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(EN) INSTRUCTION MANUAL
(IT) MANUALE D’'ISTRUZIONE
| (ES) MANUAL DE INSTRUCCIONES
| (DE) BEDIENUNGSANLEITUNG
e (RU)  PYKOBOJCTBO MOJIb3OBATENA
D (PT)  MANUALDE INSTRUCOES
(NL) INSTRUCTIEHANDLEIDING
P B EFXEIPIAIO XPHEHE
I 50 Chokeavisuing T
(SV) BRUKSANVISNING
D (€9, NAvookrouz
(HR-SR) PRIRUCNIK ZA UPOTREBU
(PL) INSTRUKCJA OBStLUGI
EN IT FR ES DE RU PT (F)  OHJEKIRJA
(DA) INSTRUKTIONSMANUAL
NL EL Ro Sv CS HR'SR (NO) BRUKERVEILEDNING
(SL) PRIROCNIK Z NAVODILI ZA UPORABO
PL FI DA NO SL SK HU (SK)  NAVOD NA POUZITIE
(HU) HASZNALATI UTASITAS
LT ET LV BG TR AR (LT) INSTRUKCJY KNYGELE
(ET) KASUTUSJUHEND
(LV) ROKASGRAMATA
(BG) PbKOBOACTBO C UHCTPYKLIUA
(TR) KULLANIM KILAVUZU
el

b (EN)

Professional MIG-MAG, TIG (DC), MMA welding machines with inverter.

> (IT)

Saldatrici professionali ad inverter MIG-MAG, TIG (DC), MMA.

b (FR)

Postes de soudage professionnels a inverseur MIG-MAG, TIG (DC), MMA.

b (ES)

Soldadoras profesionales con inverter MIG-MAG, TIG (DC), MMA.

) (DE)

Professionelle SchweiBmaschinen MIG-MAG, TIG (DC), MMA mit Invertertechnik.

» (RU)

TpogpeccuoHanbHole ceapoyHvie annapamel ¢ uHeepmepom MIG-MAG, TIG (DC), MMA.

b (PT)

Aparelhos de soldar profissionais com variador de freqiiéncia MIG-MAG, TIG (DC), MMA.

b (NL)

Professionele lasmachines met inverter MIG-MAG, TIG (DC), MMA.

b (EL)

EmayyeAuatikoi auykodAntéc pe vBéptep MIG-MAG, TIG (DC), MMA.

» (RO)

Aparate de sudurd cu invertor pentru sudura MIG-MAG, TIG (DC), MMA, destinate uzului profesional.

MIG-MAG - TIG (DC) - MMA

> (sV)

Professionella svetsar med viixelriktare MIG-MAG, TIG (DC), MMA.

> (CS)

Profesiondlni svafovaci agregdty pro svarovdni MIG-MAG, TIG (DC), MMA.

b (HR-SR)

Profesionalni stroj za varenje sa inverterom MIG-MAG, TIG (DC), MMA.

> (PL)

Profesjonalne spawarki inwerterowe MIG-MAG, TIG (DC), MMA.

b (FI)

Ammattihitsauslaitteet vaihtosuuntaajalla MIG-MAG, TIG (DC), MMA.

) (DA)

Professionelle svejsemaskiner med inverter MIG-MAG, TIG (DC), MMA.

) (NO)

Profesjonelle sveisebrenner med inverter MIG-MAG, TIG (DC), MMA.

b (SL)

Profesionalni varilni aparati s frekvenénim menjalnikom MIG-MAG, TIG (DC), MMA.

P (SK)

Profesiondlne zvdracie agregdty pre zvdranie MIG-MAG, TIG (DC), MMA.

) (HU)

Professziondlis MIG-MAG, TIG (DC), MMA inverthegesztdk.

b (LT)

Profesionalils suvirinimo aparatai su Inverteriu MIG-MAG, TIG (DC), MMA.

b (ET)

Inverter MIG-MAG, TIG (DC), MMA professionaalsed keevitusaparaadid.

> (Lv)

Profesiondlie metinasanas aparati ar invertoru MIG-MAG, TIG (DC), MMA metinasanai.

) (BG)

lpogecuoHanHu uHeepmopHU eneKmpoxeHu 3a 3agapasaxe MIG-MAG, TIG (DC), MMA.

> (TR)

Inverterli Profesyonel MIG-MAG, TIG (DC), MMA kaynak makineleri.

> (AR)
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((EN) EXPLANATION OF DANGER, MANDATORY AND PROHIBITION SIGNS. (PL) OBJASNIENIA ZNAKOW OSTRZEGAWCZYCH, NAKAZU | ZAKAZU. )
(Im) LEGENDA SEGNALI DI PERICOLO, D'OBBLIGO E DIVIETO. : , .
(FR) LEGENDE SIGNAUX DE DANGER, D’OBLIGATION ET D'INTERDICTION. ﬁE'L, Xﬁ‘,’ég';.g? Q'\EELX?LTR‘S pﬂg’%‘%?p%ﬁ%ﬁgssm" ALER.
(ES) LEYENDA SENALES DE PELIGRO, DE OBLIGACION Y PROHIBICION. (NO) SIGNALERINGSTEKST FOR FARE, FORPLIKTELSER OG FORBUDT.
(DE) LEGENDE DER GEFAHREN-, GEBOTS- UND VERBOTSZEICHEN. (SL) LEGENDA SIGNALOV ZA NEVARNOST, ZA PREDPISANO IN PREPOVEDANO.
i CD':')"S"";&"A?:géiggl‘é%"gg;‘fégggg’;ﬂg%’g & BATIPETA. (SK) VYSVETLIVKY K SIGNALOM NEBEZPECENSTVA, PRIKAZOM A ZAKAZOM.
s LECENDE SIGNALEN VAN GEVAAE, VERPLICHTING EN VERBOD. (HU) A VESZELY, KOTELEZETTSEG ES TILTAS JELZESEINEK FELIRATAL
{ED AEZANTA EHMATON KINAYNOY, ¥TIOXPEQSHE KAI AMATOPEYEHE. (LT) PAVOJAUS, PRIVALOMUJY IR DRAUDZIAMUYJY ZENKLY PAAISKINIMAS.
(RO) LEGENDA INDICATOARE DE AVERTIZARE A PERICOLELOR, DE OBLIGARE §I DEINTERzZI-  (ET) OHUD, KOHUSTUSED JA KEELUD. -
CERE. (V) BISTAMIBU, PIENAKUMU UN AIZLIEGUMA ZiMJU PASKAIDROJUMI.
(SV)  BILDTEXT SYMBOLER FOR FARA, PABUD OCH FORBUD. (BG)  JIEFEHAA HA 3HALITE 3A OMACHOCT, BALbIIKUTESHY U 3A 3AEPAHA.
(CS) VYSVETLIVKY K SIGNALUM NEBEZPECI, PRIKAZOM A ZAKAZOM. (TR) TEHLIKE, ZORUNLULUK VE YASAK ISARETLERININ ACIKLAMASI.
\(HR-SR) LEGENDA OZNAKA OPASNOSTI, OBAVEZA | ZABRANA. (AR) Saxdly slyly sl 350y puilae )

(EN) DANGER OF ELECTRIC SHOCK - (IT) PERICOLO SHOCK ELETTRICO - (FR) RISQUE DE CHOC ELECTRIQUE - (ES) PELIGRO DESCARGA ELECTRICA - (DE) STROMSCHLAGGEFAHR - (RU) ONACHOCTb
NOPAXEHA SNEKTPUYECKNM TOKOM - (PT) PERIGO DE CHOQUE ELETRICO - (NL) GEVAAR ELEKTROSHOCK - (EL) KINAYNOX. HAEKTPOMNAHZIAE - (RO) PERICOL DE ELECTROCUTARE - (SV) FARA
FORELEKTRISKSTOT- (CS) NEBEZPECi ZASAHU ELEKTRICKYM PROUDEM- (HR-SR) OPASNOST STRUJNOG UDARA - (PL) NIEBEZPIECZENSTWO SZOKU ELEKTRYCZNEGO- (FI) SAHKOISKUNVAARA -
(DA) FARE FORELEKTRISK ST@D - (NO) FARE FORELEKTRISK ST@T - (SL) NEVARNOST ELEKTRICNEGA UDARA - (SK) NEBEZPECENSTVO ZASAHU ELEKTRICKYM PRUDOM - (HU) ARAMUTES VESZELYE
- (LT) ELEKTROS SMUGIO PAVOJUS - (ET) ELEKTRILOOGIOHT - (LV) ELEKTROSOKA BISTAMIBA - (BG) ONTACHOCT OT TOKOB Y/IAP - (TR) ELEKTRIK CARPMASI TEHLIKESI - (AR) 45U ;51 doall yas

(EN)WELDINGFUMESCANBEHAZARDOUSTOYOURHEALTH-(IT)IFUMIDISALDATURAPOSSONOESSERE PERICOLOSIPERLA SALUTE-(FR) LESFUMEESDESOUDUREPEUVENT ETREDANGEREUSES
POURLA SANTE - (ES) LOS HUMOS DE SOLDADURA PUEDEN SER PELIGROSOS PARA LA SALUD - (DE) SCHWEISSRAUCH KANN EINE GEFAHR FUR DIE GESUNDHEIT DARSTELLEN - (RU) CBAPO4HbIV
[AbIM MOXET BbITb OMACEH /11 3A0POBbA - (PT) OS FUMOS DE SOLDADURA PODEM SER PERIGOSOS PARA A SAUDE - (NL) LASROOK KAN GEVAARLLIK ZIJN VOOR DE GEZONDHEID - (EL) Ol
KAMNOI ZYTKOAAHEHE MIIOPOYN NA EINAI EMIKINAYNOI MATHN YTEIA - (RO) FUMUL DE SUDURA POATE FI PERICULOS PENTRU SANATATE - (SV) SVETSROK KAN VARA FARLIG FORHALSAN - (CS)
DYMY VZNIKAJICi PRI SVAROVANI MOHOU BYT NEBEZPECNE PRO LIDSKE ZDRAVI - (HR-SR) DIMNI PLINOVI KOJI NASTAJU TIJEKOM ZAVARIVANJA MOGU BITI OPASNI PO ZDRAVLJE - (PL) DYMY
SPAWALNICZE MOGA BYC NIEBEZPIECZNE DLA ZDROWIA - (FI) HITSAUSHUURUT VOIVAT OLLATERVEYDELLE VAARALLISIA - (DA) SVEJSERGGEN KAN VARE HELBREDSSKADELIG - (NO) SVEISER@YK
KAN VARE FARLIGE FOR HELSEN - (SL) VARILNI HLAPI SO LAHKO NEVARNI ZA ZDRAVJE - (SK) DYM ZO ZVARANIA MOZE BYT ZDRAVIU NEBEZPECNY - (HU) A HEGESZTESI FUSTOK VESZELYESEK
LEHETNEK AZ EGESZSEGRE - (LT) SUVIRINIMO DUMAI GALI BUTI PAVOJINGI JUSY SVEIKATAI - (ET) KEEVITUSSUITSVOIBOHUSTADATERVIST (LV) METINASANAS DUMIVAR BUT BISTAMIVESELIBAI
- (BG) AUMHUTE FA30BE OT 3ABAPABAHETO MOTAT 1A Bb/IAT ONACHU 3A 3[IPABETO - (TR) KAYNAK DUMANI SAGLIK iCiN TEHLIKELi OLABILIR - (AR) dsuall ke §ydas ololl Lol 0953 ul

(EN) WELDING SPARKS CAN CAUSE EXPLOSION OR FIRE - (IT) LE SCINTILLE DI SALDATURA POSSONO PROVOCARE ESPLOSIONI O INCENDI - (FR) LES ETINCELLES DE SOUDURE PEUVENT
PROVOQUER DES EXPLOSIONS OU DES INCENDIES - (ES) LAS CHISPAS DE SOLDADURA PUEDEN PROVOCAR EXPLOSIONES O INCENDIOS - (DE) SCHWEISSFUNKEN KONNEN EXPLOSIONEN
ODER EINEN BRAND HERVORRUFEN - (RU) UCKPbI, BO3HUKAIOLLVE BO BPEMA CBAPKW, MOTYT BbI3BATb B3PbIBbl U1 MOXAPbI - (PT) AS FAISCAS DE SOLDADURA PODEM PROVOCAR
EXPLOSOES OU INCENDIOS - (NL) LASVONKEN KUNNEN EXPLOSIES OF BRAND VEROORZAKEN - (EL) Ol ZMIOEX ZYTKOAAHEHE MMOPOYN NA NMPOKAAEZOYN EKPHZEIE H MYPKATIE - (RO)
SCANTEILE PRODUSE DE SUDURA POT PROVOCA EXPLOZII SAU INCENDII - (SV) SVETSGNISTOR KAN ORSAKA EXPLOSION ELLER BRAND - (CS) JISKRY VZNIKAJICi PRI SVAROVANI MOHOU
ZPUSOBIT EXPLOZI NEBO POZAR - (HR-SR) ISKRE KOJE NASTAJU TIJEKOM ZAVARIVANJA MOGU IZAZVATI EKSPLOZLJU ILI POZAR - (PL) ISKRY SPAWALNICZE MOGA SPOWODOWAC WYBUCH
LUB POZAR - (FI) HITSAUSKIPINAT VOIVAT AIHEUTTAA RAJAHDYKSIA TAI TULIPALOJA - (DA) SVEJSEGNISTERNE KAN FORARSAGE EKSPLOSIONER ELLER BRANDE - (NO) SVEISEGNISTER
KAN FORARSAKE EKSPLOSJONER ELLER BRANN- (SL) VARILNE_ISKRE LAHKO POVZROCIJO EKSPLOZIJE ALI POZARE - (SK) ISKRY ZO ZVARANIA MOZU SPOSOBIT VYBUCH ALEBO
POZIAR - (HU) A HEGESZTESI SZIKRAK ROBBANASOKAT VAGY TUZEKET OKOZHATNAK - (LT) SUVIRINIMO KIBIRKSTYS GALI SUKELTI GAISRA ARBA SPROGIMA - (ET) KEEVITUSSADEMED
VOIVAD POHJUSTADA PLAHVATUSI VOI TULEKAHJUSID - (LV) METINASANAS DZIRKSTELES VAR IZRAISIT SPRADZIENUS VAI UGUNSGREKUS - (BG) 3ABAPBYHUTE UCKPU MOTAT AA
MPUYUHAT EKCMO3UM UM NMOXAPM - (TR) KAYNAK KIVILCIMLARI PATLAMA VEYA YANGINA NEDEN OLABILIR - (AR) §-ly> gYas) 3| whlzdi] § sladll gee aSUI ) Rl Comuy O Koy

(EN) WEARING PROTECTIVE CLOTHING IS COMPULSORY - (IT) OBBLIGO INDOSSARE INDUMENTI PROTETTIVI - (FR) PORT DES VETEMENTS DE PROTECTION OBLIGATOIRE - (ES) OBLIGACION DE
LLEVAR ROPA DE PROTECCION - (DE) DAS TRAGEN VON SCHUTZKLEIDUNG IST PFLICHT - (RU) OBA3AHHOCTb HALEBATb 3ALLUTHYIO OAEXAY - (PT) OBRIGATORIO O USO DE VESTUARIO DE
PROTECAO-(NL)VERPLICHT BESCHERMENDEKLEDIJTEDRAGEN - (EL) YTOXPEQEHNA ®OPATE MIPOXTATEYTIKAENAYMATA - (RO) FOLOSIREAIMBRACAMINTEI DE PROTECTIE OBLIGATORIE- (SV)
OBLIGATORISKTATTBARASKYDDSPLAGG-(CS)POVINNEPOUZITIOCHRANNYCHPROSTREDKU-(HR- -SR)OBAVEZNOKORISTENJEZASTITNEODJECE- (PL)NAKAZNOSZENIAODZIEZY OCHRONNEJ
- (F1) SUOJAVAATETUKSEN KAYTTO PAKOLLISTA - (DA) PLIGT TIL AT ANVENDE BESKYTTELSEST@)J - (NO) FORPLIKTELSE A BRUKE VERNET@Y - (SL) OBVEZNO OBLECITE ZASCITNA OBLACILA - (SK)
POVINNE POUZITIE OCHRANNYCH PROSTRIEDKOV - (HU) VEDORUHA HASZNALATA KOTELEZO - (LT) PRIVALOMA DEVETI APSAUGINE APRANGA - (ET) KOHUSTUSLIK KANDA KAITSERIIETUST
- (LV) PIENAKUMS GERBT AIZSARGTERPUS - (BG) 3AbJIXUTENTHO HOCEHE HA NPEAMA3HO OBJIEKJO - (TR) KORUYUCU GiYSi GIYMEK ZORUNLUDUR - (AR) d—Slgll yu—dall sloyl sl0y1

(EN)WEARINGPROTECTIVE GLOVESISCOMPULSORY - (IT) OBBLIGOINDOSSARE GUANTIPROTETTIVI-(FR) PORTDES GANTS DEPROTECTION OBLIGATOIRE - (ES) OBLIGACION DELLEVARGUANTES
DEPROTECCION-(DE) DASTRAGENVONSCHUTZHANDSCHUHENISTPFLICHT-(RU) OBA3AHHOCTbHAZIEBATb 3ALLUTHBIENEPYATKW- (PT) OBRIGATORIO OUSODELUVAS DE SEGURANGA - (NL)
VERPLICHTBESCHERMENDEHANDSCHOENENTEDRAGEN-(EL) YIOXPEQZHNA®OPATEMPOXTATEYTIKATANTIA-(RO) FOLOSIREAMANUSILORDEPROTECTIEOBLIGATORIE-(SV) OBLIGATORISKT
ATT BARA SKYDDSHANDSKAR - (CS) POVINNE POUZITI OCHRANNYCH RUKAVIC - (HR-SR) OBAVEZNO KORISTENJE ZASTITNIH RUKAVICA - (PL) NAKAZ NOSZENIA REKAWIC OCHRONNYCH - (FI)
SUOJAKASINEIDEN KAYTTO PAKOLLISTA - (DA) PLIGT TIL AT BRUGE BESKYTTELSESHANDSKER - (NO) FORPLIKTELSE A BRUKE VERNEHANSKER - (SL) OBVEZNO NADENITE ZASCITNE ROKAVICE -
(SK) POVINNE POUZITIE OCHRANNYCH RUKAVIC - (HU) VEDOKESZTYU HASZNALATA KOTELEZO - (LT) PRIVALOMA MUVETI APSAUGINES PIRSTINES - (ET) KOHUSTUSLIK KANDA KAITSEKINDAID -
(LV) PIENAKUMS GERBT AIZSARGCIMDUS - (BG) 3AAb/I)KUTEJIHO HOCEHE HA MPEANMA3HU PbKABULIU - (TR) KORUYUCU ELDIVEN KULLANMAK ZORUNLUDUR - (AR) d8lgl Gl3 el 133y sl

(EN) DANGER OF ULTRAVIOLET RADIATION FROM WELDING - (IT) PERICOLO RADIAZIONI ULTRAVIOLETTE DA SALDATURA - (FR) DANGER RADIATIONS ULTRAVIOLETTES DE SOUDAGE -
(ES) PELIGRO RADIACIONES ULTRAVIOLETAS - (DE) GEFAHR ULTRAVIOLETTER STRAHLUNGEN BEIM SCHWEISSEN - (RU) ONTACHOCTb YJIbTPAOUOJIETOBOrO U3JTYYEHUA CBAPKU - (PT)
PERIGO DE RADIACOES ULTRAVIOLETAS DE SOLDADURA - (NL) GEVAAR ULTRAVIOLET STRALEN VAN HET LASSEN - (EL) KINAYNOX YMNEPIQAOYZ AKTINOBOAIAZ AMO ZYTKOAAHZH - (RO)
PERICOL DE RADIATII ULTRAVIOLETE DE LA SUDURA - (SV) FARA FOR ULTRAVIOLETT STRALNING FRAN SVETSNING - (CS) NEBEZPECI ULTRAFIALOVEHO ZARENIi ZE SVAROVANI i - (HR-SR)
OPASNOST OD ULTRALJUBICASTIH ZRAKA PRILIKOM VARENJA - (PL) NIEBEZPIECZENSTWO PROMIENIOWANIA NADFIOLETOWEGO PODCZAS SPAWANIA - (FI) HITSAUKSEN AIHEUTTAMAN
ULTRAVIOLETTISATEILYN VAARA - (DA) FARE FOR ULTRAVIOLETTE SVEJSESTRALER - (NO) FARE FOR ULTRAFIOLETT STRALNING UNDER SVEISINGSPROSEDYREN - (SL) NEVARNOST SEVANJA
ULTRAVIJOLICNIH ZARKOV ZARADI VARJENJA - (SK) NEBEZPECENSTVO ULTRAFIALOVEHO ZIARENIA ZO ZVARANIA - (HU) HEGESZTES KOVETKEZTEBEN LETREJOTT IBOLYANTULI SUGARZAS
VESZELYE-(LT) ULTRAVIOLETINIO SPINDULIAVIMO SUVIRINIMO METU PAVOJUS - (ET) KEEVITAMISEL ERALDUVA ULTRAVIOLETTKIIRGUSEOHT- (LV) METINASANAS ULTRAVIOLETAIZSTAROJUMA
BISTAMIBA - (BG) ONACHOCT OT Y/ITPABUOJIETOBO OB/TbYBAHE MNP 3ABAPABAHE - (TR) KAYNAKTAN ULTRAVIOLE ISIMA TEHLIKESI - (AR) ol (55 dxW1 daoraunitin | i dseist gyl yhas

(EN) DANGER OF FIRE - (IT) PERICOLO INCENDIO - (FR) RISQUE D’INCENDIE - (ES) PELIGRO DE INCENDIO - (DE) BRANDGEFAHR - (RU) OMACHOCTb MOXAPA - (PT) PERIGO DE
INCENDIO - (NL) GEVAAR VOOR BRAND - (EL) KINAYNOX NMYPKATIAZ - (RO) PERICOL DE INCENDIU - (SV) BRANDRISK - (CS) NEBEZPECI POZARU - (HR-SR) OPASNOST OD POZARA
- (PL) NIEBEZPIECZENSTWO POZARU - (FI) TULIPALON VAARA - (DA) BRANDFARE - (NO) BRANNFARE - (SL) NEVARNOST POZARA - (SK) NEBEZPECENSTVO POiIARU - (HU)
TUZVESZELY - (LT) GAISRO PAVOJUS - (ET) TULEOHT - (LV) UGUNSGREKA BISTAMIBA - (BG) OMACHOCT OT MOXAP - (TR) YANGIN TEHLIKESI - (AR) G ,> gYal Lg ol ydas

(EN) DANGER OF BURNS - (IT) PERICOLO DI USTIONI - (FR) RISQUE DE BRULURES - (ES) PELIGRO DE QUEMADURAS - (DE) VERBRENNUNGSGEFAHR - (RU) OMNACHOCTb
OXOroB - (PT) PERIGO DE QUEIMADURAS - (NL) GEVAAR VOOR BRANDWONDEN - (EL) KINAYNOX EFKAYMATQN - (RO) PERICOL DE ARSURI - (SV) RISK FOR BRANNSKADA
- (CS) NEBEZPECI POPALENIN - (HR-SR) OPASNOST OD OPEKLINA - (PL) NIEBEZPIECZENSTWO OPARZEN - (FI) PALOVAMMOJEN VAARA - (DA) FARE FOR FORBRANDINGER
- (NO) FARE FOR FORBRENNINGER - (SL) NEVARNOST OPEKLIN - (SK) NEBEZPECENSTVO POPALENIN - (HU) EGESI SERULES VESZELYE - (LT) NUSIDEGINIMO PAVOJUS
- (ET) POLETUSHAAVADE SAAMISE OHT - (LV) APDEGUMU GUSANAS BISTAMIBA - (BG) OMACHOCT OT W3rAPAHUA - (TR) YANIK TEHLIKESi - (AR) g9y oopsidl ,has

(EN) DANGER OF NON-IONISING RADIATION - (IT) PERICOLO RADIAZIONI NON IONIZZANTI - (FR) DANGER RADIATIONS NON IONISANTES - (ES) PELIGRO RADIACIONES NO
IONIZANTES - (DE) GEFAHR NICHT IONISIERENDER STRAHLUNGEN - (RU) OMACHOCTb HE MOHU3UPYIOLEA PAOVALIUM - (PT) PERIGO DE RADIACOES NAO IONIZANTES - (NL) GEVAAR
NIET IONISERENDE STRALEN - (EL) KINAYNOX MH IONIZONTQN AKTINOBOAIQN - (RO) PERICOL DE RADIATII NEIONIZANTE - (SV) FARA FOR ICKE JONISERANDE - (CS) NEBEZPECI
NEIONIZUJICIHO ZARENI - (HR-SR) OPASNOST NEJONIZIRAJUCIH ZRAKA - (PL) ZAGROZENIE PROMIENIOWANIEM NIEJONIZUJACYM - (FI) IONISOIMATTOMAN SATEILYN VAARA -
(DA) FARE FOR IKKE-IONISERENDE STRALER - (NO) FARE FOR UJONISERT STRALNING - (SL) NEVARNOST NEJONIZIRANEGA SEVANJA - (SK) NEBEZPECENSTVO NEIONIZUJUCEHO
ZARIADENIA - (HU) NEM INOGEN SUGARZAS VESZELYE - (LT) NEJONIZUOTO SPINDULIAVIMO PAVOJUS - (ET) MITTEIONISEERITUDKIIRGUSTE OHT - (LV) NEJONIZEJOSA
1ZSTAROJUMA BISTAMIBA - (BG) OMACTHOCT OT HE MOHW3UPAHO OBJTbYBAHE - (TR) iYONLASTIRICI OLMAYAN RADYASYON TEHLIKESI - (AR) diuje ¢ Olela 2y yop=dl yhas

9>%®>@% >

(EN) GENERAL HAZARD - (IT) PERICOLO GENERICO - (FR) DANGER GENERIQUE - (ES) PELIGRO GENERICO - (DE) GEFAHR ALLGEMEINER ART - (RU) OBLIAA OMACHOCTb - (PT)
PERIGO GERAL - (NL) ALGEMEEN GEVAAR - (EL) FENIKOX KINAYNOZ - (RO) PERICOL GENERAL - (SV) ALLMAN FARA - (CS) VSEOBECNE NEBEZPECi - (HR-SR) OPCA OPASNOST - (PL)
OGOLNE NIEBEZPIECZENSTWO - (FI) YLEINEN VAARA - (DA) ALMEN FARE - (NO) GENERISK FARE STRALNING - (SL) SPLOSNA NEVARNOST - (SK) VSEOBECNE NEBEZPECENSTVO
- (HU) ALTALANOS VESZELY - (LT) BENDRAS PAVOJUS - (ET) ULDINE OHT - (LV) VISPARIGA BISTAMIBA - (BG) OBLUW OMACTHOCTM - (TR) GENEL TEHLIKE - (AR) slc ,los

(EN) DO NOT USE THE HANDLE TO HANG THE WELDING MACHINE. - (IT) VIETATO UTILIZZARE LA MANIGLIA COME MEZZO DI SOSPENSIONE DELLA SALDATRICE - (FR) INTERDIT D’UTILISER
LA POIGNEE COMME MOYEN DE SUSPENSION DU POSTE DE SOUDAGE - (ES) SE PROHIBE UTILIZAR LA MANILLA COMO MEDIO DE SUSPENSION DE LA SOLDADORA - (DE) ES IST UNTERSAGT,
DEN GRIFF ALS MITTEL ZUM AUFHANGEN DER SCHWEISSMASCHINE ZU BENUTZEN - (RU) 3AMPELLEHO MOABELIMBATb CBAPOYHbIV AMMAPAT 3A PYYKY - (PT) E PROIBIDO UTILIZAR A
MACANETA COMO MEIO DE SUSPENSAO DO APARELHO DE SOLDAR - (NL) DE HANDGREEP MAG NIET WORDEN GEBRUIKT OM HET LASAPPARAAT AAN OP TE HANGEN - (EL) AATOPEYETAI
H XPHIH THX XEIPOAABHZ AN MEZO ANYWQXHE THE ZYTKOAAHTHTIKHE XYIKEYHE - (RO) SE INTERZICE FOLOSIREA MANERULUI CA MIJLOC DE SUSTINERE A APARATULUI DE SUDURA
- (SV) DET AR FORBJUDET ATT ANVANDA HANDTAGET FOR ATT HANGA UPP SVETSEN - (CS) JE ZAKAZANO POUZIVAT RUKOJET JAKO PROSTREDEK K ZAVESENI SVAROVACIHO PRISTROJE
- (HR-SR) ZABRANJENO JE UPOTREBLJAVATI RUCKU ZA PODIZANJE STROJA ZA VARENJE - (PL) ZABRANIA SIE UZYWANIA UCHWYTU JAKO SRODKA DO ZAWIESZANIA SPAWARKI - (FI) ON
KIELLETTYA KAYTTAA KASIKAHVAA HITSAUSLAITTEEN RIPUSTUSVALINEENA - (DA) DET ER FORBUDT AT ANVENDE HANDREBET TIL AT HAVE SVEJSEMASKINEN - (NO) DET ER FORBUDT
A BRUKE HANDTAKET FOR A HENGE SVEISEMASKINEN OPP - (SL) ROCAJA NE SMETE UPORABLJATI ZA OBESANJE VARILNEGA APARATA - (SK) JE ZAKAZANE VESAT ZVARACI PRISTROJ ZA
RUKOVAT - (HU) TILOS A HEGESZTOGEPET A FOGANTYUJANAL FOGVA FELAKASZTANI - (LT) DRAUDZIAMA NAUDOTI RANKENA KAIP PRIEMONESUVIRINIMO APARATO SUSTABDYMUI - (ET)
ON KEELATUD RIPUTADA KEEVITUSSEADET KASUTADES SELLEKS KAEPIDET - (LV) IR AIZLIEGTS IZMANTOT ROKTURI METINASANAS APARATA PIEK&RSANAI - (BG) 3ABPAHEHO E OA CE
M3MON3BA PbKOXBATKATA KATO CPEICTBO 3A OKAYBAHE HA 3ABAPBYHMA AMAPAT - (TR) KAYNAK MAKINESINi SAPINDAN ASMAYIN - (AR) Lol 8151 §mdkstid dlumwssS pamitall slasiuwl ytam

(EN) WARNING: MOVING PARTS - (IT) ATTENZIONE ORGANI IN MOVIMENTO - (FR) ATTENTION ORGANES EN MOUVEMENT - (ES) ATENCION ORGANOS EN MOVIMIENTO - (DE)
VORSICHT BEWEGUNGSELEMENTE - (RU) BHUMAHUE, YACTU B ABWXKEHUW - (PT) CUIDADO ORGAOS EM MOVIMENTO - (NL) OPGELET ORGANEN IN BEWEGING - (EL) MPOZOXH
OPTANA XE KINHZH - (RO) ATENTIE PIESE IN MISCARE -(SV) VARNING FOR ORGAN | RORELSE - (CS) POZOR NA POHYBUJICI SE SOUCASTI - (HR-SR) POZOR DIJELOVI U POKRETU
- (PL) UWAGA: RUCHOME CZESCI MASZYNY - (FI). VARO LIIKKUVIA OSIA - (DA) PAS PA DELE | BEVAGELSE - (NO) ADVARSEL: BEVEGELIGE DELER - (SL) POZOR, NAPRAVE
DELUJEJO - (SK) POZOR NA POHYBUJUCE SA SUCASTI - (HU) VIGYAZAT: GEPALKATRESZEK MOZGASBAN VANNAK - (LT) DEMESIO! JUDANCIOS DETALES - (ET) TAHELEPANU!
LIIKUVAD MASINAOSAD - (LV) UZMANIBU KUSTIGAS DALAS - (BG) BHUMAHWE [ABVIXKELIM CE MEXAHU3MU - (TR) DIKKAT: HAREKETLI PARGALAR - (AR) Sy sl aci|

(EN) MIND YOUR HANDS, MOVING PARTS - (IT) ATTENZIONE ALLE MANI, ORGANI IN MOVIMENTO - (FR) ATTENTION AUX MAINS, ORGANES EN MOUVEMENT - (ES) ATENCION A LAS
MANOS, ORGANOS EN MOVIMIENTO - (DE) AUF DIE HANDE ACHTEN, BEWEGUNGSELEMENTE - (RU) OMACHOCTb A PYK, YACTU B ABUXKEHUW - (PT) CUIDADO COM AS MAOS,
ORGAOS EM MOVIMENTO - (NL) OPGELET VOOR DE HANDEN, ORGANEN IN BEWEGING - (EL) MPOXOXH ZTA XEPIA, OPTANA XE KINHZH - (RO) ATENTIE LA MAINI, PIESE IN MISCARE
- (SV) AKTA HANDERNA, ORGAN | RORELSE - (CS) POZOR NA RUCE, POHYBUJICi SE SOUCASTI - (HR-SR) POZOR SA RUKAMA, DIJELOVI U POKRETU - (PL) CHRONIC RECE PRZED
RUCHOMYMI CZESCIAMI MASZYNY - (FI) SUOJAA KADET LIIKKUVILTA OSILTA - (DA) PAS PA HANDERNE, DELE | BEVAGELSE - (NO) FORSIKTIG MED HENDENE, BEVEGELIGE DELER -
(SL) PAZITE NA ROKE, NAPRAVE DELUJEJO - (SK) POZOR NA RUKY, POHYBUJUCE SA SUCASTI - (HU) VIGYAZAT A KEZEKRE, GEPALKATRESZEK MOZGASBAN VANNAK - (LT) SAUGOTI
RANKAS, JUDANCIOS DETALES - (ET) TAHELEPANU KATELE, LIIKUVAD MASINAOSAD - (LV) UZMANIBU KUSTIGAS DALAS - UZMANIBU SEKOJIET TAM, LAl ROKAS NEPIESKARTOS
KUSTIGAJAM DALAM - (BG) BHUMAHUE NA3ETE PbLETE OT ABUKELMTE CE MEXAHU3MMU - (TR) ELINIZE DiKKAT EDIN :HAREKETLI PARCALAR - (AR) dSymin el comadl Jl aiil
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(EN) EYE PROTECTIONS MUST BE WORN - (IT) OBBLIGO DI INDOSSARE OCCHIALI PROTETTIVI - (FR) PORT DES LUNETTES DE PROTECTION OBLIGATOIRE - (ES) OBLIGACION DE USAR GAFAS DE
PROTECCION - (DE) DAS TRAGEN EINER SCHUTZBRILLE IST PFLICHT - (RU) OBA3AHHOCTb HOCUTb 3ALLUTHBIE OYKMU - (PT) OBRIGACAO DE VESTIR OCULOS DE PROTECCAO - (NL) VERPLICHT
DRAGEN VAN BESCHERMENDE BRIL - (EL) YITOXPEQXH NA ®OPATE MPOXTETEYTIKA I'YAAIA - (RO) ESTE OBLIGATORIE PURTAREA OCHELARILOR DE PROTECTIE - (SV) OBLIGATORISKT ATT
ANVANDA SKYDDSGLASOGON - (CS) POVINNOST POUZIVANI OCHRANNYCH BRYLI - (HR-SR) OBAVEZNA UPOTREBA ZASTITNIH NAOCALA - (PL) NAKAZ NOSZENIA OKULAROW OCHRONNYCH
- (FI) SUOJALASIEN KAYTTO PAKOLLISTA - (DA) PLIGT TIL AT ANVENDE BESKYTTELSESBRILLER - (NO) DET ER OBLIGATORISK A HA PA SEG VERNEBRILLEN - (SL) OBVEZNA UPORABA ZASCITNIH
OCAL - (SK) POVINNOST POUZIVANIA OCHRANNYCH OKULIAROV - (HU) VEDOSZEMUVEG VISELETE KOTELEZO - (LT) PRIVALOMA DIRBTI SU APSAUGINIAIS AKINIAIS - (ET) KOHUSTUS KANDA
KAITSEPRILLE - (LV) PIENAKUMS VILKT AIZSARGBRILLES - (BG) SAIb/IXKUTEJTHO AA CEHOCAT NPEAMA3HM OYWIA - (TR) KORUYUCU GOZLUK KULLANILMALIDIR - (AR) d8lg &alyWas 10y sl
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(EN) NO ENTRY FOR UNAUTHORISED PERSONNEL - (IT) DIVIETO DI ACCESSO ALLE PERSONE NON AUTORIZZATE - (FR) ACCES INTERDIT AUX PERSONNES NON AUTORISEES - (ES) PROHIBIDO
EL ACCESO A PERSONAS NO AUTORIZADAS - (DE) UNBEFUGTEN PERSONEN IST DER ZUTRITT VERBOTEN - (RU) 3AMNPET 1 OCTYNA NOCTOPOHHUX JIUL - (PT) PROIBIGAO DE ACESSO
AS PESSOAS NAO AUTORIZADAS - (NL) TOEGANGSVERBOD VOOR NIET GEAUTORISEERDE PERSONEN - (EL) AMATOPEYEH MPOZBASHE E MH EMITETPAMENA ATOMA - (RO) ACCESUL
PERSOANELOR NEAUTORIZATE ESTE INTERZIS - (SV) TILLTRADE FORBJUDET FOR ICKE AUKTORISERADE PERSONER - (CS) ZAKAZVSTUPU NEPOVOLANYM OSOBAM - (HR-SR) ZABRANA PRISTUPA
NEOVLASTENIM OSOBAMA - (PL) ZAKAZ DOSTEPU OSOBOM NIEUPOWAZNIONYM - (FI) PAASY KIELLETTY ASIATTOMILTA - (DA) ADGANG FORBUDT FOR UVEDKOMMENDE - (NO) PERSONER
SOM IKKE ER AUTORISERTE MA IKKE HA ADGANG TIL APPARATEN - (SL) DOSTOP PREPOVEDAN NEPOOBLASCENIM OSEBAM - (SK) ZAKAZ NEOPRAVNENEHO PRISTUPU K OSOB - (HU) FEL NEM
JOGOSITOTT SZEMELYEK SZAMARA TILOS A BELEPES - (LT) PASALINIAMS |EITI DRAUDZIAMA - (ET) SELLEKS VOLITAMATA ISIKUTEL ON TOOALAS VIIBIMINE KEELATUD - (LV) NEPIEDEROSAM
PERSONAM IEEJA AIZLIEGTA - (BG) 3ABPAHEH E JOCTBMBT HA HEYITbJIHOMOLLEHM JINLIA - (TR) YETKILi OLMAYAN KISILER GIREMEZ - (AR) o—g) 2 ra—s sl pols iVl Js Jg—sll ytass

(EN) DO NOT USE POWER WASHERS TO CLEAN THE MACHINE - (IT) VIETATO USARE L'IDROPULITRICE PER LA PULIZIA DELLA MACCHINA - (FR) NE PAS UTILISER DE NETTOYEUR A HAUTE
PRESSION POUR NETTOYER LA MACHINE - (ES) PROHIBIDO USAR LA HIDROLIMPIADORA PARA LA LIMPIEZA DE LA MAQUINA - (DE) DER EINSATZ EINES HOCHDRUCKREINIGERS FUR
DIE MASCHINENREINIGUNG IST NICHT GESTATTET - (RU) AJ1A OYUCTKU MALUMHbI 3AMPELIEHO UCMOJIb30BATb MOEYHDBIA AMMAPAT - (PT) PROIBIDO USAR LAVADORAS DE ALTA
PRESSAO PARA A LIMPEZA DA MAQUINA - (NL) HET IS VERBODEN DE MACHINE MET EEN HOGEDRUKREINIGER TE REINIGEN - (EL) AMATOPEYETAI H XPHEH MAYNTHPIOY MIEZHE
FIA TON KAGAPIZMO TOY MHXANHMATOX - (RO) ESTE INTERZISA FOLOSIREA APARATULUI DE SPALAT CU PRESIUNE PENTRU CURATAREA MASINII - (SV) FORBJUDET ATT ANVANDA
HOGTRYCKSTVATT FOR ATT RENGORA MASKINEN - (CS) ZAKAZ POUZIT| VYSOKOTLAKEHO CISTICE NA CISTENi STROJE - (HR) ZA CISCENJE STROJA ZABRANJENO JE KORISTITI VISOKOTLACNI
PERAC - (PL) ZABRANIA SIE UZYWANIA MYJKI WYSOKOCISNIENIOWEJ DO CZYSZCZENIA URZADZENIA - (Fl) KONEEN PUHDISTAMINEN KORKEAPAINEPESURILLA ON KIELLETTY -
(DA) DET ER FORBUDT AT BRUGE H@JTRYKSRENSER TIL RENG@RING AF MASKINEN - (NO) FORBUDT A BRUKE H@YTTRYKKSSPYKER FOR A RENGJ@RE MASKINEN - (SL) ZA CISCENJE
STROJA JE PREPOVEDANO UPORABLJATI VISOKOTLACNI CISTILEC - (SK) ZAKAZ POUZITIA VYSOKOTLAKOVEHO CISTICA NA CISTENIE STROJA - (HU) MAGASNYOMASU TISZTITOGEP
HASZNALATA TILOS A GEP TISZTITASAHOZ - (LT) MASINOS VALYMUI DRAUDZIAMA NAUDOTI AUKSTO SLEGIO PLOVIMO JRENGINIUS - (ET) KORGSURVEPESURI KASUTAMINE MASINA
PESUKS ON KEELATUD - (LV) MASINAS TIRISANAI IR AIZLIEGTS IZMANTOT AUGSTSPIEDIENA MAZGATAJU - (BG) 3ABPAHEHO E U3MOJI3BAHETO HA BOJOCTPYMKA 3A MOYUCTBAHE
HA MALLMWHATA - (TR) MAKINEYi TEMIZLEMEK iCiN YOKSEK BASINGLI YIKAMA MAKINESI KULLANMAK YASAKTIR - (AR) d—SW)l s =iyl Lol ooy i daidl ESle plasiwl ylasy
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(EN) DO NOT USE WATER TO CLEAN THE MACHINE - (IT) VIETATO USARE LACQUA PER LA PULIZIA DELLA MACCHINA - (FR) NE PAS UTILISER D’EAU POUR NETTOYER LA MACHINE - (ES)
PROHIBIDO USAR AGUA PARA LA LIMPIEZA DE LA MAQUINA - (DE) DIE VERWENDUNG VON WASSER FUR DIE MASCHINENREINIGUNG IST NICHT GESTATTET - (RU) /11 OYUCTKU MALUVHbI
3AMPELLEHO UCMOJIb30BATb BOAY - (PT) PROIBIDO USAR AGUA PARA A LIMPEZA DA MAQUINA - (NL) HET IS VERBODEN DE MACHINE MET WATER TE REINIGEN - (EL) AMATOPEYETAI H
XPHEZH NEPOY r1A TON KAGAPIZMO TOY MHXANHMATOX - (RO) ESTE INTERZISA FOLOSIREA APEI LA CURATAREA MASINII - (SV) FORBJUDET ATT ANVANDA VATTEN FOR ATT RENGORA
MASKINEN - (CS) ZAKAZ POUZITI VODY NA €ISTENI STROJE - (HR) ZA PRANJE STROJA ZABRANJENO JE KORISTITIVODU - (PL) ZABRANIA SIE UZYWANIA WODY DO CZYSZCZENIA URZADZENIA
- (FI) KONEEN PUHDISTAMINEN VEDELLA ON KIELLETTY - (DA) DET ER FORBUDT AT BRUGE VAND TIL RENG@RING AF MASKINEN - (NO) FORBUDT A BRUKE VANN TIL RENGJ@RING AV
MASKINEN - (SL) ZA CISCENJE STROJA JE PREPOVEDANO UPORABLJATI VODO - (SK) ZAKAZ POUZITIA VODY NA CISTENIE STROJA - (HU) ViZ HASZNALATA TILOS A GEP TISZTITASAHOZ
- (LT) MASINOS VALYMUI DRAUDZIAMA NAUDOTI VANDEN] - (ET) VEE KASUTAMINE MASINA PESUKS ON KEELATUD - (LV) MASINAS TIRISANAI IR AIZLIEGTS IZMANTOT UDENI - (BG)
3ABPAHEHO E [IA CE U3MOJ13BA BOJA 3A MOYUCTBAHETO HA MALUMHATA - (TR) MAKINEYi TEMiZLEMEK iCiN SU KULLANMAK YASAKTIR - (AR) d_.Slo)l widaxd olaall slasiwl ytasy

