining of all flange
types and groove
details including RTJ]
and compact flanges

Drilling

(0 = 5”) Pneumatic or hydraulic
portable drill

Tapping
(0 — 7") Pneumatic or hydraulic
portable tapping machines

Milling
(50 - 120") 2 axis
(393 x 120") 3 axis / gantry

Hot Tapping

(1/2 - 36") Pneumatic
or hydraulic

Pipe cutting / prepping

(8 — 36”) Pneumatic or
hydraulic
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Important Notice
Enerpac has made every effort to ensure that the Information given in this
technical leaflet and other publications relating to this machine is correct
and understandable. However it is acknowledged that there may be errors
or omissions in this publication.

The company reserves the right to modify its products without notification and
consequently to supply machines that may not be in accordance with the
descriptions and procedures within this publication.

The company also reserves the right not to provide updates, corrections or
amendments to this publication but will endeavour to keep its customers
up to date with all changes that may affect the machine operation or
safety.

Health & Safety at Work Act
Section 6[4] of the above act requires manufacturers to advise their customers
on the safety and handling precautions to be observed when installing ,
operating, maintaining and servicing their products. Accordingly, the
following points should be noted:-

1. The relevant sections of these instructions should be carefully read before
proceeding.
2. Installation, maintenance and servicing should only be carried out by

suitably trained and competent personnel.

3. Normal safety procedures must be taken into account to avoid the
possibility of an accident occurring.

4, Any safety equipment necessary for the maintenance / use of the
equipment is the responsibility of the customer. Enerpac accepts no
responsibility for accidents that may occur due to incorrect installation,
maintenance or use.
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GENERAL OPERATION

The following procedures are provided to enable your Enerpac machine to be installed and
function correctly and safely.

PLEASE READ THE FOLLOWING BEFORE PROCEEDING

1. All safety procedures must be observed prior to operating the equipment.

2. Do not pressurise the equipment if the inlet hose or serviceability of the equipment is
suspect.

3. The operators must wear the correct safety equipment whilst operating this equipment.

4, Do not attempt to machine above the specification of the machine or below the specified

sizes. This will invalidate the guarantee.

5. Do not attempt to machine if the locking of the machine is suspect or below that
recommended.
6. Ensure that the machine gearbox is stored in neutral and the air supply valve is in the

closed position. This is important before connecting the air supply to the machine.

7. Never allow another person to operate the air control valve whilst you are using the
machine.
8. Never leave the machine working unattended or leave the air line pressurised whilst

disconnected.

9. Make sure that all personnel are fully trained in both the operation of the machine and all
the relevant safety aspects.

CAUTIONS
1. Do not use the machine without connecting the air filter/lubricator This will invalidate the
motor manufacturer’s guarantee.
2. Do not attempt to alter the feeds whilst the machine is rotating.
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Machine Features

A — Frame Assembly

B — Spindle Assembly

C — Cutter & Steady Assembly
D — Clamping Assembly

E — Steady Bearing Assembly
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Technical details

RANGE
Minimum pipe diameter 152mm 6"
Maximum pipe diameter 915mm 36"
Minimum Clamping diameter 405mm 16"
Maximum Clamping diameter 915mm 36"
Min. / Max. Pin diameters (4" standard ) 100mm / 4" 305mm / 12"
Cutting stroke 400mm 16"
R.P.M Min: 10 Max: 31
Drive - hydraulic @ 1050 p.s.i (72 bar) 6.0 Hp 4.47 Kw
Hydraulic supply required (max power, both 50 L/min 11 gal/min
spindles)
FEED RATES
Advance manual Feed rate / revolution 4mm 0.157"
WEIGHTS AND DIMENSIONS
Machine weight 706 kg 1556 Ibs
Shipping weight 806 Kg 1777 Ibs
Shipping dimensions 2 off boxes | L - 148cm - (58”) W- 173cm (68") H- 79cm (317)

THE USE OF STANDARD MIRAGE SUPPLIED TOOLING MUST BE USED TO ENSURE THE MACHINE
PERFORMS AS EXPECTED

[
f(f_H_f
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Packing details

Qty | Packed Part No. Description Box
4
1 DDU1636-1 Double Drill Unit Frame Assembly
2 DDU1636-2 DDU Drive Spindle Assembly - No Motor
2 DDU1636-3 4” DDU Cutter & Steady Assembly
2 OMP400 Danfoss Hydraulic Motors (151-0318)
100rpm @ 40 Ipm
2 ODO0117L Motor Spacer
2 2" Quick Release Coupling - Female
2 2" Quick Release Coupling - Male

Tool Kit comprising:

Tool Roll

Metric Hexagon Key Set 1.5 - 10mm

14mm Hexagon Key

12mm Combination Spanner

27mm Black Open End Spanner

36mm Ring Slogging Spanner

o|lr |||~ ]|~

M16 Eyebolts

Additional ltems:
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Clamping
Jaw

1.1 Machine installation

1. Measure diameter of the pipe to be drilled and ensure this is within the
working parameters of the machine.

2. Screw the legs equally spaced from the internal bore of the frame to
the required diameter. Back 2 legs off 5mm.

3. Remove the pin from the frame and swing open. Mount on pipe
ensuring the machine is reasonably square.

4, Position the drill where required and reinstall the swing pin. Tighten
the 2 off legs that were backed out first then re tighten all jaws.

