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SE-4P PROGRAMMABLE SADDLE AND ELBOV CUTTER

DESCRIPTION OF THE SE-4P:

The SE—4P is a machine that automates the end preparation of
pipes for fabrication. It rotates a pipe held in its 3 jaw chuck
while driving a cutting torch back and forth along the pipe axis,
so that the torch traces a path that is the intersection of the
pipe with another pipe of larger diameter.

Configuration:

1. The machine is designed to sit on a work table.
2. The machine can be used with oxy—fuel torches or plasma.

, 3. If the machine is set up for oxy—fuel cutting, the 3—hose

N cutting torch is connected to the solenoid manifold located
on the left hand side of the machine. Input power for oxy-—
fuel is 115 VAC.

4. If the machine is set up for plasma, it will be equipped with
rotary ground, plasma torch, leads, and power source. Method
of plasma cutting will be air plasma. Power requirements are
220 VAC single phase and a clean air supply, for the plasma
source, and 115 VAC from a separate line to the SE—4P.

5. Panel controls include Start, Stop, and Reset push buttons,
joystick for manual positioning, and speed control knob, all
explained under panel controls. All programming is done with
a hand held terminal, with keypad and display.

SET-UP

Place the SE—4P machine on a work—table, preferably bolting it
down through its mounting holes. Plug the power cord into the
power line. The torch arm should be already inserted into the
machine. If it is not, then throw the power switch on, and care—

N fully insert the slide into the wheels inside the linear drive

' (on top of the SE—4P) from the chuck end. Slide the arm in until
the rack teeth touch the drive gear, then using the manual joy—
stick control drive the arm back into the machine. Push the
reset button so the machine holds it's position.

CON'T ON PAGE TWO
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SE-4P PROGRAMMABLE SADDLE AND E1BOW CUTTER

Insert the cutting torch in the torch—holder; loosen the clamp
holding the torch—holder and adjust its position so that the
torch is centered in line with the chuck axis; then clamp it in
place.

For Oxy—fuel cutting, use a 3—hose torch and run the hose to
the quick—action mainfold with solenoid; the solenoid controls
the cutting oxygen.

For Plasma, mount the relay contact box on the machine and
plug it into the contact output. Wire the trigger leads for the
plasma machine to the supplied connector and plug into the
relay box.

PROGRAMMING:

For programming, the following keys on the keypad are used:
Push A: To select type of cut and enter dimensions
B: To enter time delay for plasma cutting
C: To change Cut No. in menory ( Nos. 0 to 99 )
D: To display type and dimensions of cut
To program a cut, select one of four types as follows:
TYPE 1: Saddle cut on centerline
TYPE 2: Saddle cut offset (hillside)

TYPE 3: Lateral, offset or on centerline
(for centerline, put offset =0 )

TYPE 4: Miter

CON'T ON PAGE THREE
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ok—-4P PROGRAMMABLE SADDLE AND ELBOW CUTTER

DATA ENTRY:

. When entering data on the keypad, multiply inches, degrees, or
.seconds by 100 and enter the number without a decimal point.
For example, 350 for 3.5 inches, 1500 for 15
Press the Return button when number is entered.

DATA REQUIRED:

TYPE 1: Requires Small diameter (pipe being cut)

Large diameter (pipe it fits on)

D =

Small diameter
Large diameter
Offset distance between centerlines.

TYPE 2: Requires

O

TYPE 3: Requires Small diameter

Large diameter
Offset -

Angle between pipes

Ll ol

TYPE 4: Requires Small diameter
Cutback distance

Angle of miter cut.

W=

For plasma cutting a value for time delay is also required to
allow for the delay in striking the arc. Commonly used delay
is 3 seconds (enter 300 on terminal) .

When entering diameters, use the diameters of the surfaces
along whose intersection the cut has to be made. Usually they
will be the inside diameter of the pipe being cut, and the
outside diameter of the pipe it fits on. This will also allow
for any bevel if necessay.

In TYPE 4, cutback refers to the distance on centerline when
makeing 2 cuts opposed to each other, for the middle piece of
an elbow. If only one cut is to be made, enter 0 or just
Return for cutback.

CON'T ON PAGE FOUF
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SE-4P PROGRAMMABLE SADDLE AND ELBOW CUTTER

NOTE: If the red stop button is pushed, the machine will be in
the pause mode, and cannot be programmed. Push the reset
_ button to get back to ready mode for programming.