(EN) DO NOT USE VEHICLES TO TOW THE MACHINE - (IT) VIETATO TRAINARE CON VEICOLI LA MACCHINA - (FR) NE PAS TRACTER LA MACHINE AVEC DES VEHICULES - (ES) PROHIBIDO ARRASTRAR
CONVEHICULOSLAMAQUINA - (DE) DAS ZIEHEN DERMASCHINE MITFAHRZEUGEN ISTNICHT GESTATTET - (RU) 3ATNPELLAETCA BYKCUPOBATb MALUVHY TPAHCMOPTHbIMU CPEACTBAMM - (PT)
PROIBIDO REBOCAR A MAQUINA COM VEICULOS - (NL) HET IS VERBODEN DE MACHINE TE SLEPEN MET VOERTUIGEN - (EL) AMATOPEYETAI H PYMOYAKHEH TOY MHXANHMATOX ME OXHMATA
- (RO) ESTE INTERZISA TRACTAREA MASINII CU VEHICULE - (SV) FORBJUDET ATT BOGSERA MASKINEN MED FORDON - (CS) ZAKAZ TAZENI STROJE ZA VOZIDLEM - (HR) ZABRANJENO JE VUCI
STROJVOZILIMA - (PL) ZABRANIA SIE CIAGNIECIA URZADZENIA ZZASTOSOWANIEM POJAZDOW - (F1) KONEEN HINAAMINEN AJONEUVOILLA ONKIELLETTY - (DA) DET ER FORBUDT AT TRAKKE
MASKINEN MED BRUG AF KGRET@JER - (NO) FORBUDT A SLEPE MASKINEN MED KJ@RET@Y - (SL) PREPOVEDANO VLECI ZVOZILI NA MOTOR - (SK) ZAKAZ TAHANIA STROJA ZA VOZIDLOM - (HU)
TILOS A GEPET JARMUVEKKEL VONTATNI - (LT) MASINA DRAUDZIAMA VILKTITRANSPORTO PRIEMONEMIS - (ET) MASINA JARELVEDU SOIDUVAHENDIGA ON KEELATUD - (LV) MASINU AIZLIEGTS
VILKT ARTRANSPORTLIDZEKLIEM - (BG) 3ABPAHEHO E MALUMHATA 1A CE TEMIN C NPEBO3HU CPE[ICTBA - (TR) MAKINEYi ARAGLARLA CEKMEK YASAKTIR - (AR) &LiSyo dlauslgs dinSloll cuonus jlacu

(EN)WEARING A PROTECTIVE MASKIS COMPULSORY -(IT) OBBLIGO USARE MASCHERA PROTETTIVA - (FR) PORT DU MASQUE DE PROTECTION OBLIGATOIRE- (ES) OBLIGACION DEUSARMASCARA
DE PROTECCION - (DE) DER GEBRAUCH EINER SCHUTZMASKE IST PFLICHT - (RU) OBA3AHHOCTb MOJ1b30BATbCA 3ALUUTHOM MACKOW - (PT) OBRIGATORIO O USO DE MASCARA DE PROTECAO
- (NL) VERPLICHT GEBRUIK VAN BESCHERMEND MASKER - (EL) YTOXPEQXH NA ®OPATE NPOXTATEYTIKH MAZKA - (RO) FOLOSIREA MASTII DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT
ATT BARA SKYDDSMASK - (CS) POVINNE POUZITI OCHRANNEHO STITU - (HR-SR) OBAVEZNO KORISTENJE ZASTITNE MASKE - (PL) NAKAZ UZYWANIA MASKI OCHRONNE!J - (FI) SUOJAMASKIN
KAYTTO PAKOLLISTA - (DA) PLIGT TIL AT ANVENDE BESKYTTELSESMASKE - (NO) FORPLIKTELSE A BRUKE VERNEBRILLER - (SL) OBVEZNOST UPORABI ZASCITNE MASKE - (SK) POVINNE
POUZITIE OCHRANNEHO STIiTU - (HU) VEDOMASZK HASZNALATA KOTELEZO - (LT) PRIVALOMA UZSIDETI APSAUGINE KAUKE - (ET) KOHUSTUSLIK KANDA KAITSEMASKI - (LV) PIENAKUMS
IZMANTOT AIZSARGMASKU - (BG) 3AAB/IKUTEJTHO U3NON3BAHE HA NMPEAMA3HA 3ABAPBYHA MACKA - (TR) KORUYUCU MASKE TAKMAK ZORUNLUDUR - (AR) 3l gLu8 slasiwly slyJdyl

(EN) WEARING EAR PROTECTORS IS COMPULSORY - (IT) OBBLIGO PROTEZIONE DELL'UDITO - (FR) PROTECTION DE L'OUIE OBLIGATOIRE - (ES) OBLIGACION DE PROTECCION DEL OIDO - (DE) DAS
TRAGENVONGEHORSCHUTZISTPFLICHT-(RU)OBA3AHHOCTb 3ALLMLLIATbCNTYX-(PT) OBRIGATORIOPROTEGEROOUVIDO-(NL)VERPLICHTEOORBESCHERMING- (EL) YTIOXPEQEZHMPOXTAZIAZ
AKOHZ - (RO) PROTECTIA AUZULUI OBLIGATORIE - (SV) OBLIGATORISKT ATT SKYDDA HORSELN - (CS) POVINNOST OCHRANY SLUCHU - (HR- SR) OBAVEZNA ZASTITASLUHA - (PL)NAKAZ OCHRONY
SEUCHU - (FI) KUULOSUOJAUS PAKOLLINEN - (DA) PLIGT TIL AT ANVENDE H@REV/RN - (NO) FORPLIKTELSE A BRUKE H@RSELVERN - (SL) OBVEZNA UPORABA GLUSNIKOV - (SK) POVINNA
OCHRANASLUCHU-(HU)HALLASVEDELEMKOTELEZO - (LT) PRIVALOMOS APSAUGOS PRIEMONES KLAUSOS ORGANAMS - (ET) KOHUSTUS KANDA KUULMISKAITSEVAHENDEID - (LV) PIENAKUMS
AIZSARGAT DZIRDES ORGANUS - (BG) 3AIb/IKUTE/THO AA CE HOCAT MPEAMNA3HU CPEACTBA 3A CJIYXA - (TR) KORUYUCU KULAKLIK KULLANMAK ZORUNLUDUR - (AR) 03¥1 dalesu sl3J¥1

(EN) USERS OF VITAL ELECTRICAL AND ELECTRONIC APPARATUS MUST NEVER USE THE MACHINE - (IT) VIETATO L'USO DELLA MACCHINA Al PORTATORI DI APPARECCHIATURE ELETTRICHE
ED ELETTRONICHE VITALI - (FR) L'UTILISATION DE LA MACHINE EST DECONSEILLEE AUX PORTEURS D’APPAREILS ELECTRIQUES OU ELECTRONIQUES MEDICAUX - (ES) PROHIBIDO EL USO
DE LA MAQUINA A LOS PORTADORES DE APARATOS ELECTRICOS Y ELECTRONICOS VITALES - (DE) TRAGERN LEBENSERHALTENDER ELEKTRISCHER UND ELEKTRONISCHER GERATE IST
DER GEBRAUCH DER MASCHINE UNTERSAGT - (RU) MCMOJIb3OBAHWE YCTAHOBKM 3AMPELLEHO JIULIAM, NCMOJb3YIOLWMM NEKTPOHHYIO U SNEKTPOAMNMAPATYPY OBECMEYEHUA
KU3HEAEATENBHOCTY - (PT) E PROIBIDO O USO DA MAQUINA AOS PORTADORES DE APARELHAGENS ELECTRICAS E ELECTRONICAS VITAIS - (NL) HET GEBRUIK VAN DE MACHINE IS
VERBODEN AAN DRAGERS VAN ELEKTRISCHE EN ELEKTRONISCHE VITALE APPARATUUR - (EL) ANATOPEYETAI H XPHEH TOY MHXANHMATOX XE ATOMA MOY OEPOYN HAEKTPIKEEZ
KAl HAEKTPONIKES IYIKEYEEZ ZOTIKHE THMAZIAX - (RO) SE INTERZICE FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE DE APARATE ELECTRICE $I ELECTRONICE VITALE -
(SV) FORBJUDET FOR ANVANDARE AV LIVSUPPEHALLANDE ELEKTRISKA ELLER ELEKTRONISKA APPARATER ATT ANVANDA DENNA MASKIN - (CS) ZAKAZ POUZITI STROJE NOSITELUM
ELEKTRICKYCH A ELEKTRONICKYCH ZIVOTNE DULEZITYCH ZARIZENI - (HR-SR) ZABRANJENO JE UPOTREBLJAVATI STROJ OSOBAMA KOJE IMAJU UGRADENE VITALNE ELEKTRICNE ILI
ELEKTRONICKE UREDAJE - (PL) ZABRONIONE JEST UZYWANIE URZADZENIA OSOBOM STOSUJACYM ELEKTRYCZNE | ELEKTRONICZNE URZADZENIA WSPOMAGAJACE FUNKCJE ZYCIOWE - (FI)
KONEEN KAYTTOKIELTO SAHKOISTEN JA ELEKTRONISTEN HENKILONSUOJALAITTEIDEN KAYTTAJILLE - (DA) DET ER FORBUDT FOR PERSONER, DER ANVENDER LIVSVIGTIGT ELEKTRISK OG
ELEKTRONISK APPARATUR, AT ANVENDE MASKINEN - (NO) DET ER FORBUDT FOR PERSONER SOM BRUKER LIVSVIKTIGE ELEKTRISKE ELLER ELEKTRONISKE APPARATER A BRUKE MASKINEN
- (SL) PREPOVEDANA UPORABA STROJA ZA UPORABNIKE ZIVLJENJSKO POMEMBNIH ELEKTRICNIH IN ELEKTRONSKIH NAPRAV - (SK) ZAKAZ POUZ{VANIA STROJA OSOBAM SO ZIVOTNE
DOLEZITYMI ELEKTRICKYMI A ELEKTRONICKYMI ZARIADENIAMI - (HU) TILOS A GEP HASZNALATA MINDAZOK SZAMARA, AKIK SZERVEZETEBEN ELETFENNTARTO ELEKTROMOS VAGY
ELEKTRONIKUS KESZULEK VAN BEEPITVE - (LT) GRIEZTAI DRAUDZIAMA SU |JRANGA DIRBTI ASMENIMS, BESINAUDOJANTIEMS GYVYBISKAI SVARBIAIS ELEKTRINIAIS AR ELEKTRONINIAIS
PRIETAISAIS - (ET) SEADET EI TOHI KASUTADA ISIKUD, KES KASUTAVAD MEDITSIINILISI ELEKTRI-JA ELEKTROONIKASEADMEID - (LV) ELEKTRISKO VAI ELEKTRONISKO MEDICINISKO
IERICU LIETOTAJIEM IR AIZLIEGTS IZMANTOT MASINU - (BG) 3ABPAHEHO E MON3BAHETO HA MALUMHATA OT JIMLA, HOCUTESIN HA ENEKTPUYECKW U ENEKTPOHHU MEAVLIMHCKN
YCTPOWCTBA - (TR) HAYATi ELEKTRIKLi VE ELEKTRONIK CIHAZ KULLANANLAR MAKINEYi KULLANMAMALIDIR - (AR) & gx2d1 dig iUVl diliygSdl 852V ool dIVI slasviowl ytaz

(EN) PEOPLE WITH METAL PROSTHESES ARE NOT ALLOWED TO USE THE MACHINE - (IT) VIETATO L'USO DELLA MACCHINA Al PORTATORI DI PROTESI METALLICHE - (FR) UTILISATION
INTERDITE DE LA MACHINE AUX PORTEURS DE PROTHESES METALLIQUES - (ES) PROHIBIDO EL USO DE LA MAQUINA A LOS PORTADORES DE PROTESIS METALICAS - (DE) TRAGERN
VON METALLPROTHESEN IST DER UMGANG MIT DER MASCHINE VERBOTEN - (RU) UCMOJIb3OBAHME MALUUHDbI 3ANPELLAETCA NIOAAM, UMEIOLLUM METAJUVTMMECKUE MPOTE3bI
- (PT) PROIBIDO O USO DA MAQUINA AOS PORTADORES DE PROTESES METALICAS - (NL) HET GEBRUIK VAN DE MACHINE IS VERBODEN AAN DE DRAGERS VAN METALEN PROTHESEN
- (EL) ANATOPEYETAI H XPHEH THE MHXANHE XE ATOMA NOY OEPOYN METAAAIKEEZ MPOXOHKEE - (RO) SE INTERZICE FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE
DE PROTEZE METALICE - (SV) FORBJUDET FOR PERSONER SOM BAR METALLPROTES ATT ANVANDA MASKINEN - (CS) ZAKAZ POUZITi STROJE NOSITELUM KOVOVYCH PROTEZ - (HR-SR)
ZABRANJENA UPOTREBA STROJA OSOBAMA KOJE NOSE METALNE PROTEZE - (PL) ZAKAZ UZYWANIA URZADZENIA OSOBOM STOSUJACYM PROTEZY METALOWE - (FI) KONEEN KAYTTO
KIELLETTY METALLIPROTEESIEN KANTAJILTA - (DA) DET ER FORBUDT FOR PERSONER MED METALPROTESER AT BENYTTE MASKINEN - (NO) BRUK AV MASKINEN ER IKKE TILLATT FOR
PERSONER MED METALLPROTESER - (SL) PREPOVEDANA UPORABA STROJA ZA NOSILCE KOVINSKIH PROTEZ - (SK) ZAKAZ POUZITIA STROJA OSOBAM S KOVOVYMI PROTEZAMI - (HU)
TILOS A GEP HASZNALATA FEMPROTEZIST VISELO SZEMELYEK SZAMARA - (LT) SU SUVIRINIMO APARATU DRAUDZIAMA DIRBTI ASMENIMS, NAUDOJANTIEMS METALINIUS PROTEZUS
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ﬁ m INSTRUCTIONS FOR USE AND MAINTENANCE pag. 5 @
WARNING! BEFORE USING THE WELDING MACHINE READ THE INSTRUCTION MANUAL CAREFULLY!

ﬁ m ISTRUZIONI PER L'USO E LA MANUTENZIONE pag. 11 o
ATTENZIONE! PRIMA DI UTILIZZARE LA SALDATRICE LEGGERE ATTENTAMENTE IL MANUALE DI ISTRUZIONE!

ﬁ [[D:ﬂ] INSTRUCTIONS D’UTILISATION ET D’ENTRETIEN pag. 17 @
ATTENTION! AVANT TOUTE UTILISATION DU POSTE DE SOUDAGE, LIRE ATTENTIVEMENT LE MANUEL D’INSTRUCTIONS!

ﬁ [I]:D]] INSTRUCCIONES PARA EL USO Y MANTENIMIENTO pag. 23 @
ATENCION! ANTES DE UTILIZAR LA SOLDADORA LEER ATENTAMENTE EL MANUAL DE INSTRUCCIONES!

ﬁ [[D]] BETRIEBS- UND WARTUNGSANLEITUNG s. 29 @
ACHTUNG! VOR GEBRAUCH DER SCHWEISSMASCHINE LESEN SIE BITTE SORGFALTIG DIE BETRIEBSANLEITUNG!

ﬁ [I]:D]] MHCTPYKUUMN NMO PABOTE U TEXOBCNYXXWUBAHUIO cTp. 35 @
BHUMAHME! NEPEJ, TEM, KAK UCMOJIb30BATb MALUUHY, BHUMATENIbHO MPOYUTATb PYKOBOZCTBO MNOJIb3OBATENA!

ﬁ ”D]] INSTRUQ()ES DE USO E MANUTEN(;AO pag. 41 @
CUIDADO! ANTES DE UTILIZAR A MAQUINA DE SOLDA LER CUIDADOSAMENTE O MANUAL DE INSTRUGOES !

ﬁ [[m] INSTRUCTIES VOOR HET GEBRUIK EN HET ONDERHOUD pag. 47 @
OPGELET! VOORDAT MEN DE LASMACHINE GEBRUIKT MOET MEN AANDACHTIG DE INSTRUCTIEHANDLEIDING LEZEN!

ﬁ m OAHTIEX XPHXHX KAl XYNTHPHXIHX o&gl. 53 e
MPOXOXH! MPIN XPHEIMOMOIHZETE TO XYTKOAAHTH AIABAZTE MPOXEKTIKA TO ErXEIPIAIO XPHEHE!

ﬁ [HIH] INSTRUCTIUNI DE FOLOSIRE SI INTRETINERE pag. 59 @
ATENTIE: CITITI CU ATENTIE ACEST MANUAL DE INSTRUCTIUNI INAINTE DE FOLOSIREA APARATULUI DE SUDURA!

ﬁ [[D]] INSTRUKTIONER FOR ANVANDNING OCH UNDERHALL sid. 65 @
VIKTIGT! LAS BRUKSANVISNINGEN NOGGRANT INNAN NI ANVANDER SVETSEN!

ﬁ HD]] NAVOD K POUZITi A UDRZBE str. 71 @
UPOZORNENI: PRED POUZITiIM SVAROVACIHO PRISTROJE S| POZORNE PRECTETE NAVOD K POUZIT!

é m UPUTSTVA ZA UPOTREBU | SERVISIRANJE str. 77 @@
POZOR: PRIJE UPOTREBE STROJA ZA VARENJE POTREBNO JE PAZLJIVO PROCITATI PRIRUCNIK ZA UPOTREBU!

ﬁ m INSTRUKCJE OBStUGI | KONSERWACII str. 83 @
UWAGA: PRZED ROZPOCZECIEM SPAWANIA NALEZY UWAZNIE PRZECZYTAC INSTRUKCJE OBSLUGI!

ﬁ [H:D]] KAYTTO- JA HUOLTO-OHJEET. s. 89 Q
HUOM! ENNEN HITSAUSKONEEN KAYTTOA LUE HUOLELLISESTI KAYTTOOHJEKIRJA!

ﬁ ”D:ﬂ] BRUGS- OG VEDLIGEHOLDELSESVEJLEDNING sd. 95 @
GIV AGT! LAS BRUGERVEJLEDNINGEN OMHYGGELIGT, FGR MASKINEN TAGES | BRUG!

ﬁ [I]:D]] INSTRUKSER FOR BRUK OG VEDLIKEHOLD s. 101 @
ADVARSEL! F@R DU BRUKER SVEISEBRENNEREN MA DU LESE BRUKERVEILEDNINGEN N@YE!

ﬁ m NAVODILA ZA UPORABO IN VZDRZEVANJE str. 107 e
POZOR: PRED UPORABO VARILNE NAPRAVE POZORNO PREBERITE PRIROCNIK Z NAVODILI ZA UPORABO!

ﬁ m NAVOD NA POUZITIE A UDRZBU str. 113 @
UPOZORNENIE: PRED POUZITIM ZVARACIEHO PRISTROJA SI POZORNE PRECITAJTE NAVOD NA POUZITIE!

é [[D]] HASZNALATI UTASITASOK ES KARBANTARTASI SZABALYOK oldal 119 @
FIGYELEM: A HEGESZTOGEP HASZNALATANAK MEGKEZDESE ELOTT OLVASSA EL FIGYELMESEN A HASZNALATI UTASITAST!

ﬁ m EKSPLOATAVIMO IR PRIEZIUROS INSTRUKCIJOS psl. 125 0
DEMESIO: PRIES NAUDOJANT SUVIRINIMO APARATA, ATIDZIAI PERSKAITYTI INSTRUKCIJY KNYGELE!

ﬁ m KASUTUSJUHENDID JA HOOLDUS k. 131 @
TAHELEPANU: ENNE KEEVITUSAPARAADI KASUTAMIST LUGEGE KASUTUSJUHISED TAHELEPANELIKULT LABI!

ﬁ H]IH] IZMANTOSANAS UN TEHNISKAS APKOPES ROKASGRAMATA Ipp. 137 @
UZMANIBU: PIRMS METINASANAS APARATA IZMANTOSANAS UZMANIGI IZLASIET ROKASGRAMATU!

ﬁ m MHCTPYKLIMU 3A YNOTPEBA U NOAAPDBXKA cTp. 143 @
BHUMAHME: NPEAMN AA U3MNON3BATE ENEKTPOMEHA, MPOYETETE BHUMATEJTIHO PbKOBOLACTBOTO C UHCTPYKLM 3A NMON3BAHE.

ﬁ [[D]] KULLANIM VE BAKIM TALIMATLARL....ccceevueenrenenen. sayfa 149 @
UYARI! KAYNAK MAKINESiNi KULLANMADAN ONCE KULLANIM KILAVUZUNU DIKKATLE OKUYUNUZ!
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CONTINUOUS WIRE WELDING MACHINE FOR MIG-MAG AND FLUX, TIG, MMA WELDING
FOR PROFESSIONAL AND INDUSTRIAL USE.
Note: The term “welding machine” will be used in the text that follows.

1. GENERAL SAFETY CONSIDERATIONS FOR ARC WELDING

The operator should be properly trained to use the welding machine safely and
should be informed about the risks related to arc welding procedures, the associated
protection measures and emergency procedures.

(Please refer to the applicable standard "EN 60974-9: Arc welding equipment. Part 9:
Installation and Use).

N

- Avoid direct contact with the welding circuit: the no-load voltage supplied by the
welding machine can be dangerous under certain circumstances.

When the welding cables are being connected or checks and repairs are carried
out the welding machine should be switched off and disconnected from the power
supply outlet.

Switch off the welding machine and disconnect it from the power supply outlet
before replacing consumable torch parts.

Make the electrical connections and installation according to the safety rules and
legislation in force.

The welding machine should be connected only and exclusively to a power source
with the neutral lead connected to earth.

Make sure that the power supply plug is correctly connected to the earth protection
outlet.

Do not use the welding machine in damp or wet places and do not weld in the rain.
- Do not use cables with worn insulation or loose connections.
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- Do not weld on containers or piping that contains or has contained flammable liquid
or gaseous products.

Do not operate on materials cleaned with chlorinated solvents or near such
substances.

Do not weld on containers under pressure.

Remove all flammable materials (e.g. wood, paper, rags etc.) from the working area.
Keep the gas bottle (if used) away from heat sources, including direct sunlight.

WELDING FUMES CAN BE DANGEROUS

The fumes produced during welding contain toxic gases and vapours.

Welding fumes contain substances that cause cancer, as

indicated in the monograph IARC 118 (International Agency for Research on Cancer).
The toxicity of the welding fumes depends on the following factors:

- metals used for welding;

- welding electrodes and wire;

- coatings;

- detergents, degreasers and similar;

- welding process used.

All operators must follow the rules listed below to

reduce inhalation of welding fumes to a minimum:

- keep your head far from any welding fumes;

- do notinhale such fumes;

- ensure adequate air exchange or means to extract the welding fumes near the arc;
- use a welding helmet with electro-ventilated respirator if ventilation is insufficient.
To comply with Directive 2019/130/EU: protection of workers from the risks related

to exposure to carcinogens or mutagens at work, a systematic approach to the
assessment is necessary of the exposure limits of welding fumes according to their
composition, concentration and duration of exposure.

POCLO®

- Use electric insulation that is suitable for the torch, the workpiece and any metal
parts that may be placed on the ground and nearby (accessible).

This can normally be done by wearing gloves, footwear, head protection and
clothing that are suitable for the purpose and by using insulating boards or mats.
Ultraviolet radiation is carcinogenic, as stated in the IARC monograph 118; in
addition, ultraviolet and infrared radiation can damage the eyes and burn the skin.
Always protect your eyes with the relative filters, which must comply with UNI EN
169 or UNI EN 379, mounted on masks or use helmets that comply with UNIEN 175.
Use the relative fire-resistant clothing (compliant with UNI EN 11611) and welding
gloves (compliant with UNI EN 12477) without exposing the skin to the ultraviolet
and infrared rays produced by the arc; the protection must extend to other people
who are near the arc by way of screens or non-reflective sheets.

Noise: If the daily personal noise exposure (LEPd) is equal to or higher than 85 dB(A)
because of particularly intensive welding operations, suitable personal protective
means must be used (Tab. 1).
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ELECTRIC AND MAGNETIC FIELDS MAY BE DANGEROUS

Electric current flowing through any conductor causes localized electric and magnetic
fields (EMF). Welding current creates an EMF field around welding and welding
equipment.

EMF fields may interfere with some medical implants (e.g. pacemakers, respiratory
equipment, metallic prostheses etc.).

Protective measures for persons wearing medical implants have to be taken.

For example, access restrictions for passers-by or individual risk assessment for
welders.

This welding machine complies with technical product standards for exclusive use in
an industrial environment for occupational use. It does not assure compliance with
the restrictions for use by layman.

All operators should follow the rules listed herebelow, in order to minimize exposure
to EMF fields from the welding circuit:

- route the welding cables together. Secure them with tape when possible;

place your trunk and head as far away as possible from the welding circuit;

never coil welding cables around metal objects or your body;

do not place your body between welding cables;

keep welding cables on the same side of your body;

connect the work clamp to the work piece as close as possible to the area being
welded;

do not work next to welding power sources;

all operators should keep the required minimum distances as given in the EMF data
sheet;

distance from the EMF source to a point beyond which the exposure is less than 20%
of the lowest permissible value: d= 15 cm.

- Class A equipment:

This welding machine conforms to technical product standards for exclusive use in an
industrial environment and for professional purposes. It does not assure compliance
with electromagnetic compatibility in domestic dwellings and in premises directly




connected to a low-voltage power supply system feeding buildings for domestic use.

A EXTRA PRECAUTIONS

WELDING OPERATIONS:
- In environments with increased riskof electric shock;
- In confined spaces;
- In the presence of flammable or explosive materials;
MUST BE evaluated in advance by an “Expert supervisor” and must always be
carried out in the presence of other people trained to intervene in emergencies.
All protective technical measures MUST be taken as provided in 7.10; A.8; A.10 of
the applicable standard EN 60974-9: Arc welding equipment. Part 9: Installation
and Use”.
Welding MUST NOT be allowed if the welding machine or wire feeder is supported
by the operator (e.g. using belts).
The operator MUST NOT BE ALLOWED to weld in raised positions unless safety
platforms are used.
VOLTAGE BETWEEN ELECTRODE HOLDERS OR TORCHES: working with more than
one welding machine on a single piece or on pieces that are connected electrically
may generate a dangerous accumulation of no-load voltage between two different
electrode holders or torches, the value of which may reach double the allowed limit.
An expert coordinator must be designated to measuring the apparatus to determine
if any risks subsist and suitable protection measures can be adopted, as foreseen by
section 7.9 of the applicable standard "EN 60974-9: Arc welding equipment. Part 9:
Installation and Use”.

A RESIDUAL RISKS

OVERTURNING: position the welding machine on a horizontal surface that is able to
support the weight: otherwise (e.g. inclined or uneven floors etc.) there is danger of
overturning.

IMPROPER USE: it is hazardous to use the welding machine for any work other than
that for which it was designed (e.g. de-icing mains water pipes).

RISK OF BURNS

Some parts of the welding machine (torch, electrode-holder clamp) and the adjacent
areas can reach temperatures over 65°C: adequate protective clothing must be
worn.

Allow the just welded piece to cool before touching it!

IMPROPER USE: the use the welding machine by more than one operator at the same
time may be dangerous.

MOVING THE WELDING MACHINE: Always secure the gas bottle, taking suitable
precautions so that it cannot fall accidentally (if used).

Do not use the handle to hang the welding machine.
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The safety guards and moving parts of the covering of the welding machine and of
the wire feeder should be in their proper positions before connecting the welding
machine to the power supply.

WARNING! Any manual operation carried out on the moving parts of the wire feeder,
for example:

Replacing rollers and/or the wire guide;

Inserting wire in the rollers;

Loading the wire reel;

Cleaning the rollers, the gears and the area underneath them;

Lubricating the gears.

SHOULD BE CARRIED OUT WITH THE WELDING MACHINE SWITCHED OFF AND
DISCONNECTED FROM THE POWER SUPPLY OUTLET.

ENVIRONMENTAL CONDITIONS (EN 60974-1)

Use the welding machine with the following environmental conditions only:
ambient temperature between -10°C and 40°C;

relative humidity of the air not exceeding 50% at 40°C;

relative humidity of the air not exceeding 90% at 20°C;

« The surrounding air must be free of dust, acid, gas or corrosive substances, etc.

STORAGE

- Position the machine and its accessories (with or without packaging) in closed
premises.

- The ambient temperature must be between -20°C and 55°C.

If the machine is planned with liquid cooling and an ambient temperature under 0°C:

use the anti-freeze liquid suggested by the manufacturer or completely empty the

hydraulic circuit and the tank of liquid.

Always use adequate measures to protect the machine from humidity, dirt and

corrosion.
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mmmm DISPOSAL

Do not dispose of this welding machine as normal household waste at the end of its
life cycle.

The user is responsible for disposing of this electrical equipment in collection
points designated for disposal and recycling of electrical equipment or contact the
shop where you purchased the product. This provision only refers to disposal of the
equipment within the European Union (WEEE).

2.INTRODUCTION AND GENERAL DESCRIPTION

This welding machine is a source of current for arc welding, made specifically for MAG
welding carbon steel or weak alloys with CO, protective gas or Argon/CO, mixes, using
tubular full or core electrode wires.

It is also ideal for MIG welding stainless steel with Argon gas containing + 1-2% oxygen
and aluminium and CuSi3, CuAl8 (brazing) with Argon gas, using electrode wires that are
suitable for the workpiece to be welded.

Suitable core wires can be used without Flux protection gas, adapting torch polarity

according to the indications of the wire producer (versions 180A and 200A only).

It is particularly suitable for light metalwork fabrication and in body shops, for welding
galvanized plates, high stress stainless steel and aluminium. SYNERGIC operation ensures
fast and easy welding parameter setting, always guaranteeing high arc control and welding
quality (OneTouch Technology).

The welding machine, where available (see Tab. 1), can be used for TIG welding in direct
current (DC), with arc striking upon contact (LIFT ARC mode). It welds all types of steel
(carbon, low- and high-alloy) and heavy metals (copper, nickel, titanium and their alloys)
with a gas shield of pure (99.9%) Ar or, for special uses, with an Argon/Helium mix. It can also
be used for MMA electrode welding in direct current (DC) using coated electrodes (rutile,
acid, basic).

2.1 MAIN CHARACTERISTICS

MIG-MAG

- Synergic (automatic) or manual operation;

Pre-set synergic curves;

Wire speed, welding voltage and welding current shown on an LCD screen;

2T, 4T and spot operation selection;

Adjustments: wire up slope, electronic reactance, wire burn-back time, post gas;

Polarity change for GAS MIG-MAG/BRAZING welding or NO GAS/FLUX (versions 180A and
200A only).

Setting the metric or UK system.

TIG (see table 1)
- Start LIFT;
- Wire speed and welding current shown on an LCD screen.

MMA (see table 1)

- Arc force adjustment, hot start.

VRD device.

Anti-stick protection.

Indication of recommended electrode diameter based on welding current;
Wire speed and welding current shown on an LCD screen.

PROTECTION

- Thermostatic safeguard;

Protection against accidental short-circuits caused by contact between torch and earth;
Protection against irregular voltage (power supply voltage too high or too low);
Anti-stick (MMA).

2.2 STANDARD ACCESSORIES

Torch;

Return cable complete with earth clamp;
Torch holder support (where available).

2.3 OPTIONAL ACCESSORIES

Argon bottle adapter;

Trolley (versions 180A and 200A only);
Self darkening helmet;

MIG MAG welding kit;

MMA welding kit;

TIG welding kit.

3.TECHNICAL DATA
3.1 DATA PLATE
The most important data regarding use and performance of the welding machine are
summarised on the rating plate and have the following meaning:
Fig.A
1- EUROPEAN standard of reference, for safety and construction of arc welding machines.

2- manufacturer’s name and address.
3- product model.
4- Symbol for internal structure of the welding machine.
5- Symbol for welding procedure provided.
6- Symbol S: indicates that welding operations may be carried out in environments with
heightened risk of electric shock (e.g. very close to large metallic volumes).
7- Symbol for power supply line:
1~ :single phase alternating voltage;
3~:3-phase alternating voltage.
8- Protection rating of the covering.
9- Technical specifications for power supply line:

- U, : Alternating voltage and power supply frequency of welding machine (allowed
limit +109%).
= | 1 : Maximum current absorbed by the line.
- 1, effective current supplied.
10- Performance of the welding circuit:
- U, : maximum no-load voltage (open welding circuit).
- /U, : current and corresponding normalised voltage that the welding machine can
supply during welding.
- X : Duty cycle: indicates the time for which the welding machine can supply the
corresponding current (same column). It is expressed as %, based on a 10 min. cycle
(e.g. 60% = 6 minutes working, 4 minutes pause, and so on).
If the usage factors (on the plate, referring to a 40°C environment) are exceeded, the
thermal safeguard will trigger (the welding machine will remain in standby until its
temperature returns within the allowed limits).
- A/V-A/V : shows the range of adjustment for the welding current (minimum
maximum) at the corresponding arc voltage.
11- Manufacturer’s serial number for welding machine identification (indispensable for
technical assistance, requesting spare parts, discovering product origin).
12- ——3-: Size of delayed action fuses to be used to protect the power line.
13- Symbols referring to safety regulations, whose meaning is given in chapter 1 “General
safety considerations for arc welding”

Note: The data plate shown above is an example to give the meaning of the symbols and
numbers; the exact values of technical data for the welding machine in your possession
must be checked directly on the data plate of the welding machine itself.

3.2 OTHER TECHNICAL DATA

WELDING MACHINE: see table 1 (TAB. 1).

MIG TORCH: see table 2 (TAB. 2).

TIG TORCH: see table 3 (TAB. 3).

ELECTRODE-HOLDER CLAMP: see table 4 (TAB. 4).

AVERAGE CONSUMPTION OF WIRE AND WELDING GAS: see table 6 (TAB. 6).
The weight of the welding machine is given in table 1 (TAB. 1).



4. WELDING MACHINE DESCRIPTION
4.1 CONTROL, ADJUSTMENT AND CONNECTING DEVICES.

4.1.1 WELDING MACHINE (Fig. B, B1, B2, B3)
At the front:
1- Control panel.

2- Welding cable and torch.

3- Earth return cable and clamp.

4- Torch coupling.

5- Positive (+) fast coupling for connecting the welding cable.
6- Negative (-) fast coupling for connecting the welding cable.
7- Fast coupling plug connected to the torch coupling.

8- Touch coupling (T2).

9- Welding cable and torch (T2).

10- Welding cable and torch (T3).

At the back:

11- Main ON/OFF switch.

12- Hose connector for protective gas.

13- Power cable.

14- Hose connector for torch T2 protective gas.
15- Hose connector for torch T3 protective gas.

On the reel area (where available):

16- Positive clamp (+).

17- Negative clamp (-).

NB: Polarity inversion for FLUX welding (no gas).

4.1.2 WELDING MACHINE CONTROL PANEL (Fig. C)
1- selection, if pressed, of MIG-MAG welding (SYNERGIC or MANUAL), TIG or MMA
SYNERGIC MIG-MAG:
- Adjustment of welding power.
MANUAL MIG-MAG:
- Adjustment of wire feed speed.
TIG (where available):
- Adjustment of welding current.
MMA (where available):
- Adjustment of welding current.

If pressed % it allows access to preset machine programs.
SYNERGIC MIG-MAG:

- Adjustment of the welding seam (arc length)
MANUAL MIG-MAG:

- Adjustment of the welding seam (welding voltage)
TIG:

- Not enabled.

MMA:

- Not enabled

LCD display

selection, if pressed of torch T1, T2, T3.

signalling indicator LED of torch T1, T2, T3.

3-
4-
5-

5.INSTALLATION

ATTENTION! THE WELDING MACHINE MUST BE TURNED OFF AND
DISCONNECTED FROM THE MAINS BEFORE COMMENCING ANY
INSTALLATION AND POWER CONNECTION OPERATIONS.
THE ELECTRICAL CONNECTIONS MUST ONLY BE CARRIED OUT BY EXPERT OR
QUALIFIED TECHNICIANS.

Fig. D (version 180A with wheels)
Fig. D1 (version 270A)
Fig. D2, D3 (3-torch version)
Unpack the welding machine and assemble the separate parts included in the package.

Assembling the clamp-return cable Fig. E
Assembling the welding cable electrode-holder clamp FIG. F
Assembling the torch holder hook (where available) FIG. G

5.1 POSITIONING THE WELDING MACHINE

Choose the place where the welding machine is to be installed so that there are no
obstructions to the cooling air inlets and outlets; at the same time make sure that conductive
dust, corrosive vapours, humidity etc. cannot be drawn into the machine.

Leave at least 250 mm of free space all around the welding machine.
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5.2 CONNECTION TO THE MAIN POWER SUPPLY

Before making any electrical connection, check the rating plate data on the welding
machine to make sure they correspond to the voltage and frequency of the available
power supply where the machine is to be installed.

The welding machine must be connected only and exclusively to a power supply with the
neutral conductor connected to earth.

To guarantee protection against indirect contact use the following types of residual
current devices:

- Type A( ) for single-phase machines.

- Type B ( ) for 3-phase machines.

In order to satisfy the requirements of the EN 61000-3-11 (Flicker) standard we recommend
connecting the welding machine to the interface points of the main power supply that
have an impedance of less than Zmax = 0.24 ohm.

The IEC/EN 61000-3-12 Standard does not apply to the welding machine.

If the welding machine is connected to an electrical grid, the installer or user must make
sure that the machine can indeed be connected (if necessary, consult the company that
manages the electrical grid).

WARNING! Position the welding machine on a level surface with sufficient
load-bearing capacity, so that it cannot be tipped over or shift dangerously.

5.2.1 Plug and outlet

(1~)

Connect the power supply plug to a mains socket fitted with fuses or an automatic circuit-
breaker; the corresponding earth terminal should be connected to the (yellow-green) earth

conductor of the power supply.

(3~

Connect a normalised plug (3P + PE) - having sufficient capacity- to the power cable and
prepare a mains outlet fitted with fuses or an automatic circuit-breaker; the special earth
terminal should be connected to the earth conductor (yellow-green) of the power supply
line.

Table (TAB. 1) shows the recommended delayed fuse sizes in amps, chosen according to
the max. nominal current supplied by the welding machine, and the nominal voltage of the
main power supply.

WARNING! Non-compliance with the above regulations renders the
manufacturer’s safety system (class I) inefficient, with resulting serious risks
to people (e.g. electric shock) and things (e.g. fire).

5.3 WELDING CIRCUIT CONNECTION

5.3.1 Recommendations
ATTENTION! BEFORE CARRYING OUT THE FOLLOWING CONNECTIONS,
MAKE SURE THE WELDING MACHINE IS OFF AND DISCONNECTED FROM THE
MAINS.