ISSUE No.11 10
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Lifting

Lifting
points

1.2 Machine Lifting

1.

ISSUE No.11

Each half required the following components to ensure a safe lift:-4 off
certified M16 eyebolts, 4 off certified to lift 1000kg small bow shackles,
4 off 1000kg x 2m EWL round wire slings.

Ensure all threads are clean and free from damage. Using the eyebolts
in the four locations install and tighten

Using the bow shackles and slings the machine can now be lifted
safely.

O

Minimum sling Minimum sling

length 2485mm / length 2160mm

11
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1.1 Machine operation \ Feed
Handle

Ensure the machine is firmly clamped into position.

2. Screw the cutter heads onto the spindles and tighten. Wind both
spindles to within 6mm / %" of the pipe and rotate the spindles.

Note: the use of standard mirage supplied tooling must be used to
ensure the machine performs as expected

3. Feed the cutters into the pipe at an even rate with even pressure
applied. It may be necessary in thick walled pipes or multi grouted
casings to back the cutters out of the cut to clear swarf and grout
coupons.

4, Once the cut is made to centre (This may require extension pieces if
small diameter or offset casings are encountered) retract the spindles
and stop rotation.
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TROUBLE SHOOTING CHART

The following chart is supplied to enable the operator to locate possible
faults arising from the operation of the machine. If any faults persist or are
out of the scope of this chart please contact Enerpac technical staff

THE USE OF STANDARD MIRAGE SUPPLIED TOOLING MUST BE USED TO
ENSURE THE MACHINE PERFORMS AS EXPECTED

FAULT POSSIBLE REASON ACTION TO TAKE
1. Check machine rotation | Contact technical staff
by hand.
MACHINE WILL NOT | 2 Hyd supply not available. | Check hyd supply
ROTATE WHEN HYD | 3. Faulty drive motor. Check drive motor —
SUPPLY IS ON contact technical staff
4. Faulty hyd valve Check operation
5. Incorrect hyd supply Check hyd supply
MACHINE WILL NOT 1 Check leadscrew & nut g:lic;l;;or wear &
TRAVERSE
1. Tool tip worn Replace / regrind tip
2. Machine not correctly Check and tighten all
clamped mounting bolts
3. Check feed rate. Reduce feed rate
POOR CUTTING ON 4. Tool loose Tighten tool.
PIPE 5. Linear guides loose. Check and tighten

6. Spindle bearings loose Check & contact
technical staff
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General Maintenance

1.1 Machine maintenance

1. Ensure the machine is fully cleaned and washed thoroughly after each
use.

2. Lightly oil linear guides and grease blocks with lithium based grease

after each use or before long term storage.

3. The DDU frame, joining pins, clamp screws and pivots should all be
cleaned and oiled pre and post machine use.

4, Check steady bearings for wear - replace if necessary.

5. Clean and grease removable frame pin.

6. Grease spindle - 5 shots.

7. Clean and lightly oil main feed screw and nut.

8. Check cutter spindle threads.

9. Check cutter bodies - send for re tipping or re grinding.

10. DO NOT store the machine where it would be exposed to outdoor

elements or salt water for extended periods of time.

11. If the machine was used in an environment where salt water is
present, wash the machine with fresh water after use and then reapply
a layer of grease and oil to the relevant parts.

Please note that even with careful maintenance that the linear rails will not
keep their original as-supplied colour.

ISSUE No.11 14
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ENERPAC ¢

Appendix

Control Panel (HDCP-DDU)

Details of the Enerpac Hydraulic Control if supplied with the DDU1636

The control panel is fitted with a 2 section PVG32 valve with manual detent
levers. These each have 50LPM motor spools and therefore a power pack with
a minimum flow capability of 100LPM is required to run the machine.

The control panel also features 2 pressure compensated fine flow control
valves with manual control knobs.

Detent levers to control
hydraulic flow to machine Fine flow control knobs

Input connections from Pressure

%" QRC ports to/from
hydraulic power pack gauge

DDU machine motors

Check that the machine cutters are rotating in the correct orientation before
the machine is used. If they are incorrect swap the inlet and outlet hose
connections.
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NOTES
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