OPERATION:

TO MAKE A CUT:
1: Set up the machine with pipe in position and power up.

2. Program the desired cut.

3. Push red stop button and use joystick to manually move to
starting point.

4. Push reset button to fix starting point here.

5. For oxy—fuel, turn on and ignnite pre—hear gases and wait till
hot enough for starting cut.

NOTE: TYPE 4, MITER.

If a cut—back dimension has been entered, the machine will make
one cut, shut off the gas or arc, back up for the given distance,

and rotate the pipe 180°. The machine will pause here until

the start button is pressed again, and then repeat the same cut

but rotated 180" from the first.

To make a dry run without cutting:

1. Push stop and hold down

2. Push start and hold down

3. Release stop (quickly, after 2. above)

™ 4. Release start

The machine will move aling the programmed cut without turning
on the contacts for plasma, or the cutting solenoid.

CON'T ON PAGE FIVE
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SE-4P PROGRAMMABLE SADDLE AND ELBOW CUTTER

PANEL CONTROLS:

START BUTTON: (Black push-—button)

-, Push to start cutting or resume cut after pause. If the torch
"has been manually positioned off the cut path, the machine
will move it towards the cut and swing into the cut line when
reached.

STOP: ( Red push-botton)

Computer control is interrupted when pushed until start button
or reset button is pushed.

If pushed while running, the torch is shut off and machine
stopped. Pushing start will resume cut.

When pushed, the machine can be manually positioned by the
joystick switch; this does not change the home reference
position unless the reset button is then pushed. '

RESET (Small push—botton.)

Resets the computer when pushed and makes whatever position
the machine is in the home reference position.

If the torch or pipe is moved by the joystick, on releasing it
the machine will return to home position.

SPEED KNOB:

Controls the tangential speed of the torch along the cut, from
0 to maximum. The speed will depend on the diameter of the
pipe. When the torch arm is moving in or out the rotational
speed will slow down to keep the resultant speed constant.



SE—4P PASS THROUGH || PROGRAMMABLE SADDLE AND ELBOW CUTTER

|TECHICAL DATA:

CUTTING DIAMETER: ,
PASS THROUGH 4" TO 12 1/2°0.D. (100MM TO 317MM)

ROTATION SPEED:

__MIN: .0.2 RPM

MAX: 2 RPM

DIMENSIONS: 52 1/2°L X 24 1/4'W X 33"H
(1333 X 6168 X 838 MM)

TYPE OF CUTS:

1. SADDLE CUTS

2. OFFSET (HILLSIDE)

3. LATERALS A

4. MITER CUTS, SINGLE CUT OR 3 PIECE ELBOW

INPUT POWER 120/50-60/1 OR 240/50—60/1
NET WT. 705 LBS (320KG
SHIPPING WT. 825 LBS (374 KG)

The Machine is designed to sit on a work table. Method of cutting
can be oxy—fuel or plasma. 1f oxy-—fuel is used, the machine will b
equipped with solenoids and a three—hose cutting torch. When
plasma is used, a rotary ground is installed on the machine. The
machine can be delivered.with plasma torch leads and power
source, or the customer may provide his own plasma equipment.

gomr =

SADDLE CUTS ~ OFFSET SADDLE CUTS
(HILLSIDE)

P

LATERAL MITER CUT




DESCRIPTION:
THE MACHINE HAS 10 STORAGE ARES IN MEMORY FOR DIFFERENT

PROGRAMMED SHAPES, NUMBERED 0 TO 9. AT ANY TIME, ONE OF YHESI
SHAPE NUMBERS IS THE CURRENT ONE, AND WILL STAY CURRENT i
EVEN WHEN POWER IS SHUT OFF AND TURNED BACK ON, UNTIL THE

SHAPE NUMBER IS CHANGED BY THE OPERATOR.

ALL PROGRAMMING IS DONE WITH THE HAND—-HELD TERMINAL PROVIDED;
THIS MAY BE PLUGGED INTO THE CONNECTOR ON THE REAR OF THE
MACHINE OR UNPLUGGED AT ANY TIME. THE TERMINAL IS NOT NEEDED
TO RUN THE MACHINE ONCE PROGRAMMED.