Table 1 (TAB. 1) gives the recommended values for welding cables (in mm?) according to the

maximum energy supplied by the welding machine.

In addition:

- Fully rotate the welding cable connectors in the quick couplings (if present), to guarantee
perfect electric contact; if this is not the case the connectors will overheat with consequent
fast deterioration and loss of efficiency.

- Use the shortest welding cables possible.

Do not use metal structures that are not part of the workpiece to replace the welding

current return cable; this can endanger safety and give unsatisfactory welding results.

5.3.2 WELDING CIRCUIT CONNECTIONS IN MIG-MAG MODE

5.3.2.1 Gas cylinder connection (if used)

Loadable gas cylinder on the support surface of the trolley: max 30kg (where available).
Screw the pressure reducer (¥) onto the cylinder gas valve, inserting the specific reduction
supplied as an accessory, when Argon gas or an Argon/CO, mix is used.

Connect the input hose of the gas reducer and tighten with the strip.

- Loosen the adjustment ring nut of the pressure reducer before opening the cylinder valve.
(*) Accessory to purchase separately if not supplied with the product.

5.3.2.2 Connecting the welding current return cable
Connect the cable to the piece to be welded or the metal bench on which the workpiece is
placed, as close as possible to the joint being worked.

5.3.2.3 Torch
Prepare the torch to receive the wire for the first time, removing the nozzle and the contact
pipe, to make exiting easier.

5.3.2.4 Internal polarity change (where available)
Fig.B

- Open the reel area door.

MIG/MAG welding (gas):

- Connect the torch cable to the red clamp (+) (Fig. B-16)

- Connect the clamp return cable to the negative fast coupling (-) (Fig. B-17)

FLUX welding (no gas):

- Connect the torch cable to the black clamp (-) (Fig. B-17).

- Connect the clamp return cable to the positive fast coupling (+) (Fig. B-16).

Close the reel area door.

5.3.2.5 External polarity change (where available)
Fig.B

MIG/MAG welding (gas):

Connect the torch cable to the torch coupling (Fig. B-4).

Connect the fast coupling plug (Fig. B-7) to the positive coupling plug (+) (Fig. B-5).
Connect the clamp return cable to the negative fast coupling (-) (Fig. B-6).

FLUX welding (no gas):

Connect the torch cable to the torch coupling (Fig. B-4).

Connect the fast coupling plug (Fig. B-7) to the negative coupling (-) (Fig. B-6).
Connect the clamp return cable to the positive fast coupling (+) (Fig. B-5).

5.3.3 WELDING CIRCUIT CONNECTION IN TIG MODE

5.3.3.1 Connecting the gas bottle

Screw the pressure reducer onto the gas bottle valve, placing the relative reduction
supplied as an accessory between them;

Connect the gas input hose to the pressure reducing valve and tighten the supplied strip.
Loosen the adjustment ring nut of the pressure reducing valve before opening the gas
bottle valve.

Open the gas bottle and adjust the quantity of gas (I/min.) according to the recommended
usage data, see table (TAB. 5); the gas flow can be adjusted while welding, always using
the ring nut of the pressure reducer. Check the seal of the hoses and connections.
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5.3.3.2 Connecting the welding current return cable

- Connect the cable to the piece to be welded or the metal bench on which the workpiece
is placed, as close as possible to the joint being worked. Connect this cable to the clamp
with the symbol (+) (Fig. B-5).

ATTENTION! Always close the gas bottle valve when you have finished
working.

5.3.3.3Torch
- Insert the current cable in the specific fast clamp (-) (Fig. B-6). Connect the gas hose of the
torch to the cylinder.

5.3.4 WELDING CIRCUIT CONNECTIONS IN MMA MODE
Almost all the coated electrodes should be connected to the positive pole (+) of the
generator; an exception is the negative pole (-) for electrodes with acid coating.

5.3.4.1 Connection of the electrode-holder clamp welding cable
Bring a special clamp on the clamp used to tighten the exposed part of the electrode.
Connect this cable to the clamp with the symbol (+) (Fig. B-5).

5.3.4.2 Connecting the welding current return cable
- Connect the cable to the piece to be welded or the metal bench on which the workpiece
is placed, as close as possible to the joint being worked. Connect this cable to the clamp



with the symbol (-) (Fig. B-6).

5.4 LOADING THE WIRE SPOOL (Fig. H, H1, H2)
WARNING! BEFORE STARTING THE OPERATIONS TO LOAD THE WIRE MAKE
SURE THE WELDING MACHINE IS SWITCHED OFF AND DISCONNECTED
FROM THE MAIN POWER SUPPLY OUTLET.

MAKE SURE THAT THE WIRE FEEDER ROLLERS, THE WIRE GUIDE HOSE AND THE CONTACT

TIP OF THE TORCH MATCH THE DIAMETER AND TYPE OF WIRE TO BE USED AND MAKE SURE

THAT THESE ARE FITTED CORRECTLY. WHEN INSERTING AND THREADING THE WIRE DO NOT

WEAR PROTECTIVE GLOVES.

Open the reel compartment door.

Position the wire reel on the spindle, holding the end of the wire upwards; make sure the

tab for pulling the spindle is correctly seated in its hole (1a).

Release the pressure counter-roller(s) and move them away from the lower roller(s) (2a);

Make sure that the towing roller(s) is suited to the wire used (2b).

Free the end of the wire and remove the distorted end with a clean cut and no burr; turn

the reel anti-clockwise and thread the end of the wire into the wire-guide infeed, pushing

it 50-100mm into the wire guide of the torch fitting (2c).

Re-position the counter-roller(s), adjusting the pressure to an intermediate value, and

make sure that the wire is correctly positioned in the groove of the lower roller(s) (3)

Remove the nozzle and contact tip (4a).

Insert the welding machine plug in the power supply outlet, switch on the welding

machine, press the torch button and wait for the end of the wire to pass through the

whole of the wire guide hose and protrude by 10-15 cm from the front part of the torch,

release the button.

A stress; therefore if adequate precautions are not taken the wire could cause
hazardous electric shock, injury and striking of electric arcs:

Do not direct the mouthpiece of the torch towards parts of the body.

Keep the torch away from the gas bottle.

Re-fit the contact tip and the nozzle onto the torch (4b).

Check that wire feed is regular; set the roller and spindle braking pressure to the minimum

possible values making sure that the wire does not slide in the groove and when feed is

halted the loops of wire are not loosened by excessive reel inertia.

Cut the end of the wire so that 10-15 mm protrude from the nozzle.

Close the reel compartment door.

WARNING! During these operations the wire is live and subject to mechanical

6. MIG-MAG WELDING: PROCESS DESCRIPTION

6.1 SHORT ARC

Wire welding and detachment of the drop takes place via subsequent short-circuits of the
wire tip and weld pool (up to 200 times per second). The stick-out length of the wire is
normally between 5 and 12mm.
Carbon, low-alloy steel

- Usable wire diameter:

- Usable gas:

Stainless steel

- Usable wire diameter:

- Usable gas:

Aluminium and CuSi/CuAl

- Usable wire diameter:

0.6-0.8 - 1.0 mm (1.2 mm version 270A only)
CO, or Ar/CO, mixtures

0.8- 1.0 mm (1.2 mm version 270A only)
Ar/O, or Ar/CO, mixtures (1-2%)

0.8 - 1.0 mm (1.2 mm version 270A only)

- Usable gas: Ar
Core wire

- Usable wire diameter: 0.8-0.9-1.2mm
- Usable gas: None
6.2 PROTECTION GAS

See TAB. 6.

7. MIG-MAG OPERATION MODEE

7.1 SYNERGIC operating mode @ n
Defined by the user, the parameters such as material, wire diameter ,gas type ,the
welding machine is automatically set in optimal operating conditions established by the
various synergic curves saved. The user only has to select the material thickness to begin
welding (OneTouch Technology).

7.1.1 LCD display in SYNERGIC mode (Fig. L)
NB: All the values which be displayed and selected depend on the type of set welding.

1- Synergic operating mode ;

2- Material to weld. Types available: Fe (steel), Ss (stainless steel), AIMg, AlSi, (aluminium),
CuSi/CuAl (zinc-plated sheet metal - brazing), Flux (core wire - NO GAS welding);
3- Diameter of wire to use;
4- Recommended safety gas;
5- Thickness of material to weld;
6- Graphic indicator of thickness of material;
7- Graphic indicator of welding seam shape;
8- Welding values:
@ wire feed speed;
m welding voltage;
n welding current.
9- ATC (Advanced Thermal Control).

7.1.2 Parameters setting

Pressing button C-2 for at least 1 second, you can access the preset programs on the
machine.

Turning the knob C-2 you can slide all the programs (PRG 01, 02, etc.). Select the program
chosen by pressing and releasing the same knob. The welding machine sets itself
automatically in the best operation conditions established by the different synergy curves
that are saved. The user only has to select the material thickness using knob C-1 to begin
welding. The welding voltage and current is shown on the display only during welding.

7.1.3 Adjustment of the welding seam shape

Adjustment of the shape of the seam takes place using the knob (Fig. C-2) that regulates the
arc length thereby establishing the greater or lesser welding temperature input.

The settings scale varies from -10 + 0 + +10; in most cases, the knob in the intermediate
position (0, HL ) has an optimal base setting (the value is shown on the LCD display on the

left of the graphic symbol of the welding seam and disappears after a set time).
Using the knob (Fig. C-2), the graphic indication on the display of the shape of the welding
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changes showing a more convex, flat or concave result.

n

Convex shape. == It means there is a low thermal load, therefore welding is "cold", with
little penetration; therefore, turning the knob clockwise you obtain more thermal load with
the effect of welding with greater melting.

N

—

Concave shape. It means there is a high thermal load, therefore welding is too "hot",
with excessive penetration; then, turn the knob anti-clockwise to obtain greater melting.

7.1.4 ATC Mode (Advanced Thermal Control)

This is enabled automatically when the thickness selected is less or equal to 1.5mm.
Description: the particular instantaneous control of the welding arc and the ultra rapid
correcting of parameters minimize current spikes, something that is characteristic of Short
Arc transfer procedures, to the advantage of a low thermal load on the piece to be welded.
The result, on the one hand, is reduced deformation of materials and, on the other, a fluid
and accurate transfer of the weld material and the creation of a welding seam that is easy
to model.

Advantages:

- easy welding of thin materials;

decreased deformation of material;

stable arc even when working with low currents;

rapid and accurate spot welding;

easier coupling of spaced sheets.

7.1.5 Advanced parameter setting: MENU 1 (Fig. M)

Press the knobs (Fig. C1) and (Fig. C2) for at least 1 second and release to access the advanced
parameter settings menu. When MENU 1 appears, again press. Each parameter can be set to
the desired value by rotating/pressing the knob (Fig. C2) until you exit the menu.
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‘Agl— : burn-back correction. (Fig. M-3)
Use to adjust the wire burn-back time when welding is stopped. Settings from - 10 % to +
10 %. Factory value: 0 %

@ : Post gas. (Fig. M-4)

Use to adapt the protective gas outflow starting from when welding is stopped. Settings
from 0 to 10 seconds. Factory value: 1 sec.

: trailing wire ramp correction (Fig. M-1)
correct the trailing wire starting ramp to prevent any initial accumulation in the
g seam. Settings from - 10 % to + 10 %. Factory value: 0 %

: electronic reactance correction (Fig. M-2)
her value determines a hotter welding bath. Settings from - 10 % (low reactance
ines) to + 10 % (high reactance machines). Factory value: 0 %

3>
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g} : Wire speed correction (Fig. M-5)
It increases or decreases the wire feed speed according to the display. Adjustment from -3
to +3m/min. Factory value: 0 m/min.

7.2 MANUAL operating mode m
The user can customise all the welding parameters.

7.2.1 LCD display in MANUAL mode (Fig. N)
1- MANUAL operating mode m;

2- Welding values:
Eg wire feed speed;

m welding voltage;
n welding current.

7.2.2 Parameters setting

In manual mode, the wire feeding speed and the welding voltage are adjusted separately.
The knob (Fig. C-1) adjusts the wire speed, the knob (Fig. C-2) adjusts the welding voltage
(which determines the welding power and influences the seam shape). The welding current
is shown on the display (Fig. N-2) only during welding.

7.2.3 Advanced parameter setting: MENU 1 (Fig. M)

Press the knobs (Fig. C1) and (Fig. C2) for at least 1 second and release to access the advanced
parameter settings menu. When MENU 1 appears, again press. Each parameter can be set to
the desired value by rotating/pressing the knob (Fig. C2) until you exit the menu.

: Trailing wire ramp (Fig. M-1).
adjust wire feed rate as welding starts, in order to optimise arc strike. Settings from 20
% (start in % of full capacity speed). Factory value: 50 %

: Electronic reactance (Fig. M-2)
gher value determines a hotter welding bath. Settings from 10 % (low reactance
achines) to 100 % (high reactance machines). Factory value: 50 %

: Burn-back. (Fig. M-3)
Use to adjust the wire burn-back time when welding is stopped. Settings from 0 to 1 sec.
Factory value: 0.08 sec.

@ : Post gas. (Fig. M-4)

Use to adapt the protective gas outflow starting from when welding is stopped. Settings
from 0 to 10 seconds. Factory value: 1 sec.

g} : Wire speed correction (Fig. M-5)
It increases or decreases the wire feed speed according to the display. Adjustment from -3
to +3m/min. Factory value: 0 m/min.

7.2.4 Setting of torch T1, T2, T3 (where available)
Setting of torch T1, T2, T3 can take place in two ways:
- press the button on the control panel (Fig. C-4) where the corresponding LED will come



on;
- press and release, after at least one second, the button for the torch to be used until the
corresponding LED comes on.

8. CONTROLLING THE TORCH PUSH-BUTTON

8.1 Setting the torch push-button control mode (Fig. O)

Both in manual and synergic mode to access the menu, simultaneously press the knobs (Fig.
C1) and (Fig. C2) for at least 1 second and release them. Turn the knob (Fig. C2) until menu 2
appears. Confirm selection by pressing the knob again.

8.2 Torch push-button control mode
Itis possible to set 3 different torch push-button control modes:
vt

2T mode: i

welding begins when the torch push-button is pressed and ends when the push-button is
released.

ot
4T mode: [

-l L

welding begins when the torch push-button is pressed and released, and ends only when
the torch push-button is pressed and released a second time. This mode is useful for long
welding operations.

Spot welding mode: @

used for MIG/MAG spot welding with control of welding duration.

9. UNIT OF MEASUREMENT MENU (Fig. O)

Both in manual and synergic mode to access the menu, simultaneously press the knobs (Fig.
C1) and (Fig. C2) for at least 1 second and release them. Turn the knob (Fig. C2) until menu
3 appears. Confirm selection by pressing the knob again. Now you can set the metric or
imperial units of measurement. Pressing knob C-2 again, you return to manual (or synergic)
mode.

10. INFO MENU (Fig. O)

Both in manual and synergic mode to access the menu, simultaneously press the knobs (Fig.
C1) and (Fig. C2) for at least 1 second and release them. Turn the knob (Fig. C2) until menu 4
appears. Confirm selection by pressing the knob again; turning the knob C-2 you can obtain
information on the software installed. Pressing knob C-2 again, you return to manual (or
synergic) mode.

11.TIG DC WELDING: PROCESS DESCRIPTION

11.1 GENERAL PRINCIPLES

TIG DC welding is suitable for all types of low-alloy and high carbon steel, and heavy metals
such as copper, nickel, titanium and their alloys (FIG. P). An electrode with 2% Cerium (grey
band) is normally used for TIG DC welding with electrode at the (-) pole. The tungsten
electrode must be axially sharpened using a grinding wheel, see FIG. Q; make sure the tip
is perfectly concentric to prevent arc deviation. The electrode must be ground along its
length. This operation must be repeated periodically according to the use and wear state
of the electrode, or when the electrode itself has been accidentally contaminated, oxidised
or used incorrectly. For the welding to be good, the exact diameter of the electrode must
be used with the exact current, see table (TAB. 5). The electrode normally projects from the
ceramic nozzle by 2-3 mm, but can reach 8 mm for welding edges.

The weld is created by the edges that melt. Filler metal is not needed when welding suitably
prepared thin material (up to about T mm) (FIG. R). A greater thickness requires rods made
from the same material as the basic material and with a suitable diameter, with edges that
have been suitably prepared (FIG. S). For welding to be successful, the pieces must be
carefully cleaned and free from oxide, grease, oil, solvent, etc.

11.2 PROCEDURE (LIFT STRIKE)

Use the knob C-1 to adjust the welding current at the required value;

Adjust the current during welding to the true thermal ratio that is required.

Make sure the gas is flowing correctly.

The arc ignites through contact, distancing the tungsten electrode from the workpiece.
Igniting in this manner causes less electric-irradiated disturbances and reduces tungsten
inclusions and electrode wear to a minimum.

Place the tip of the electrode on the workpiece, pressing gently.

Immediately lift the electrode by 2-3 mm to obtain the ark strike.

The welding machine initially supplies reduced current. After a few seconds, the set
welding current is issued.

- Quickly lift the electrode from the workpiece to interrupt welding.

11.3 LCD DISPLAY IN TIG MODE (Fig. C)

- £ TIG operation mode;

Welding values;
m welding voltage;

n welding current.

12. MMA WELDING: PROCESS DESCRIPTION

12.1 GENERAL PRINCIPLES

- It is essential to follow the recommendations provided by the manufacturer on the
electrode packaging which indicates the correct electrode polarity and relative rated
current.

- Welding current is regulated to suit the diameter of the electrode being used and the type
of soldering to be performed; an example of the currents used for the various electrode
diameters can be seen below:

@ Electrode (mm) i Welding current (A)

Min. Max.
1.6 25 50
2.0 40 80
2.5 60 110
3.2 80 150
4.0 140 200
5.0 180 250
6.0 240 270

- One can see that for the same diameter electrode, high levels of current will be used for
flat welding, whilst lower current levels will be used for vertical or overhead welding.
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- The mechanical characteristics of the welded joint are determined by the intensity of
the selected current and also other welding parameters such as the length of the arc,
the operating speed and position, the diameter and quality of the electrodes (to ensure
correct conservation, use special packaging or containers to store and protect the
electrodes against humidity).

WARNING:
Instability of the arc due to the composition of the electrode can occur, depending on the
brand, type and thickness of the electrode coatings.

12.2 Procedure

Hold the mask IN FRONT OF THE FACE, then lightly scratch the electrode tip on the piece
to be welded as if you were trying to strike a match; this is the correct way of striking the
arc.

WARNING: DO NOT TAP the electrode against the piece; this can damage the coating and
make it difficult to strike the arc.

A soon as the arc is struck, try to maintain a distance from the piece which is equivalent
to the diameter of the electrode being used, and try to maintain this distance as constant
as possible during the welding operations; remember that the angle of the electrode as it
moves forwards should be about 20-30 degrees.

At the end of the welding seam, move the electrode tip backwards slightly, above the
crater, and fill it in; now quickly lift the electrode from the weld pool to extinguish the arc
(Examples of welding seams - FIG. T).

12.3 LCD DISPLAY IN MMA MODE (Fig. C)

- ?I:I MMA operation mode;

- Welding values;
m welding voltage;

n welding current;
- recommended electrode diameter.

Press the knobs (Fig. C1) and (Fig. C2) for at least 1 second and release to access the
advanced parameter settings menu. Each parameter can be set to the desired value by
rotating/pressing the knob (Fig. C2) until you exit the menu.

iy
'L“_'L : this is the initial "HOT START" overcurrent, the display shows the percentage
increase as to the value of the selected welding current. Settings from 0 to 100%. Factory
value: 50%.

o _
h' L :thisis the dynamic "ARC-FORCE" overcurrent, the display shows the percentage
increase as to the value of the pre-selected welding current. This adjustment improves
welding fluidity, prevents the electrode from adhering to the workpiece and makes it
possible to use different types of electrodes.

Settings from 0 to 100%. Factory value: 50%.
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LI L . ON/OFF; this enables or disables the device that reduces the loadless output
voltage (ON or OFF setting). Factory value: OFF. With the VRD enabled, operator safety
increases when the welding machine is on but not in the welding mode.

13. RESET FACTORY SETTINGS
The welding machine can be taken back to the factory settings by keeping the two knobs
(Fig.C-1) and (Fig.C-2) pressed during starting operation.

14. ALARM WARNINGS
Reset is automatic when the reason for alarm activation stops.
Alarm messages that can appear on the display:

ALARM 01 and” ”: Welding primary thermal switch has tripped. Operations come to
a halt until the machine has cooled down sufficiently.

ALARM 02 and “ @ ”: Welding secondary thermal switch has tripped. Operations come
to a halt until the machine has cooled down sufficiently.

ALARM 03: overvoltage switch has tripped. Check the power supply voltage.

ALARM 04: undervoltage switch has tripped. Check the power supply voltage.

ALARM 10: welding circuit overcurrent switch has tripped. Make sure the feeder speed
and/or welding current are not too high.

ALARM 11: torch and earthing short-circuit switch has tripped. Make sure the welding
circuit has not short-circuited.

ALARM 13: no internal communication switch has tripped. If the alarm continues, contact
an authorised repair centre.

ALARM 18: auxiliary voltage alarm switch has tripped. If the alarm continues, contact an
authorised repair centre.

When the welding machine is switched off, the signal ALARM 04 may appear for a few
seconds.

15. MAINTENANCE

WARNING! BEFORE CARRYING OUT MAINTENANCE OPERATIONS MAKE
SURE THE WELDING MACHINE IS SWITCHED OFF AND DISCONNECTED
FROM THE MAIN POWER SUPPLY.

15.1 ROUTINE MAINTENANCE:
ROUTINE MAINTENANCE OPERATIONS CAN BE CARRIED OUT BY THE OPERATOR.

15.1.1 Torch

Do not put the torch or its cable on hot pieces; this would cause the insulating materials
to melt, making the torch unusable after a very short time.

Make regular checks on the gas pipe and connector seals.

Accurately match collet and collet body with the selected electrode diameter in order to
avoid overheating, bad gas diffusion and poor performance.

At least once a day check the terminal parts of the torch for wear and make sure they are
assembled correctly: nozzle, electrode, electrode-holder clamp, gas diffuser.

Before using the welding machine, always check the terminal parts of the torch for wear
and make sure they are assembled correctly: nozzle, electrode, electrode-holder clamp,
gas diffuser.

15.1.2 Wire feeder
- Make frequent checks on the state of wear of the wire feeder rollers, regularly remove the
metal dust deposited in the feeder area (rollers and wire-guide infeed and outfeed).



15.2 EXTRAORDINARY MAINTENANCE

EXTRAORDINARY MAINTENANCE MUST ONLY BE CARRIED OUT BY TECHNICIANS

WHO ARE EXPERT OR QUALIFIED IN THE ELECTRIC-MECHANICAL FIELD, AND IN FULL

RESPECT OF THE IEC/EN 60974-4 TECHNICAL DIRECTIVE.

WARNING! BEFORE REMOVING THE WELDING MACHINE PANELS AND
WORKING INSIDE THE MACHINE MAKE SURE THE WELDING MACHINE IS
SWITCHED OFF AND DISCONNECTED FROM THE MAIN POWER SUPPLY
OUTLET.

If checks are made inside the welding machine while it is live, this may cause serious

electric shock due to direct contact with live parts and/or injury due to direct contact

with moving parts.

Inspect the welding machine regularly, with a frequency depending on use and the

dustiness of the environment, and remove the dust deposited on the transformer,

reactance and rectifier using a jet of dry compressed air (max. 10 bar).

Do not direct the jet of compressed air on the electronic boards; these can be cleaned

with a very soft brush or suitable solvents.

At the same time make sure the electrical connections are tight and check the wiring for

damage to the insulation.

- At the end of these operations re-assemble the panels of the welding machine and screw

the fastening screws right down.

Never, ever carry out welding operations while the welding machine is open.

- After having carried out maintenance or repairs, restore the connections and wiring as
they were before, making sure they do not come into contact with moving parts or parts
that can reach high temperatures. Tie all the wires as they were before, being careful to
keep the high voltage connections of the primary transformer separate from the low
voltage ones of the secondary transformer.

Use all the original washers and screws when closing the casing.

16. TROUBLESHOOTING

IN CASE OF UNSATISFACTORY FUNCTIONING, BEFORE SERVICING MACHINE OR REQUESTING

ASSISTANCE, CARRY OUT THE FOLLOWING CHECK:

- Check that when general switch is ON the relative lamp is ON. If this is not the case then
the problem is located on the mains (cables, plugs, outlets, fuses, etc.)

- Thereis noalarmsignalling intervention of the thermostat safeguard, over or undervoltage

or short-circuit.

Check that the nominal intermittance ratio is correct. In case there is a thermal protection

interruption, wait for the machine to cool down, check that the fan is working properly.

- Check the mains voltage: if the value is too high or too low the welding machine will be

stopped.

Check that there is no short-circuit at the output of the machine: if this is the case

eliminate the incovenience.

- Check that all connections of the welding circuit are correct, particularly that the work

clamp is well attached to the workpiece, with no interferring material or surface-coverings

(ie. Paint).

Protective gas must be of appropriate type and quantity.
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MpumeuaHue: [lanee B TeKcTe GyAe'r NCnoJsib30BaTbCA TEPMUH ((CBapo"IHbll;I annapar».

1. OBLLAA TEXHUKA BE3OMACHOCTU NPU IYTOBOW CBAPKE

Pa6ouuii fonmkeH 6bITb XOPOLLO 3HAKOM ¢ 6e30MacHbIM NCMOJIb30BaHNEM CBAPOYHOTO
annapata U 03HAaKOMMEH C PMCKaMU, CBA3aHHbIMM C NPOLIECCOM AYroBOi CBapKwM, C
COOTBETCTBYIOLLMMI HOPMAMU 3ALYUTI 1 aBapuitHbIMK cutyayuamm.

(Cm. Takxke ctaHpapT "EN 60974-9: O6opyaoBaHne anA AyroBoi ceapku. Yactb 9:
Yer a 1 NCnosnb3c "),

/N

N36eraTb HENOCPEACTBEHHOrO KOHTAKTA C 3NIEKTPUYECKNM KOHTYPOM CBapKu, Tak

KaK B OTCYTCTBUM HarpysKm HanpshKeHne, NogaBaeMoe reHepaTopom, Bo3pacTaeT u

MOXeT 6bITb OnacHo.

OTCOeANHATb BUNKY MaLLNHbI OT 3/1eKTPMYECKOIl CeTU nepea npoBefeHunem nobbix

pa6ot no coeguHeHuIo KabGeneli CBapKmn, MEPONPUATIIA NO NPOBEpPKe U PEMOHTY.

BbIK/II0OYaTh CBapOYHbINi annapaT n OTCOeANHATbL NUTAHNE Nepes TeM, Kak 3aMeHUTb

V3HOLUEHHbIE ieTanu CBapoYHOIi ropenKku.

BbINOMHUTD 3NIEKTPMUECKYI0 YCTAHOBKY B COOTBETCTBUME C AENCTBYIOLM

3aKOHOAATeNbCTBOM U NPaBUIaMM TEXHMKM 6e3onacHoCTy.

CoeAnHATb CBapOYHYI0 MALIMHY TONMbKO C CEeTbI0 MUTAHNA C HEeTPasbHbIM

NPOBOAHUNKOM, coep c3asem

- Y6eauTbCs, YTO po3eTKa CeTN NPaBUbHO COEANHEHA C 3a3eMIeHeM 3aLnTbl.

- He nonb3oBaTbCsA annapaTom B CbIpbIX 1 MOKPbIX MOMELLEHUNAX, U He Npou3BoguTe
CBapKy nopg aoxaem.

- He nonb3oBatbca KaGenem ¢ NoBpeXAeHHO U30AALMen UK C NIOXUM KOHTaKTOM

B CO@AVHEHUAX.

AN\

- He npoBoaunTb cBapouHbIX paboT Ha KOHTelIHepax, eMKOCTAX unu Tpy6ax, Kotopble
coiepXanu KugKmne nam ra3oo6pasHble roproune BelecTsa.

He npoBoauTb cBapo4HbIX paboT Ha MaTepuanax, YMCTKa KOTOpPbIX NPoBOANIach
XnopocogepXalwyumn pacTBOPUTENAMMN NN No6 TH OT yKa IX BelecTB.
He npoBoauTb cBapKy Ha pesepByapax nop faBjieHneM.

Y6upatb ¢ pabouero mecta Bce ropioune matepuanbl (Hanpumep, aepeso, bymary,
TPANKA 1 T.A.).

W36eraiite HarpeBaHUA 6anNoHa pa3IMYHLIMU UCTOYHNKAMM TeNNa, B TOM Yucie u
nyyamu (ecnm ncnonbsyerca).

np COJIHe

CBAPOYHbIV AbIM MOXET BbITb OMACEH

Abim, o6pasylowuiica Bo Bp CcBapKwu, €o, T TOKCMYHbIE ra3bl U Napbl.
CBapoYHbIii ibIM COAEPKUT KaHLIepOreHHble BellecTBa, Kak

yKasaHo B MoHorpadum IARC 118 (MexxayHapoaHOe areHTCTBO Mo U3YUYeHMIo paKa).
TOKCMYHOCTb CBAPOYHOIO biMa 3aBUCUT OT cneayowwmx GakTopos:

- MeTannbl, UCnonb3yembie Npu CBapKe;
3neKTpoAbl Y CBapoYHas NPOBONOKa;
MOKPbITUA;

MololMe cpeacTBa, I

- NCNosb3yeMmblii NpoLecc CBapku.

Bce onepatopbl 4OMKHDI ClefloBaThb NpaBuiaM, NepeUunc/eHHbIM HUXKe, YTo6bI
CBECTV K MMHUMYMY BAbIXaHue CBapO4HOro AbiMma:

- AepXaTb ronoBy Ha PacCTOAHMMN OT CBAPOYHOrO AbiMa;

3

Tenn N aHanor! CpeAacTBa;

He BAbIXaTb 3TO AbIM;
o6ecneuynTb ,OCTaTOUYHDI BO3AYX006MEH Unm cpefcTBa ANA yaaNneHusa CBapoyHoro
AbiMa y cBapoYHoOU Ayru;

NCNonb3oBaTbh CBAapPOYHYI0 MacKy C pecnupaTopomM C MpUHYAUTENbHOU mopaven
BO3/lyXa, eC/IN BEHTUNALMA ABNAETCA HeJOCTaTOUHOM.

Y106b1 06€cneunTb cooTBeTcTBME TPe6oBaHNAM [inpekTuBbl 2019/130/EC no 3awure
PaGoOTHUKOB OT PNCKOB, BO3HUKAIOWMX B pe3yfibTaTe BO3AeNCTBUA KaHLlePOreHHbIX
WM MyTareHHbIX BelecTB Ha pabouem mecTe, HEOGXOANM CUCTEMaTNYECKUIA NOAXO0A
K OLEeHKe npepaenbHO AONYCTMMbIX YPOBHel BO3/eliCTBMA CBapO4YHOro AbiMa B
3aBUCUMOCTH OT €ro COCTaBa, KOHLEHTPaLUM N NPOAOC/IKUTENbHOCTN BO3AECTBUA.

POCLO®

- OGecneuybTe [AOMKHYIO  JJIEKTPUYECKYI0O  U3ONALUMIO  MeXAy ropenko,
obpa6aTbiBaeMoil AeTanbio U 3a3eMIEHHbIMM MeTa/UIMYEeCKUMUN  fAeTanamu,
KOTOpble MOryT HaXOAUTbCA NO6NM30cTy (B pagmnyce AocAraemocTm).

Kak npaBuno, sto MoXHo obecneunTb, MCNONb3ysA nepyaTkyn, o6yBb, rosioBHbIE
y6opbl M ofexay, NpeAycMOTPeHHble MAJIA 3TUX LUeneil U NOCPeACTBOM
MCNoNb30BaHNA N30NALMOHHbIX NOACTaBOK M/ KOBPNKOB.

YnbrpaduoneroBoe usnyvyeHune TCA KaHy KaK YyKasaHoO B
moHorpa¢um MAUP 118; Kpome TOro, ynb'rpa¢vlone1'osoe N uHPpaKpacHoe
n3sily4eHne MOXKeT NoBpeANTDb rnasa u 06xKeub KOXy.

Bcerpa  3awmwaiite rnasa, MCNonb3yA  COOTBeTCTByOWMe  GpunbTpbl,
cooTBeTcTBYlOWME TpeGoBaHmAm ctaHgaptoB UNI EN 169 wam UNI EN 379,
yCTaHOBJIEHHble Ha MacKax WAM KacKkaX, COOTBETCTBYIOWMX Tpe6oBaHMAM
craHpapta UNIEN 175.

Wcnonb3yiiTe cneynanbHylo 3alUTHYIO OTHECTONKYIO ofieXkay (COOTBETCTBYIOLLYIO
Tpe6oBaHuAM ctaHAapTa UNIEN 11611) n cBapouHble nepyaTKu (COOTBETCTBYIOLLME
Tpe6oBaHuamM ctaHgapta UNI EN 12477), cnega 3a Tem, uto6bl 3nugepmmnc He
noaseprancAa 6Gbl BO3AelcTBMIO ynbTpaduoneToBbix N MHPpPaKpacHbIX nyuyeil,
n3nyvyaembix Ayroii; HeO6XOANMO TaKXKe 3alWUTUTb NlloAel, HaXoAALWMXCA BONn3n
CBapO4HOI Ayry, NCNONb3yA HeoTpaXaloLue SKpaHbl NN TEHTbI.

YpoBeHb wyma: Ecnn BcneacTBue BbiNOIHEHUA 0COGEHHO MHTEHCUBHOW CBapKu
eXeflHeBHbI1 ypoBeHb BO3AeiCTBUA Ha pa6oTHUKOB (LEPd) paBeH unu npesbiwaer
85 nb(A), Heo6xoaMMO NCNONb30BaTh MHANBUAYaNbHbIE CPeACTBa 3aWuThb (Tab. 1).

LOOAOOO

SNEKTPOMATHUTHDIE NMOJIA MOTYT BbiTb OMACHbI

SneKTpNYecKnii TOK, NPoTeKawLWnin Yepes No60i NPOBOAHNK, CO3AET NOKanbHble
aneKTpomarHuTHbie nona (3MI). CBapouHbIii TOK co3pgaeT DMI BoKpyr cBapouHo
Lenu 1 cBapoYHOro annapara.

INeKTPOMarHuTHble NONA MOTYT MeLaTb paboTe HEKOTOPbIX MeANLIHCKNX YCTPOICTB

(Hanpumep, 3NeKTPOKapANOCTMMYNATOPOB, pecnupaTopHoro o6opyaoBaHus,
MeTann4yeckux NpoTesos u Ap.).
Heo6xoanmo npeanpuHATbL Haanexalue mepbl NPeaocTop TV MO OT

K nonb3oBaTenam 3Tux ycTpoiicts. Hanpumep, 3anpetute um npubnmkaTbca K 30He

MCnonb3oBaHWA CBAapOYHOrO anmaparta win NpoBeAnTe MHAUBUAYANbHYIO OLIEHKY

PUCKOB ANA CBapLYMKOB.

9TOT CBapoOYHbIi annapar COOTBETCTBYeT Tpe6GoBaHMAM TeXHNYECKUX CTaHJapTOB

ANA  n3penuii, npeAHasHAYeHHbIX WCKAIOYUTENbHO JANA WCNONb30BaHUA B

NPOMbILLIEHHON cpeAe M B npodeccnoHanbHbix uenax. He rapaHTupyerca

COOTBETCTBME TPe6GoBaHMAM O NpefeNbHOM BO3AeiCTBUN S1IeKTPOMarHTHbIX nonew

Ha niofiein B 6bITOBbIX yCNOBUAX.

Bce onepartopbl fo/KHbI cO6I0AaTh NepeUnc.

MuHuMymy Bosgeicteme MM ceapoyHon Lenu:

- pacnonoXute cBapouHble Ka6Genu BG6nuM3M Apyr or apyra. Mo Bo3MOXKHOCTU
cKpenuTe X Knemnkoui neHTom;

4YTO6bI CBECTU K

HMXe np
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cnepguTe 3a TeMm, 4To6bI Bawa r

OT CBapOYHOW Lenu;

KaTeropuMyeckum 3anpeuwjaerca o6opaumsaTb

MeTaInYecKuX NpeAmMeToB NN Tena;

He BbINONHANTE CBapKY, HAXOAACb BHYTPU CBapO4HOI Lienu;

- cnepuTe 3a TeM, YTO6bl 06a CBapOYHbIX Kabensa HaxoaNANCb C OJHON CTOPOHDI Tena;

nopaknunte Kabenb Bo3BpaTa CBapOYHOro TOKa K CBapMBaeMoil AeTanmn Kak
K BbINC my coepi|

He OCylecTBAANTe CBapKy PAAOM CO CBaPOYHbIM annapaTom;

BCe omnepaTopbl AO/MKHbI cobniopaTb Tpebyemoe MUHMMaNbHOe paccToAHUe,

yKasaHHoe B INCTKe AaHHbIx IMIT;

paccToaHne or nucrtoydnka MM B Touke, 3a nNpefenammn KOTOpOi BO3pelcTBNE

cocT T 20% ot HOro AONYCTUMOro 3HayeHuna: d =15 cm.

0N

- O6opypoBaHue Knacca A:

TOT CBapoOYHbIii annapaT yAOBNEeTBOPAET TEXHNYECKOMY CTaHAApTy usaenus ans
NCNoNIb30BaHNA UCKNIOUNTENIbHO B MPOMbILIEHHON cpefie B npodeccroHanbHbIX
uenax. He rapaHTMpyetca cooTBeTcTBMe TpeGC aNeKTp HUTHOW
COBMECTMMOCTM B GbITOBbIX MOMELLEHNAX U B MOMELEHNAX, NPAMO COeAVHEHHBIX C
3/1eKTPOCETbIO HN3KOr0 HanpPsXKeHs, NoAaloLLeil NuTaHne B GbIToBble NOMeLeHNA.

N TYNC e Ha b KakK MOXXHO ganbLie

CBapo4Hble Ka6enu BOKpyr

AOMNOJIHUTEJIbHbIE NPEAOCTOPOXXHOCTHU
OMEPALIUN CBAPKMU:
- B NMOMeLLeHNY C BbICOKMM PUCKOM 3N1eKTPMYeCcKoro paspaaa
- B NOrpaHNYHbIX 30HaxX
- MpW HaNN4yMM BO3ropaeMmMbliX 1 B3pbiBYaTbIX MaTepunanos.
HEOBXOAMMO, uTo6bl “OTBETCTBEHHbI 3KCnepT” npeABapuTeNibHO OLEHUn
PUCK 1 pa6oTbl AOMKHbI NPOBOAUTLCA B MPUCYTCTBUM APYrUX NUL, YMeKoWmx
AencTBOBaTb B CUTyaLuu TpeBoru.
HEOBXOAUMO wucnonb3oBaTb TeXHMYECKWEe CPeAcTBa 3alynTbl, ONMCAHHblE B
paspenax 7.10; A.8; A.10 ctaHaapTta "EN 60974-9: O60opyaoBaHue AnA Ayrosoi
cBapku. Yactb 9: YcTaHOBKa M Mcnonb3oBaHue”,
HEOBXOAMMO 3anpetutb cBapKy, KOrga CBapoOYHblii annapat wau nopaioujee
YCTPOCTBO np n nopaper TcA pa6ounm (Hanpum. nocpeacTBoOM
pemHen).
HEOBXOAIUMO sanpeTuTb cBapKy, Korga pa6ouuii NpunoAHAT Haj Mosom, 3a
WCKJIIOYEHMeM cnyyaeB, Koraa ucnosnb3yloTca nnardpopmbl 6esonacHocTu.
HAMPAMEHWE MEXXAY AEPXKATEJIAMU SNEKTPOAOB WU FOPEJIKAMU: pa6oTaa
C HECKONbKMMMW CBapOYHbIMY annapaTtamu Ha OfAHOV AeTanmn AN Ha CoOeMHEHHbIX
JMEKTPUYECKN p[eTanAX BO3MOXHA reHepauua oOnacHoOW cymmbl “Xonoctoro”
HanpsXXeHNA MeXxay pABYyMA pa AepKar 3NEeKTPoAoB uUnn
rop Ao MoOrylLuero B iBa pa3a NpeBbiCUTb AONMYCTUMbIIA Npeaen.
KBanudpuumpc omy cney Ty >)AUMO  MOPyuuTb nNpubopHoe
u3mMepeHne ANA BbIABNEHUA PUCKOB M Bbl6Opa MOAXOAALMX CPeACTB 3alynTbl
cornacHo paspeny 7.9. ctaHpapta "EN 60974-9: OGopynoBaHme Ansa Ayrosoi
cBapku. Yactb 9: YcTaHOBKa U Mcnonb3oBaHue”.

ICTATOUHbIN PUCK
OMNPOKUADbIBAHUE: pacnonoXuTb CBapo4Hblii annapar Ha rOpU3OHTaNbHOM
NOBEPXHOCTN Hecyleil CNOCOGHOCTH, COOTBETCTBYIOWlEll Macce; B NMPOTUBHOM
cnyyae (Hanp., Mon Noj HaK/IOHOM, HEPOBHbIN M T. A..) CywWecTByeT OnacHoOCTb
ONpoKNAbIBaHUA.

HEMPABWJIbHOE NCMNOJIb3OBAHME: onacHo np
no6bix pa6oT, oTANYaWMXCA OT NMpPeaycMoTP
Tpy6 BoonpoBOAHOI ceTh).