SHAPES ARE BUILT UP ONLY FROM THE SEGMENTS PROVIDED: CIRCULAR
ARCS AND STRAIGHT LINES, SQUARE OR INCLINED, BY SELECTING TYPE
AND QUADRANT FOR EACH SEGMENT. A SHAPE CAN HAVE UPTO 50
SEGMENTS. SOME OTHER OPERATIONS, LIKE SOLENOID ON/OFF, TIME
DELAY, OR REPEAT ANOTHER SHAPE A NUMBER OF TIMES, ALSO COUNT
AS ONE SEGMENT EACH IF USED.

IN NORMAL OPERATION, FIRST POSITION THE MACHINE AT THE STARTING
POINT. NEXT TURN ON THE PREHEAT GASES, AND WAIT UNTIL THE
REQUIRED PREHEAT IS REACHED. PUSH THE RUN BUTTON; THE _
MACHINE WILL TURN ON THE CUTTING OXYGEN AND START CUTTING THE
CURRENT SHAPE. AT THE END OF THE SHAPE THE MACHINE WILL TURN
OFF THE CUTTING OXYGEN AND STOP. MANUALLY TURN OFF THE
PREHEAT GASES. (WHEN WELDING OR PLASMA CUTTING, AN EXTERNAL
CONTACT RELAY IS USED INSTEAD OF THE CUTTING OXYGEN SOLENOID.)

OPERATION:

WHEN FIRST PLUGGED IN, THE POSITION THE MACHINE IS IN BECOMES
THE REFERENCE START POSITION.

NOW THERE ARE 3 OPTIONS (THE PENDANT TERMINAL IS NOT NEEDED
FOR THE FIRST TWO): |

1. MOVE »
TO CHANGE THE START POSITION, PUSH THE HOLD BUTTON, MOVE THE
MACHINE MANUALLY TO THE REQUIRED POSITION USING THE TOGGLE
SWITCHES. AND PUSH THE RESET BUTTON. .
2. RUN
PUSH THE RUN BUTTON TO CUT A SHAPE.
3. PROGRAM (ENTRY OR CHANGE)
THE PROGRAMMING OPERATION IS SELECTED BY PRESSING KEYS A,B,C,D,1
A: ALL SEGMENTS: DATA ENTRY FOR NEW SHAPE CONSISTS OF
TOTAL NUMBER OF SEGMENTS |
DATA FOR EACH: TYPE (ARC, X/Y LINE OF SLOPE)
QUADRANT 1-4
SIZE (RADIUS, OR X/Y DIMENSION)
SEE SHAPE PROGAMMING FOR DETAILS. CON'T TWO
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FOR EXAMPLE, A 2 INCH DIAMETER CIRCLE COULD BE 4 SEGMENTS:
{. 2,1,100 COUNTERCLOCKWISE ARC, QUADRANT 1, 1.00 INCH RAD

2 22100 " " QUADRANT 2, ™"
3. 23100 " ” QUADRANT 3, ™"
4 24,100 " " QUADRANT. 4, ™"

THE DATE SHOULD BE TABULATED ON PAPER FROM A DIAGRAM BEFORE
ENTERING

B: PROGRAM SEGMENT.

PRESS B ON TERNIMAL TO RE—PROGRAM A SINGLE SEGMENT. THIS IS

_USEFUL IF THERE IS AN ERROR IN DATA FOR JUST ONE SEGMENT SO THI
WHOLE SHAPE DOES NOT HAVE TO BE RE—TURNED.

C: CHANGE SHAPE NUMBER

PRESS C ON TERMINAL TO CHANGE THE CURRENT SHAPE NUMBER. THE
PROGRAM SWITCHES TO THE NEW NUMBER IN MEMORY, AND TO WHA?E’VER
SHAPE IS STORED THERE

D: DISPLAY SHAPE DATA:

PRESS D TO DISPLAY THE DA TA FOR THE CURRENT SHAPE.

THE TERMINAL DISPLAY SHOWS TOTAL NO. OF SEGMENTS, AND DATA FOR
'EACH SEGMENT ON BY ONE EACH TIME YOU PRESS ENTER.

£: END OF SEGMENT SLOWDOWN:

PRESS E TO SET DECELERATION VALUE FOR THE SHAPE, WHEN THE
MACHINE APPROACHES THE END OF EACH SEGMENT. THIS IS USEFUL,
WHEN THE SHAPE HAS SHARP CORNERS, TO PREVENT OVERSHOOT

99 IS MAXIMUM SLOWDOWN, 0 IS NO SLOWDOWN

IMPORTANT:

1. ONCE THE HOLD BUTTON IS PRESSED, COMPUTER C'ONTROL IS HALTED
UNTIL THE RUN OR THE RESET BUTTON IS PRESSED. THEREFORE THE
PROGRAMMING CANNOT BE DONE WITH THE HANDHELD TERMINAL IN THIS
STATE: THE RESET BUTTON SHOULD BY PRESSED FIRST.