Tb CBapOYHbIii annapart ana
x (Hanp. Pasmop

OMACHOCTb NOJIYYEHUA OXKOIroB

HekoTopble 4acTn cBapoyHOro annapara (ropenka, snekTpopopepartenb) 1
npuneralowWye y4acTkn MoryT fOCTUraTb TemnepaTypbl Bbiwe 65°C: Heo6xoaMMO
MCNONb30BaTb NOAXOAALLYIO 3aLNTHYIO OfEXKAY.

Mocne cBapku NO3BONbTE AETaNN OCTbITh, NPeXAe Yem ee Kacatbcsa!

HEMPABWUJIbHOE NCMNOJIb3OBAHUE: ogHOBpeMeHHOEe NCNoNb30BaHNe CBapoO4YHOro
annaparta HecKoJIbKUMU pa6oTHUKaM1 ABNAETCA ONacHbIM.

MEPEMELLEHUE CBAPOYHOIO AMMAPATA: Bcerga 3akpennsiite ra3oBblil 6annoH
npu nc noaxo, X NPUHaANeXXHocTel, YyTo6bl n3bexarb ero cnyvyanHoro
napeHuns (ecnu oH ncnonbsyertcs).

- 3anpeweHo nop, Tb cBap 1 annapar 3a pyuKy.

3awuTbl U NOABUXKHbIE YacTh KO)XXyXa CBapo4HOro annaparta n yCTpOﬁCTBa nopgauv
MPOBOJIOKN AO/MKHbI HaxoauTbCA B Tpe6yeMOM nonoXxeHun, nepen Tem, Kak
noacoeanHATb CBapO‘IHbIﬁ annapar K ceTn NUTaHuA.

/R

BHUMAHMUE! Jlio60e pyuyHOoe BMeluaTe/IbCTBO Ha 4YacTAX B ABVKEHUW YCTPONCTBa
nogaum np OKW, Hanp p:

- 3ameHa PONVKOB 1/unn Hanp Ly p KU}

- BBepieHNe NPOBONOKN B PONVKN;

- YcTaHOBKa KaTywKM C NPOBOJIOKOIA;

- OYNCTKa PONNKOB, LWECTePEHOK 1 30Hbl HaXOAALEeNCA noa;

- CMmasKa WecTepeHoK.

HEOBXOAUMO BbINOJIHATb NPU OTK/IIOYEHHOM U OTCOEAUMHEHHOM OT CETU
MUTAHNA CBAPOYHOM ANMAPATE.

YCJ/IOBUA OKPYKAIOLLEV CPE[bI (EN 60974-1)
- Wcnonb3yiiTe cBapoyHbIii annapaTt TONbKO B C/IEAYIOWNX YCIOBMAX OKpYXKatowei
cpepbl:
« TemnepaTtypa okpy»atoweii cpeabl ot -10°C go 40°C;
* OTHOCUTENbHasA BNIAXKHOCTb BO3JyXa He o/KHa npesbiwaTtb 50% npu 40°C;
* OTHOCUTeNbHasA BIaXXHOCTb BO3JlyXa He [J0/lKHa npeBbiwaTtb 90% npu 20°C;
« OKpyKalowmil BO3AYX He [OMKEH cofepXaTb MNbUIW, KWUCIOT, rasoB, efKuX

BelecTB U T. A.

XPAHEHUE

- Pacnonoxwute cBapouHbiii annapat v NPUHaANEXKHOCTU K HeMy (B ynakoBKke unm 6e3
Hee) B 3aKpbITOM NOMeLLeHNN.

- Temnepatypa Bo3gyxa Ao/mKHa 6bITb B Anana3oHe ot -20°C go 55°C.

Ecnn annapart ocHaleH cCUCTeMOi BOAAHOTO OXNIaXXAeHNA U TemnepaTypa Bosayxa

onyckaetrca Hmke 0°C: ucnonb3yiite XUAKNIA aHTUPPU3, peKoMeHAyeMbliii

W3roToBUTENIEM, AN MOJIHOCTbIO OMOPOXKHWUTE FMAPABANYECKNIA KOHTYp U 6aK ¢

XKNAKOCTbIO.

Bceraa ucnonb3yiite Hagnexawue cpefcTBa ANA 3alMTbl annapara oT Bnaru, rpasu

U Koppo3uu.

h:¢

= YTUIN3ALMA

He yTunusmpyiite 3TOT CBapouHblii annapat BmecTe ¢ O6GblYHbIMU 6bITOBLIMU
OTXOfaMM MO NCTeYEHU CPOKa ero CyX6bl.

B o6nA3aHHOCTM nonb3oBaTeNsd BXOAWT [OCTaBKa 3TOr0 3NEeKTPUYECKOro
o6opyfoBaHMA B NMYHKT c60pa OTXOAOB, CMeLManu3npyOLMIACA Ha yTunausaumm
1 nepepaboTke 3neKTpuUyeckoro o60pyAoBaHNA WM B MarasmH, B KOTopom 6bino
npuo6peTteHo usaenue. 3To NONOXKEHNE KacaeTcsA TONbKO yTuan o6opya

Ha TeppuTtopun EBponeiickoro Cotosa (WEEE).

2. BBEJAEHUE U OBLLEE ONMUCAHUE

3TOTCBapOYHbI annapar ABNAETCA UCTOYHUKOM TOKa AN AyrOBOM CBapKM, OH NpefHa3HaueH
cneuvanbHo Ana ceapku MAG yrnepoamucTon CTanv UaM HU3KONErmpoBaHHOW CTanu B
cpepe 3awuTHoro rasa CO, nan cmecn aproHa/CO,, MCMOMb3ys LeNbHYI0 3NEKTPOAHYIO
NPOBOJIOKY WSIN MPOBOJIOKY C HAaNosHMTeNem (Tpybuatyio).

OH noaxoauT Takxe Ana ceapku MIG Hep»aBetoLLein cTanu B cpefie 3alUTHOrO ra3a aproH
+ 1-2% kucnopopa, antoMmuuma n CuSi3, CuAl8 (naiika) B cpefie 3alMTHOrO rasa aprox,
MCNOSb3yA NEeKTPOAHYI0 NPOBOJIOKY, COCTaB KOTOPO NOAXOAWT ANA CBapVBaeMOW AeTanu.
MoOXHO  mMcrmonb3oBaTb  MPOBOSIOKY C  HaMoONHUTENeM, MpefHa3HaueHHyl  Ans
ncnonb3oBaHua 6e3 3awmTHoro rasa Flux, ycTaHOBUB MONAPHOCTb FOPENKM COrnacHo
yKa3aHuAM U3roTOBUTENA NPOBOJIOKM (TonbKo Ana mogenein 180A n 200A).

AnnapaT B 0OCOGEHHOCTU NOAXOAWUT ANA PaboTbl C NErkrMM KOHCTPYKUMAMKU U AnA
npoBefeHnA Ky30BHbIX paboT, ANA CBapKy OLMHKOBaHHbIX JINCTOB, JIMCTOB C BbICOKUM
npeaenom TeKyyecTW, JIMCTOB W3 HepxaBelower CcTanu W aniomuHua. Pabota B
CUHEPTETUYECKOM pexume obecneymsaeT ObICTPYIO Y NPOCTYIO HACTPOIKY NapameTpoB
CBapKW, BCeraa rapaHTpya YnyuleHHyl YnpaBiaemMocTb AYrM U KayecTBa CBapKu
(texHonorua OneTouch).

CBapoyHbIii annapat, eciv 3To npefycMoTpeHo (cM. Tabn. 1), MOAroTOBNEH Takxe AnA
cBapku TIG noctosaHHbIM TokoM (DC), ¢ Bo36yxAeHVem fyrn kacaHuem (pexum LIFT ARC),
BCEX TUMOB CTanu (YrnepoancTon, HU3KONErMpPOBaHHO 1 BbICOKONErMPOBAHHOIA), @ TaKxKe
TAXENbIX METANNOB (Mefin, HUKENA, TUTaHa U KX CNIaBOB) B CPEAe YNCTOrO 3aLLMTHOrO rasa
aproH (99,9%) unu, B cnyyae ocobbix BUAOB UCMONb30BaHUA, C NCMONb30BaHNEM CMECH
aproHa/renvs. Kpome Toro, oH NpeaycMoTpeH Ana cBapku anekTpoaom MMA nocToAHHbIM
Tokom (DC) C ucnonb3oBaHMEM 3NeKTPOAOB C MOKPbITUEM (PYTWUIOBbBIM, KUCIOTHbIM,
LLENOYHbIM).

2.1 MMABHbIE XAPAKTEPUCTUKU

MIG-MAG

- CuHepreTnyecknin (aBTOMaTUUECKNI) UK PyUHOW PeXnM GYyHKLIMOHNPOBAHNSA;

- NoAroToBIeHHble CUHepreTuyecke KpUBble;

OTObpaXKeHVe Ha XUAKOKPUCTANIINYECKOM [UCTIee CKOPOCTY NPOBOJOKY, HANPSKEeHNA
1 TOKa CBapKu;

- Bblbop pexvima paboTbl 2T, 4T, spot (ToueuHas cBapKa);

PerynupoBka: KpuBas Hauana [ABVKEHVA MPOBOJIOKM, PEAKTUBHOE COMPOTMBIEHUE,
BPEMA OTXWra NPOBOJIOKU B KOHLIe cBapkm (burn-back), nogava rasa nocne csapkm (post
gas);

- W3meHeHne nonapHoct ana ceapku B CPEJE FA3A MIG-MAG/BRAZING wnu BE3 TA3A/
FLUX (Tonbko ans moaenein 180A n 200A).

Bbibop MeTpUYECKoi MM UMMEPCKON CMCTEMbI Mep.

TIG (cm. Tabnuyy 1)
- Bo36yxpaeHwve ayru LIFT;
- OTo6paeHue Ha XMAKOKPUCTANNINYECKOM ANCMIEE HAMPAXKEHNVSA N TOKA CBAPKU.

MMA ( cm. Tabnuyy 1)

- Perynuposka Arc Force, Hot Start.

- Ycrponctso VRD.

- 3awwTa ot npununanua Anti-Stick.

- YKa3saHue peKOMeH[yeMoro juameTpa 31eKTPoAa B 3aBNCMMOCTH OT CBAPOYHOTO TOKa;
- OTo6paxeHne Ha XUAKOKPUCTAIIMYECKOM AUCTINIEE HAMPAXKEHUA 1 TOKa CBapKK.

3AWUTHBIE NPUCMNOCOBJIEHNA

- TepmocTaTnyeckas 3awmTa;

- 3awuTa oT CyYaiHbIX KOPOTKMX 3aMblKaHWI 13-3a CONPUKOCHOBEHWA FOPENKY 1 MacChl;

- 3aWmTa OT HENpPaBWIbHOTO HAMNPMAXKEHUA NUTaHWA (CAIMWKOM BbICOKOE WM HU3Koe
HanpsXeHve NUTaHWA);

- 3awwTa ot npununanusa Anti-Stick (MMA).

2.2 MPUHAANEXXHOCTW, BXOAALIME B CTAHOAPTHYIO KOMMJIEKTALIUIO
- Topenka;

- Kabenb Bo3BpaTa ToKa C 3aKMMOM MacCbl;

- Onopa AnA noaseLwwmnBaHNA ropenkm (ecnv NpeaycMoTPEHO).

2.3 OTAEJIbHO 3AKA3bIBAEMbIE MPUHAAJIEXKHOCTU
- MepexopHuK Ansa 6annoHa c aproHoMm;

- Tenexka (Tonbko ans mogenein 180A n 200A);

- Camo3aTeMHAIOLAACA MacKa;

- Komnnekt ana ceapku MIG/MAG;

- Komnnekr ana ceapkun MMA;

- Komnnekt ana ceapku TIG.

3. TEXHUYECKUE OAHHbIE
3.1 TABJINuKA JAHHbIX
TexHUYecKne faHHble, XapaKTepusyolue paboTy 1 NoNb3oBaHUe annapaToMm, NPYBeAeHbI
Ha cneyuanbHom Tabnnuke, KX pasbACHEHNE AAETCA HIKe:
Puc.A
1- CootBetcTByeT EBponeiickium Hopmam 6€30nacHOCTM 1 TPebOoBaHMAM K KOHCTPYKLMM
[lyroBbIX CBAPOYHbIX annapaTos.
2- HaumeHoBaHMe 1 aapec U3roToBUTENA.
3- Ha3BaHvie mogenw.
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4- BHyTpeHHAA CTPYKTypHas CxeMa CBapOYHOro annaparta.
5- CuMBON NpeaycMOTPEHHOTO TUNa CBapKu.
6- CuMBON S: yKa3blBaeT, YTO MOXHO BbIMOHATL CBAPKY B MOMELLEHNMN C NOBbILLEHHbIM

PUCKOM 31€KTPMYECKOro LWOKa (HanpumMep, PAJOM C MeTalIMyeckrMm Maccamim).

7- CumBON NUTaloLWeENn ceTun:
OpHodasHoe nepeMeHHoe HanpaXeHue.
TpexdasHoe NepeMeHHOE HanpsxeHve.

8- CreneHb 3awwuThbl KOpnyca.

9- [apameTpbl 3N1eKTPUYECKON CeTU NMUTaHNA:

- U, : nepemeHHoe HanpsXeH1e 1 YacToTa NUTaloLLel ceTy annapata (MakcMManbHbIi
ponyck + 10 %).

= | axe S MAKCUManbHbIV TOK, NOTpe6nisieMblii OT ceTn.

- 1 4 2 30 deKTMBHDIN TOK, NOTPebnaembli OT ceTu.

10- MNMapameTpbl CBAPOYHOrO KOHTYpa:

- U_: MaKkcumanbHoe HanpsxeHue 6e3 Harpyski (OTKpbITbI KOHTYP CBapKK).

- L/U,: ToK n HanpsxeHne, COOTBETCTBYIOLWME HOPMANN30BaHHbIM MPON3BOAVMbIE
annapaTom BO BPeMs CBapKy.

- X: k03$duLMeHT npepbiBUCTOCTM paboTbl. [ToKa3biBaeT BPeMs, B TEYEHNN KOTOPOro
annapat MoXeT obecrneunTb yKasaHHbIi B 3TON e KONoHKe TOK. KoadpduumeHt
yKa3sblBaeTcs B % K OCHOBHOMY 10 - MUHYTHOMY LinKny. (Hanpumep, 60 % paBHAeTCA 6
MVHYTaM paboTbl C NOCNeayoWmnM 4-X MAHYTHbIM NepepbiBoM, U T. [1.).

- A/V-A/V : ykasbiBaeT AManasoH PerynnMpoBKM TOKa CBapku (MUHUMAaNbHbIR/
MaKCMMarbHbIN) NPU COOTBETCTBYIOLEM HaNPAXeHUN Ayri.

11- CepuitHblii  Homep. WpeHTnduKaumsa MmawmHbl (Heobxoaum npu obpalleHun 3a

TEXHMYECKO MOMOLLbIO, 3aMaCHbIMM YaCTAMU, MPOBEPKE OPUrMHANBHOCTU U3AENNSA).

12-—3- : BennunHa nnaBKMX nNpefoXpaHUTeNen 3ameffieHHOro AencTeus,
npefycmMaTpuBaemblX ANA 3alnTbl AMHUN.

13- CUMBOSIbI, COOTBETCTBYIOLLME MPaBMIaM 6e30MacHOCTY, Ube 3HauYeHVe NMPUBEAEHO B
rnase 1"O6wan TexHMKa 6€30MacHOCTU ANA AyroBO CBapKU”.

Mpumeyanue: Mprmep UAEHTUPUKALMOHHON TabNMUKN ABNAETCA YyKasaTelbHbIM Ans
06bACHEHUA 3HAUEHUA CYMBOIOB U LiP: TOUYHbIE 3HAYEHNA TEXHUYECKMX AAHHbIX BalLero
annapata NpuBeAeHbl Ha ero Tabnmuke.

3.2 MPOYUE TEXHUYECKUE OAHHbIE

- CBAPOYHbIV AMMAPAT: cm. Tabnuuy 1 (TAB. 1).

- TOPEJIKA MIG: cm. Tabnuuy 2 (TAB. 2).

- TOPEJIKA TIG: cm. Tabnuuy 3 (TAB. 3).

- OEPXATE/Ib SNIEKTPOAA: cm. Tabnuuy 4 (TAB. 4).

- CPEQHUN PACXOJ, NPOBOJIOKU U CBAPOYHOTO IA3A: cm. Tabnuuy 6 (TAB. 6).
Bec cBapouHoro annapara ykasaH B Tabnuue 1 (TAB. 1).

4. ONMNCAHUE CBAPOYHOTIO AMMAPATA
4.1 CPEACTBA YNPABJIEHUA, PEFTYIMPOBKN N COEQVUHEHUA

4.1.1 CBAPOYHbIV AMNMAPAT (puc. B, B1, B2, B3)

MepepHnan cTopoHa:

1- MaHenb ynpaeneHus.

2- CBapouHblii Kabenb v ropeska.

3- Kabenb 1 Knemma Bo3BpaTta TOKa Ha Maccy.

4- THe3[o ropenku.

5- TonoXuTenbHbIN 6GbICTPOPA3bEMHbIN 3aXUM (+) ANA MOACOEAVHEHUA CBapOYHOro
kabens.

6- OTpuuaTenbHbI ObICTPOPasbeMHbI 3aXNUM (-) ANA MNOACOeAUHEHUA CBapPOYHOro
kabens.

7- BbICTPOPa3beMHbIN LUTENCENb, COEANHEHHbIN C THE3[A0M FOPenKu.

8- KpenneHue ropenku (T2).

9- CBapouHbIii Kabenb v ropenka (T2).

10- CBapouyHblil Kabenb 1 ropenka (T3).

3apHAA cCTOpOHa:

11- MasHbIN BbiKNoYaTens ON/OFF.

12- CoeanHUTENb TPYOKM 3aLLMTHOIO rasa.

13- Kabenb nutaHua.

14- CoepnHnTENb TPYOKM 3aLYUTHOrO rasa ropenkm T2.
15- CoeanHnTENb TPYOKM 3aLYUTHOrO rasa ropenkm T3.

OTaeneHune KaTywkm (ecnu npefycMoOTpeHo):

16- MNonoxuTtenbHas knemma (+).

17- OTpuuatenbHasa Knemma (-).

MPUMEYAHUE UsmeHeHne nonapHocTy ansa cBapku FLUX (6e3 rasa).

4.1.2 NAHEJ1b YNIPABJIEHUA CBAPOYHbIM AMNMAPATOM (puc. C)
1- nNpu HaxaTuy NossonAeT BbibpaTb MeToa ceapku MIG-MAG (CUHEPTETUYECKU nnn

PYYHOW), TIG nnn MMA

CUHEPTETUYECKUN MIG-MAG:

- PerynnpoBka MOLIHOCTM CBapKW.

PYYHOW MIG-MAG:

- PerynnpoBkm ckopocTi nofauun NpoBOJIOKH.

TIG (ecnn npegycmoTpeHo):

- PerynnpoBka cBapoUYHOro ToKa.

MMA (ecnn npefycmoTpeHo):

- PerynnpoBka cBapo4YHOro ToKa.

2- Haxatue
annapare.
CUHEPTETUYECKUN MIG-MAG:

- PerynvipoBKa cBapoYHOro WBa (AnnHbI Ayru)
PYYHOW MIG-MAG:

- PerynvpoBKa CBapoOYHOro WWBa (HanpsXxeHne cBapKu)
TIG:

- He 3ageicTBoBaHo.

MMA:

- He 3apeiictBOBaHO

3- KvpkoKpuctanamueckui gucnnen

4-  npw HaxkaTum nossonseT BbibpaTb ropenky T1,T2, T3.

5- CeeToanof, yKasblBalowWnii Ha yCTaHOBNEHHYo ropenky T1,T2, T3.

NO3BONIAET NOYYUTb AOCTYN K NporpaMmmam, npeaycrtaHoB/I€HHbIM B

5.YCTAHOBKA

BHUMAHWE!BO BPEMAYCTAHOBKU Y OCYLLEECTBJIEHUA NIEKTPUYECKUX
COEOVHEHUN CBAPOYHOIO AMMAPATA, OH [JOJI>KEH BbITb MOJIHOCTbIO
BbIKJTIOYEH U OTKJ/IIOYEH OT SJIEKTPOCETU.
SNIEKTPUMECKUE COEAMHEHWA PA3PELUAETCA OCYLUECTBJIATbD TOJIbKO
OMbITHbIM NN KBATMGULIMPOBAHHbIM PABOTHUKAM.

Puc. D (mopenb 180A c Konecamu)
Puc. D1 (mogenb 270A)
Puc. D2, D3 (mopg c3rop )
PacnakyiiTe cBapouHblIii annapart, cobepurTe OTAeNbHbIE YaCTy, COepPXaLLMecs B yNnakoBKe.

C6opkKa BO3BpaTHOro Kabens-saxuma Puc. E
C6opkKa cBapouyHoOro Kabens-gepxarens anekrpoga PUC. F
C6opkKa KploKa Ans noaBelnBaHnA ropenku (ecnm npeaycmorpero) PUC. G

5.1 PASMELLEHME CBAPOYHOTO AMMAPATA

Mpu BbiGOpe MecTa YCTAaHOBKM CBApOYHOrO amnnaparta cnefgute, yTobbl Y BXOAHBIX U
BbIXOJHbIX OTBEpPCTMIA OXNaXkJalolero Bo3zayxa He Oblio NPenAaTcTBuiA; ybeamTech, uto B
annapart He BCaCbIBAlOTCA NEKTPONPOBOAALLME YaCTULbl, €AKME UCNApeHWs, Bfara v T.4.
Bokpyr cBapouHoro annapata He06X0AMMO OCTaBUTb CBOOOAHOE MPOCTPAHCTBO LWWVPUHON,
no KparHen mepe, 250 mm.

BHUMAHUE! VYctaHaBnmuBaliiTe CBapouHblii annapaT Ha pPOBHON
NOBEPXHOCTH, FPY30MNOAbEMHOCTb KOTOPOIi COOTBETCTBYET BeCy annapara,
yTo6bl M36eXKaTb ONpoKMA n cmewy annaparta, YTo MOXeT

npunBecTy K BOSHUKHOBEHNIO OnacCHbIX cvrryal.mﬁ.

5.2 NOACOEANHEHUE K CETU

- MMepep BbiMOAHEHVEM NIOGbIX SMEKTPUYECKUX COeAVHEHUN yBeamTecb, YTO AaHHble
Ha TabnuuKe CBapOYHOrO anmnapata COOTBETCTBYIOT HAMPFKEHMIO U yYacToTe CeTw,
MIMEIOLLENCA B MECTE YCTaHOBKM.

- CBapouHbIii annapat paspeLiaeTca MoAK/lYaTb TOMbKO K CUCTEME MWUTaHWA C

3a3eM/IeHHbIM HeNTPabHbIM MPOBOLOM.

[ns obecneyeHuns 3awWmTbl OT HEMPAMOTO KOHTaKTa, NCnonb3yinTte AuddepeHLmanbHble

BbIKMIOYATENN CIeAYIOLLEro Tuna:

- Tun A ( ) Ansa ogHodasHoro obopynoBaHNA.

- Tun B ( ) BNA TpexdasHbIX MaLLH.

- Yrobbl 0becneunTb cooTBeTCTBME TpeboBaHmam cTaHfapta EN 61000-3-11 (Flicker),
CBapOYHbIi annapat peKoMeHAyeTCA MOACOeAVHATb TONbKO K TakuM Toukam ceTut
MUTaHWA, UMNEefaHC KOTOPbIX HUXKe Zmax = 0.24 Om.

CBapouHbIl annapat He CooTBeTCTBYeT TpeboBaHMAM cTaHaapTa IEC/EN 61000-3-12.

Mpu noacoeAVHeHUM CBApPOYHOTO annapata K GbITOBOW 3M1EKTPOCETU, MOHTAXHUK MK
nonb3oBaTtenb 06A3aH yoeanTbCA, UTO K Hell MOXKHO NOACOEANHATL CBapPOYHbIe annapaTtbl
(B cnyyae HeobXOAMMOCTW CBAXMTECH C MpPeACTaBUTENEeM KOMMaHuW, 3aBefylollen
pacnpeaenuTenbHom ceTblo).

5.2.1 Bunka n poseTtka

(1~)

MoacoeamHuTe BUNKY Kabens nWTaHUA K pPO3eTKe CeTU MUTaHWA, 3alMLieHHON
NpeaoXpaHUTeNAMM WA aBTOMATWYeCKMM  BbIK/lOYaTeneM;  COOTBETCTBYIOLMIA
3a3emMNAWUIA KOHTAKT [JO/MKeH ObiTb COeMHEH C 3a3emMnAlWMUM NPOBOAOM (KenTo-
3e/1eHbli TPOBOA) CETU NMUTaHUA.

(3~)
CoefnHUTb Kabenb NUTaHUA CO CTaHAAPTHOW BUNKOM (3rontoca + 3asemneHwe),
paccunTaHHOI Ha NOTPebaAeMbI annapaTom ToK. Heo6xoanMo NoaKsoyaTh K CTaHAAPTHOM
ceTeBON po3eTKe, 060PYAOBaHHOW MNABKAM WM aBTOMATUYECKMM MpefoxpaHuTenem;
cneuuanbHas 3asemnAlowas  Knemma [omKHa ObiTb  coefiMHEHa C  3a3eMNALWUM
NPOBOAHNKOM (KeNTO-3e/1eHOro LiBETa) IMHUW NUTaHWA.
B Tabnuue (TAB. 1) npuBeAeHbl 3HAuYeHVWA B amnepax, PeKoMeHAyemble ANA
npeaoxpaHuTenein NMHWM 3aMefneHHOro [eNCTBMA, BbIOPAHHbIX Ha OCHOBE MakKC.
HOMMHANbHOTO TOKa, BblpabaTbiBaeMOro CBApPOYHbIM amnnapaTtoM, ¥ HOMWHANbHOIO
HanpPsXXeHVs NUTaHNA.
BHUMAHUE! Heco6niofeHne npuBeAeHHbIX Bbllle MPaBUN CHWXKaeT
3¢ PpeKkTBHOCTD cmucTembl 6e3onacHocTy, npeaycmMoTpeHHon
' npounssoautenem (knacc l), cosgaBaa nNpyu 3TOM cepbe3Hylo yrposy ansa
i (Hanp P, 3NEKTPOLLOK) U MMyLLecTBa (Hanpumep, noxap).

5.3 COEQVHEHNA CBAPOYHOW LIENU
5.3.1 PekomeHgauun

BHUMAHWE! NEPEA BbINOJIHEHWEM ONMUCAHHbIX HUXKE COEAVHEHUIA
YBEOQUTECb B TOM, YTO CBAPOYHbIN AMMAPAT BbIKJIOYEH U
OTCOEAUMHEH OT CETU NMUTAHUA.

BTabnuue 1 (TAB. 1) ykasaHbl pekoMeHayemble 3HaUYeHKA MOMNepeyHOro ceveHrsa CBapoYHbIX

Kabeneit (B MM?) B 3aBMCMMOCTM OT MaKCMMaSIbHOTO TOKa, MOJaBaeMOro CBApPOYHbIM

annapaTom.

Kpome Toro:

- [lo ynopa BKpyTUTe COeAVHUTENN CBaPOYHBIX Kabenel B ObICTPOAECTBYIOLME 3aXKMMbI
(ecnm nmetoTcsa), yTobbI 06ECMeUNTb 6e3yNPEUHbIV SNEKTPUYECKNI KOHTAKT, B MPOTUBHOM
Cllyyae KOHTaKTbl MeperpeoTcs, YTO NpuBeAeT K MX ObICTPOMY M3HOCY W moTepw
3ddeKTMBHOCTI.

- Wcnonb3yiiTe Kak MOXHO 6osiee KOPOTKME CBapOUHble Kabenu.

- He wcnonb3yiiTe MeTannuueckme KOHCTPYKLMUW, KOTOpble He ABAATCA YacTblo
obpabaTbiBaemoil AeTanu, BMeCTo Kabena Bo3BpaTa CBapOUYHOTO TOKa, 3TO MOXET Co3/aTh
yrpo3y 6e30MacHOCTV 1 NPUBECTY K HEYAOBNETBOPUTENbHBIM Pe3yNibTaTaM CBapKU.

5.3.2 COEAVHEHWA CBAPOYHOW LIENU B PEXXUME MIG-MAG

5.3.2.1 CoeanHeHne c ra3oBbiM 6annoHom (ecnu ucnonbsyercs)

- Ta3oBblll 6anioH, YCTaHaBIMBAEMblii Ha OMOPHYI0 MOBEPXHOCTb TENEXKM: MaKC.
30 Kr(texobcnyKnBaHKs (€Cnv NPeayCcMOTPEHO).

MpuKkpyT!Te pepykTOp AaBneHWA(*) K rasoBomy 6anfioHy, MCMonb3ya creluanbHblii
nepexoAHUK, BKIIOUYEHHbI B KOMMMEKTaLmMio, B C/lydae WUCMOMb30BaHWA aproHa wnu
cmecm aproHa/Co,.

- MNopcoennHuTe BXOAHYIO TPYOKY rasa K peyKTopy 1 3aTAHUTE CTAXKY.

lMepen Tem Kak OTKPbITb KnanaH 6annoHa, ocnabbTe perynvpyiolee KonbLo peaykTopa
faBneHnA.

(*) feTanb, nprobpeTtaemas OTAEMbHO, €C/IN OHA HE BKIIOUYEHa B KOMMIEKTALMIO U3enus.

5.3.2.2 NMopgcoen BO3BpPaTHOro Kabena cBapoyHOro ToKa
Kabenb nopcoepvHAeTcA K CBapvBaeMOMn [eTann WM K MEeTaNINYeCcKoMy CTeHAy, Ha
KOTOPOM PacronoxXeHa feTallb, Kak MOXKHO G/viKe K MeCTy CBapKu.

5.3.2.3 Topenka
MoaroToBbTe ee K 3arpy3Kke NPOBOOKY, CHAMUTE POPCYHKY 1 KOHTAKTHYIO TPY6Ky, UTO6bI
YNPOCTUTbL BCTaBKY NPOBOJIOKM.
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5.3.2.4 BHyTpeHHee nsmeHeHne NoAAPHOCTY (eCn NpeayCcMOTPEHO)
Puc.B
- OTKpoiTe AiBepLly OTAENEHNA KaTyLLKN.
- Capka MIG/MAG (ra3):
- MNMopcoenuHuTe Kabenb ropenku K KpacHoi knemme (+) (puc. B-16)
- MNopcoennHuTe 06paTHLIN Kabenb 3axUMa K OTpULATeNbHOMY 6bICTPOpPasbeMHOMY
3axumy (-) (puc. B-17)
- CBapka FLUX (6e3 rasa):
- MNMopcoenuHuTe Kabenb ropenkun K yepHoi knemme (-) (puc. B-17).
- MopcoennHuTe 06paTHBLIN Kabenb 3aKKMa K MONOXUTENbHOMY GbICTPOPa3beMHOMY
3axumy (+) (puc. B-16).
- 3aKpoiTe iBepLly OTAeNEeHUA KaTyLLKW.

5.3.258B n

)CTU (ecnmn NpeAyCcMOTPEHO)
Puc.B

- CBapka MIG/MAG (ra3):

MoacoeanHuTe Kabenb ropenkm K rHesay ropenku (puc. B-4).

- MopcoeguHute  GbICTpOpasbeMHbll  wTencenb (puc. B-7) Kk

6bICTPOpPa3beMHOMY 3axumy (+) (puc. B-5).

MoacoeanHute 06paTHLIN Kabenb 3aXuWMa K OTpuLUATeNbHOMY OblCTPOPa3beMHOMY

3axumy (-) (puc. B-6).

- CBapka FLUX (6e3 rasa):

MoacoeanHuTe Kabenb ropenkm K rHesay ropenku (puc. B-4).

- MopcoenuHute  GbICTPOpPasbeMHbIn  wTencenb  (puc. B-7) K

6bICTPOpPa3bemMHOMy 3axumy (-) (puc. B-6).

MopcoeanHnTe 06paTHbIN Kabenb 3axuma K MONoXKWUTENbHOMY OblCTpOpas3beMHOMY

3axumy (+) (puc. B-5).

NONOXNTENbHOMY

oTpuyaTenbHOMy

5.3.3 COEAVHEHWA CBAPOYHOW LIENW B PEXXUME TIG

5.3.3.1 CoeagniHeHne C ra3oBbIiM 6aNI0OHOM

- MpuKpyTUTe peayKTOp AABNEHMA K KNlanaHy ra3oBoro 6annoHa, B Clyyae HeO6XoANMOCTN
YCTaHOBMB COOTBETCTBYIOLWNIA MEPEXOAHUK, KOTOPbI MOCTABNAETCA B KayecTBe
DOMNOJIHUTENBHOTO NPUCNOCOGNEHNA.

- MopcoennHnTe BXOAHYlo TPyOy rasa K pefyKTopy W 3aTAHWTE 3aXuUM, BXOAAWMA B

KomnieKTauuio.

Mepepn Tem Kak OTKPbITb KnanaH 6annoHa, ocnabbTe perynvipyioliee KonbLo peayKTopa

flaBneHuA.

- OTKpoiiTe KnanaH 6annoHa 1 OTPerynupyiTe KONMYeCTBO NojaBaemoro rasa (1/mMuH)
COrNacHO PeKOMeHyeMblM SKCMyaTaLMOHHbIM AaHHbIM, cM. Tabnuuy (TAB. 5); B cnyyae
Heo6XOAMMOCTH MOAAYY rasa MOXHO OTPerynnpoBaTb BO Bpems CBapKW Mpy NOMOLM
Kosnblia peaykTopa AassieHua. [poBepbTe repMeTUYHOCTL TPYO U COeANHEHWIA.

BHUMAHME! Mocne 3aBeplieHna pa6oTbl Bcerga 3aKkpbiBaiiTe KnanaH
rasoBoro 6annoHa.

5.3.3.2 MoacoeanHeHne BO3BpaTHOro Kabensa cBapo4HOro Toka

- Kabenb nopcoegvHAeTcAa K CBapvBaemoil AeTanu WM K MeTalsInyeckomy CTeHgy,
Ha KOTOPOM pacrofioXeHa fAeTanb, Kak MOXHO 61umxe K MecTy CBapKu. DTOT Kabenb
NOLCOEANHAETCA K 3aXK1My, 0603HaueHHOMY CUMBOIOM (+) (puc. B-5).

5.3.3.3 lopenka
- BcTaBbTe TOKONpPOBOAALLMI Kabenib B COOTBETCTBYIOLLMI ObICTPOASNCTBYIOLWNIA 3aXKIMM (-)
(pwic. B-6). MopcoeaunHuTe ra3oByto TPYOKy ropenku K 6annory.

5.3.4 COEAVHEHUA CBAPOYHOW LIENU B PEXXUME MMA

BoNbLIMHCTBO 3NEKTPOAOB C MOKPLITUEM MOACOEAMHAIOTCA K MONOXKUTENIbHOMY pa3bemy
(+) reHepatopa; K oTpuULaTeNbHOMY pPasbemy (-) NOACOEANHAIOTCA INEKTPOAbI C KUCIOTHBIM
NOKPbITUEM.

5.3.4.1 CoepiHeHMe CBapOYHOro Kabens-gepxarens sanekrpoaa

YcTaHOBWTE Ha pas3bem CreluanbHbIi 3aXKUM, UCNOSb3yeMblil ANnA 6OKNPOBKN OTKPbITOM
yacTyt anekTpoaa. ToT Kabenb NofACOeANHARTCA K 3aX1My, 0603HaUeHHOMY CYIMBOJIOM (+)
(puc. B-5).

5.3.4.2 NofcoeanHeHne BO3BPaTHOro Kabens cBapo4yHOro Toka

- Kabenb nopcoeauHaeTca K cBapvBaeMOW [eTann WM K MeTaljiMyeckomy CTeHay,
Ha KOTOPOM pacrosfioXeHa feTajlb, Kak MOXHO 6nvke K MecTy cBapku. IToT Kabenb
NoACOeANHAETCA K 3aXKMy, 0603HaueHHOMY cumBonoMm (-) (puc. B-6).

5.4 3ATPY3KA KATYLUKU C MPOBOJIOKOW (puc. H, H1, H2)

BHUMAHUE! NEPES TEM, KAK HAYMHATb OMEPALMU MO 3AMPABKE
MNPOBOJIOKW, MPOBEPUTb, YTO CBAPOYHbIVN AMMAPAT BbIKJIIOYEH U
OTCOEAVHEH OT CETU MUTAHUA.

YBEAWTECb, UYTO POSIMKM [ONA MOAAYM MPOBOMOKKM, HAMPABNAIOWMIA LUNAHT

M HAKOHEYHVK CBAPOYHOIO MUCTONETA COOTBETCTBYIOT TUMY WU OUAMETPY

NCNONb3YEMOW NPOBONOKM W MPABUIIBHO MPUCOEANHEHbI. HA STAMAX 3AMNPABKU

NMPOBONOKM HE MOJ1b3OBATbCA 3ALLUTHBIMW NEPYATKAMMW.

OTKpbITb pa3maTbiBaTeb.

- HapeHbTe KaTylWwKy C NpPOBOMOKON Ha LWMNWHAENb, MNPOBepbTe, 4YTO CTepPKeHb

NPOTACKMBaHVSA WNUHAENA NPABUIbHO YCTaHOBMIEH B COOTBETCTBYOLEM oTBepcTMn.(1a).

MoaHMMUTE BEPXHUI HAXKMMHON ponuK (1) 1 oTBemMTe ero(Mx) OT HUXKHEro ponnka (oB)

(2a).

- MpoBepuTtb, UTO PONMKU/PONMK MNPOTATMBAHWA MOAXOAUT K TWUMY UCMOSb3yemoit

nposonoku (2b).

Bo3bMUTE CBOGOAHDIN KOHEL, CBAPOYHOV MPOBOJIOKM Ha KaTyLUKE 1 06peXbTe NOTHYTYHO

YacTb NPOBOJIOKM TaK, YTOObI Ha TOPLEBON M GOKOBOW YacCTAX MPOBOJMIOKK He Obio

3ayceHLeB. [loBepHUTe KaTyWKy B HanpaBieHNN NPOTUB YaCOBOW CTPESIKU U BCTaBbTe

KOHeL| NPOBOOKM B HanpaBiAoLLYo TPYOKy, NPOTONKHMTE ero Ha rny6uHy nprimepHo 50

- 100 MM B HanpaenAoLiee 0TBEPCTUE CBaPOYHOro pyKasa (2c).

- OnycTUTe Ha MeCTO BEPXHUI HAKUMHOWM PONVK, U PETYNATOPOM BeNUYMHbI AaBNEHNA

YCTaHOBWTE CPEAHIO BEeNNYVHY [aBNeHWs MNPUXKMMHOIO ponuka. Ybeputecb, uTo

NPOBOIOKA HAaXOAUTCA B CeLuanbHon 6opo3ae HUXKHero ponuka (3).

CHATb COMO 1 KOHTaKTHYI0 TPYOKy (4a).

- BcTaBbTe BUNKY CBapouyHOro ammnapaTta B PO3eTKy MUTaHWA, BKIOYWTE CBAPOYHbIA
annapar, HaXXMUTE Ha KHOMKY FOpeskuy Un Ha KHOMKY ABVIXKeHWA NPOBOMOKM Ha MaHenu
ynpasneHva (ecnn MMelTca), NOJoXKAMTE, MOoKa MPOBOJSIOKa He MponfeT no Bcemy
Hanpas/AoLeMy LWAAHTY U ee KOoHel, He nokaxetcA Ha 10 - 15 ¢cm 13 nepeaHen yactu
ropesniku 1 OTMyCTUTe KHOMKY.

B ! B Te AaHHOU onepauyuy NPOBONOKa HaxoAwuTCcA noj
HanpsXeHNeM 1 NCMbITbIBaeT MeXaHNYecKne Harpysku, no3Tomy B cnyvae
Heco6GniofeHNs  TeXHUKM  6Ge30MmacHoCTN, MOXKeT npuBecTn K
3NEeKTPNYECKOMY LIOKY, PaHEeHUAM W TNPUBECTM K 3aXKUraHuio
HeXeNaTenbHbIX JNeKTPUYECKUX Jyr:
- He HanpaBnAiiTe ropenky B CTOPOHyY Tena.

He nopgHocuTe ropenky 6n13Ko K rasoBomy 6annoHy.

3aHOBO MOHTUPOBATb Ha ropesiky KOHTaKTHyto Tpy6oKy 1 conso (4b).

HacTpoiite mexaHv3M nofauy NPOBOJIOKM TaK, YTOGbI MPOBOIOKA NOAABaNach NAaBHO U1
6e3 pbiBKOB. OTperynupyiite faBfieHre pPonrnKoB U TOPMO3ALLee ycunue WNnHEens Ha
KaTyWKy TaK, 4Tobbl ycunue 6biio MAHMMAnNbHbBIM, HO NMPOBOMIOKA He NPOCKanb3biBana
B 60po3ae v Npu npekpalleHuy nofayn He o6pa3oBbIBanach NeTNA U3 MPOBOJSIOKM MOJ,
BO3AENCTBEM VHEPLUN KaTyLLIKU.

O6pexbTe BbICTYNAIOLWMIA KOHEL, MPOBOJIOKM N3 HaKOHEUHMKa Tak, 4Tobbl octanoch 10-15
MM.

3aKpbITb OTAENEHVe ANA pa3MaTbiBaTeNs.

6. CBAPKA MIG-MAG: ONUCAHUE PABOYEI NMPOLIEAQYPbI
6.1 SHORT ARC (KOPOTKAA AAYTA)

MnaBneHne NPoOBONOKN U OTAeNEeHMe Kamefb NPOMCXOAMUT 3a CYET MoCiefoBaTeNlbHbIX
KOPOTKMX 3aMblKaHU KOHLLA MPOBOMOKM U NAaBWSIbHOW BaHHbI (A0 200 pa3 B ceKyHAay).
[lnvHa BbiCTynatoLein YacTv NpoBonoky (stick-out) 06bluHO cocTaBnAeT oT 5 4o 12 MMm.
Yrnepoaucrtaa n manonernpoBaHHas ctafb
- [lnameTp ncnonb3yemon NpoBOSIOKN:

- Wcnonb3yembli ras:

Hepxaselowasn ctanb

- [InameTp 1Cnonb3yeMor NPOBOJIOKU:

- Wcnonb3yemblii ras:

AntomuHwmia n CuSi/CuAl

- [lnameTp ncnonb3yemon NpoBOSIOKM: 0.8 - 1.0 Mm (1.2 MM TonbKO Ans mogenu 270A)
- Wcnonb3yemblii ras: Ar
MpoBonoka c HanonHUTeNem

- [InameTp ncnonb3yemon NpoBOSIOKN:
- Wcnonb3yemblii ras:

0.6-0.8- 1.0 mm (1.2 Mm TONbKO Ans Mogenu 270A)
CO, nnm cmecsb Ar/CO,

0.8- 1.0 Mm (1.2 mm TONbKO Ans mogenu 270A)
cmech Ar/O, nnm Ar/CO, (1-2%)

0.8-0.9-1.2mm
OtcyTcTByeT

6.2 3ALLINTHDbIN TA3
Cm. TAB. 6.

7. PABOYU PEXXUM MIG-MAG SYN
7.1 Pa6ota B CUHEPTETUMECKOM pexume

Mocne Toro Kak nonb3oBaTeNlb HAaCTPOUT TakMe MapameTpbl Kak MaTepuan, AvameTp
NPOBOSIOKMN , ™n rasa n CBapOYHbIii annapaT aBTOMATUYeCKU yCTaHaBMBaeT

onTManbHble pabouue yCIoBUA Ha OCHOBAHNI Pa3NINYHbIX COXPaHEHHbIX CUHEPreTUYeCcKnx
KpUBbIX. [iNA TOro 4tobbl HayaTb CBapKy, MONb30BaTeNio [OCTaTOYHO yKas3aTb TOMLLMHY
MaTepuana (TexHonorua OneTouch).

7.1.1 XKugkokpucrannnueckuii gucnneii B CAHEPFTETUMECKOM pexume (puc. L)
MPUMEYAHWE Bce oTobpaxaemble 1 BbibMpaemble 3HaUeHMA 3aBUCAT OT TUMa BbibpaHHOM
CBapKM.

1- PaboTa B CMHEPreTUYECKOM peXxmme SYN ;

2- Capuaemblii MaTepuan. Mpegnaraemble Tunbl: Fe (ctanb), Ss (Hepxaselowan cTanb),
AIMg; AlSi; (anmomutHuii), CuSi/CuAl (OUMHKOBaHHble NUCTbI - CBapKa-naka), Flux
(npoBonoka c HanonHutenem - ceapka NO GAS);

3- [InameTp UCMONb3yeMO NPOBOJOKN;

4- PekomeH[yeMmblli 3alUWTHbI ras;

5- TonwwuHa cBapvBaemoro matepuana;

6- [padurueckunii MHAMKATOP TONLWMHbI MaTepUana;

7- Tpaduueckuii HAMKaTOP GOPMbI CBAPHOTO LIB3;

8- 3HauyeHunA BO BpemA CBapKu:

Q CKOPOCTb NMOAaYM NPOBOJIOKM;

m CBApOYHOE HaMpsXKeHUE;

n CBapPOYHbIi TOK.
9- ATC (Advanced Thermal Control).

7.1.2 Hactpoiika napameTpoB

Mpn HaxaTun KHonku C-2 B TeyeHne, NO KpalHel mepe, 1 CeKyHAbl, MOXHO NONyYnTb
[0CTYN K NporpaMmam, npeaycTaHOB/IEHHbIM B annaparte.

Bpawasa pyuky C-2, MOXHO NpOKpyTUTb Bce nporpammbl (PRG 01, 02 v ap.). Bbibepute
HeoOXOAMMYI0 MpOrpamMmy, HaxaB W OTMYCTMB 3Ty e pyuky. CBapouHbIi annapat
aBTOMaTUYECKWN YCTaHaBNMBaeT ONTUMarbHble pabourie YCIoBUA, 3aAaHHble PasiNYHbIMU
COXPaHEHHbIMU  CUHEPreTUYeCKMM KPUBbIMU. [nf  Toro uTobbl HauyaTb CBapKY,
nonb3oBaTenio AOCTaTOYHO YyKasaTb TOMWWHY MaTepuana, ucnonb3ya pyyky C-1.
HanpseHue 11 TOK CBapKU 0TObpakatoTCA Ha AVCriee TONbKO BO BPEMs CBaPKU.

7.1.3 PerynupoBKa ¢popMbl CBapHOro WBa

Perynuposka ¢opmbl CBapHOro lBa OCYLIeCTBAAETCA C Momolbio pyyku (puc. C-2),

KoTopas perynvpyet AnvHy ayru v, Takum obpasom, onpeaenseT 60MbLINIA VN MEHbLUWNIA

TENNONPUTOK BO BPEMSA CBapPKU.

LLIkana perynvpoBKu HaxoguTca B AuanasoHe -10 + 0 + +10; B 60/bLUMHCTBE C/lyyaes, Koraa

py4Ka HaxoAWUTCA B MPOMEXKYTOUHOM nonoxeHum (0, HL ), obecrneymBaloTcs ONTMMabHble
=

6a30Bble YCTAaHOBKM (3HaueHWe OToOpaxkaeTcA B NEBOW YaCTU XKUAKOKPUCTaNIMYeCKOro

aucnnen rpaduyeckMM CMMBOJIOM CBaPHOTO LBa U NpornajaeT Yepes npefycTaHOBIeHHOe

Bpems).

Mpwu nomoLuy pyuku (puc. C-2) MOXXHO U3MEHUTL OTOBPaXKaemyto Ha Aucnnee rpadryeckyto

MHAMKaLMIO CBAPHOTO LWBA, CAeNaB ero 6osee BbiMyK/bIM, MAOCKM WU BOTHYTHIM.

Bbinyknasa ¢opma. xH:‘- O3Hayaer, YTo TeNIONPUTOK HIU3KMIA, NO3TOMY CBapKa nonyyaeTtca

«XONOAHOM», NPOBap ABNAETCA CNabbiM; B 3TOM Cjlyyae MOBEPHUTE PY4Ky MO YacoBOW

cTpenke, UTobbl yBENNUNTL TEMONPUTOK, obecrneuns 6onee MHTEHCMBHOE MnaBfieHrie BO

BpeMs CBapKu. H

BorHyTasa popma. A O3Hauaer, YTo TeNNOMNPUTOK BbICOKMIA, NOITOMY CBapKa nonyyaeTca

C/IMLIKOM «ropaYei», NpoBap ABMAETCA YPe3MEpHbIM; B 3TOM Ciyyae MOBEpPHUTE PYUKy

NPOTUB YaCOBOW CTPENKHK, YTOObI 06eCrneunTb MeHee MHTEHCUMBHOE MaBieHue.

7.1.4 Pexxum ATC (Advanced Thermal Control)

BkntoyaeTcs aBTOMATUYECKM, €CNIN YCTAHOB/IEHHAA TOMLMHA MeHbLUe 1iv paBHa 1,5 Mm.
OnucaHne: MrHOBEHHbIN KOHTPOSIb CBaPOYHOWM AYrn W BbICOKOCKOPOCTHAA KOppeKuus
napameTpoB MO3BONAT MUHUMMN3MPOBaTb BPOCKY TOKa, XapakTepHble AnA pexuma Short-
Arc C HVU3KUM TEMIONPUTOKOM K CBapuBaemol fetanu. B pesynbtate obecneumBaetcs, C
O[IHOI CTOPOHbI, MeHbLUaA fepopmaLma maTepuana, a ¢ APyroi, paBHOMepHasa 1 TouHas
nepeaaya NPYNoA 1 yNpoLLEeHHbIN KOHTPOb GOPMbI CBAPHOTO LIBA.

MpeunmyuwectBa:

- MPOCTOTa CBapKu MaTepnanoB He6ONbLLION TONLWUHbI;

- MeHbLuan Jepopmaums matepuana;

- cTabunbHas ayra faxke Npu HU3KOM TOKe;

- 6bICTpas 1 TOUHasA ToYeuHas CBapKa;

- YNpoLIeHHOe CoefJUHEHVIE IMCTOB, PACMONIOKEHHbIX Ha PACCTOAHUM APYT OT Apyra.
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7.1.5 HacTpoiika paclumpeHHbix napametpos: MEHIO 1 (puc. M)

YTo6bl OTKPbITb MEHIO PEryIMPOBKM PaCLLPEHHbIX MapaMeTPOB, OAHOBPEMEHHO , HaXMUTe
pyukn (puc. C1) n (puc. C2) n ygepKnBanTe NX HaxkaTblMu, MO KpaHen mepe, 1 cekyHAy,
nocne yero otnyctute. Korga noasutca MEHIO 1, HaxxmuTe ee ewye pas. Kaxapblin napameTp
MOXHO YCTaHOBMTb Ha Tpebyemoe 3HaueHve, MoBopaunBas/Haxnman pyuky (puc. C2) go
BbIXOZa U3 MeHIO.

j : KOppPeKUA KpUBOI Hauyana ABMXeHUA npoBonoku (puc. M-1)

Mo3BonAeT cKoppeKTMPOBaTb KPKBYIO Hauana fBKEHWA NPOBOJIOKU, YTOObI n3bexaTb ee
HayasIbHOro CKOMMEeHNA Ha cBapHOM LwBe. Perynuposka oT - 10 % fo + 10 %. 3aBofckas
HacTtponka: 0 %

i

: KOppeKUMA 3/1eKTPOHHOro conpoTtusnexus (puc. M-2)
Bonee BbicOKOe 3HaueHue o3HauaeT Gonee BbICOKYI TeMnepaTypy CBAapOYHOWN BaHHbI.
PerynmposKa oT - 10 % (HU3KOe 3NeKTPOHHOE CONpPOTUBMEHUE annapata) Ao + 10 %
(BbICOKOE 3N1eKTPOHHOE CONPOTHB/EHNe annaparta). 3aBoAckas HacTpoka: 0 %

?— : Koppekuus Burn-back. (Puc. M-3)
Mo3BonAeT perynmpoBaTb BPeMA OTXKWra MPOBOMIOKM MOC/e MNpeKkpalieHna CBapKu.
Perynuposka ot - 10 % Ao + 10 %. 3aBoackan HacTpoiika: 0 %

[7 : Post gas (aononHntenbHaA nogava rasa). (Puc. M-4)
Mo3BonsAeT perynnpoBatb BpemMA Mofauy 3alMTHOro rasa rnocsie npekpalieHna CBapKu.
Perynuposka ot 0 go 10 cekyHA. 3aBoficKas HacTpoiKa: 1 cek.

Eg : KOppeKuna ckopocT nposonoku (Puc. M-5)

Mo3BonAeT yBenMuMBaTb WAN YMEHbLIATb CKOPOCTb MOfJayn MNPOBOJIOKM COrNacHo
oTobpakaeMoMy Ha Aucrnee 3HauyeHuto. PerynupoBka oT -3 Ao +3 M/MUH. 3aBofckas
HacTpoKa: 0 M/MUH.

7.2 Pa6ota B PYYHHOM pexume MAN
Monb30oBaTeb MOXET HACTPOUTb BCE MapaMeTPbl CBAPKY.

7.2.1 Xupakokpucrannuueckuii gucnneii 8 PYHHOM pexume (puc. N)
1- PYYHOW pabounii pexxmm m;

2- 3HauyeHuA BO BpemaA CBapKu:
Eg CKOPOCTb MOAaumn NPOBOJIOKK;

m CBAapOYHOE HaNPSXKeHNE;

n CBAapOUYHbI TOK.

7.2.2 HacTpoliika napameTpos

B pyuHOM pexume, CKOPOCTb Nojaun NPOBOMOKM W HaNPsXKeHVe CBapKW perynupytoTca
otaenbHo. Pyuka (puc. C-1) perynmpyeT ckopocTb NPOBOSIOKM, pyuka (puc. C-2) perynmpyet
HanpaXeHne cBapku (4TO onpeaenseT MOWHOCTb CBapKW 1 BAMAET Ha popMy CBapHOro
wBa). CBapouHbIi TOK oTobpaxaeTca Ha aucrnnee (puc. N-2) Tonbko BO BpeMa CBapKW.

7.2.3 HacTpoliika paclumpeHHbix napametpos: MEHIO 1 (puc. M)

YTO6bl OTKPbITb MEHIO PEryIMPOBKM PACLLMPEHHbIX MapaMeTPOB, OAHOBPEMEHHO , HaXMUTe
pyukn (puc. C1) n (puc. C2) n yaepKneaiTe NX HaxkaTblMu, MO KpaHen mepe, 1 cekyHAy,
nocne yero otnyctute. Korga noasutca MEHIO 1, HaxxmuTe ee ewye pas. Kaxapbli napameTp
MOXHO YCTaHOBMTb Ha Tpebyemoe 3HaueHe, MoBopaunBas/Haxnmas pyuky (puc. C2) go
BbIXOZa U3 MeHIO.

j : KpuBaa Hayana ABMmXeHnA npoBonokm (pnc. M-1).

Mo3BonAeT oTperynMpoBaTb CKOPOCTb MPOBOMIOKM MNPWU Havyane CBapKW, UTOObI
ONTUMM3NPOBaTb BO36YxaeHWe ayru. Perynvposka ot 20 go 100 % (Hauano aBuxeHus B %
OT HOMVHa/bHOW CKOPOCTH). 3aBOACKaA HacTpolika: 50 %

i

j : IneKTpoHHOe conpoTtusneHue (puc. M-2)

Bonee BbicOKOe 3HaueHue o3HauaeT Gonee BbICOKYI TemnepaTypy CBAapOYHOW BaHHbI.
Perynuposka ot 10 % (H13Koe 31eKTPOHHOe ConpoTHBAeHKe annapata) Ao 100 % (Bbicokoe
3/1eKTPOHHOE COMNPOTMBAEHME annapaTa). 3aBofckas HacTporika: 50 %

E : Burn-back (otxwr). (Puc. M-3)

Mo3BonAeT perynmpoBaTb BPeMA OTXKWra MPOBOMIOKM MOC/Ee MNpeKpalieHnsa CBapKu.
Perynuposka ot 0 go 1 cek. 3aBopackan HacTpoiika: 0,08 cek.

}l : Post gas (aononHutenbHaA nogava rasa). (Puc. M-4)
Mo3BonAeT perynmposaTb BpPeMA MoAauv 3alMTHOrO rasa nocsie npekpalieHna CBapKu.
Perynuposka ot 0 go 10 cekyHA. 3aBoficKas HacTpolika: 1 cek.

Eg : KOppeKuna ckopocTu nposonoku (Puc. M-5)

Mo3BonAeT yBennuMBaTb WM YMeHblaTb CKOPOCTb MOAAYM MNPOBOMOKM COrMacHoO
oTobpaxkaeMoMy Ha Jucriiee 3HayeHwio. Perynmposka oT -3 fo +3 M/MUH. 3aBofckas
HacTponka: 0 M/MUH.

7.2.4 Hactpoiika ropenku T1, T2, T3 (ecnn npepycmoTpeHo)

HactpounTb pexum ncnonbsosaHus ropenok T1, T2 n T3 MOXHO AByMs ciocob6amm:

- MCNONb3ys KHOMKWM Ha maHenu ynpasneHus (puc. C-4), BKIIOUMB COOTBETCTBYIOWMIN
CBETOAVIOAHBIN VHAMKATOP;

HaXaB W yaepXKuBas, MO KpanHeln Mepe, OfHY CEKyHOy KHOMKY FOPesiku, KOTOpYo
npeanonaraeTcs MCNosb30BaTb O BKIIOYEHUS COOTBETCTBYIOLIETO CBETOAUOLHOIO
MHAMKaTopa.

8. KOHTPOJ1b KHOMKWU FOPEJIKA

8.1 HacTpoiika pexxuma KOHTponA KHonKu ropenku (puc. O)

Kak B py4yHOM, TaK U B CHEPreTUYEeCKOM PeXMe, YTOObl OTKPbITb MEHI0 OHOBPEMEHHO
HaxkmuTe pyukm (puc. C1) n (puc. C2) n yaepusarTte nx HaxkaTbiMK, NO KpaliHen mepe, 1
ceKyHfly, nocne yero otnyctute. [loBopaumarite pyuky (puc. C2), noka He NoABUTCA MEHIO
2. NMopTBepAmnTe BbIGOP, BHOBb HaXaB PYUKy.

8.2 PeXnm KOHTPONA KHONKW Fropenku
MOHO YCTaHOBMTb 3 PasfINUHbIX PeXMMa KOHTPONMA KHOMKM FOpenKku:

-1 H

P B
Pexum 2T: =
CBapKa HauMHaeTCA MPU HaXaTUW KHOMKW FOPenKku U 3aBepliaeTcs, KOraa KHOMKa
OTnycKaeTcA.

Pexum 4T:
CBapKa HauMHAETCA NPU HAXaTUN 1 OTMYCKaHUM KHOMKMW FOPEeNKn 1 3aBepLUaeTcs TONbKo
Torfa, KOrAa KHOMKa ropenky MOBTOPHO HaXKMMaeTCcA W OTMycKaeTcAa. ITOT pexum
npefHasHayeH Ana ANUTENbHbIX CBAPOK.

Pexxnm ToueyHoi1 cBapKu:
NO3BOJIAET OCYLIECTBNATL TOYeyHyto cBapKy MIG/MAG c KOHTponiem AnUTeNbHOCTU CBapKU.

9. MEHIO EAUHUL, U3MEPEHUA (puc. O)

Kak B py4HOM, TaK 1 B CYIHEPreTUYECKOM PeXIMe, YTOObl OTKPbITb MEHIO OJHOBPEMEHHO
HaxmuTe pyykm (puc. C1) n (puc. C2) n yaepxuBanTte nx HaxkaTbIMu, MO KpaiiHei mepe, 1
CeKyHay, nocnie yero otnyctuTe. [MoBopauuBaiite pyuky (puc. C2), noka He NOABUTCA MeHI0
3. MopTBepanTe BIGOP, BHOBL Haxas PyuKy. Tenepb MOXKHO YCTaHOBUTb METPUYECKME UK
6pUTaHCKNe eANHULbI U3MepeHuA. [InA Bo3BpaTa B PyUHON (MN CUHEPreTUYECKIIN) PeXxnMm,
NOBTOPHO HaxmuTe pyuky C-2.

10. MEHIO MHOOPMALIUU (puc. O)

Kak B py4YHOM, Tak 1 B CUHEpPreTNYeckom Pexume, , YTobbl OTKPbITb MEHI0 OJHOBPEMEHHO
HaxxmuTte pyukn (puc. C1) n (puc. C2) n yaepKunBaiTe nx HaxkaTbiMu1, NO KpaliHen mepe, 1
ceKyHpy, nocne yero otnyctute. lNoBopaunaiite pyuky (puc. C2), noka He NOABUTCA MEHI0
4. MoaTtBepauTe BbIGOP, BHOBb Haxas PYuKy; MoBopaunBas pyuky C-2, MOXHO MONyunTb
nHpopmaumio 06 ycTaHOBIEHHOM NPOrpamMmMHOM obecneyeHun. [na Bo3BpaTa B pyyHoM
(M cHepreTUYecKni) peXxnum, MOBTOPHO HaxmuTe pyuky C-2.

11. CBAPKA TIG DC: ONMUCAHUE PABOYEN NPOLIEAYPbI

11.1 OCHOBHbIE MPUHLAMbI

Ceapka TIG DC noaxoaut ana Bcex TUMOB HU3KONErpoOBaHHOWM U BbICOKONErMPOBaHHOM
YrNepoanCToil CTanm 1 AN1A TAXKENbIX MeTaNI0B, TaknX Kak Mefib, HUKeNb, TUTaH, a Takxe 1x
cnnasos (PUC. P). Mpu cBapke TIG DC ¢ ncnonb3oBaHuem 3n1eKTPOAA, K pazbemy (-) 06bIYHO
NOACOEAVHAETCA INEKTPOA C 2% uepua (C cepoit nonocoit). BonbdpamoBbiii anekTpos,
Heob6XOAMMO YAepPKMBaTb COOCHO OTHOCUTENbBHO WNNdOoBanbHOro Kpyra, cM. PUC. Q, cneps
3a Tem, YTobbl ero KoHeL, 6bin PacnonoxeH abCoNTHO KOHLEHTPUYECKM, YTO MO3BOANT
n3bexaTb OTKNOHeHWA Jyru. LLUnndosKy Heo6XOAMMO BbIMOMHATL BAOMb 3NEKTPoAa.
3Ty onepauuio HeobXOANMO PerynsapHO MOBTOPATb, B 3aBUCMMOCTY OT MHTEHCUBHOCTU
MCMOMb30BaHMA 1 M3HOCa 3MeKTpoAa NiMbo B Clyyae ero CyyvailHOro 3arpasHeHus,
OKMC/IEHNA UMM HENPaBWIbHOTO MCNONb30BaHUA. 1A obecrneyeHUs XOPOLLUEro KayecTsa
CBapKM BaXKHO UCMO/b30BaTb SNEKTPOZ NPaBUIbHOMO AnameTpa 1 NPaBUIbHYIO CUITY TOKa,
cm. Tabnuuy (TAB. 5). HopmanbHbI BbICTYN 3N1€KTPOAA U3 KepamMrnyecKoro comnsia cocTaBnseT
2-3 MM 1 MOXeT AoCTUraTb 8 MM NPK CBapKe Mo Yriiom.

CBapKa oCyLIecTBIAETCA NOCPeACTBOM CNanBaHUA KPOMOK COeAvHeHuA. [ina cneuuanbHo
06paboTaHHbIX fieTanei Manon ToNwmMHbI (Mprban. o 1 Mm) He TpebyeTca npunoi (PUC. R).
Ecnu TonwmHa maTepurana npeBsbllaeT ykazaHHOe 3HayeHne, HeobXoArMO MCNoMb30BaTh
CTEPXHW COOTBETCTBYIOLLErO AVaMeTpa, MetoLLe TOT e COCTaB, UTo 1 6a30BbIii MaTepwuan,
KpoMe TOro, Heo6XoAnMMO MPaBUbHO NOAroToBUTb Kpomku (PUC. S). ina obecneyeHus
XOPOLUEro KayecTsa CBapKM AeTanu [OMKHbI ObiTb JOMKHbIM 06Pa30M OUMLLIEHbI 1 Ha HIX
He A0MKHO ObITb OKMCK, Macna, XK1pa, pacTBopuTenen 1 ap.

11.2 PABOYAA NPOLIEAYPA (BO3BYKAEHWUE AYTU LIFT)

- OTperynupyiTte 3Ha4yeHm1e CBapO4HOro Toka npwv nomowm pyykm C-1.
OTperynupyiite ToK BO BpemA CBapKu AnsA obecreyeHra HeobXo4MMOro TenaonpuToKa.

- MNpoBepbTe NpaBUABbHOCTL NofauM rasa.
[inAa BO3GYXAEHMA SNEKTPUYECKON AYrM HEOOXOAMMO MPUKOCHYTHCA BONbGPaMOBbIM
3NeKTPOAOM K CBapuBaeMoii fleTanl 1 OTBEeCTV ero. ITOT Cnocob BO3OYXAeHUA ayru
obecneumBaeT CHIPKEHWE MOMEX, CBA3AHHbIX C 3MEKTPOMArHWTHbIM W3lyYeHUeM, 1
CBOAUT K MHUMYMY BOJIb®PaMOBble BKJTIOUEHUA N U3HOC 3N1eKTpoaa.

- Cnerka nNpwXmuTe KOHeL| aneKTpoaa K AeTanu.

Cpasy nocne 3Toro MofHUMUTE 3N1eKTPOA Ha 2-3 MM, B pesynbTate byaeT Bo3bykaeHa

ayra.

BHauane cBapouHbIii annapaT MoAaeT MOHWKEHHbIN TOK. Yepe3 HeCKONbKO CeKyHf

HauMHaeTCcA nofjaya yCTaHOBNEHHOIO CBapOYHOro ToKa.

- [inA npekpalyeHna cBapKu 6bICTPO NOAHUMMTE SNIEKTPOA, OTBEAA €ro OT AeTanu.

11.3 XUAKOKPUCTAJUTUYECKUN AUCMNEN B PEXXUME TIG (puc. C)

- £ Pabounin pexum TIG;

- 3HaueHus BO BpeMs CBapKU:
m CBapOYHOE HaNpPsiXeHNe;

n CBAPOYHbIN TOK.

12. CBAPKA MMA: OMMMCAHWUE PABOYEV NMPOLEAYPbI

12.1 OCHOBHbIE NPUHLAMbI

- OyeHb BaXHO COGMIOAATD YKA3aHWA W3rOTOBWTENS HA YMAaKOBKE WCMOMb3yemblX
3N1EKTPOAOB OTHOCUTESNIBHO MPABWIIBHON MOMAPHOCTY 3IEKTPOAA W ONTUMATBbHON CUSTbI
TOKa.

- CBapOYHbIii TOK PEryNnpyeTca B COOTBETCTBUM C AUAMETPOM MCMONb3yeMOro 3eKTpoga
M TN BbIMOJHAEMOrO COEAMHEHUs; OPUEHTUPOBOYHbIE 3HAYEHWA CWAbl TOKa ANA
3/1eKTPOAOB Pa3/IMYHOrO ANAMETPA yKa3aHbl HUXKe:

CBapouHblii ToK (A)
@ anektpopa (Mm) Mun. Makc.
16 25 20
>0 20 80
25 60 1o
32 80 150
20 140 200
5.0 180 250
6.0 240 270

NmeriTe B BUAY, YTO NPV HEU3MEHHOCTU AnaMeTpa 3NeKTpoaa, 60nee BbICOKME 3HaYeHus
CUNbl TOKa NCNONb3yTcA AnAa I'OpI/I3OHTaJ1bHOIh CBapku, a gna BEpTI/IKaHbHOVI CBapKu 1
ANA CBapKku Hag ronosomn cBapwuka HEO6XO,ELI/IMO 1cnonb3oBaThb 6onee HU3Kne 3HauYeHns
CUJbl TOKa.

MexaHunuyeckne XapaKTePUCTUKN CBAPHOro LWBa MOMMMO CWUbl TOKa OMpefenArTCA
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OPYrMU MapameTpamn CBapKu, TakKUMK Kak [JIMHa [yru, CKOPOCTb 1 MeCTO CBapKW,
LMaMeTP 1 KaueCTBO SN1EKTPOJOB (XPaHMTe SMIEKTPO/bI B CyXOM MeCTe B COOTBETCTBYIOLLEi
yMNaKoBKe UNIN KOHTeHepax).

BHUMAHMUE:
B 3aBNCMMOCTM OT MapKku, TUNa U TONLMHbI MOKPbLITUA 3N1EKTPOAOB, UX COCTaB MOXeT
BbI3BaTb HECTabUNbHOCTb Ayru.

12.2 Pabouas npouepypa

- Hdepxute macky MEPE[ JINLIOM, noTpute HakOHEYHWUK 3neKTpofa Mo CBapviBaeMow
feTanu, Kak OyaTo Bbl XOTUTE 3a)Keub CMUYKY; 3TO ABMAETCA NPaBUIbHBIM CNOCO60OM
BO30YXKAEHVA Ayru.

BHUMAHME: HE CTYYUTE anekTtpopom no feTanu; B pesynbraTe MOXeT MOBPeanTbca
NOKPbITNE, UTO YCIIOXKHWT BO36YKAEHME Ayru.

- Cpa3y nocne BO30yX[AeHVA [yrv cTapaiTecb yAep)KMBaTb SMEKTPOS Ha PacCTOAHMUY,
paBHOM JUaMeTpy UCMONb3YeMOro 3NeKTPOAA, U BO BPEMA CBapKM CTapaiiTeCb COXPaHATb
3TO PacCTOAHME HeM3MEHHbIM; He 3abblBaiTe, YTO HAK/IOH 3NEKTPOAA B HanpasneHuu
LBVKEHNA BOIKEH COCTaBNATb NpnbnusutenbHo 20-30 rpagycos.

- lNpwn 3aBeplueHNM BbIMOSIHEHNA CBApPHOrO LWBA, NepemecTTe HaKOHEeYHWK 3feKTpoaa
HEMHOro Hasaj, NPOTUB HanpaB/ieHNA ABUKEHWA, PAacNONOXMB €ro Haj KpaTepom Ans
€ro 3anosiHeHus, Nocsie Yero 6bICTPO NOAHUMUTE SNEKTPOA M3 MABUIbHOW BaHHbI AN1s
BbIKNoYeHnA Ayrv (Bubl cBapHbix weos - PUC. T).

12.3 XUAKOKPUCTAJIMYECKUN AUCTIIEN B PEXXUME MMA (puc. C)

- ?I:I Pabounin pexum MMA;

- 3HauyeHus BO BpeMs CBapKU:
m CBAapOYHOE HaNPsXKeHNE;

n CBAPOYHbIiI TOK.
- @ peKoMeHAyeMblii ArameTp 3NeKTpoaa.

YTo6bl OTKPbITb MEHIO PEryIMPOBKM PacLUPEHHbIX NapaMeTPOB, OAHOBPEMEHHO , HaXMuTe
pyukm (puc. C1) n (puc. C2) n yaepxuBainTe NX HaxxaTbiMuK, NO KpaiiHel Mepe, 1 ceKyHay,
nocne yero otnyctute. Kaxaplil napameTp MOXHO YCTaHOBWTb Ha Tpebyemoe 3HaueHUe,
noBopaumnBan/Haxnmas pyuky (puc. C2) 1o BbIxoaa U3 MeHIo.

L

o, COOTBETCTBYeT HayaNibHoW neperpyske no Toky «<HOT START» ¢ ykasaHuem Ha
[ucnnee NPOLEHTHOrO YBENIMYEHNA OTHOCWTENbHO BbIOPAHHOTO 3HaueHUA CBAPOYHOro
ToKa. Perynuposka ot 0 go 100%. 3aBofckan HacTpolika: 50%.

rC. COOTBETCTBYET iUHaMMUecKol neperpyske no Toky «<ARC-FORCE» ¢ yka3zaHvem
Ha Aucnee NPOLIEHTHOTO yBENNYEHNA OTHOCUTENIbHO BbIGPaHHOMO 3HaYeHNA CBaPOUHOro
ToKa. JTa perynmpoBKa NoBbilWaeT NIaBHOCTb CBapKK, MO3BONAET n3bexaTb NpUIMnaHna
3NeKTPoAa K ieTanu 1 No3BONAET UCMOMb30BaTb Pa3nnuHble TUMbI 3NEKTPOAOB.
Perynuposka ot 0 fo 100%. 3aBoackas HacTporika: 50%.

11

urg : ON/OFF; no3sonseT BKAOYUTb UM BbIKIOUYNATL YCTPONCTBO YMEHbLUeHWA
BbIXOAHOIO X0NI0CTOro HanpsxkeHusa (yctaHoBku ON (BKJ1) mnn OFF (BbIKN)). 3aBofckas
HacTporika: OFF. Mpu BkntoueHum yctporctsa VRD, oHO Mo3BonseT NoBblICUTb 6€@30MacHOCTb
paboTHUKa, KOrAa CBapOUHbIii annapaT BKJIOYeH, HO CBapKa He OCyLLeCTBAeTCA.

13. YCTAHOBKA 3ABOACKUX HACTPOEK
HacTtpoiikn cBapoyHOro annaparta MOXHO yCTaHOBUTb Ha 3aBOACKME HAaCTPOWKM, AN1A 3TOro
BO BPeMsA BKJIIOYEH WA HEOOXO[MMO YAEPXKMBaTb HaxaTbiMm ABe pyuku (puc.C-1) n (puc.C-2).

14. CUTHAJIbl TPEBOI'A

Bo3o6HoBNeHMe paboTbl OCYLECTBAAETCA aBTOMATWYECKU MPK YCTPAHEHUU MPUYMHDI
BO3HWKHOBEHVA CUTHana TPEBOr .

Ha ancnnee moryT nosBuTCA cnepytoLLme cOobLeHNA O CMTHaNnax TpeBoru:

ALARM 01 n ”@ ”: CpaboTana TepmMo3alyUTa MEpPBMYHOTO KOHTYpa CBapOYHOro
annapara. PaboTa npepBaHa, Noka annapat He OCTbIHET A0 JONYCTUMON TeMMepaTypbl.

ALARM 02 n “ @ ”: CpaboTana TepmMo3alyUTa BTOPWMYHOTO KOHTYpa CBAapOYHOro
annaparta. PaboTa npepBaHa, NoKa annapat He OCTbIHET A0 JONYCTUMON TeMMepaTypbl.
ALARM 03: cpabaTbiBaHMe 3alnTbl OT CULIKOM BbICOKOrO HanpsxeHus. Mposepbre
HanpsXXeHVe 3NeKTPonuTaHuA.

ALARM 04: cpabaTbiBaHMe 3aluTbl OT CAMLIKOM HU3KOro HanpskeHus. lMpoBepbTe
HanpsXeHVe 3NeKTponuTaHmA.

ALARM 10: cpabaTblBaHve 3aWuTbl OT NeperpysKku Mo ToKy CBapoYHON Lenu. Yoeautecs,
4TO CKOPOCTb MOAAUM U/UNW TOK CBAPKM He CJINLLKOM BbICOKME.

ALARM 11: cpabaTbiBaHue 3aL/Tbl OT KOPOTKOTO 3aMblKaHUA MeX Ay rOpPenKoi 1 Maccoii.
Y6epnTech, UTo B CBAPOYHOW LIeNN HET KOPOTKMX 3aMblKaHWIA.

- ALARM 13: cpabaTbiBaHve 13-3a HapyLUeHUA BHYTPeHHel cBA3W. Ecnn curHan Tpesorv He
nponaaaet, 06paTUTECh B YNOIIHOMOYEHHbIN LIEHTP TEXHUYECKON MOAAEPKKM.

ALARM 18: cpabaTbiBaHVe 13-3a aBapun NCTOYHMKA BCMOMOraTeNbHOrO HanpsXeHus.
Ecnu curian TpeBoru He nponagaeTt, 06paTTeCh B YNOIHOMOUYEHHbIN LIeHTP TeXHNYeCKOo
nopaepXKu.

Mpn BbIKNIOYEHUN CBAPOYHOrO annapaTta Ha HeCKOJIbKO CEKYH[, MOXeT NoABUTbCA
coo6uieHne ALARM 04.

15. TEX OBC/TY>KUBAHUE

BHMMAHWE! NEPEA NMPOBEAEHWEM OMEPALMA TEXOBC/YKUBAHUA
MPOBEPUTb, YTO CBAPOYHbIN AMMAPAT OTKJIIOYEH N OTCOEAUHEH OT
CETU NMUTAHUA.

15.1 MJIAHOBOE TEXOBCNTYXXUBAHUE
OMNEPALUN MIAHOBOIO TEXOBC/TYXXKUBAHUA BbIMOJIHAIOTCA ONEPATOPOM.

15.1.1 Tfopenka

- He ocTaBnaiiTe ropenky nnu eé kabenb Ha ropaumx npegmeTax, 3To MOXeT NPUBECTU K
pacnnaBneHVio U30NALUM U cienaeT ropenky 1 kabenb HenpurogHbIMU K pabote.
PerynapHo npoBepsaiiTe KpenneHue Tpy6 1 NaTpybKoB NoAaum rasa.

- AKKypaTHO COeAMHUTb 3aXKMNM, 3aKPYUMBAIOLLNIA SNeKTPO, WNNHAESb, HECYLUIA 3aXKUM,
C AVAaMEeTPOM 3MeKTPOAa, BbIOPaHHbIM TaK. YToObl M3bexaTb neperpesa, MIOXOro
pacnpeaeneHuns rasa v COOTBETCTBYIOLLEN MIOXOW PaboThl.

MpoBepATb, MMHUMYM pa3 B AieHb, CTeNeHb 13HOCa U NPaBUIbHOCTb MOHTaXa KOHLIEBbIX
yacTel ropenku: conna, 3NeKTPoaa, AepXaTtens 3NeKTpoaa, rasosoro anddysopa.

15.1.2 Nopaua nposonokn

- MpoBepnTb CTeneHb W3HOCa POSMKOB, NPOTArMBalOWMX NPOBONOKY. Mepuognyecku
YAanATb MeTajIMyecKyio Mblfib, OTKMaAbIBaIOLLYIOCA B 30HE MPOTATMBAHWA (PONNKKA 1
HanpasnALLas NPOBONOKM Ha BXOAE 1 BbIxofe).

15.2 BHEMJIAHOBOE TEXOBCJTY>KUBAHUE

BHEMJIAHOBOE TEXOBCNYXWBAHUE [OJI)KHO OCYLIECTBJIATbCA TOJIbKO
OMbITHbIM  UNN  KBAJIMOUUWUPOBAHHbIM B DJIEKTPOMEXAHUYECKOU
OBJIACTU NEPCOHAJIOM COMACHO NONTOXEHUAM TEXHUYECKOU HOPMbI IEC/
EN 60974-4.

BHUMAHUE! HAKOTAA HE CHUMAWTE MAHE/Ib U HE NMPOBOJAUTE
HUKAKUX PABOT BHYTPU KOPMYCA AMMAPATA, HE OTCOEAWHUB
MNPEABAPUTENIbHO BUJIKY OT SJIEKTPUYECKOU CETU.

BbinonHeHne npoBepoK NoOA HanpsKeHWeM MOXeT MNPMBECTM K CepbesHbIM

3N1eKTPOoTpaBMaM, Tak Kak BO3MOXEH HEeNoCpPeiCTBEHHbIN KOHTAKT C TOKOBeAYyLMY

yacTAMU annapaTta W/uaM NOBPeXAEHUAM BCNeACTBME KOHTaKTa € 4acTAMu B

ABKEHUN.

- PerynapHo ocmaTpuBaiiTe BHYTPeHHIOI0 YacTb annapaTta, B 3aBUCMMOCTU OT YacTOTbl
VCMONb30BaHNA W 3aMblIeHHOCT pabouero MmecTta. YpanaiTe HakonuBLUYIOCA Ha
TpaHcdopmaTope, CONPOTVBAEHUN U BbINPAMUTENE Mblib NMPU NOMOLLW CTPYW CyXOro
CKaToro Bo3gyxa C HU3KMM AaBneHunem (Makc. 106ap).

- He HanpaBnAaTb CTpyl0 COKaToro BO3AyXa Ha 3MeKTPUYecKMe MnaTbl; NPOM3BECTU KX

OUNCTKY OYEHb MAFKOM LETKOW UK CNeLanbHbIMM PacTBOPUTENAMM.

MpoBepuTb NPK OUMCTKE, YTO INEKTPUYECKMe COeAMHEHUA XOPOLLO 3akpyyeHbl 1 Ha

KabenenpoBoyKe OTCYTCTBYIOT NOBPEXAEHUA N3ONALINN.

- Mocne oKOHYaHVA onepauun TeEXobCNyKMBaHUA BEPHWTE NaHeNu annapaTa Ha MecTo 1

XOPOLLO 3aKPYTUTE BCE KPeMneXHble BUHTbI.

Hukorga He npoBoanTe CBapKy NPV OTKPbLITON MalUMHe.

- Mocne BbINONHEHMA TEXOOCMYKMBAHMA WAU  PEeMOHTa MOACOeAUHNTE 06pPaTHO
COeAVHEHUA 1 Kabenu TaK, Kak OHU Obinv MOACOeAVHEHbI U3HAYaNbHO, CllefiA 3a Tem,
YTOObI OHW He COMPMKacannCb C MOABWXKHBIMI YacTAMU WM YacTAMM, TemnepaTtypa
KOTOPbIX MOXET 3HaUNTENbHO MOBbLICMTLCA. 3aKpenuTe BCce MPOBOAa CTAKKaMM, BEPHYB
VX B MepBOHavasbHbI BUA, Cefsa 3a TeM, YTOObl COeAMHEHNA NEePBUYHON OOMOTKM
BbICOKOTO HanpskeHUA Obinn Obl AOMKHBIM 06pPa3oM OTAeNeHbl OT COeAVHEHUN
BTOPWYHO OOMOTKY HWU3KOTO HampsxXeHUs.

[InA 3aKpbITUA METaNNIOKOHCTPYKLIUM YCTAaHOBUTE 06PATHO BCE raikui U BUHTbI.

16. MOVCK HEUCTIPABHOCTEN

B cnyuasax HeypnoBneTBopwTenbHOM paboTbl  anmapata, nepeg MPOBEAEHWEM
CUCTEMATUYECKOM TMPOBEPKWN W obpalueHieM B CepBUCHbI LEHTP, NpoBepbTe
cnepyollee:

Y6eanTbcs, UTO OCHOBHOW BbIK/OUaTeslb BK/IIOUEH W FOPUT COOTBETCTBYIOWAA Nlamna.
Ecnu 370 He Tak, TO HanpsXeHWe ceTV He AOXOAWT [0 annapata, NO3TOMY MpoBepbTe
NMHUIO NTaHUA (Kabenb, BUNKY U/Wnu po3eTKy, NpejoXpaHuTeNb U T. f.).