2. AFTER PUSHING "A” AND PROGRAMMING A NEW A NEW SHAPE, END
OF SEGMENT SLOWDOWN WILL STILL HAVE THE OLD VALUE UNLESS
REPROGRAMMED. TO SET NEW VALUE, PUSH "E".



SE—-4P PROGRAMMABLE SADDLE,ELBOW,AND SHAPE CUTTERS.

HAND HELD TERMINAL |
. PRESS THE RESET BUTTON ON THE MACHINE.

THE HANDHELD TERMINAL WILL DISPLAY READY" -

2. PRESS "A” ON THE TERMINAL. THE TERMINAL

WILL ASK YOU WHAT TYPE OF CUT YOU WANT. |

3. PRESS THE NUMBER DESIRED AND THEN PRESS
"ENTER’ . ’

4. THE TERMINAL WILL ASK FOR THE DIAMETER lo][1][2][3]
OF THE SMALL PIPE. PRESS THE APPROPRIATE 25167
DIMENSIONS AND PRESS "ENTER”. B9 1[2]B]

5. THE TERMINAL WILL ASK FOR THE DIAMETER

OF THE LARGE PIPE. PRESS THE APPROPRIATE [CIIDJIE][F

DIMENSIONS AND PRESS "ENTER'. - N / /J

-

. ENTER THE OFFSET DIMENSION. (IF REQUIRED)

. ENTER THE "ANGLE" IN DEGRESS.(IF REQUIRED)

. PRESS "START" ON THE MACHINE TO BEGIN THE _/
ENTER

(0oL N J o))

CUT. IT COULDN'T BE EASIER!

PROGRAMMING ARBITRARY SHAPES -

THIS MACHINE HAS AN ADDITIONAL PROGRAM  /  \

THAT CAN BE SELECTED, FOR CUTTING
PATTERNS OR SHAPES ON THE PIPE.
PROGRAMMING IS SIMPLE BUT MAY TAKE A

FEW MORE STEPS. ‘
FIRST THE DEVELOPED PATTERN SHOULD .
BE LAID OUT AS IF THE PIPE IS UNROLLED

FLAT.THE CUT IS THEN SPLIT INTO A SEQUENCE
OF STRAIGHT LINES OR CIRCULAR ARC
MOVES THAT MAKE UP THE DESIRED PATTERN. \_SW

NEXT THESE SHOULD BE LISTED IN A TABLE

ON PAPER, WITH THE TYPE QUADRANT AND

REQUIRED DIMENSIONS (REFERRING TO THE CHART IN THE INSTRUCTION
- MANUAL). FOR EXAMPLE TO CUT A SLOT LIKE THE ONE IN THE DIAGRAM
THE SHAPE WOULD CONSIST OF THE SIX SEGMENTS SHOWN. THE FIRST
SEGMENT IS A CLOCKWISE 80° ARC WHICH IS TYPE 1, IN QUADRANT 3,
AND THE REQUIRED DIMENSION IS THE RADIUS.

' TO PROGRAM THE SHAPE PRESS "A” THEN ENTER THE TOTAL SEGMENTS
AT THE PROMPT.

NEXT THE DATA FOR EACH SEGMENT TYPE QUADRANT AND DIMENSIONS
ARE ENTERED IN TURN AT THE -PROMPT.

FINALLY AN END OF SEGMENT SLOWDOWN VALUE IS ENTERED AND THE
MACHINE IS READY TO CUT.