- MNpoBepbTe, He BKMIOUMICA NN CUTHaN TPEBOTM U3-3a CpabaTblBaHWA TePMO3alLWTbI,
3aLLWTbI OT N36LITOUHOTO MY HEAOCTATOUHOTO HAMPAXKEHWA WIN 3aLLMTbI OT KOPOTKOTO
3aMblKaHUA.

inAa oTAenbHbIX PEXVMOB CBapKM HeO6XoAMMO COobMoAaTb HOMUHAMbHbIN BPeMeHHOMN
pexum, T. e. AenaTb nepepbiBbl B paboTe AnA oxnaxieHUA annapata. B cnyvasx
cpabaTbiBaHMA TepMO3aluTbl MOAOKAWTE, NOKa annapaT He OCTbIHET eCTeCTBEHHbIM
06pa3om, 1 NpoBepbTe COCTOAHME BEHTUNATOPA.

- MNpoBepnTb HanpsXeHWe JIMHUM: eClM 3HAUYeHVe CMLIKOM BbICOKOE WM CIULIKOM
HI3KOE, CBapOUYHbII annapaT ocTaeTcs 3a6/10KMPOBaHHbIM.

Y6eanTbCs, UTO Ha BbIXofe annapaTta HeT KOPOTKOrO 3aMblKaHWSA, B Cllyyae ero Hanmuus,
ycTpaHuTe ero.

- MNpoBepnTb KauecTBO 1 MPABUIBHOCTb COEAVHEHMIA CBAPOYHOTO KOHTYpPa, B OCOHGEHHOCTM
3aXUM Kabens Maccbl JOMKeH 6bITb COeAVHEH C AeTaNblo, 6€3 HaNIOXKEH WA U30NVPYIOLIEro
mMaTepuana (Hanpumep, KPacok).

3almMTHbIN ra3 AonmkeH 6bITb NPaBUIbHO NOA06PaH NO TUMY Y NPOLIEHTHOMY CreLaNnbHbIX
ynaKkoBKax Unn KOHTelHepax.
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APARAT DE SUDURA CU FIR CONTINUU PENTRU SUDURA CU ARC MIG-MAG SI FLUX,
TIG, MMA PREVAZUTE PENTRU UZ PROFESIONAL SI INDUSTRIAL.
Nota: in textul urmétor se va folosi termenul,,aparat de sudura”.

1. MASURI GENERALE DE SIGURANTA IN CAZUL SUDURII CU ARC

Operatorul trebuie sa fie destul de instruit pentru folosirea in siguranta a aparatului
si informat asupra riscurilor care pot proveni din sudura cu arc, asupra masurilor de
protectie corespunzatoare si asupra masurilor de urgenta.

(Consultati, de asemenea, norma ,EN 60974-9: Echipament pentru sudare cu arc.
Partea 9: Instalare si utilizare”).

/N

Evitati contactul direct cu circuitul de sudura; tensiunea in gol transmisa de
generator poate fi periculoasa in anumite cazuri.

Conectarea cablurilor de sudurd, operatiile de control precum si reparatiile trebuie
efectuate cu aparatul de sudura oprit si deconectat de la reteaua de alimentare.
Opriti aparatul de sudura si deconectati-l de la reteaua de alimentare inainte de a
inlocui componentele pistoletului de sudura predispuse la uzura.

Realizati instalatia electrica corespunzator normelor si legilor in vigoare referitor la
prevenirea accidentelor de munca .

Aparatul de sudura trebuie sa fie conectat numai la un sistem de alimentare cu
conductor de nul legat la pamant.

- Asigurati-va ca priza de alimentare este corect conectata la pamantarea de protectie.
- Nu folositi aparatul de sudura in medii cu umiditate, igrasie sau sub ploaie.

- Nu folositi cabluri cu izolare deteriorata sau cu conectoare slabite.

f\ /N

- Nu sudati containere, recipiente sau tubulaturi care contin sau care au continut

produse inflamabile lichide sau gazoase.

Evitati operarea aparatului pe materiale curatate cu solventi clorurati sau in

vecinatatea substantelor de acest gen.

- Nu sudati pe recipiente sub presiune.

- Indepartati de zona de lucru toate substantele inflamabile (de exemplu lemn, hartie,
carpe, etc.).

- Pastrati butelia departe de surse de cdldura, inclusiv iradiatia solara (daca se

utilizeazi).

FUMUL DE SUDURA POATE FI PERICULOS

Fumul generat in timpul sudurii contine gaze si vapori toxici.

Fumul de sudura contine substante cancerigene, conform

indicatiilor din monografialIARC 118 (Agentia internationala de cercetare a cancerului).

Toxicitatea fumului de sudura depinde de urmatorii factori:

- metale folosite la sudura;

- electrozi si fir de sudura;

- imbracaminte electrozi;

- detergenti, degresanti si produse similare;

- proces de sudura folosit.

Toti operatorii trebuie sa respecte regulile de mai jos, pentru a

reduce la minimum inhalarea de fum de sudura:

- tineti capul departe de fumul de sudura, daca apare;

- nuinhalati fumul de sudura;

- asigurati o circulatie corespunzitoare a aerului sau mijloace active pentru
indepartarea fumului de sudura in apropierea arcului;

- daca ventilatia este insuficienta, folositi o masca automata cu respirator.

In vederea respectirii prevederilor directivei 2019/130/UE privind protectia
lucratorilor impotriva riscurilor legate de expunerea la agenti cancerigeni sau
mutageni la locul de munca, este necesara o abordare sistematica pentru evaluarea
limitelor de expunere la fumul de sudura in functie de compozitia si concentratia
acestora si de durata expunerii.

POLO®

- Efectuati o izolare electrica adecvata fata de plstolet piesa in lucru si fata de alte
parti metalice legate la pamant, situate in apropiere (accesibile).

Acest lucru se obtine in mod normal prin protejarea cu manusi, incaltaminte, masti
si imbracaminte adecvate acestui scop si prin utilizarea de platforme sau de covoare
izolante.

Conform indicatiilor din monografia IARC 118, radiatiile ultraviolete sunt
cancerigene; totodata, radiatiile ultraviolete si infrarosii pot vatama ochii si cauza
arsuri ale pielii.

Protejati-va intotdeauna ochii cu filtre conforme cu UNI EN 169 sau cu UNI EN 379
montate pe masti sau pe casti conforme cu UNIEN 175.

Folositi imbracaminte ignifuga de protectie adecvata (conforma cu UNI EN 11611)
si manusi de sudura (conforme cu UNI EN 12477) si evitati expunerea epidermei la
razele ultraviolete si infrarosii produse de arc; protectia trebuie sa fie extinsa si la
alte persoane din apropierea arcului prin intermediul ecranelor de protectie sau a
perdelelor nereflectorizante.

Zgomot: Daca, din cauza operatiilor de sudura deosebit de intensive, se constata
un nivel de expunere personala zilnica (LEPd) egala sau mai mare de 85 db(A), este
obligatorie folosirea unor echipamente adecvate de protectie individuala (Tab. 1).

L OO

EMF

SAEE

CAMPURILE ELECTRICE SI MAGNETICE POT FI PERICULOASE

Curentul electric care trece printr-un conductor oarecare genereaza campuri electrice
si magnetice (CEM) locale. Curentul de sudura genereaza un camp CEM in imediata
apropiere a circuitului de sudura si a aparatului de sudura.

Campurile electromagnetic pot interfera cu anumite dispozitive medicale (de exemplu
stimulatoare cardiace, aparaturi de respiratie asistata, proteze metalice, etc.).
Trebuie luate masuri de protectie corespunzatoare, menite sa protejeze persoanele
care poarta aceste dispozitive. De exempluy, se va interzice accesul in zona in care este
folosit aparatul de sudura sau se va efectua o evaluare individuala a riscurilor la care
sunt supusi sudorii.

Acest aparat de sudura corespunde standardelor tehnice privind produsele destinate
utilizarii exclusive in scop industrial si profesional. Nu se garanteaza conformitatea
cu restrictiile de baza privind expunerea umana la campurile electromagnetice in
gospodarii.

Toti operatorii trebuie sa respecte regulile de mai jos, pentru a reduce la minimum
expunerea la CEM generat de circuitul de sudura:

- apropiati intre ele cablurile de sudura. Fixati-le cu banda adeziva, daca acest lucru
este posibil;

tineti capul si trunchiul cat mai departe posibil de circuitul de sudura;

este strict interzisa infasurarea cablurilor de sudura in jurul obiectelor metalice sau
in jurul corpului;

nu incepeti sudura daca corpul se afla in interiorul circuitului de sudura;

tineti ambele cabluri de sudura de aceeasi parte a corpului;

conectati cablul de masa la piesa care urmeaza a fi sudata, cat mai aproape posibil
de imbinarea executata;

nu sudati aproape de aparatul de sudura;

- toti lucratorii trebuie sa respecte distantele minime indicate in fisa tehnica CEM;
dlstanta de la sursa CEM pana laun punct dincolo de care expunerea este mai mica
de 20% din valoarea minima permisa:d=15cm.
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- Aparat de clasa A:

Acest aparat de sudura corespunde cerintelor standardului tehnic de produs pentru
folosirea exclusiva in medii industriale si in scop profesional. Nu este asigurata
corespondenta cu compatibilitatea electromagnetica in cladirile de locuinte si in cele
conectate direct la o retea de alimentare de joasa tensiune care alimenteaza cladirile
pentru uzul casnic.

MASURI DE PRECAUTIE SUPLIMENTARE
OPERATIILE DE SUDARE:
- in medii curisc ridicat de electrocutare;
- in spatii ingradite;
- in prezenta materialelor inflamabile sau explozive .
TREBUIE sa fie evaluate preventiv de catre un “responsabil expert” si sa fie
efectuate intotdeauna in prezenta altor persoane calificate pentru interventii in
caz de urgenta.
TREBUIE sa fie adoptate mijloacele tehnice de protectie descrise la 7.10; A.8; A.10
din norma ,EN 60974-9: Echipament pentru sudare cu arc. Partea 9: Instalare si
utilizare”.
TREBUIE sa fie interzisa sudura in timp ce aparatul de sudura sau alimentatorul de
sarma este sustinut de operator (de exemplu, prin intermediul unor curele).
TREBUIE sa fie interzisa sudura cu operatorul situat la inaltime fata de sol, in afara de
cazul in care se folosesc platforme de siguranta. B
TENSIUNE INTRE PORTELECTROZI SAU PISTOLETE DE SUDURA: daca se lucreaza cu
mai multe aparate de sudura la o singura piesa sau la mai multe piese conectate
electric se poate crea o suma periculoasa de tensiuni in gol intre doi portelectrozi
sau pistolete de sudura diferite, atingand o valoare care poate fi dublul limitei
admise.
Este necesar ca un coordonator experimentat sa efectueze masurarea cu
instrumente corespunzatoare pentru a determina daca exista un risc si sa poata lua
masuri de protectie adecvate dupa cum se arata la punctul 7.9 din norma,, EN 60974-
9: Echipament pentru sudare cu arc. Partea 9: Instalare si utilizare”.

ALTE RISCURI
RASTURNARE: pozitionati aparatul de sudurd pe o suprafati orizontala
corespunzatoare greutatii acestuia; in caz contrar (de ex. podele inclinate, nenetede,
etc.) exista pericolul rasturnarii aparatului.

FOLOSIRE IMPROPRIE: este periculoasa folosirea aparatului de sudura pentru orice
lucrare diferita de cea prevazuta (ex. dezghetarea tevilor retelei hidrice).

RISC DE ARSURI

Undele dintre partile aparatului de sudura (pistoletul, clestele port-electrod)
precum si zonele adiacente, pot atinge temperaturi de peste 65 °C: este necesara
purtarea de haine de protectie adecvate.

Lasati sa se raceasca piesa proaspat sudata inainte de a o atinge!

FOLOSIRE IMPROPRIE: este periculoasa folosirea aparatului de sudura de mai mult
de un operator in acelasi timp.

DEPLASAREA APARATULUI DE SUDURA: asigurati intotdeauna butelia de gaz cu
mijloace potrivite pentru a impiedica caderile accidentale (daca este utilizata).

Se interzice folosirea manerului ca mijloc de sustinere a aparatului de sudura.

Protectiile si partile mobile ale carcasei aparatului de sudura si ale alimentatorului
cu sarma trebuie sa fie corect pozitionate inainte de a conecta aparatul de sudura la
reteaua de alimentare.

/\

ATENTIE! Orice interventie manuala asupra partilor in miscare ale alimentatorului cu
sarma, ca de exemplu:

inlocuirea rolelor si/ sau a dispozitivului de avans al sarmei;

introducerea sarmei in role;

incarcarea bobinei cu sarma;

curatarea rolelor, a angrenajelor si a zonei aflate sub acestea;

- ungerea angrenajelor.

TREBUIE SA FIE EFECTUATA NUMAI CAND APARATUL DE SUDURA ESTE OPRIT SI
DECONECTAT DE LA RETEAUA DE ALIMENTARE.

CONDITII AMBIENTALE (EN 60974-1)
- Folositi aparatul de sudura doar in conditiile ambientale descrise mai jos:
« Temperatura ambientala trebuie sa fie cuprinsa intre -10 °C si 40 °C;
« Umiditatea relativa a aerului nu trebuie sa depaseasca 50% la 40 °C;
« Umiditatea relativa a aerului nu trebuie sa depaseasca 90% la 20 °C;
- In atmosfera ambientala nu trebuie sa fie prezente praf, acizi, gaze sau substante
corozive, etc.

DEPOZITARE

- Amplasati aparatul si accesoriile sale (cu sau fara ambalaj) in spatii inchise.

- Temperatura ambientala trebuie sa fie cuprinsa intre -20 °C si 55 °C.

In cazul aparatului echipat cu unitate de racire cu lichid si la o temperatura a mediului
inconjurator sub 0 °C: folositi lichidul antigel prevazut de producator sau goliti
complet circuitul hidraulic si rezervorul de lichid.

Intreprindeti intotdeauna masuri adecvate pentru a proteja aparatul de umiditate,
murdarie si coroziune.

)i ¢

mmmm ELIMINARE

Nu eliminati aparatul de sudura cu deseurile menajere obisnuite la sfarsitul duratei
de viata utila.

Utilizatorul are obligatia de a elimina acest echipament electric la punctele autorizate
de colectare si reciclare echipamente electrice, sau la magazinul de la care a fost

cumparat produsul. Aceasta prevedere se refera doar la eliminarea echipamentelor
pe teritoriul Uniunii Europene (DEEE).

2. INTRODUCERE S| DESCRIERE GENERALA

Acest aparat de sudura este o sursa de curent pentru sudura cu arg, realizat special pentru
sudura MAG a otelului carbon sau slab aliat cu gaz de protectie CO, sau amestecuri Argon/
CO, utilizand sarme electrod pline sau cu miez (tubulare).

De asemenea, este adecvat pentru sudura MIG a otelurilor inoxidabile cu gaz Argon + 1-2%
oxigen, a aluminiului si CuSi3, CuAl8 (brazurd) cu gaz Argon, utilizand sarme electrod de
analizd adecvata piesei de sudat.

Se pot folosi sarme cu miez adecvate pentru folosirea fara gaz de protectie Flux adecvand
polaritatea pistoletului la cele indicate de fabricantul sarmei (doar versiunile 180A si 200A).
Este deosebit de indicatd pentru aplicatii in tampldria usoara si tinichigerie, pentru sudura
tablelor zincate, high stress (cu limita de curgere ridicatd), inox si aluminiu. Functionarea
SINERGICA asigura setarea rapida si usoara a parametrilor de sudurd, garantand intotdeauna
un control ridicat al arcului si al calitatii sudurii (OneTouch Technology).

Aparatul de sudurd, daca este prevazut (vezi Tab.1) este indicat si pentru sudura TIG in
curent continuu (DC) cu amorsarea arcului prin contact (modalitatea LIFT ARC), a tuturor
otelurilor (carbon, slab aliate si inalt aliate) si a metalelor grele (cupru, nichel, titan si aliajele
lor) cu gaz de protectie Ar pur (99.9%) sau, pentru utilizari deosebite, cu amestecuri Argon/
Heliu. Este indicat si pentru sudura cu electrod MMA in curent continuu (DC) cu electrozi
inveliti (rutilici, acizi, bazici).

2.1 PRINCIPALELE CARACTERISTICI

MIG-MAG

- Functionare sinergica (automata) sau manuala;

- curbe sinergice predispuse;

- Vizualizare pe display LCD a vitezei sarmei, tensiunii si curentului de sudurg;

- Selectare functionare 2T, 4T, spot;

- Reglari: rampa de urcare a sarmei, reactanta electronicd, timpul de ardere finala a sarmei
(burn-back), post-gaz;

- Schimbare polaritate pentru sudura GAS MIG-MAG/BRAZING sau NO GAS/FLUX (doar
versiunile 180A si 200A).

- Setare sistem metric sau anglo-saxon.

TIG (vezi tabelul 1)
- Amorsare LIFT;
- Vizualizare pe display LCD a tensiunii si curentului de sudura.

MMA (vezi tabelul 1)

- Reglare arc force, hot start.

- Dispozitiv VRD.

- Protectie anti-stick.

- Indicarea diametrului electrodului recomandat in functie de curentul de sudura;
- Vizualizare pe display LCD a tensiunii si curentului de sudura.

PROTECTII

- Protectie termostatica;

- Protectie impotriva scurt-circuitelor accidentale datorita contactului dintre pistolet si
masa;

- Protectie impotriva tensiunilor anormale (tensiune de alimentare prea ridicata sau prea
scazuta);

- Protectie anti-stick (MMA).

2.2 ACCESORII DE SERIE

- Pistolet;

- Cablu de retur cu cleste de masa;

- Suport pentru pistolet (daca este prevazut).

2.3 ACCESSORII LA CERERE

- Adaptor butelie argon;

- Carucior (doar versiunile 180A si 200A);
- Masca heliomata;

- Kit Sudura MIG/MAG;

- Kit sudura MMA;

- Kit sudura TIG.

3. DATE TEHNICE
3.1 PLACA INDICATOARE
Principalele date referitoare la utilizarea si randamentul aparatului de sudura sunt
mentionate pe placa indicatoare a acestuia cu urmatoarele semnificatii:
Fig.A
1- Norm& EUROPEANA de referinta pentru siguranta si constructia aparatelor de suduré cu
arc electric.
2- Numele si adresa fabricantului.
3- Numele modelului.
4- Simbolul structurii interne a aparatului de sudura.
5- Simbolul procedeului de sudura prevazut.
6- Simbolul S: indica faptul cd se pot efectua operatii de sudare intr-un mediu cu risc de
electrocutare ridicat (de ex. foarte aproape de mase metalice considerabile).
7- Simbolul prizei de alimentare:
1~ : tensiune alternativd monofazicd;
3~ :tensiune alternativa trifazica.
8- Gradul de protectie a carcasei.
9- Date caracteristice ale prizei de alimentare:
- U, : Tensiunea alternativa si frecventa de alimentare a aparatului de sudurd (limitele
admise +10%).
= | ax - Curent maxim absorbit din priza.
- |, Curentul efectiv de alimentare.
10- Randamentul circuitului de sudura:
- U, : tensiune maxima in gol (circuit de sudura deschis).
- L/U, : Curent si tensiune conform normelor, care pot fi transmise de aparatul de
sudurad in timpul sudurii.
X:Raportul de intermitenta: indica perioada in care aparatul de sudurd poate transmite
curentul corespunzator (aceeasi coloana). Se exprima in % pe baza unui ciclu de 10
minute (de exemplu 60% = 6 minute de functionare, 4 minute de stationare, s.a.m.d.).
In cazul in care se vor depasi parametrii de utilizare (de pe placa indicatoare, raportati
la temperatura mediului ambiant de 40°C), intervine protectia termicd a aparatului
(aparatul ramane in stand-by pana cand temperatura acestuia revine la valorile
admise).
- A/V-A/V :indica gama de reglare a curentului de sudurd (minim - maxim) la tensiunea
arcului corespunzatoare.
11- Numarul de inregistrare pentru identificarea aparatului de sudura (indispensabil pentru
asistenta tehnica, solicitarea pieselor de schimb, identificarea originii produsului).
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12- ——3-: Valoarea sigurantelor cu temporizare prevdzute pentru protectie.
13- Simboluri care se refera la normele de siguranta a caror semnificatie este indicata in
capitolul 1,Masuri de siguranta generale pentru sudura cu arc electric”.

Observatie: Exemplul de placd indicatoare prezentat este orientativ in ceea ce priveste
semnificatia simbolurilor si a cifrelor; valorile exacte ale datelor tehnice ale aparatului de
sudurd achizitionat trebuie sa fie indicate direct pe placa indicatoare a aparatului respectiv.

3.2 ALTE DATE TEHNICE

- APARAT DE SUDURA: a se vedea tabelul 1 (TAB. 1).

- PISTOLET MIG: a se vedea tabelul 2 (TAB. 2).

- PISTOLET TIG: a se vedea tabelul 3 (TAB. 3).

- CLESTE PORT-ELECTROD: a se vedea tabelul 4 (TAB. 4).

- CONSUM MEDIU DE SARMA SIGAZ DE SUDURA: vezi tabelul 6 (TAB. 6).
Greutatea aparatului de sudura este mentionata in tabelul 1 (TAB.1).

4. DESCRIEREA APARATULUI DE SUDURA
4.1. DISPOZITIVE DE CONTROL, REGLARE S| CONECTARE.

4.1.1 APARAT DE SUDURA (Fig. B, B1, B2, B3)

Pe partea anterioara:

1- Panou de control.

2- Cablusi pistolet de sudura.

3- Cablu siborna de retur la masa.

4- Racord pistolet.

5-  Prizd rapida pozitiva (+) pentru a conecta cablul de sudura.
6- Priza rapidd negativa (-) pentru a conecta cablul de sudura.
7-  Mufa rapida conectata la racordul pistoletului.

8- Racord pistolet (T2).

9- Cablu i pistolet de sudura (T2).

10- Cablu si pistolet de sudura (T3).

Pe partea posterioara:

11- Intrerup&tor general ON/OFF.

12- Conectorul tubului pentru gaz de protectie.

13- Cablu de alimentare.

14- Conectorul tubului pentru gaz de protectie pistolet T2.
15- Conectorul tubului pentru gaz de protectie pistolet T3.

Pe carcasa tambur (daca este prevazut):

16- Borna pozitiva (+).

17- Borna negativa (-).

N.B. Inversare polaritate pentru sudura FLUX (fara gaz).

4.1.2 PANOUL DE CONTROL AL APARATULUI DE SUDURA (Fig. C)
1- selectarea, dacd este apdsat, a procesului de sudura MIG-MAG (SINERGICA sau

MANUALA), TIG sau MMA

MIG-MAG SINERGIC:

- Reglarea puterii de sudura.

MIG-MAG MANUAL:

- Reglarea vitezei de alimentare cu sarma.

TIG (daca este prevazut):

- Reglarea curentului de sudura.

MMA (daca este prevazut):

- Reglarea curentului de sudura.

2- Dacad este apasat
MIG-MAG SINERGIC:
- Reglarea cordonului de suduréd (lungimea arcului)
MIG-MAG MANUAL:
- Reglarea cordonului de sudura (tensiunea de sudura)
TIG:
- Neabilitat.

MA:

- Neabilitat

3- Display LCD

4- selecteaza, dacd este apasat, pistoletul T1,T2, T3.

5- Led semnalizare pistolet setatT1, T2, T3.

permite accesul la programele presetate din aparat.

5.INSTALAREA

ATENTIE! EFECTUATI TOATE OPERATIILE DE INSTALARE Sl CONECTARE
ELECTRICA NUMAI CAND APARATUL DE SUDURA ESTE OPRIT SI
DECONECTAT DE LA RETEAUA ALIMENTARE.
LEGATURILE ELECTRICE ALE APARATULUI TREBUIE SA FIE EFECTUATE NUMAI DE
CATRE PERSONAL EXPERT SAU CALIFICAT.

Fig. D (versiune 180A cu roti)
Fig. D1 (versiune 270A)
Fig. D2, D3 (versiune 3 pistolete)
Scoateti aparatul de sudurd din ambalajul sau si montati piesele aferente prezente in
ambalaj.

Asamblare cablu de masa - cleste Fig. E
Asamblare cablu de sudura - cleste port-electrod FIG. F
Asamblare carlig agatare pistolet (daca este cazul) FIG. G

5.1 AMPLASAREA APATATULUI DE SUDURA

Stabiliti locul de instalare a aparatului de sudura astfel incat sa nu existe vreun obstacol in
fata deschizaturii pentru intrarea si iesirea aerului de racire; in acelasi timp, asigurati-va ca
nu se aspird praf conductiv, aburi corozivi, umiditate etc.

Lasati un spatiu liber de cel putin 250 mm in jurul aparatului.

ATENTIE! Pozitionati aparatul pe o suprafata plana corespunzatoare pentru
a suporta greutatea acestuia si pentru a preveni rasturnarea sau deplasarile
periculoase ale aparatului.

5.2 CONECTAREA LA RETEAUA DE ALIMENTARE

- Inainte de efectuarea oricarei legaturi electrice, controlati c& tensiunea si frecventa de
retea disponibile la locul de instalare corespund cu datele de pe placa indicatoare a
aparatului de sudura.

- Aparatul de sudura trebuie sa fie conectat numai la un sistem de alimentare cu conductor

de nul legat la pamant.
- Pentru a garanta protectia fata de contactul indirect folositi intrerupatoare diferentiale de
tipul:

- Tipul A ( ) pentru aparate monofazate.

- Tipul B( ) pentru masini trifaza.

Pentru a fi in conformitate cu cerintele normei EN 61000-3-11 (Flicker), se recomanda
conectarea aparatului de sudurd la punctele de interfata ale retelei de alimentare care
prezinta o impedanta mai mica de Zmax = 0.24 ohm.

- Aparatul de sudura nu corespunde cerintelor normei IEC/EN 61000-3-12.

Daca acesta este conectat la o retea de alimentare publicd, instalatorul sau utilizatorul
trebuie sa verifice dacd aparatul de sudura poate fi conectat (daca este necesar, consultati
societatea de distributie).

5.2.1 Stecherul si priza

(1~)

Conectati stecherul cablului de alimentare la o prizd de retea prevdzuta cu siguranta fuzibila
sau intrerupator automat; borna de impamantare trebuie conectatd la conductorul de
pamant (galben-verde) al liniei de alimentare.

(3~)
Conectati la cablul de alimentare un stecar conform normelor (3P + PE) si corespunzator
curentului indicat si asigurati o priza de retea dotatd cu sigurante sau intrerupator automat;
clema de impamantare corespunzatoare trebuie sa fie legata la firul de impamantare
(galben-verde) al cablului de alimentare.
Tabelul (TAB. 1) indica valorile recomandate in amperi pentru sigurantele cu temporizare,
alese in baza curentului nominal maxim transmis de aparatul de sudura si in baza tensiunii
nominale de alimentare.
ATENTIE! Nerespectarea regulilor mai sus mentionate poate duce la
nefunctionarea sistemului de siguranta prevazut de fabricant (clasa 1) cu
riscuri grave pentru persoane (de ex. electrocutare) sau pentru obiecte (de
ex. incendiu).

5.3 CONECTARILE CIRCUITULUI DE SUDURA
5.3.1 Recomandari

ATENTIE! INAINTE DE EFECTUAREA CONECTARILOR DE MAI JOS, ASIGURATI-
VA CA APARATUL DE SUDURA ESTE OPRIT S| DECONECTAT DE LA RETEAUA
DE ALIMENTARE.

Tabelul 1 (TAB. 1) prezinta valorile recomandate pentru cablurile de sudura (in mm?) pe baza

curentului maxim debitat de aparatul de sudura.

De asemenea:

- Rotiti pana la capdt conectorii cablurilor de sudura in prizele rapide (daca sunt prezente),
pentru a garanta un contact electric perfect; in caz contrar, se vor produce supraincalziri
ale conectorilor, avand drept consecinta deteriorarea lor rapida si pierderea eficientei.

- Folositi cabluri de sudura cat mai scurte posibil.

- Nu utilizati structuri metalice care nu fac parte din piesa in lucru, in locul cablului de
retur al curentului de sudurd; acest lucru poate fi periculos pentru siguranta si poate da
rezultate insuficiente la sudura.

5.3.2 CONECTARILE CIRCUITULUI DE SUDURA IN MODALITATE MIG-MAG

5.3.2.1 Conectarea la butelia de gaz (daca este utilizata)

- Butelia de gaz care poate fi incarcata pe planul de sprijin al caruciorului: max 30 kg (daca
este prevazut).

Infiletati reductorul de presiune(*) pe supapa buteliei de gaz, interpunand reductorul
special furnizat ca accesoriu, pentru cand se foloseste gazul Argon sau amestecul Argon/

»
Conectati furtunul de intrare a gazului la reductor si strangeti banda din dotare.

Slabiti inelul de reglare a reductorului de presiune inainte de a deschide supapa buteliei.
(*) Accesoriu de achizitionat separat daca nu este livrat cu produsul.

5.3.2.2 Conectarea cablului de retur al curentului de sudura
Trebuie conectat la piesa de sudat sau la bancul metalic pe care aceasta este asezata, cat mai
aproape posibil de racordul din executie.

5.3.2.3 Pistolet
Pregétiti-l pentru prima incércare a sarmei, demontand duza si tubul de contact, pentru a-i
usura iesirea.

5.3.2.4 Schimbarea polaritatii interne (daca este prevazuta)
Fig.B

- Deschideti usa compartimentului de bobinare.
- Sudura MIG/MAG (gaz):

- Conectati cablul pistoletului la borna rosie (+) (Fig B-16)

- Conectati cablul de retur cleste la priza rapida negativa (-) (Fig B-17)
- Sudurd FLUX (fara gaz):

- Conectati cablul pistoletului la borna neagra (-) (Fig B-17).

- Conectati cablul de retur cleste la priza rapida pozitiva (+) (Fig B-16).
- Inchideti usa compartimentului de bobinare.

5.3.2.5 Schimbarea polaritatii externe (daca este prevazuta)
Fig.B

- Sudura MIG/MAG (gaz):

Conectati cablul pistoletului la racordul pistoletului (Fig. B-4).

- Conectati mufa rapida (Fig. B-7) la priza rapida pozitiva (+) (Fig. B-5).

Conectati cablul de retur cleste la priza rapida negativa (-) (Fig. B-6).

- Sudurd FLUX (fara gaz):

Conectati cablul pistoletului la racordul pistoletului (Fig. B-4).

- Conectati mufa rapida (Fig. B-7) la priza rapida negativa (-) (Fig. B-6).

Conectati cablul de retur cleste la priza rapida pozitiva (+) (Fig. B-5).

5.3.3 CONECTARILE CIRCUITULUI DE SUDURA IN MODALITATEA TIG

5.3.3.1 Conectarea la butelia de gaz

Infiletati reductorul de presiune pe supapa buteliei de gaz interpunand, daca este necesar,

reductorul special furnizat ca accesoriu.

- Conectati furtunul de intrare a gazului la reductor si strangeti banda din dotare.

Slabiti inelul de reglare a reductorului de presiune inainte de a deschide supapa buteliei.

- Deschideti butelia si reglati cantitatea de gaz (I/min) potrivit datelor orientative de folosire,
vezi tabelul (TAB. 5); eventualele reglari ale efluxului de gaz vor putea fi efectuate in timpul
sudurii, actionand asupra inelului reductorului de presiune. Verificati etanseitatea tevilor
si a racordurilor.
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ATENTIE! inchideti intotdeauna supapa buteliei de gaz la sfarsitul lucrului.

5.3.3.2 Conectarea cablului de retur al curentului de sudura

- Trebuie conectat la piesa de sudat sau la bancul metalic pe care aceasta este asezatd, cat
mai aproape posibil de racordul din executie. Acest cablu trebuie conectat la borna cu
simbolul (+) (Fig. B-5).

5.3.3.3 Pistolet
- Introduceti cablul port-curent in borna rapida respectiva (-) (Fig. B-6). Conectati furtunul
de gaz al pistoletului la butelie.

5.3.4 CONECTARILE CIRCUITULUI DE SUDURA IN MODALITATEA MMA
Aproape intreaga totalitate a electrozilor inveliti trebuie conectatd la polul pozitiv (+) al
generatorului; in mod exceptional la polul negativ (-) pentru electrozii cu invelis acid.

5.3.4.1 Conectare cablu de sudura cleste-portelectrod
Puneti pe terminal o clema speciala care foloseste la strangerea partii descoperite a
electrodului. Acest cablu trebuie conectat la borna cu simbolul (+) (Fig. B-5).

5.3.4.2 Conectarea cablului de retur al curentului de sudura

- Trebuie conectat la piesa de sudat sau la bancul metalic pe care aceasta este asezatd, cat
mai aproape posibil de racordul din executie. Acest cablu trebuie conectat la borna cu
simbolul (-) (Fig. B-6).

5.4 INCARCARE BOBINA SARMA (Fig. H, H1, H2)

ATENTIE! INAINTE DE A TRECE LA EFECTUAREA OPERATIILOR DE INFILARE
A SARMEI, ASIGURATI-VA CA APARATUL DE SUDURA ESTE OPRIT SI
DECONECTAT DE LA RETEAUA DE ALIMENTARE.
VERIFICATI CA ROLELE DE ANTRENARE A SARMEI, INVELISUL DISPOZITIVULUI DE AVANS AL
SARMEI SI TUBUL DE CONTACT DE LA PISTOLETUL DE SUDURA SUNT CORESPUNZATOARE
CU DIAMETRUL $I COMPOZITIA SARMEI CARE SE DORESTE DE UTILIZAT $I CA AU FOST
CORECT MONTATE. IN TIMPUL ETAPELOR DE INFILARE A SARMEI NU UTILIZATI MANUSI DE
PROTECTIE.
- Deschideti usita compartimentului bobina.
- Pozitionati bobina sarmei pe suport; asigurati-va ca tija de antrenare a bobinei este fixata
corect in forul prevazut (1a).
Eliberati contra-rola/ contra-rolele de presiune si indepartati-o/-le de rola/ rolele
inferioara/-e (2a).
- Verificati ca rola/rolele de antrenare a sarmei sunt corespunzatoare sarmei utilizate (2b).
Eliberati capatul sarmei, tdind extremitatea deformatd printr-o tdiere dreaptd si fara
bavuri; rotiti bobina in sens antiorar si introduceti extremitatea sarmei la intrarea in
dispozitivul de avans al sarmei impingandu-I pentru 50-100 mm in dispozitivul de avans
al racordului pistoletului de sudura (2c).
- Repozitionati contra-rola /contra-rolele reglandu-le presiunea la o valoare medie si
verificati ca sdrma s fie corect pozitionata in santul rolei inferioare (3).
Inlaturati ajutajul si tubul de contact (4a).
- Conectati stecarul aparatului de sudat in priza de alimentare, porniti aparatul, apasati
pe butonul pistoletului de sudurd sau pe butonul de avans al sarmei pe panoul de
comanda (daca este prezent) si asteptati ca capatul sarmei care traverseaza tot invelisul
dispozitivului de avans al sarmei sa iasa cam 10-15 cm din partea anterioara a bobinei si
apoi eliberati butonul.
ATENTIE! In timpul acestor operatii sairma este sub tensiune electrica si este
supusa fortei mecanice; de aceea, daca nu se iau masurile de precautie
necesare, poate cauza pericole de electrocutare, rani si declansarea de
arcuri electrice:
Nu indreptati gura pistoletului de sudura spre partile corpului.
Nu apropiati pistoletul de sudura de butelie.
Remontati pe pistoletul de sudura tubul de contact si ajutajul (4b).
Verificati ca avansarea sarmei sa fie regulata; calibrati presiunea rolelor si forta de franare
a bobinei la valorile minime posibile asigurandu-va cd sarma nu aluneca in sant si ca in
momentul opririi avansarii nu se destind firele sarmei din cauza inertiei excesive ale bobinei.
Taiati extremitatea sarmei iesita in afara din ajutaj la 10-15 mm.
Inchideti usita compartimentului bobina.

6. SUDURA MIG/MAG: DESCRIEREA PROCEDURII
6.1 SHORT ARC (ARC SCURT)

Fuziunea sarmei si detasarea picaturii are loc prin scurt-circuite succesive de la varful sarmei
n baia de sudura (pana la 200 ori pe secunda). Lungimea libera a sarmei (stick-out) va fi de
obicei cuprinsa intre 5 si 12mm.
Oteluri carbon si slab aliate

- Diametrul sarmelor utilizabile:
- Gaz utilizabil:

Oteluri inoxidabile

- Diametrul sarmelor utilizabile:
- Gaz utilizabil:

Aluminiu si CuSi/CuAl

- Diametrul sarmelor utilizabile: 0.8- 1.0 mm (1.2 mm doar versiunea 270A)
- Gaz utilizabil: Ar
Sarma cu miez

- Diametrul sarmelor utilizabile:
- Gaz utilizabil:

0.6 - 0.8 - 1.0 mm (1.2 mm doar versiunea 270A)
CO, sau amestecuri Ar/CO,

0.8- 1.0 mm (1.2 mm doar versiunea 270A)
amestecuri Ar/O, sau Ar/CO, (1-2%)

0.8-09-1.2mm
Niciuna

6.2 GAZ DE PROTECTIE
Vezi TAB. 6.

7. MODALITATEA DE FUNCTIONARE MIG-MAG

7.1 Functionarea in modalitatea SINERGICA SYN
Dupa stabilirea de catre utilizator a parametrilor, precum materialul, diametrul sarmei @

tipul de gaz , aparatul de sudurd se seteazd in mod automat in conditiile optime de
functionare stabilite de diferitele curbe sinergice memorizate. Utilizatorul trebuie doar sa
selecteze grosimea materialului pentru a incepe sa sudeze (OneTouch Technology).

7.1.1 Display LCD in modalitatea SINERGICA (Fig. L)

N.B. Toate valorile vizualizabile si selectabile depind de tipul de sudura ales.

1- Modalitate de functionare in sinergie SYN ;

2- Materialul de sudat. Tipuri disponibile: Fe (otel), Ss (otel inox), AIMg, AlSi, (aluminiu),
CuSi/CuAl (tabla zincata - brazura), Flux (sarma cu miez - sudura FARA GAZ);

3- Diametrul sarmei de utilizat;

4- Gaz de protectie recomandat;
5- Grosimea materialului de sudat;
6- Indicator grafic al grosimii materialului;
7- Indicator grafic al formei cordonului de sudura;
8- Valorila sudura:
{g viteza de alimentare cu sarma;

m tensiunea de sudura;
n curent de sudura.
9- ATC (Advanced Thermal Control).

7.1.2 Setarea parametrilor

Dacd apasati butonul C-2 pentru cel putin 1 secunda aveti acces la programele presetate
din aparat.

Daca rotiti butonul C-2 puteti derula toate programele (PRG 01, 02 etc.). Selectati programul
ales apdsand si eliberand acelasi buton. Aparatul de sudura se seteaza in mod automat
in conditiile optime de functionare stabilite de diferitele curbe sinergice memorizate.
Utilizatorul trebuie doar sa selecteze grosimea materialului cu butonul C-1 pentru a incepe
sd sudeze. Tensiunea si Curentul de sudura este vizualizat pe display doar in timpul sudurii.

7.1.3 Reglarea formei cordonului de sudura

Reglarea formei cordonului se face de la butonul (Fig. C-2) care regleaza lungimea arcului
deci stabileste aportul mai mare sau mai mic de temperatura la sudura.

Scara de reglare variaza intre -10 + 0 + +10; in cea mai mare parte a cazurilor, cu butonul in
pozitie intermediara (0, HL ) avem o setare de bazd optimad (valoarea este vizualizatd pe

displayul LCD la stanga simbolului grafic al cordonului de sudura si dispare dupd un timp
prestabilit).

Actionand asupra butonului (Fig. C-2), indicarea graficd pe display a formei sudurii se
schimba aratand un rezultat mai convex, plat sau concav.

Forma convexa. H:‘: Inseamna cd aportul termic este scazut, deci sudura este ,rece’, cu
putind penetrare; rotiti deci in sens orar butonul pentru a obtine un aport termic mai mare
cu efectul unei suduri cu o fuziune mai mare.

Forma concava. L Tnseamni c& aportul termic este ridicat, deci sudura este prea,calda’,
cu penetrare excesiva; rotiti deci in sens antiorar butonul pentru a obtine o fuziune mai
mica.

7.1.4 Modalitatea ATC (Advanced Thermal Control)

Se activeaza automat atunci cand grosimea reglata este egala sau mai mica de 1.5mm.
Descriere: controlul instantaneu special al arcului de sudura si viteza ridicata de corectare
a parametrilor reduc la minim varfurile de curent caracteristice ale modalitatii de transfer
Short Arc in avantajul unui aport termic redus la piesa de sudat. Rezultatul este, pe de o
parte, deformarea mai redusa a materialului si, pe de alta parte, un transfer fluid si precis al
materialului de aport cu crearea unui cordon de sudura usor de modelat.

Avantaje:

- sudura foarte facilitata pe grosimi subtiri;

- deformare mai redusa a materialului;

- arc stabil si la curent redus;

- sudurd in puncte rapida si precisa;

- unire facilitata a unor table distantate intre ele.

7.1.5 Setare parametri avansati: MENIUL 1 (Fig. M)

Pentru a intra in meniul de reglare a parametrilor avansati, apasati in acelasi timp butoanele
(Fig. C1) si (Fig. C2) cel putin 1 secunda si eliberati-le. Cand apare MENIUL 1 apdsati din nou.
Fiecare parametru poate fi setat la valoarea dorita rotind/apasand butonul (Fig. C2) pana la
iesirea din meniu.