| 0TI¥—0dS (MF1A IAISNI)
wxaran || AO2T ‘TANVd TONINOD amwn

. MOFE'L 39 yuvaa || . ANON

S00°F
39/1 ¥ ENOIENIDUG TYNOLLOVLL |l
u.=uo_ QILON ISUAETHIO SSTINN SIONVEYIOL i

SNOISNTNIG TVRDAA 1l

SDNIT00L GTIA 40 NOIIAM Y,
INIRJINDT ONIQTIMA BSTARD

e
—

‘CIION ASIMNTHIO SSYINA i
SIHONI NI SROISNINIA TIV

MOLLSXOr || spov—sid|]| St
Moo TONIHJWV || 2086—-Dnd || ¥1
{ 0¥1NOD ¥ALIMOLINZLOJ || 9see-bnd|| €1
TINAON 04INOD || 0c09-Dnd|| 21
i (NMOHS LON)dVil I10A |[eee1-dng
1 ZH 08/0S ALTT ¥IMNOASNVYL (| g128-Dnd}| 11
o MO01d TVNIWYAL || 8209-9nd|{ OF
TvdsS NOLLnd 13sSY || vz2ez2-ond
V. aDIvadd Loy || e262-dnd|| 6
HOLIAS FTIODOL || 6422-MiV|| @
IHOM lomd || 91vi-ond|| 2
dd @od || e¥v¥e—-odnd
qyod ¥IMod || syve-ondi| 9
, daImd || 1e09-ond|| S
1 auvod TOYLINOD ¥OIOM |{ozi1-dndl| ¥
JOLDANNOD II00S |lesti-Ham]| e
TINVd || TTIv—-03s|| 2
HOLIMS NoLLngHSnd || 9est—-odnd|| T
NOLLAIHOS3d [ ¥3anaN | [A3u

" TVINALVA 40 Thd

O

o e

:0
()

~®

A02T TEANVd 'I0Y.LN

Z

(Mm1A u HAASNI)

00 011¥—0dS

;




JTOUINOD 'O N

TANVd TOULNOD d¥—dS

‘TTIVIS

Ag | 3Iva

NOILLJIHISEA

ATY

NV

00l TTIM 40 NOISAIQ ¥,

INTAJIA

d INIAQTIM SSHHAdAD

@

sh¥6—-ond | ayoo ¥amod || 1T ®—
S1¥1-ond|[IHOTT YOLVOIANI ddAMOd || 0T |
6L22—-NAV JJ0/NO ¥IMOd 6

£262-on4 amIvayg LINOYID 8

9eST—-oN4d | LIvISHY || 4

0896—0ond|| GONM TOYLNOD AHIdS 9

2066-9Nn4d LNVANAd G

G90T—Syd HOr TVANVN || ¥

9es1-9n4d dOlS e

9es1-on4d LIV.LS 2

9GTT—-9NN JOLDANNOD LIIDOS T

JAIGNON NOLLJI¥DS3A WALI

7
N




AA—0S09—DNd ON

|48 | IV NOLLJRIOSIA

RVEOVId ONIHIA TTHVO INVANIL

Q114 40 NOISAIA V, :
.Esﬁ#ﬁbw d INITTIA mm&m&u

ONITAIHS TIOd ONIHONOL  ‘JYvVE
JUIA NIVHd QIIHS —d

(A ¢) ¥Imod azg —4 "SNId
ANGOND TVNDIS NMOWH —a TVNIRGEL HONOL Ol TIEVNN ANV

n5<m 00986 AHEDNMW Y TONVEO —9 CINNTLL mm TINOHS SIYIM YTHIO:ILON .

(LINSNVIL) X1 MOTIEX—€
"HOD lIND¥ID MOVIE—V.

A= 1

ré N TIX

o , | | -
@
. {9 | .

(&
ol M|t

ol <M
oA

MHAIA INOYA m q
| N X-9 ) . A
YOLOENNOD HTI™VO (QTIIHS) )

- 8086—9nd TTg 9 »

TVNINYAL TIH ANVH
. 0809—Dnd

s



2099-50d ‘ON

SSINAVH. ONIIIN g

SOXIT
| QODYD A8 NARIT

004 GTIA Jd0

TS| INTALII0T ONIGTIA mmmm&o

NOLLJTHOSIQ

JOLOINNOD FTIVIAA

9€08—-40D ||

JOLOINNOD || c210—-NND
osoﬁmmoomov OIRVIED 0°T dVD 1D
- NId—-9 IV “TONIHJRY |{6086—DN€

"ON lavd

NOLLJIYOSIA

T
=
i

.