8J
E : corectare rampa urcare sarma (Fig. M-1)

Permite corectarea rampei de pornire a sarmei pentru a evita eventuala acumulare initiala in
cordonul de sudura. Reglare intre - 10 % si + 10 %. Valoarea din fabrica: 0 %

3

: corectare reactanta electronica (Fig. M-2)
O valoare mai ridicata determina o baie de sudura mai calda. Reglare de la - 10 % (aparat cu
putind reactanta) la + 10 % (aparat cu multa reactanta). Valoarea din fabrica: 0 %

E : corectie burn-back. (Fig. M-3)

Permite reglarea timpului de ardere a sarmei la oprirea sudurii. Reglare intre - 10 % si + 10
%. Valoarea din fabrica: 0 %

’U : Post gaz. (Fig. M-4)
Permite adaptarea timpului de eflux al gazului de protectie incepand de la oprirea sudurii.
Reglare intre 0 si 10 secunde. Valoarea din fabrica: 1 sec.

{g : Corectie viteza sarma (Fig. M-5)
Permite cresterea sau scaderea vitezei de alimentare cu sarma fata de informatiile afisate pe
display. Reglare intre - 3 si + 3 m/min. Valoarea din fabrica: 0 m/min.

7.2 Functionarea in modalitatea MANUALA m
Utilizatorul poate personaliza toti parametri de sudura.

7.2.1 Display LCD in modalitatea MANVUALI'\ (Fig. N)
1- Modalitate de functionare MANUALA m;

2- Valori la sudura:
{g viteza de alimentare cu sarmé;

m tensiunea de sudura;
n curent de sudura.

7.2.2 Setarea parametrilor

In modalitatea manual3, viteza de alimentare cu sarma si tensiunea de sudura sunt reglate
separat. Butonul (Fig. C-1) regleaza viteza sarmei, butonul (Fig C-2) regleaza tensiunea de
sudurd (care determina puterea sudurii si influenteaza forma cordonului). Curentul de
sudurad este vizualizat pe display (Fig. N-2) doar in timpul sudurii.
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7.2.3 Setare parametri avansati: MENIUL 1 (Fig. M)

Pentru a intra in meniul de reglare a parametrilor avansati, apasati in acelasi timp butoanele
(Fig. C1) si (Fig. C2) cel putin 1 secunda si eliberati-le. Cand apare MENIUL 1 apdsati din nou.
Fiecare parametru poate fi setat la valoarea dorita rotind/apasand butonul (Fig. C2) pana la
iesirea din meniu.

)

:Rampa urcare sarma (Fig. M-1).
Permite adaptarea vitezei sarmei la pornirea sudurii pentru a optimiza amorsarea arcului.
Reglare de la 20 la 100 % (pornire in % a vitezei de functionare). Valoarea din fabrica: 50 %

3

: Reactanta electronica (Fig. M-2)
O valoare mai ridicata determind o baie de sudura mai calda. Reglare de la 10 % (aparat cu
putina reactanta) la 100 % (aparat cu multa reactantd). Valoarea din fabrica: 50 %

=

: Burn-back. (Fig. M-3)
Permite reglarea timpului de ardere a sarmei la oprirea sudurii. Reglare intre 0 si 1 sec.
Valoarea din fabrica: 0.08 sec.

E : Post gaz. (Fig. M-4)

Permite adaptarea timpului de eflux al gazului de protectie incepand de la oprirea sudurii.
Reglare intre 0 si 10 secunde. Valoarea din fabrica: 1 sec.

Eg : Corectie viteza sarma (Fig. M-5)
Permite cresterea sau scaderea vitezei de alimentare cu sarma fata de informatiile afisate pe
display. Reglare intre - 3 si + 3 m/min. Valoarea din fabrica: 0 m/min.

7.2.4 Setare pistolet T1, T2, T3 (daca este prevazut)

Setarea utilizarii pistoletului T1, T2, T3 se poate face in doua feluri:

- actionand asupra butonului prezent pe panoul de control (Fig. C-4) astfel incat sa se
aprinda ledul corespunzator;

- apasand timp de cel putin o secunda butonul pistoletului pe care doriti sa il utilizati pana
cand se selecteaza ledul corespunzator.

8. CONTROLUL BUTONULUI PISTOLETULUI

8.1 Setarea modalitatii de control al butonului pistoletului (Fig. O)

Atat in modalitatea manuald, cat si sinergica, pentru a intra in meniu, apdsati in acelasi timp
butoanele (Fig. C1) si (Fig. C2) cel putin 1 secunda si eliberati-le. Rotiti butonul (Fig. C2) pana
la aparitia meniului 2. Confirmati selectia apasand din nou butonul.

8.2 Modalitatea de control a butonului pistoletului
Se pot seta 3 modalitati diferite de control a butonului pistoletului:

- 4ot
Modalitatea 2T: = - I1
sudura incepe prin apasarea butonului pistoletului si se termind cand se elibereaza butonul.
4t
o 1

Modalitatea 4T: 1
sudura incepe prin apdsarea si eliberarea butonului pistoletului si se termind numai cand se

apasa si se elibereaza butonul pistoletului a doua oara. Aceasta modalitate este utila pentru
suduri de lunga durata.

(XXX ]
Modalitatea punctare:{

permite efectuarea de punctari MIG/MAG cu controlul duratei sudurii.

9. MENIUL UNITATE DE MASURA Fig. O)

Atat in modalitatea manuald, cat si sinergica, pentru a intra in meniu, apdsati in acelasi timp
butoanele (Fig. C1) si (Fig. C2) cel putin 1 secunda si eliberati-le. Rotiti butonul (Fig. C2)
pana la aparitia meniului 3. Confirmati selectia apasand din nou butonul. Acum puteti seta
unitatile de masura metrice sau anglo-saxone. Daca apdsati din nou butonul C-2 reveniti in
modalitatea manuala (sau sinergicad).

10. MENIUL INFO (Fig. O)

Atat in modalitatea manuald, cat si sinergica, pentru a intra in meniu, apasati in acelasi timp
butoanele (Fig. C1) si (Fig. C2) cel putin 1 secunda si eliberati-le. Rotiti butonul (Fig. C2) pana
la aparitia meniului 4. Confirmati selectia apasand din nou butonul; Rotind butonul C-2 se
pot obtine informatii privind software-ul instalat. Dacd apésati din nou butonul C-2 reveniti
in modalitatea manuala (sau sinergica).

11. SUDURATIG DC: DESCRIEREA PROCEDURII

11.1 PRINCIPII GENERALE

Sudura TIG DC este potrivita pentru toate otelurile-carbon slab-aliate si inalt-aliate si pentru
metalele grele cupru, nichel, titaniu si aliajele lor (FIG. P). Pentru sudura in TIG DC cu electrod
la polul (-) se foloseste in general electrodul cu 2% de Ceriu (banda de culoare gri). Este
necesar sa ascutiti axial electrodul de tungsten cu polizorul, vezi FIG. Q, avand grija ca varful
sa fie perfect concentric pentru a evita devierile arcului. Este important ca ascutirea s se
efectueze in sensul lungimii electrodului. Aceasta operatie va trebui repetata periodic in
functie de folosirea si de uzura electrodului sau atunci cand acesta a fost contaminat in mod
accidental, oxidat sau nu a fost folosit corect. Pentru o sudurd buné, este indispensabila
folosirea diametrului exact al electrodului cu curentul exact, a se vedea tabelul (TAB.5). In
mod normal, iesirea in afara a electrodului din duza ceramicd este de 2-3 mm si poate atinge
8 mm pentru suduri in unghi.

Sudura are loc prin fuziunea marginilor cusaturii. Pentru straturi subtiri pregatite corespunzator
(pana la circa Tmm) nu este necesar material de aport (FIG. R). Pentru grosimi superioare
sunt necesare vergele cu aceeasi compozitie ca cea a materialului de baza si cu un diametru
corespunzator, cu pregatirea adecvata a marginilor (FIG. S). Este bine, pentru un bun rezultat al
sudurii, ca piesele sé fie curatate cu grija si sa nu aiba oxizi, uleiuri, unsori, solventi etc.

11.2 PROCEDEUL (AMORSARE LIFT)

- Reglati curentul de sudura la valoarea dorita cu ajutorul butonului encoder C-1;
Adaptati curentul in timpul sudurii la aportul termic necesar real.

- Verificati fluxul corespunzator al gazului.
Aprinderea arcului electric se face prin contactul si indepartarea electrodului de tungsten
de piesa de sudat. Aceasta modalitate de amorsare provoacd mai putine deranjamente
electro-iradiate si reduce la minimum incluziunile de tungsten si uzura electrodului.

- Sprijiniti varful electrodului pe piesd, cu o usoara presiune.

Ridicati imediat electrodul cu 2-3 mm obtinand astfel amorsarea arcului.

Aparatul de sudura debiteaza initial un curent redus. Dupd cateva momente, va fi debitat

curentul de sudura stabilit.

Pentru a intrerupe sudura ridicati repede electrodul de pe piesa.

11.3 DISPLAY LCD IN MODALITATEA TIG (Fig. C)
- ﬁ Modalitatea de functionare TIG;

- Valori la sudura:
m tensiunea de sudura;

n curent de sudura.

12. SUDURA MMA: DESCRIEREA PROCEDURII

12.1 PRINCIPII GENERALE

- Este indispensabila consultarea indicatiilor fabricantului, mentionate pe ambalajul
electrozilor utilizati, cu privire la polaritatea corectd a electrodului si la curentul optim
respectiv.

- Curentul de sudura trebuie reglat in functie de diametrul electrodului utilizat si de tipul
de cusaturd ce se doreste a se realiza; cu titlu orientativ, curentul utilizabil pentru diferitele
diametre ale electrodului este:

@ Electrod (mm) i Curent de sudura (A)

Min. Max.
1.6 25 50
2.0 40 80
2.5 60 110
3.2 80 150
4.0 140 200
5.0 180 250
6.0 240 270

- De observat cd, pentru acelasi diametru al electrodului, valorile ridicate ale curentului vor
fi utilizate pentru suduri plane, in timp ce pentru suduri verticale sau peste cap va trebui
utilizat un curent inferior.

- Caracteristicile mecanice ale cusaturii de sudura sunt determinate, pe langa intensitatea
curentului ales, de parametrii de sudura precum lungimea arcului, viteza si pozitia
executiei, diametrul si calitatea electrozilor (pentru o conservare corectd, pastrati
electrozii la loc ferit de umiditate, protejati in ambalajele sau recipientele lor).

ATENTIE:
In functie de marca, tipul si grosimea invelisului electrozilor, se poate manifesta instabilitatea
arcului datorita compozitiei electrodului.

12.2 Procedeul

- Tindnd masca IN DREPTUL FETEI, frecati varful electrodului de piesa de sudat efectuand o

miscare asemanatoare aprinderii unui chibrit; aceasta este metoda cea mai corecta pentru

amorsarea arcului.

ATENTIE: NU PICHETATI electrodul pe piesa; riscati deteriorarea invelisului, facand dificila

amorsarea arcului.

Indata dupa amorsarea arcului, incercati sa pastrati o distanta fatd de piesa echivalenta cu

diametrul utilizat si pastrati aceastd distantd cat mai constanta posibil in timpul efectuarii

sudurii; amintiti-va ca inclinarea electrodului in sensul avansérii va trebui sa fie de circa

20-30 de grade.

- La sfarsitul cordonului de sudurd, duceti capatul electrodului usor inapoi fata de directia
de avansare, deasupra craterului pentru efectuarea umplerii, apoi ridicati rapid electrodul
din baia de topitura pentru a obtine stingerea arcului (Aspecte ale cordonului de sudura -
FIG.T).

12.3 DISPLAY LCD iN MODALITATEA MMA (Fig. C)
- ?: Modalitatea de functionare MMA;

- Valori la sudura:
m tensiunea de sudura;

n curent de sudura;
- @ diametrul electrodului recomandat.

Pentru a intra in meniul de reglare a parametrilor avansati, apdsati in acelasi timp butoanele
(Fig. C1) si (Fig. C2) cel putin 1 secunda si eliberati-le. Fiecare parametru poate fi setat la
valoarea doritd rotind/apasand butonul (Fig. C2) pana la iesirea din meniu.

[

noC . reprezintd supracurentul initial “"HOT START” cu indicarea pe display a cresterii
procentuale fatd de valoarea curentului de sudura selectat. Reglare intre 0 si 100%. Valoarea
din fabricd: 50%.

H'- L :reprezintd supracurentul dinamic "ARC-FORCE" cu indicarea pe display a cresterii
procentuale fatd de valoarea curentului de sudurd preselectat. Aceasta reglare
imbunatateste fluiditatea sudurii, evité lipirea electrodului de piesa si permite folosirea unor
tipuri diferite de electrozi.

Reglare intre 0 5i 100%. Valoarea din fabrica: 50%.

11

urg : ON/OFF; permite activarea sau dezactivarea dispozitivului de reducere a
tensiunii de iesire in gol (reglare ON sau OFF). Valoarea din fabrica: OFF. Cu VRD activat
sporeste siguranta operatorului atunci cand aparatul de sudura este pornit, dar nu se afla in
situatia de sudura.

13. RESETARE REGLARI DIN FABRICA
Se poate aduce din nou aparatul de sudura la setarile prestabilite din fabrica tinand apdsate
cele doua butoane (Fig.C-1) si (Fig.C-2) in timpul operatiunii de pornire.

14. SEMNALIZARI DE ALARMA
Restabilirea este automata la incetarea cauzei alarmei.
Mesaje de alarma care pot aparea pe display:

- ALARM 01 si “ @ ": Interventia protectiei termice circuitul primar al aparatului de
sudura. Functionarea este intrerupta pana cand aparatul se raceste suficient.

- ALARM 02 si “ @ ": Interventia protectiei termice circuitul secundar al aparatului de
sudura. Functionarea este intrerupta pana cand aparatul se raceste suficient.

- ALARM 03: interventie de protectie supratensiune. Verificati tensiunea de alimentare.

- ALARM 04: interventie de protectie subtensiune. Verificati tensiunea de alimentare.

- ALARM 10: interventie de protectie supracurent in circuitul de sudurd. Verificati ca viteza
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de tractiune si/sau curentul de sudurd nu sunt prea ridicate.

- ALARM 11: interventie de protectie scurt-circuit intre pistolet si masa. Verificati ca nu
exista scurt-circuite in circuitul de sudura.

- ALARM 13: interventie pentru comunicare internd absentd. Dacd alarma persistd,
contactati un centru de asistenta autorizat.

- ALARM 18: interventie pentru alarma tensiune auxiliara. Dacd alarma persistd, contactati
un centru de asistentd autorizat.

La stingerea aparatului de sudura se poate manifesta, timp de cateva secunde,

semnalarea ALARM 04.

15.INTRETINERE

ATENTIE! INAINTE DE EFECTUAREA OPERATIILOR DE INTRETINERE,
ASIGURATI-VA CA APARATUL DE SUDURA ESTE OPRIT sl DECONECTAT DE
LA RETEAUA DE ALIMENTARE.

15.1 INTRETINERE OBISNUITA . .
OPERATIILE DE INTRETINERE OBISNUITA POT FI EFECTUATE DE CATRE OPERATOR.

15.1.1 INTRETINEREA PISTOLETULUI DE SUDURA
Evitati sa Sprljlr‘lltl pistoletul de sudura si cablul acestuia pe piese metalice calde; acest
lucru’ poate cauza fuziunea materialelor izolante si scoaterea din functiune a bobinei.

- Verificati periodic etanseitatea tubulaturii si racordurile de gaz.

- Cuplati corespunzétor clestele de strangere a electrodului, mandrina de prindere
a clestelui, cu diametrul electrodului ales pentru a evita supraincdlzirea, difuzarea
necorespunzatoare a gazului si respectiva nefunctionare a sudurii.

- Verificati inainte de fiecare utilizare statul de uzura si montarea corectd a extremitatilor
pistoletului de sudura: ajutaj, electrod, clestele de strangere a electrodului, difuzorul de
gaz.

15.1.2 Alimentatorul de sarma
- Verificati frecvent statul de uzura a rolelor de antrenare a sarmei, inlaturati periodic praful
metalic depozitat in zona de antrenare (role si dispozitivul de avans la intrare si la iesire).

15.2 INTRETINEREA SPECIALA

OPERATIUNILE DE iNTRETINERE SPECIALA TREBUIE SA FIE EFECTUATE NUMAI DE
PERSONAL CALIFICAT SAU EXPERIMENTAT iN DOMENIUL ELECTRIC $I MECANIC, iN
CONFORMITATE CU STANDARDUL TEHNIC IEC/EN 60974-4.

ATENTIE! INAINTE DE A INLATURA PLACILE CARCASEI APARATULUI DE
SUDURA PENTRU A AVEA ACCES LA INTERIORUL ACESTUIA, ASIGURATI-VA
CA APARATUL ESTE OPRIT S| DECONECTAT DE LA RETEAUA DE ALIMENTARE.
Eventualele verificari efectuate sub tensiune in interiorul aparatulul de sudura pot
cauza electrocutari grave datorate contactului direct cu partile sub tensiune si/ sau
leziuni datorate contactului direct cu piesele in miscare.
- Verificati interiorul aparatului periodic sau frecvent, in functie de gradul de praf din mediul
in care se lucreaza cu acesta si inldturati praful depozitat pe transformator prin insuflarea
cu aer comprimat sec (max. 10 bar).
Evitati indreptarea jetului de aer comprimat pe plécile electronice; curdtiti acestea din
urma cu o perie foarte moale sau cu solventi corespunzatori.
- In timpul acestei operatii verificati ca legaturile electrice s fie stranse bine si cablurile sa
nu prezinte daune la nivelul izolarii.
La terminarea acestor operatii, repozitionati panourile aparatului de sudura, strangand
bine suruburile de fixare.
- Evitati intotdeauna efectuarea operatiilor de sudare cu aparatul deschis.
Dupé efectuarea intretinerii sau reparatiel restabiliti conexiunile si cablajele cum erau
initial, avand grija ca acestea sa nu intre in contact cu piesele in miscare sau cu piesele care
pot atinge temperaturi ridicate. Infasurati toti conductorii cum erau initial, avand grija sa
tineti separate intre ele conexiunile transformatorului primar de inalts tensiune de cele
ale transformatoarelor secundare de joasa tensiune.
Folositi toate saibele si suruburile originale pentru inchiderea carcasei.

16. DEPISTAREA DEFECTELOR

IN CAZUL IN CARE FUNCTIONAREA APARATULUI DE SUDURA NU ESTE CORESPUNZATOARE
SIINAINTEA EFECTUARII ORICARUI CONTROL MAI SISTEMATIC SAU INAINTE DE A CONTACTA
UN CENTRU DE ASISTENTA AUTORIZAT, CONTROLATI CA:

- Prin actionarea intrerupatorului general ,ON’, lampa corespunzatoare sa fie aprinsa; in caz
contrar defectul este de obicei la nivelul retelei de alimentare (cabluri, priza si/ sau stecar,
sigurante, etc.).

Sé nu fie prezentd o alarma care indica interventia sigurantei termice in caz de supra sau
subtensiune sau de scurt circuit.

- Asigurati-va ca raportul de intermitenta nominala este corespunzator; in caz de
interventie a protectiei termostatice, asteptati racirea naturala a aparatului de sudura;
verificati functionalitatea ventilatorului.

Controlati tensiunea retelei de alimentare: daca valoarea acesteia este prea ridicata sau
prea scazutd, aparatul de sudurd ramane blocat.

- Verificati sa nu fie vreun scurt circuit la iesirea din aparatul de sudura: in acest caz inlaturati
dauna corespunzatoare.

Legaturile circuitului de sudura sa fie efectuate in mod corespunzator; in special verificati
ca clema cablului pentru legare la masa sa fie efectiv conectata la piesa fara sa fie interpuse
alte materiale izolante (ca de ex. vopsele).

Gazul de protectie utilizat sa fie cel corect si intr- o cantitate corespunzatoare.
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/- MIG
! MAG [ ] [ ] [ ] [ ] [ ] [ ]
/‘- TG ° ° ° ° ° °
~ (DC)
' MMA ° ° ° ° ° °
™
PHASE 1~ 1~ 1~ 1~ 1~ 3~ 3~
MODEL L 180 180 220 180 180 220 200 270
max (A)
230V T16A T16A T25A T16A T16A T25A - -
—
| Se—
400V - - - - - T10A T16A
D 230V 16A 16A 32A 16A 16A 32A - -
400V - - - - - 16A 16A
==hR_| mm 16 16 25 16 16 25 16 25
(fg) kg 12.3 30 31 61 22 23 41
SPEED m/
_8_'>">,"> . 2-20 2-20 2-20 2-20 2-20 2-20
m/min min
dB
De A Al <85 <85 <85 <85 <85 <85
' *
U w 11 11 14 17 1 14 15 15
T] % 86 86 88 86 86 88 86 90
Equivalent model B _ B B B B B B
Modello equivalente

* |dle state power consumption - Consumo energetico in stato di inattivita
** Power source efficiency - Efficienza della saldatrice
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MIG TORCH TECHNICAL DATA ACCORDING TO EN 60974-7 -
DATI TECNICI TORCIA MIG IN ACCORDO ALLAEN 60974-7

MODEL (5 VOLTAGE CLASS: 113V

I,max (A) | Imax (A) X (%) i T
180 150 60 Ar/CO2 STEEL: 0.6 + 1

180 (T1,T3) Al:0.8+1
200 180 60 CO2 INOX: 0.8 + 1

180 (T2) 230 60 CO2 Fe:0.6+1.2

220 Al:0.8+1
270 200 60 Ar/CO2 INOX: 0.8 + 1.2

TAB.3_FN[M

TIG TORCH TECHNICAL DATA ACCORDING TO EN 60974-7 -
DATI TECNICI TORCIA TIG IN ACCORDO ALLAEN 60974-7

MODEL é,: VOLTAGE CLASS: 113V
I,max(A) | Imax(A) X (%) D % i COOLING
=== 100 35
180 Argon 1+1.6 Air / Gas
N, 70 35
=== 180 35
200 + 270 Argon 1+24 Air / Gas
N, 125 35

ELECTRODE HOLDER TECHNICAL DATA ACCORDING TO EN 60974-11 -
DATI TECNICI PINZA PORTAELETTRODO IN ACCORDO ALLAEN 60974-11

MODEL ?:' VOLTAGE CLASS: 113V

I,max(A) | Imax(A) X (%) Zomm | “Fomm
200 35

180 + 200 2+4 16
150 60
300 35

220+ 270 32555 95
250 60
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§ %\ »
M SUGGESTED VALUES FOR WELDING - DATI ORIENTATIVI PER SALDATURA
[ ]
mm
m#m I > L/
2 ,‘\ omm -}i44¢4£2m"‘ II
(mm) (A) (mm) (mm) (I/min) (mm)
0.3-05 5-20 0.5 6.5 3 -
0.5-0.8 15 - 30 1 6.5 3 -
1 30 - 60 1 6.5 3-4 1
@ 15 70 - 100 1.6 9.5 3-4 15
2 90 - 110 1.6 9.5 4 15-2.0
3 120 - 150 2.4 9.5 5 2-3
4 140 - 190 2.4 9.5-11 5-6 3
TIG DC 5 190 - 250 3.2 11-12.5 6-7 3-4
0.3-0.8 20 - 30 05-1 6.5 4 -
@ 1 80 - 100 1 9.5 6 15
15 100 - 140 1.6 9.5 8 15
2 130 - 160 1.6 9.5 8 15
TAB. 6 WA (] AVERAGE WIRE ELECTRODE CONSUMPTION DURING MIG/MAG WELDING -
CONSUMO MEDIO DI FILO DURANTE LA SALDATURA MIG/MAG
SPEED SPEED
—8—l>-l>—l> 5m/min —8—l>—l>-l> 10 m/min
m/min m/min
0.8 1.0 1.2 1.6 0.8 1.0 1.2 1.6
Fe 1.2 1.9 2.7 4.7 24 3.7 5.3 9.5 kg/h
Al 04 0.6 0.9 1.6 0.8 1.3 1.8 3.3 kg/h
INOX 1.2 1.9 2.7 49 24 3.8 55 9.7 kg/h
AVERAGE SHIELDING GAS CONSUMPTION DURING MIG/MAG WELDING -
CONSUMO MEDIO DI GAS DI PROTEZIONE DURANTE LA SALDATURA MIG/MAG
0.8 1.0 1.2 1.6
MAN
8 10 12 16 SYN

-172-



-173-






-175-



:
Oan facos—(4)
® . Lo
B 55 mmn o
mf.‘f C/m.n_,‘.s\&\\/ —©
o | IEP AL &0
FIG. M | FIG.N |
SYN ‘ .
A Ot ‘
Onlc
B85 R
B
FIG.O |
- _ ~
‘ MENU !:'
j__i
=
- J
=t (W]
MENU ! MENU !
[11]
I
Tal)

-176-



(EN) TORCH (RO) PISTOLETUL (SK) ZVARACIA PISTOL
(IT) TORCIA (SV) SKABBRKN'NARE (HU) FAKLYA

(FR) TORCHE (CS)SVAROVACIPISTOLE (17 DEGIKLIS

(ES) SOPLETE (HR-SR) PLAMENIK (ET) POLETI

(DE) BRENNER (PL) UCHWYT SPAWALNICZY e o

(RU) FOPESTKA (FI) POLTIN

(PT) TOCHA (DA) BRANDER (BG) FOPEJIKA

(NL) TOORTS (NO) SVEISEBRENNER (TR) TORG

(EL) NAMMNA (SL) ELEKTRODNO DRZALO  (AR) dl=2Jl

- (EN) FILLER ROD IF NEEDED - (IT) EVENTUALE BACCHETTA D’APPORTO - (FR) BAGUETTE D’APPORT EVENTUELLE - (ES) EVENTUAL VARILLA DE APORTE - (DE) BEDARFSWEISE EINGESETZTER
SCHWEISSSTAB MIT ZUSATZWERKSTOFF - (RU) BO3MOMHASA MAJIOYKA [J1A MPUMOA - (PT) EVENTUAL VARETA DE APOIO - (NL) EVENTUELE STICK VULMATERIAAL - (EL) ENAEXOMENH PABAOX
EIZOOPAS YAIKOY - (RO) EVENTUALA BAGHETA DE ADAOS - (SV) EVENTUELL SVETSSTAV - (CS) PRIPADNA TYCKA PRIDAVNEHO MATERIALU - (HR-SR) EVENTUALNI STAPIC DODATNOG MATERIJALA
- (PL) EWENTUALNY PRET DO SPAWANIA - (FI) MAHDOLLINEN HITSAUSPUIKKO - (DA) EVENTUEL TILF@RSELSPIND - (NO) EVENTUELL ST@TTESTAV - (SL) MOREBITNA DODAJALNA PALICICA - (SK)
PRIPADNA TYCKA PRIDAVNEHO MATERIALU - (HU) ESETLEGES HEGESZTO PALCA - (LT) GALIMA UZPILDO LAZDELE - (ET) TAITEPULK - (LV) PIEDEVU STIENIS, JA TO IZMANTO - (BG) EBEHTYA/IHA
MPBYKA 3A 3ABAPABAHE - (TR) OLASI DOLGU CUBUGU - (AR) dlssiow gix> dslad

- (EN) NOZZLE - (IT) UGELLO - (FR) TUYERE - (ES) BOQUILLA - (DE) DUSE - (RU) COIMJIO - (PT) BICO - (NL) MONDSTUK - (EL) STOMIO - (RO) DUZA - (SV) MUNSTYCKE - (CS) TRYSKA - (HR-SR)
MLAZNICA - (PL) DYSZA - (F1) SUUTIN - (DA) DYSE - (NO) DYSE - (SL) SOBA- (SK) TRYSKA - (HU) FUVOKA - (LT) ANTGALIS - (ET) DUUS - (LV) SPRAUSLA - (BG) HAKPAHWK - (TR) MEME - (AR) &lg>

- (EN) PUSHBUTTON - (IT) PULSANTE - (FR) BOUTON - (ES) PULSADOR - (DE) DRUCKKNOPF - (RU) KHOIKA - (PT) BOTAO - (NL) KNOP - (EL) MAHKTPO - (RO) BUTON - (SV) KNAPP - (CS) TLACITKO
- (HR-SR) TIPKALO - (PL) PRZYCISK - (F1) PAINIKE - (DA) TRYKKNAP - (NO) KNAPP - (SL) GUMB - (SK) TLACIDLO - (HU) NYOMOGOMB - (LT) MYGTUKAS - (ET) NUPP - (LV) POGA - (BG) BYTOH - (TR)
BUTON - (AR) J)

- (EN) GAS - (IT) GAS - (FR) GAZ - (ES) GAS - (DE) GAS - (RU) TA3 - (PT) GAS - (NL) GAS - (EL) AEPIO - (RO) GAZ - (SV) GAS - (CS) PLYN - (HR-SR) PLIN - (PL) GAZ - (F1) KAASU - (DA) GAS - (NO) GASS
- (SL) PLIN - (SK) PLYN - (HU) GAZ - (LT) DUJOS - (ET) GAAS - (LV) GAZE - (BG) A3 - (TR) GAZ - (AR) jl&

- (EN) CURRENT - (IT) CORRENTE - (FR) COURANT - (ES) CORRIENTE - (DE) STROM - (RU) TOK - (PT) CORRENTE - (NL) STROOM - (EL) PEYMA - (RO) CURENT - (SV) STROM - (CS) PROUD - (HR-SR)
STRUJA - (PL) PRAD - (FI) VIRTA - (DA) STR@M - (NO) STR@M - (SL) TOK - (SK) PRUD - (HU) ARAM - (LT) SROVE - (ET) VOOL - (LV) STRAVA - (BG) TOK - (TR) AKIM - (AR) ;L3

- (EN) PIECE TO BE WELDED - (IT) PEZZO DA SALDARE - (FR) PIECE A SOUDER - (ES) PIEZA A SOLDAR - (DE) WERKSTUCK - (RU) CBAPUBAEMAS JIETASIb - (PT) PECA A SOLDAR - (NL) TE LASSEN
WERKSTUK - (EL) YAIKO MOY MPEMEI NA ZYTKOAAHOEI - (RO) PIESA DE SUDAT - (SV) DETALJ ATT SVETSA - (CS) DL URCENY KE SVAROVANI - (HR-SR) KOMAD ZA ZAVARITI - (PL) SPAWANY DETAL
- (FI) HITSATTAVA KAPPALE - (DA) SVEJSEEMNE - (NO) DEL SOM SKAL SVEISES - (SL) OBDELOVANEC ZA VARJENJE - (SK) DIEL URCENY NA ZVARANIE - (HU) HEGESZTENDO MUNKADARAB - (LT)
SUVIRINAMAS GAMINYS - (ET) KEEVITATAV TOORIK - (LV) METINAMA DETALA- (BG) AETAIST 3A 3ABAPABAHE - (TR) KAYNAKLANACAK PARCA - (AR) lgol> 5lyell dsehnall

- (EN) ELECTRODE - (IT) ELETTRODO - (FR) ELECTRODE - (ES) ELECTRODO - (DE) ELEKTRODE - (RU) S/IEKTPO[ - (PT) ELETRODO - (NL) ELEKTRODE - (EL) HAEKTPOAIO - (RO) ELECTROD - (SV)
ELEKTROD - (CS) ELEKTRODA - (HR-SR) ELEKTRODA - (PL) ELEKTRODA - (FI) ELEKTRODI - (DA) ELEKTRODE - (NO) ELEKTRODE - (SL) ELEKTRODA - (SK) ELEKTRODA - (HU) ELEKTRODA - (LT)
ELEKTRODAS - (ET) ELEKTROOD - (LV) ELEKTRODS - (BG) E/JIEKTPO/] - (TR) ELEKTROT - (AR)

m (EN) CHECK OF THE ELECTRODE TIP (RO) CONTROLUL VARFULUI ELECTRODULUI
(IT) CONTROLLO DELLA PUNTA DELL'ELETTRODO (SV) KONTROLL AV ELEKTRODENS SPETS
(FR) CONTROLE DE LA POINTE DE LELECTRODE ~ (CS) KONTROLA HROTU ELEKTRODY

(ES) CONTROL DE LA PUNTA DEL ELECTRODO (HR-SR) KONTROLA VRHA ELEKTRODE

(DE) KONTROLLE DER ELEKTRODENSPITZE (PL) KONTROLA KONCOWKI ELEKTRODY
(RU) KOHTPOJIb HAKOHEYHUKA 3JIEKTPOIA (FI) ELEKTRODIN PAAN TARKASTUS

(PT) CONTROLO DA PONTA DO ELETRODO (DA) KONTROL AF ELEKTRODESPIDS

(NL) CONTROLE VAN DE PUNT VAN DE ELEKTRODE (NO) KONTROLL AV TUPPEN PA ELEKTRODEN
(EL) EAEFXOZ AIXMHZ TOY HAEKTPOAIOY (SL) PREGLED KONICE ELEKTRODE

(SK) KONTROLA HROTU ELEKTRODY
(HU) AZ ELEKTRODA HEGY ELLENORZESE
(LT) ELEKTRODO GALO KONTROLE

(ET) ELEKTROODI OTSIKU KONTROLL

(LV) ELEKTRODA GALA PARBAUDE

(BG) NPOBEPKA HA BbPXA HA EJIEKTPOIA
(TR) ELEKTROT UCUNUN KONTROLU

(AR) 3,851 bl Sy (30 izl

L=@ (EN)IN DIRECT CURRENT
(IT) IN CORRENTE CONTINUA  (FI) TASAVIRRALLA
(FR) EN COURANT CONTINU (DA) VED JAVNSTROM
(ES) EN CORRIENTE CONTINUA  (NO) | KONTINUERLIG STR@M

(PL) PRADEM STALYM

. « 2 (DE) BEI GLEICHSTROM (SL) PRI ENOSMERNEM TOKU
(RU) 1PV TOCTOAHHOM TOKE ~ (SK) JEDNOSMERNY PRUD
(PT) EM CORRENTE CONTINUA  (HU) EGYENARAMMAL
(NL) MET GELIJKSTROOM (LT) NUOLATINE SROVE
(EL) SE TYNEXES PEYMA (ET) KESTEV VOOL
TIG DC (RO) IN CURENT CONTINUU (LV) LIDZSTRAVA

(SV) MED LIKSTROM (BG) NPV MOCTOAHEH TOK
(CS) STEJINOSMERNY PROUD (TR) DOGRU AKIM
(HR-SR) NA ISTOSMJERNOJ STRUJI' (AR) jeiuwe L3 §

2

*L
(EN)CORRECT  (HU) HELYES (EN) INSUFFICIENT CURRENT ~ (HU) GYENGE ARAM (EN) EXCESSIVE CURRENT  (HU) TUL NAGY ARAM
(IT)CORRETTO ~ (LT) TINKAMAS (IT) CORRENTESCARSA (L) SILPNA SROVE (IT) CORRENTE ECCESIVA ~ (LT) VIRSSROVE
(FRICOURANT  (ET) OIGE (FR) COURANT INSUFFISIANT ~ (ET) VAHENEVOOL (FR) COURANT EXCESSIF  (ET) LIGNEVOOL
(ES) CORRECTO  (LV) PAREIZI (ES) CORRIENTE ESCASA (V) PARAK MAZA STRAVA (ES) CORRIENTE EXCESIVA ~ (LV) PARAK LIELA STRAVA
(DE)KORREKT ~ (BG) MPABWHO (DE)ZUWENIGSTROM  (BG) C/TAB TOK (DE) ZU VIEL STROM (BG) MIPEKOMEPEH TOK
(RU) MPABUTIbHO ~ (TR) DOGRU (RU) HEAOCTATOUHBIVI TOK  (TR) AZ AKIM (RU) U36bITOYHBIN TOK (TR} ASIRI AKIM
(PT)CORRETO  (AR) pusio (PT) CORRENTE FRACA (AR) > )L (PT) CORRENTE EXCESSIVA ~ (AR) 2315 ,L5
(NL) CORRECT (NL) TE WEINIG STROOM (NL) TE VEEL STROOM
(EL) OPOO (EL) ANETAPKES PEYMA (EL) YTIEPBOAIKO PEYMA
(RO) CORECT (RO) CURENT REDUS (RO) CURENT EXCESIV
(SV)RATT (SV) FOR LAG STROM (SV) FOR HOG STROM
(CS) SPRAVNY (CS) NEDOSTATECNY PROUD (CS) NADMERNY PROUD
(HR-SR) ISPRAVNO (HR-SR) SLABA STRUJA (HR-SR) PREVELIKA STRUJA
(PL) PRAWIDEOWY (PL) NISKI PRAD (PL) ZAWYSOKI PRAD
(FI) OIKEA (FI) HEIKKO VIRTA (FI) LIALLINEN VIRTA
(DA) KORREKT (DA) FORLAV STROM (DA) FORH@J STROM
(NO) RIKTIG (NO) FOR LITE STROM (NO) FOR MYE STR@M
(SL) PRAVILEN (SL)PREMAJHENTOK (SL) PREVELIKTOK
(SK) SPRAVNY (SK) NEDOSTATOCNY PRUD (SK) NADMERNY PRUD
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(EN) Preparation of the folded edges for
welding without weld material.

(IT) Preparazione dei lembi rivoltati da saldare
senza materiale d'apporto.

(FR) Préparation des bords relevés pour
soudage sans matériau d'apport.

(ES) Preparacion de los extremos rebordeados
a soldar sin material de aporte.

(DE) Herrichtung der gerichteten Kanten, die
ohne Zusatzwerkstoff geschweif3t werden.
(RU) MoprotoBka NopBepHYTbIX CBapMBaeMbIX
Kpaes 6e3 Matepumana npumnos.

(PT) Preparagéo das abas viradas a soldar sem
material de fornecimento.

(NL) Voorbereiding van de omgedraaide

(EL) NMpoETOIAGiO AVACTPEPOUEVWY AKPWV
TIPOG GUYKOAANON XWPIC E10POPA UNKOU.
(RO) Pregatirea marginilor intoarse de sudat
fara material de adaos.

AN

N

randen die zonder vulmateriaal worden gelast.

SNy
N

(DA) Forberedelse af vendte pladekanter, der
skal svejses uden tilfgrselsmateriale.

(NO) Forberedelse av de vendte delene som
skal sveises uten stottemateriale.

(SL) Priprava zavihanih robov za varjenje brez
dodajanja materiala.

(SK) Priprava prevratenych okrajov, ur¢enych
na zvaranie, bez pridavného materialu.

(HU) A hozaganyag nélkiil hegesztendé,
behajlitott élek el6készitése.

(LT) Atversty krasty, kuriuos reikia suvirinti be
uzpildymo medziagos, paruosimas.

(ET) lima tditematerjalita keevitavate
pooratavate dmbluste ettevalmistamine.

(LV) Pagriezto malu sagatavosana, kuras
paredzéts metinat bez piedevu materiala.
(BG) MoparoToBKka Ha 06bpHaTUTE KpauLia 3a
3aBapABaHe 6e3 jobaBbyeH MaTepuan.

(TR) Dolgu malzemesi olmadan kaynak
yapilacak ters gevrilmis kenarlarin

60-90°

-,

60°

XX
Y |

(EN) Preparation of the edges for butt weld
joints to be welded with weld material.

(IT) Preparazione dei lembi per giunti di testa
da saldare con materiale d'apporto.

(FR) Préparation des bords pour joints de téte
pour soudage avec matériau d'apport.

(ES) Preparacion de los extremos para juntas de

cabeza a soldar con material de aporte.

(DE) Herrichtung der Kanten fiir Stumpfstoe,
die mit Zusatzwerkstoff geschweilt werden.
(RU) MoproToBka cBapunBaemblx Kpaes ans

TOPLIEBbIX COEAVNHEHNI C MaTEPUANIOM MPUMOA.
(PT) Preparacao das abas para juntas de cabeca

a soldar com material de fornecimento.
(NL) Voorbereiding van de randen voor
stootnaden die met vulmateriaal worden
gelast.