. 86068—dnd







SE—4P PASS THROUGH || PROGRAMMABLE SADDLE AND ELBOW CUTTER

START |
_\

STOP
[ Vs JOYSTICK— TO POSITION TORCH

Woop| e
g i

RESET _ |
POWER CORD -/

L™ ] “

(o)
o I

\PIPE SUPPORT

_ 2

o _l

PILOT LIGHT _/
POWER ON/OFF -/

\- SPEED CONTROL
CIRCUIT .BREAKER

=

HAND HELD TERMINAL

. PRESS THE RESET BUTTON ON THE MACHINE.
THE HANDHELD TERMINAL WILL DISPLAY"READY"

. PRESS "A” ON THE TERMINAL. THE TERMINAL

WILL ASK YOU WHAT TYPE OF CUT YOU WANT.

. PRESS THE NUMBER DESIRED AND THEN PRESS

"ENTER’.

. THE TERMINAL WILL ASK FOR THE DIAMETER

OF THE SMALL PIPE. PRESS THE APPROPRIATE
DIMENSIONS AND PRESS "ENTER’.

. THE TERMINAL WILL ASK FOR THE DIAMETER

OF THE LARGE PIPE. PRESS THE APPROPRIATE
DIMENSIONS ‘AND PRESS "ENTER’. .

. ENTER THE OFFSET DIMENSION. (IF REQUIRED)

. ENTER THE "ANGLE" IN DEGRESS.(IF REQUIRED
. PRESS "START" ON THE MACHINE TO BEGIN THE
CUT. IT COULDN'T BE EASIER!




Now you can make saddle cuts, offset cuts, laterals',‘ and
miters quickly, easily and economically.

-~
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'SE—4P PASS THROUGH ||PROGRAMMABLE SADDLE AND ELBOW CUTTER ||
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- The new programmable saddle and elbow cutter is a
computer controlled machine that automates the end
preparation of pipes for fabrication. It allows the
pipe to pass through the machine. Full lenghts of pipe
or tubing from 4" (100mm) to 12 1/2" (317mm). The
machine rotates the pipe in a three jaw chuck while driving
a cutting torch back and forth along the pipe’s axis. The .
cutting torch traces the path of intersection of the pipe
with ‘another of the same or larger diameter.

CYPRESS WELDING EQUIPMENT INC.

A SUBSIDIARY OF WELD TOOLING CORPORATION

~ P.0. BOX 690168, HOUSTON, TEXAS 77269
Telephone: (713) 469-—-0746 Telefax: (713) 469—9354



BILL OF MATERIAL

ITeM | [REQ] [PART No. DESCRIPTION

{1 _{6_|[cwo=4102| [F7 OXY. HOSE NUT
2_|[3]|cwo=4218| [#8 GAS HOSE NUT
3 |[5 |[cCWO—=4103| [#17 BARB HOSE NIPPLE
4_|[2 |[cwo—4109| [#32 1/4 OXY.FITTING
5 |[4_||cwo—=4251 OXY FITING §136
6_|[2 |[cwo—4252 GAS FITTING #137
7_|[1_|[cWo=4222| [fl205 OXY NEEDLE VALVE
8 | 1_|lcwo—4223| [#206 GAS NEEDLE VALVE
9|3 | [cW0=4224] [{#/8262C2 SOLENOID MANIFOLD
10_|[5_| [CWO—4225| [ STEM
11| [1 | [CWO—4226] [SOLENOID MANIFOLD
12_|[1_| [CWO—4227| [SOLENOID MANIFOLD (SHORT

CYPRESS WELDING EQUIPMENT] m 25-gp DHAWLEX —CHECKED

"4_DIVSION OF WELD TOO.
SCALKE:

%%EE

DESCRIPTION —DATE | BY . 4.005 No. Cwo-3105

< : e
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PROGRAMMING MODULE
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This is a hand held terminal with keypad and display which
plugs into the control panel. Press keys A, B, C, D, or E for
the function desired, as described in the Programming
Instructions on page 6. Use the digit keys to enter pipe
diameters or other dimensions; push the Enter button to
store the numeric value entered. The Backspace key
removes the last digit before pushing the Enter button, in
case a correction is required.



PROGRAMZMING MODULE

Ready

f N
@ 1 21 13 || /Entcr
4] [5] [6] [7] [T

. E 9 A B /Dclctc
C| D] [E] [F] [T
—___ J

This is a hand held terminal with keypad and display that
plugs into the control panel. Press keys A, B C, or D for the
function desired, described in Programming Instructions.

Use the digit keys to enter pipe diameters or other
dimensions; push the Enter button to store the numeric value
entered. The Delete key deletes the last digit before pushing
the Enter button, in case a correction is required.