(EL) NMpoeTopacia akpwv ylo HETWIAiES

$3mm
zastosowaniem materiatu dodatkowego.
(F1) Hitsattavien paaliitosten valmistus
lisdaineella.
(DA) Forberedelse af pladekanter til
stumpsamlinger, der skal svejses med
tilferselsmateriale.
(NO) Forberedelse av delene for
sammenfeyninger av hodene som skal sveises
med stottemateriale.
(SL) Priprava robov za ¢elno varjenje z
dodajanjem materiala.
(SK) Priprava okrajov pre tupé spoje, uréené na
zvéranie, s pridavnym materialom.
(HU) A hozaganyaggal hegesztendd
tompakotésekhez élek elékészitése.
(LT) Sudurtiniy krasty, kuriuos reikia suvirinti
naudojant uzpildymo medziaga, paruosimas.
(ET) Keevitatavatele otsaliidetele 6mbluste

(CS) PRILIS POMALY POSUV

(HR-SR) PRESPORO NAPREDOVANJE
(PL) POSUW ZBYT WOLNY

(FI) EDISTYS LIIAN HIDAS

(DA) GAR FOR LANGSOMT FREMAD
(NO) FOR SAKTE FREMDRIFT

(SL) PREPOCASNO NAPREDOVANJE

(SK) PRILIS POMALY POSUV .
(HU) AZ ELOTOLAS TULSAGOSAN LASSU
(LT) PER LETAS JUDEJIMAS

(ET) LIIGA AEGLANE EDASIMINEK

(LV) KUSTIBA UZ PRIEKSU IR PARAK LENA

(CS) PRILIS KRATKY OBLOUK
(HR-SR) PREKRATAK LUK
(PL) LUK ZBYT KROTKI

(F1) VALOKAARI LIIAN LYHYT
(DA) LYSBUEN ER FOR KORT
(NO) FOR KORT BUE

(SL) PREKRATEK OBLOK
(SK) PRILIS KRATKY OBLUK _
(HU) AZ iv TULSAGOSAN ROVID
(LT) PER TRUMPAS LANKAS
(ET) LIIGA LUHIKE KAAR
(LV) LOKS IR PARAK ISS

(CS) PRILIS NiZKY PROUD
(HR-SR) PRESLABA STRUJA
(PL) PRAD ZBYT NISKI

(F1) VIRTA LIIAN ALHAINEN
(DA) FOR LILLE STROMSTYRKE
(NO) FOR LAV STR@M

(SL) PRESIBEK ELEKTRICNI TOK
(SK) PRILIS NiZKY PRUD =
(HU) AZ ARAM ERTEKE TULSAGOSAN
(LT) PER SILPNA SROVE

(ET) LIIGA MADAL VOOL

(LV) STRAVA IR PARAK VAJA

(SV) Férberedning av de vikta flikarna som ska hazirlanmasi. OUVSECELC e E10QOPG UNIKOD. valmistamine taidismaterjaliga.
svetsas utan svetsmaterial. (AR) olaziul (95 lgel=d shall GIG8))I slac] (RO) Pregjtirea marginilor pentru imbinari cap  (LV) Sadursavienojuma malu sagatavosana,
(CS) Priprava prevracenych okrajdi, urtenych -siil) slge la cap de sudat cu material de adaos. kuras paredzéts metinat ar piedevu materialu.
ke svafovani, bez pfidavného materialu. (SV) Férberedning av flikarna for skarvar i (BG) MoaroToBKa Ha KpawiuaTa 3a YesHu
(HR-SR) Priprema savijenih rubova za zavariti startindan som ska svetsas med svetsmaterial.  CbeMHeHVA 3a 3aBapABaHe C JO6aBbYEH
bez dodatnog materijala. (CS) Priprava okraji pro spoje hlavy, uréené ke matepuan.
(PL) Przygotowanie brzegow w pozydiji svafovani, s pfidavnym materialem. (TR) Dolgu malzemesi ile kaynak yapilacak alin
wygietej do spawania, bez zastosowania (HR-SR) Priprema rubova za ¢eone spojeve za  kaynakli ekler icin kenarlarin hazirlanmasi.
materiatu dodatkowego. zavariti s dodatnim materijalom. (AR) Lgol=d 31y ool OMog) Wilgysyl slac]
(F) Hitsattavien kdannettyjen reunojen (PL) Przygotowanie brzegéw do wykonania .giod) Slge elasuwl
valmistus ilman lisdainetta. pofaczer doczotowych podczas spawania, z

FIG. T
(EN) ADVANCEMENT TOO SLOW (EN) ARCTOO SHORT (EN) CURRENT TOO LOW
(IT) AVANZAMENTO TROPPO LENTO (IT) ARCO TROPPO CORTO (IT) CORRENTE TROPPO BASSA
(FR) AVANCEMENT TROP FAIBLE (FR) ARCTROP COURT (FR) COURANT TROP FAIBLE
(ES) AVANCE DEMASIADO VELOZ (ES) ARCO DEMASIADO CORTO (ES) CORRIENTE DEMASIADO BAJA
(DE) ZU LANGASAMES ARBEITEN (DE) ZU KURZER BOGEN (DE) ZU GERINGER STROM
(RU) MEATEHHOE MEPEMELLE HME SNEKTPOLA |(RU) CJIULLKOM KOPOTKAA AYTA (RU) CJIULLKOM CNABbIV TOK CBAPKU
(PT) AVANGO MUITO LENTO (PT) ARCO MUITO CURTO (PT) CORRENTE MUITO BAIXA
(NL) LASSNELHEID TE LAAG (NL) LICHTBOOG TE KORT (NL) LASSTROOM TE LAAG
(EL) MOAY APIO NMPOXQPHMA (EL) MOAY KONTO TO=0 (EL) OMOAY XAMHAO PEYMA B B
(RO) AVANSARE PREA LENTA (RO) ARC PREA SCURT (RO) CURENT CU INTENSITATE PREA SCAZUTA
(SV) FOR |:ANGSAM FLYTTNING (SV) BAGEN AR FOR KORT (SV) FOR LITE STROM ALACSONY

(BG) MPEKAJIEHO BABHO MPEJIBUBAHE HA  [(BG) MHOTO KbCA [TbrA (BG) MHOTO HVCBK TOK
ENEKTPOLIA (TR) ARK COK KISA (TR) AKIM COK DUSUK
(TR) ILERLEME COK YAVAS (AR) 412l yund ugdll (AR) o> Ladse HLall
(AR) ol ooy sl el ad oo Toasme

Ve 17 Y, Y, (1) CORONE ConReTT

(IT) CORDONE CORRETTO

(EN) ADVANCEMENT TOO FAST (EN) ARC TOO LONG (EN) CURRENT TOO HIGH (FR) CORDON CORRECT
(IT) AVANZAMENTO TROPPO VELOCE (IT) ARCO TROPPO LUNGO (IT) CORRENTE TROPPO ALTA (ES) CORDON CORRECTO
(FR) AVANCEMENT EXCESSIF (FR) ARCTROP LONG (FR) COURANT TROP ELEVE (DE) RICHTIG
(ES) AVANCE DEMASIADO LENTO (ES) ARCO DEMASIADO LARGO (ES) CORRIENTE DEMASIADO ALTA (RU) HOPMATbHbIV LLIOB
(DE) ZU SCHNELLES ARBEITEN (DE) ZU LANGER BOGEN (DE) ZU VIEL STROM . (PT) CORRENTE CORRECTA
(RU) BbICTPOE MEPEMELLEHME SMEKTPOMA |(RU) CIULLKOM AJIMHHAS OYTA (RU) CJIMLLKOM BOJbLLIOV TOK CBAPKM NL) JUISTE L ASSTROOM
(PT) AVANCO MUITO RAPIDO (PT) ARCO MUITO LONGO (PT) CORRENTE MUITO ALTA (NL)
(NL) LASSNELHEID TE HOOG (NL) LICHTBOOG TE LANG (NL) SPANNING TE HOOG (EL) XOSTO KOPAONI
(EL) MOAY FPHFOPO MPOXQPHMA (EL) MOAY MAKPY TOZO (EL) TOAY YWHAO PEYMA _| (RO) CORDON DE SUDURA CORECT
(RO) AVANSARE PREA RAPIDA (RO) ARC PREA LUNG (RO) CURENT CU INTENSITATE PREA RIDICATA| (SV) RATT STROM
(SV) FOR SNABB FLYTTNING (SV) BAGEN AR FOR LANG (SV) FOR MYCKET STROM (CS) SPRAVNY SVAR
(CS) PRILIS RYCHLY POSUV (CS) PRILIS DLOUHY OBLOUK (CS) PRILIS VYSOKY PROUD (HR-SR) ISPRAVLJENI KABEL
(HR-SR) PREBRZO NAPREDOVANJE (HR-SR) PREDUGI LUK (HR-SR) PREJAKA STRUJA (PL) PRAWIDIOWY <CIEG
(PL) POSUW ZBYT SZYBKI (PL) LUK ZBYT DLUGI (PL) PRAD ZBYT WYSOKI EIVVIRTA OIKEA
(F1) EDISTYS LIIAN NOPEA (FI) VALOKAARI LIIAN PITKA (F1) VIRTA LIIAN VOIMAKAS (FD
(DA) GAR FOR HURTIGT FREMAD (DA) LYSBUEN ER FOR LANG (DA) FOR STOR STROMSTYRKE (DA) KORREKT STROMSTYRKE
(NO) FOR RASK FREMDRIFT (NO) FOR LANG BUE (NO) FOR HQY STROM (NO) RIKTIG STR@M
(SL) PREHITRO NAPREDOVANJE (SL) PREDOLG OBLOK (SL) PREMOCAN ELEKTRICNI TOK (SL) PRAVILEN ZVAR
(SK) PRILIS RYCHLY POSUV (SK) PRILIS DLHY OBLUK . (SK) PRILIS VYSOKY PRUD (SK) SPRAVNY ZVAR
(HU) AZ ELOTOLAS TULSAGOSAN GYORS (HU) AZ IV TULSAGOSAN HOSSZU (HU) AZ ARAM ERTEKE TULSAGOSAN MAGAS | (Hu) A ZARGVONAL PONTOS
(LT) PER GREITAS JUDEJIMAS (LT) PER ILGAS LANKAS (LT) PER STIPRI SROVE (LT) TAISYKLINGA SIOLE
(ET) LIGAKIIRE EDASIMINEK (ET) LIGA PIKK KAAR (ET) LIGA TUGEV VOOL (ET) KORREKTNE NOOR
(LV) KUSTIBA UZ PRIEKSU IR PARAK ATRA | (LV) LOKS IR PARAK GARS (LV) STRAVA IR PARAK STIPRA !
(BG) MPEKAJIEHO Bb30 MPEABWKBAHE HA |(BG) MPEKAJIEHO JbJITA IbrA (BG) MHOIO BVICOK TOK (LV) PAREIZA SUVE
ENEKTPOLA (TR) ARK COK UZUN (TR) AKIM COK YUKSEK (BG) MPABWIEH LLEB
(TR) ILERLEME GOK HIZLI (AR) &slslf Jygb Gugdll (AR) o> miiye 5Ll (TR) AKIM DOGRU
(AR) dlal) @)y pasll ) (AR) o Jo>
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(EN) GUARANTEE
The manufacturer guarantees proper operation of the machines and undertakes to replace free of charge any parts should they be damaged due to poor quality of materials or manufacturing defects within 12
months of the date of commissioning of the machine, when proven by certification. Returned machines, also under guarantee, should be dispatched CARRIAGE PAID and will be returned CARRIAGE FORWARD.
This with the exception of, as decreed, machines considered as consumer goods according to European directive 1999/44/EC, only when sold in member states of the EU. The guarantee certificate is only valid
when accompanied by an official receipt or delivery note. Problems arising from improper use, tampering or negligence are excluded from the guarantee. Furthermore, the manufacturer declines any liability for
all direct or indirect damages.
(IT) GARANZIA
La ditta costruttrice si rende garante del buon funzionamento delle macchine e si impegna ad effettuare gratuitamente la sostituzione dei pezzi che si deteriorassero per cattiva qualita di materiale e per difetti
di costruzione entro 12 mesi dalla data di messa in funzione della macchina, comprovata sul certificato. Le macchine rese, anche se in garanzia, dovranno essere spedite in PORTO FRANCO e verranno restituite
in PORTO ASSEGNATO. Fanno eccezione, a quanto stabilito, le macchine che rientrano come beni di consumo secondo la direttiva europea 1999/44/CE, solo se vendute negli stati membri della EU. Il certificato
di garanzia ha validita solo se accompagnato da scontrino fiscale o bolla di consegna. Gli inconvenienti derivati da cattiva utilizzazione, manomissione o incuria, sono esclusi dalla garanzia. Inoltre si declina ogni
responsabilita per tutti i danni diretti ed indiretti.
(FR) GARANTIE
Le fabricant garantit le fonctionnement correct des machines et s'engage a remplacer gratuitement les composants endommagés a la suite d’'une mauvaise qualité de matériel ou d’'un défaut de fabrication durant
une période de 12 mois a compter de la mise en service de la machine attestée par le certificat. Les machines rendues, méme sous garantie, doivent étre expédiées en PORT FRANC et seront renvoyées en PORT DU.
Font exception a cette regle les machines considérées comme biens de consommation selon la directive européenne 1999/44/CE et vendues aux états membres de I'EU uniquement. Le certificat de garantie n'est
valable que s'il est accompagné de la preuve d’achat ou du bulletin de livraison. Tous les inconvénients dus a une utilisation incorrecte, une manipulation ou une négligence sont exclus de la garantie. La société
décline en outre toute responsabilité pour tous les dommages directs ou indirects. .
(ES) GARANTIA
La empresa fabricante garantiza el buen funcionamiento de las méaquinas y se compromete a efectuar gratuitamente la sustitucion de las piezas que se deterioren por mala calidad del material y por defectos de
fabricacion en los 12 meses posteriores a la fecha de puesta en funcionamiento de la maquina, comprobada en el certificado. Las maquinas entregadas, incluso en garantia, deberan ser enviadas a PORTE PAGADO
y se devolveran a PORTE DEBIDO. Son excepcion, seguin cuanto establecido, las maquinas que se consideran bienes de consumo segun la directiva europea 1999/44/CE slo si han sido vendidas en los estados
miembros de la UE. El certificado de garantia tiene validez sélo si estd acompafado de resguardo fiscal o albarén de entrega. Los problemas derivados de una mala utilizacién, modificaciéon o negligencia estan
excluidos de la garantia. Ademas, se declina cualquier responsabilidad por todos los dafios directos e indirectos.
(DE) GEWAHRLEISTUNG
Der Hersteller tibernimmt die Gewdhrleistung fiir den einwandfreien Betrieb der Maschinen und verpflichtet sich, solche Teile kostenlos zu ersetzen, die aufgrund schlechter Materialqualitadt und von
Herstellungsfehlern innerhalb von 12 Monaten ab der Inbetriebnahme schadhaft werden. Als Nachweis der Inbetriebnahme gilt der Garantieschein. Werden Maschinen zuriickgesendet, muf3 dies - auch im
Rahmen der Gewéhrleistung - FRACHTFREI geschehen. Sie werden anschlieBend per FRACHTNACHNACHNAME wieder zurlickgesendet. Von den Regelungen ausgenommen sind Maschinen, die nach der
Européischen Richtlinie 1999/44/EG unter die Verbrauchsgiiter fallen, und nur dann, wenn sie in einem Mitgliedstaat der EU verkauft worden sind. Der Garantieschein ist nur giiltig, wenn ihm der Kassenbon oder
der Lieferschein beiliegt. Unsere Gewéhrleistung bezieht sich nicht auf Schaden aufgrund fehlerhafter oder nachlassiger Behandlung oder aufgrund von Fremdeinwirkung. AuBerdem wird jede Haftung fuir direkte
und indirekte Schaden ausgeschlossen.
(RU) TFAPAHTUA
KomnaHusa-npon3soanTenb rapaHTMpyeT XOpoLlyio paboTy MallMHHOTO 06opyaoBaHUA U 06sA3yeTca 6ecnnaTHO MPOW3BECTV 3amMeHy YacTeldl, MELMX HeNCrpaBHOCTY, ABMBLUMECA CEACTBMEM MIOXOro
KauecTBa MaTepuana uiu fedpekTos Npor3BOACTBa, B TedeHUn 12 MecALeB C jaTbl MycKa B SKCMlyaTalyio MalMHHOMO 060pyA0BaHUs, MPOCTaBNeHHON Ha cepTuduKaTe. BosspalleHHoe obopyaoBaHue, aaxe
HaxopALleecs NojA AeiiCTBMeM rapaHTK, AOMKHO ObiTb HanpaeneHo Ha ycnosuax MOPTO OPAHKO v 6yaeT BosspalyeHo B YKASBAHHOE MECTO. 13 oroBopeHHOrO Bbillie NCKoYaeTca MallHHoe o6opyaoBaHme,
cunTalolleecs ToBapami MOTPEBeHNA, B COOTBETCTBIM C €BPONECKON AUpeKTrBoii 1999/44/EC, TONbKO B TOM Cilyyae, eCiin OHW Obi MpoAaHbl B rocyfapcTsax, BXxoaawmx B EC. fapaHTuiiHbIi cepTudumkat
CYUTAETCA [IENCTBUATENBHBIM TOILKO MNP YCNIOBUM, UYTO K HEMY MPUNAraeTcs TOBapHbIN YeK WY TOBapOCOMNPOBOAUTENbHAA HakNaaHas. HencnpaBHOCTY, BO3HYKLUKE U3-3a HEMPABWUIbHOTO UCMONb30BaHMSA, MOPUM
nnn HebpexHoro obpallieHrsa, He NOKPbIBAKOTCA AeNCTBUEM rapaHTUW. [JoNONHUTENbHO NPOV3BOANTENb CHUMAET C cebA NoOYI0 OTBETCTBEHHOCTD 3a KaKoW-n11Mbo NpAMOi nnu Henpamon yiep6.
(PT) GARANTIA
A empresa fabricante torna-se garante do bom funcionamento das maquinas e compromete-se a efectuar gratuitamente a substituicdo das pecas que porventura se deteriorarem devido a mé qualidade
de material e por defeitos de fabricagao no prazo de 12 meses da data de entrada da maquina em funcionamento, comprovada no certificado. As maquinas devolvidas, mesmo se em garantia, deverdo ser
despachadas em PORTO FRANCO e serao devolvidas com FRETE A PAGAR. Sao excepcao, a quanto estabelecido, as maquinas que sao consideradas como bens de consumo segundo a directiva europeia 1999/44/
CE, somente se vendidas nos estados-membros da EU. O certificado de garantia tem validade somente se acompanhado pela nota fiscal ou conhecimento de entrega. Os inconvenientes decorrentes de utilizagao
impropria, adulteracao ou descuido, séo excluidos da garantia. Para além disso, o fabricante exime-se de qualquer responsabilidade para todos os danos directos e indirectos.
(NL) GARANTIE
De fabrikant is garant voor de goede werking van de machines en verplicht er zich toe gratis de vervanging uit te voeren van de stukken die afslijten omwille van de slechte kwaliteit van het materiaal en omwille
van fabricagefouten, binnen de 12 maanden vanaf de datum van in bedrijfstelling van de machine, bevestigd op het certificaat. De geretourneerde machines, ook al zijn ze in garantie, moeten PORTVRIJ verzonden
worden en zullen op KOSTEN BESTEMMELING teruggestuurd worden. Hierop maken een uitzondering de machines die vallen onder de verbruiksartikelen overeenkomstig de Europese richtlijn, 1999/44/EG, alleen
indien ze verkocht zijn in de lidstaten van de EU. Het garantiecertificaat is alleen geldig indien het vergezeld is van de fiscale requ of van het ontvangstbewijs. De inconveniénten te wijten aan een slecht gebruik,
schendingen of nalatigheid zijn uitgesloten uit de garantie. Bovendien wijst men alle verantwoordelijkheid af voor alle rechtstreekse en onrechtstreekse schade.
(EL) EFTYHZH
H KaTaoKevaoTIKN £Taipia £yyudatal TNV KaAr AEIToUpyia Twv MNXavwv Kat SECUEVETAI VA EKTEAECEL SWPEAV TNV AVTIKATACTACH THNHATWY OE IEPIMTWON 9O0PAG TOUG EAITIOG KAKNG TTOIOTNTAG UAIKOU 1) ENATTWHATWY
KATAOKEUNG, EVTOG 12 UnviV armo Thv nuepounvia Béong oe Aettoupyiag Tou pnxavipatog empBeBatwpévn amo To MoTomoNTIKG. Ta HnXaviHaTa Tou EMOTPEPOVTAL, OKOHA KAl av ival og eyyunon, Ba atévovtat
XQPIZ ENIBAPYNZH kat 6a emotpégovtar pe €€06a MAHPQTEA STON NMPOOPIZMO. E€aipovvtat amd Ta opl{dpeva Ta PnXavipata mou amoTteAolV KATAVOAWTIKA ayaBd oup@wva PE TNV eupwraiki odnyia
1999/44/EC poévo av mwhouvtal o€ Kpdtn péAn Tne EE. To moTtomoinTikd eyyonong 1oXVEl HOVO av GLVOSEVETAL amod emionpn amodeign minpwprig 1 anédeién mapaafrc. Evdexdpeva mpoPAnpata opeNdpeva o
KAKH| Xprion, maparmoinon ) apélela, amokAgiovtal amo tnyv eyyonon. Aoppintetay, emiong, kdBe euBuvn yia omoladrmote BAARN dueon 1 éupeon.
(RO) GARANTIE
Fabricantul garanteaza buna functionare a aparatelor produse si se angajeaza la inlocuirea gratuita a pieselor care s-ar putea deteriora din cauza calitatii scadente a materialului sau din cauza defectelor de
constructie in max. 12 luni de la data punerii in functiune a aparatului, dovedita cu certificatul de garantie. Aparatele restituite, chiar dac sunt in garantie, se vor expedia FARA PLATA si se vor restitui CU PLATA LA
PRIMIRE. Fac exceptie, conform normelor, aparatele care se categorisesc ca si bunuri de consum, conform directivei europene 1999/44/EC, numai daca acestea sunt vandute in statele membre din UE. Certificatul
de garantie este valabil numai daca este insotit de bonul fiscal sau de fisa de livrare. Nefunctionarea cauzata de o utilizare improprie, manipulare inadecvatd sau neglijentd este exclusa din dreptul la garantie. In
plus fabricantul isi declina orice responsabilitate fata de toate daunele provocate direct si indirect.
(SV) GARANTI
Tillverkaren garanterar att maskinerna fungerar bra och atar sig att kostnadsfritt byta ut delar som gar sénder p.g.a. dalig materialkvalitet och defekter inom 12 manader efter idriftsattningen av maskinen, som ska
styrkas av intyg. De maskiner som lamnas tillbaka, dven om de ticks av garantin, maste skickas FRAKTFRITT, och kommer att skickas tilloaka PA MOTTAGARENS BEKOSTNAD. Ett undantag fran detta utgérs av de
maskiner som réknas som konsumtionsvaror enligt EU-direktiv 1999/44/EG, och da enbart om de har salts till nagot av EU:s medlemslander. Garantisedeln &r bara giltig tillsammans med kvitto eller leveranssedel.
Problem som beror pa felaktig anvéandning, dverkan eller vardsléshet tacks inte av garantin. Tillverkaren fk%nséger sig dven allt ansvar for direkt och indirekt skada.
(CS) ZARUKA
Vyrobce ruci za spravnou ¢innost stroju a zavazuje se provést bezplatnou vymeénu dilG opotiebovanych z diivodu Spatné kvality materialu a nasledkem konstrukénich vad do 12 mésicl od data uvedeni stroje
do provozu, uvedeného na zaru¢nim listé. Vracené stroje a to i v zaruéni dobé musi byt odeslany se ZAPLACENYM POSTOVNYM a budou vraceny na NAKLADY PRIJEMCE. Na zakladé dohody tvofi vyjimku stroje
spadajici do spotfebniho majetku ve smyslu smérnice 1999/44/ES pouze za predpokladu, ze byly prodany v ¢lenskych statech EU. Zaruéni list ma platnost pouze v pfipadé, ze je piedlozen spolu s i¢tenkou nebo
dodacim listem. Poruchy vyplyvajici z nespravného pouziti, imysiného poskozeni nebo chybéjici péce nespadaji do zaruky. Odpovédnost se dale nevztahuje na viechny pfimé a nepfimé skody.
(HR-SR) GARANCUJA
Proizvodac garantira ispravan rad strojeva i obvezuje se izvrsiti besplatno zamjenu dijelova koji su osteceni zbog lo3e kvalitete materijala i zbog tvornickih gresaka, u roku od 12 mjeseci od dana pokretanja stroja,
koji je potvrden na garantnom listu. Vraceni strojevi, i ako su pod garancijom, moraju biti poslani bez placanja troskova prijevoza. Iznimka su strojevi koji se vracaju kao potrosni materijal, u skladu sa Europskom
odredbom 1999/44/EC, samo ako su prodani zemljama ¢lanicama EU-a. Garantni list vrijedi samo ako je popracen racunom ili dostavnom listom. Ostecenja nastala uslijed neispravne upotrebe, izmjena izvrsenih
na stroju ili nemara nisu pokriveni garancijom. Proizvodac se ujedno odrice bilo kakve odgovornosti za sve izravne i neizravne stete.
(PL) GWARANCJA
Producent gwarantuje prawidfowe funkcjonowanie urzadzen i zobowigzuje sie do bezptatnej wymiany czesci, ktére zepsuja sie w wyniku ztej jakosci materiatu lub wad fabrycznych w ciggu 12 miesiecy od daty
uruchomienia urzadzenia, poswiadczonej na gwarancji. Urzadzenia przestane do Producenta, réwniez w okresie gwarancji, nalezy wysta¢ na warunkach PORTO FRANKO, po naprawie zostana one zwrécone
na koszt odbiorcy. Zgodnie z ustaleniami wyjatkiem sa te urzadzenia, ktére s odsytane jako dobra konsumpcyjne, zgodnie z dyrektywa europejska 1999/44/WE, wytacznie, jezeli zostaty sprzedane w krajach
cztonkowskich UE. Karta gwarancyjna jest wazna wyfacznie, jezeli towarzyszy jej kwit fiskalny lub dowéd dostawy. Trudnosci wynikajace z nieprawidtowego uzytkowania, naruszenia lub niedbatosci o urzadzenia
nie s3 objete gwarancja. Producent nie ponosi odpowiedzialnosci za wszelkie szkody posrednie i bezposrednie.
(FI) TAKUU
Valmistusyritys takaa koneiden hyvén toimivuuden sekd huolehtii huonolaatuisen materiaalin ja rakennusvirheiden takia huonontuneiden osien vaihdosta ilmaiseksi 12 kuukauden sisélla koneen
kayttdonottopaivasts, mikd ilmenee sertifikaatista. Palautettavat koneet, myds takuussa olevat, on lidhetettavd LAHETTAJAN KUSTANNUKSELLA ja ne palautetaan VASTAANOTTAJAN KUSTANNUKSELLA.
Poikkeuksen muodostavat koneet, jotka asetuksissa kuuluvat kulutushyddykkeisiin eurooppalaisen direktiivin 1999/44/EC mukaan vain, jos ne myydaan EU:n jésen maisssa. Takuutodistus on voimassa vain,
jos siihen on liitetty verotuskuitti tai todistus tavaran toimituksesta. Takuu ei kata vaarinkdytosta, vaurioittamisesta tai huolimattomuudesta johtuvia haittoja. Lisaksi yritys kieltdytyy ottamasta vastuuta kaikista
valittomista tai valillisista vaurioista.
(DA) GARANTI
Producenten stiller garanti for, at maskinerne fungerer ordentligt, og forpligter sig til vederlagsfrit at udskifte de dele, der matte fremvise defekter pa grund af ringe materialekvalitet eller fabrikationsfejl i lobet
af de farste 12 maneder efter maskinens idriftsaettelsesdato, der fremgar af beviset. Selvom de returnerede maskiner er i garanti, skal de sendes FRANKO FRAGT, mens de tilbageleveres PR. EFTERKRAV. Dette
geelder dog ikke for de maskiner, der i henhold til Direktivet 1999/44/E@F udger forbrugsgoder, men kun pé betingelse af at de saelges i EU-landene. Garantibeviset er kun gyldigt, hvis der vedlaegges en kassebon
eller fragtpapirer. Garantien daekker ikke for forstyrrelser, der skyldes forkert anvendelse, manipulering eller skadeslashed. Producenten fraleegger sig desuden ethvert ansvar for alle direkte og indirekte skader.
(NO) GARANTI
Tilverkeren garanterer maskinens korrekte funksjon og forplikter seg a utfore gratis bytte av deler som blir gdelagt pa grunn av en darlig kvalitet i materialer eller konstruksjonsfeil som oppstar innen 12 méaneder
fra maskinens igangsetting, i overensstemmelse med sertifikatet. Maskiner som sendes tilbake, ogsa i lepet av garantiperioden, skal skikkes FRAKTFRITT och skal sendes tilbake MED BETALNING AV MOTTAKEREN,
unntatt maskinene som tilhgrer forbrukningsvarer ifalge europadirektiv 1999/44/EC, kun hvis de selges i en av EUs medlemsstater. Garantisertifikatet er gyldig kun sammen med kvittering eller leveringsblankett.
Feil som oppstar pa grunn av galt bruk, manipulering eller slurv, er utelukket fra garantin. Dessuten frasier seg selskapet alt ansvar for alle direkte og indirekte skader.
(SL) GARANCUA
Proizvajalec zagotavlja pravilno delovanje strojev in se zavezuje, da bo brezpla¢no zamenjal dele, ki se bodo obrabili zaradi slabe kakovosti materiala in zaradi napak pri proizvodnji v roku 12 mesecev od dneva
nakupa oznacenega ne tem certifikatu. Izjema so le aparati, ki so del potrosnih dobrin v skladu z evropsko direktivo 1999/44/EC, le ce so bili prodani v drzavi ¢lanici EU. Garancijsko potrdilo je veljavno le, ce je
prilozen veljaven rac¢un. Napake, ki izhajajo iz nepravilne uporabe, posegov ali malomarnosti, garancija ne pokriva. Poleg tega proizvajalec zavraca odgovornost za vse posredne in neposredne poskodbe. Ne
delujo¢ aparat mora pooblascen servis popraviti v roku 45 dni, v nasprotnem primeru se kupcu izro¢i nov aparat. Proizvajalec zagotavlja dobavo rezervnih delov Se 5 let od nakupa izdelka. Na podlagi zakona
o spremembah in dopolnitvah Zakona o varstvu potrosnikov (ZVPot-E) (Ur.L.RS st. 78/2011) podjetje Telwin s.p.a., kot organizator servisne mreze izrecno izjavlja: da velja garancija za izdelek na teritorialnem
obmocju drzave v kateri je izdelek prodan kon¢nim potroSnikom; opozarja potrosnike, da garancija in uveljavljanje zahtevkov iz naslova garancije ne izkljucuje pravic potrosnika, ki izhajajo iz naslova odgovornosti
prodajalca za napake na blagu. ORGANIZATOR SERVISNE SLUZBE ZA SLOVENIJO: Itehnika d.o.o0., Vanganelska cesta 26a, 6000 Koper, tel: 05/625-02-08.
(SK) ZARUKA
Vyrobca ruci za spravnu ¢innost strojov a zavazuje sa vykonat bezplatni vymenu dielov opotrebovanych z dévodu zlej kvality materialu a nasledkom konstrukénych véd do 12 mesiacov od datumu uvedenia stroja
do prevadzky, uvedeného na zaru¢nom liste. Vratené stroje a to i v podmienkach zaru¢nej doby musia byt odoslané so ZAPLATENYM POSTOVNYM a budu vratené na NAKLADY PRIJEMCU. Na zaklade dohody
vynimku tvoria stroje spadajice do spotrebného majetku, v zmysle smernice 1999/44/ES, len za predpokladu, Ze boli predané v ¢lenskych statoch EU. Zarucny list je platny len v pripade, ked'je predlozeny spolu s
uctenkou alebo dodacim listom. Poruchy vyplyvajtice z nespravneho pouzitia, neopravneného zasahu alebo nedostato¢nej starostlivosti nespadaju do zaruky. Zodpovednost sa dalej nevztahuje na vietky priame
i nepriame skody.
(HU) JOTALLAS
A gyarto cég jotallast vallal a gépek rendeltetésszer(i izemeléséért illetve véllalja az alkatrészek ingyenes kicserélését ha azok az alapanyag rossz minéségébdl valamint gyartasi hibabol erednek a gép tizembe
helyezésének a bizonylat szerint igazolhat6 napjatél szamitott 12 hénapon beliil. A cserélendd alkatrészeket még a jotallas keretében is BERMENTESEN kell visszakuildeni, amelyek UTOVETTEL lesznek a vevéhoz
kiszallitva. Kivételt képeznek e szabaly alél azon gépek, melyek az Eurépai Unié 199/44/EC iranyelve szerint meghatarozott fogyasztasi cikknek minésilnek, s az EU tagorszagaiban kerdiltek értékesitésre. A jotallas
csak a blokki igazolas illetve széllitolevél mellékletével érvényes. A nem rendeltetésszerii hasznalatbol, megrongélasbdl illetve nem megfelelé gondossaggal vald kezelésbdl eredé rendellenességek a jotallast
kizarjak. Kizart tovabba barminemdi felelésségvallalas minden kozvetlen és kozvetett karért.
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(LT) GARANTUJA
Gamintojas garantuoja nepriekaistinga jrenginio veikima ir jsipareigoja nemokamai pakeisti gaminio dalis, susidévéjusias as susigadinusias del prastos medziagos kokybeés ar del konstrukcijos defekty 12 menesiy
laikotarpyje nuo jrenginio paleidimo datos, kuri turi bati paliudyta pazyméjimu. Grazinami jrenginiai, net ir galiojant garantijai, turi bati siunciami ir bus sugrazinti atgal PIRKEJO léSomis. ISimtj auksciau aprasytai
salygai sudaro prietaisai, kurie pagal 1999/44/EC Europos direktyva gali bati laikomi plataus vartojimo prekémis bei yra parduodami tik ES Salyse. Garantinis pazyméjimas galioja tik tuo atveju, jei yra lydimas
fiskalinio ¢ekio arba pristatymo dokumento. | garantija néra jtraukti nesklandumai, susije su netinkamu prietaiso naudojimu, aplaidumu ar prasta jo priezitra. Gamintojas taip pat atsiriboja nuo atsakomybés uz
bet kokius tiesioginius ar netiesioginius nuostolius.

(ET) GARANTII

Tootjafirma vastutab masinate hea funktsioneerimise eest ja kohustub asendama tasuta osad, mis riknevad halva kvaliteediga materjali ja konstruktsioonidefektide tottu, 12 kuu jooksul alates masina
kdikupanemise sertifikaadil tdestatud kuupéevast. Tagasi saadetavad masinad, ka kehtiva garantiiga, tuleb saata TASUTUD POSTIMAKSUGA ja nende tagastamise SAATEKULUD ON KAUBASAAJA TASUDA. Nagu
kehtestatud, teevad erandi masinad, mis kuuluvad euroopa normatiivi 1999/44/EC kohaselt tarbekauba kategooriasse ja ainult siis, kui miitidud UE liikmesriikides. Garantiisertifikaat kehtib ainult koos ostu- véi
kattetoimetamiskviitungiga. Garantii ei hdlma riknemisi, mis on pohjustatud seadme vaarast késitsemisest, modifitseerimisest voi hoolimatust kasutamisest. Peale selle ei vastuta firma koigi otseste voi kaudsete
kahjude eest.

(LV) GARANTUJA
Razotajs garanté masinu labu darbspéju un apnemas bez maksas nomainit detalas, kuras nodilst materiala sliktas kvalitates dé| vai razosanas defektu dé| 12 ménesu laika kops sertifikata noradita masinas
ekspluatacijas sakuma datuma. Atpakal nosatamas masinas, pat to garantijas laika, ir janostta saskana ar FRANKO-OSTA noteikumiem un razotajs tas atgriezis uz NORADITO OSTU. Minétie nosacijumi neattiecas uz
masinam, kuras saskana ar Eiropas direktivu 1999/44/EC tiek uzskatitas par patérina preci, bet tikai gadijuma, ja tas tiek pardotas ES dalibvalstis. Garantijas sertifikats ir spéka tikai kopa ar kases ¢eku vai pavadzimi.
Garantija neattiecas uz gadijumiem, kad bojajumi ir radusies nepareizas izmantosanas, noteikumu neievérosanas vai nolaidibas dél. Turklat, saja gadijuma razotajs nonem jebkadu atbildibu par tiesajiem un
netiesajiem zaudé&jumiem.

(BG) FAPAHLINA
OupmaTa NPon3BOAUTEN rapaHTVpa 3a A06POTO GYHKLMOHMPaHe Ha MaluVHUTe 1 Ce 3aAb/hkaBa [ja N3BbpLM 6e3niaTHO NofMAHaTa Ha YacTy, KOWUTO Ca Ce MOBPeavy, 3apaan HekauecTBeH mMaTtepuan wnm
npounsBoACTBeHN AedeKTn, 4o 12 Mecelja OT fjaTaTa Ha NyckaHe B ANCTBME Ha MaLLHATa, jlOKa3aHa C rapaHLUVOHHa KapTa. BbpHaTuTe MalinHm, Aopu 1 B rapaHuus, Tpabsa Aa 6baat nsnpartenn cbe 3AMJIATEH
MPEBO3 u we 6baaT BbpHaT! ¢ HAJIOMEH MATEX. C n3KnioueHvie Ha MaLUVHWTE, KOUTO Ce CUMTaT 3a BVXKMMO UMYLLECTBO 3a MOCTOAHHO MOJ3BaHe, KaKTo e YCTaHOBEHO OT eBponeiickaTa AupeKkTvea 1999/44/EC,
Camo aKo MaLLVHWTE Ca MPOAABAHU B CTPaHW YNeHKN Ha EBponeickna cbio3. [apaHLMoHHaTa KapTa e BanujiHa, CaMo ako e Npuapy»KeHa oT puckaneH 6OH MK pasnucka 3a JoCTaBKa. HepeaHOCTUTe, Npou3TYalLm
OT nowa yn0Tpe6a mnn HE6pe)KHOCT, Ca U3KJ/TIYEeHN OT rapaHyumaTa. OcBeH TOBa ce OTK/OHABA BCAKaKBa OTFOBOPHOCT 3a AUPEKTHU NN NHAVNPEKTHN LWEeTn.

(TR) GARANTI

Uretici, makinelerin diizgiin sekilde calismasini garanti eder ve malzeme kalitesi veya tretim hatasi nedeniyle hasar gérmesi durumunda belgelendirme ile kanitlandiginda, makinenin devreye alinma tarihinden
itibaren 12 ay icinde, parcalar ticretsiz olarak degistirmeyi taahhiit eder. ilade edilen makineler de garanti kapsaminda olup, NAVLUN SATICIYA AIT génderilir ve NAVLUN ALICIYA AIT iade edilir. Kararlastinldigi gibi,
1999/44 / EC sayili Avrupa direktifine gore tiiketici mallari olarak kabul edilen makinelerin, yalnizca AB tiye devletlerinde satilmasi bu durumun istisnasidir. Garanti belgesi, yalnizca resmi bir makbuz veya teslimat
notu esliginde gegerlidir. Yanlis kullanim, kurcalama veya ihmalden kaynaklanan sorunlar garanti kapsami disindadir. Ayrica, tiretici dogrudan veya dolayli tim zararlardan dolayi sorumluluk kabul etmemektedir.
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(EN) CERTIFICATE OF GUARANTEE (EL) MIZTOMOIHTIKO EFTYHIHX (SL)  CERTIFICAT GARANCLE
(ITY CERTIFICATO DI GARANZIA (RO) CERTIFICAT DE GARANTIE (SK) ZARUCNY LIST i
(FR)  CERTIFICAT DE GARANTIE (SV)  GARANTISEDEL (HU) GARANCIALEVEL
(CS) ZARUCNILIST (LT) GARANTINIS PAZYMEJIMAS
(ES) ~ CERTIFICADO DE GARANTIA (HR-SR) GARANTNI LIST (ET)  GARANTIISERTIFIKAAT
(DE)  GARANTIEKARTE (PL)  CERTYFIKAT GWARANCJI (LV) GARANTIJAS SERTIFIKATS
(RU)  TAPAHTUWHBIVI CEPTUOUKAT  (FI)  TAKUUTODISTUS (BG) TAPAHLIMOHHA KAPTA
(PT) CERTIFICADO DE GARANTIA (DA) GARANTIBEVIS (TR) GARANTI SERTIFIKASI
(NL) GARANTIEBEWLIS (NO) GARANTIBEVIS (AR) Ol 85lgds
MOD. / MONT / MOZ./ URLAP / MUDEL / MOAEN / St/ Br. (EN) Date of buying - (IT) Data di acquisto - (FR) Date d’achat - (ES) Fecha de compra - (DE)

Kauftdatum - (RU) data npopaxu - (PT) Data de compra - (NL) Datum van aankoop - (EL)
Huepopnvia ayopdg - (RO) Data achizitiei - (SV) Inkdpsdatum - (CS) Datum zakoupeni -
(HR-SR) Datum kupnje - (PL) Data zakupu - (Fl) Ostopdivamaara - (DA) Kebsdato - (NO)
Innkjopsdato - (SL) Datum nakupa - (SK) Datum zakupenia - (HU) Vasarlas kelte - (LT)
Pirkimo data - (ET) Ostu kuupdev - (LV) Pirksanas datums - (BG) JATA HA NMOKYMNKATA -
(TR) Satin Alma Tarihi - (AR) =l 2Jl &)t

NR./ARIQM / E./ C./ HOMEP:

(EN)  Sales company (Name and Signature) (PL) Firma odsprzedajaca (Pieczec i Podpis)

(Im) Ditta rivenditrice (Timbro e Firma) (F1) Jélleenmyyja (Leima ja Allekirjoitus)

(FR) Revendeur (Chachet et Signature) (DA)  Forhandler (stempel og underskrift)

(ES)  Vendedor (Nombre y sello) (NO) Forhandler (Stempel og underskrift)

(DE)  Héndler (Stempel und Unterschrift) (SL) Prodajno podjetje (Zig in podpis)

(RU)  WTAMM n NOAMUCH (TOPFOBOIO MPEAMPUATIAA) (SK)  Predajca (Peciatka a podpis)

(PT) Revendedor (Carimbo e Assinatura) (HU) Eladas helye (Pecsét és Alairas)

(NL)  Verkoper (Stempel en naam) (LT) Pardavéjas (Antspaudas ir Parasas)

(EL)  Katdotnua mwAnong (Zepayida kat uroypagn) (ET)  Edasimiigi firma (Tempel ja allkiri)

(RO)  Reprezentant comercial (Stampila si semnatura) (LV)  Izplatitajs (Zimogs un paraksts)

(sv) Aterférséljare (Stampel och Underskrift) (BG) MPOLABAY (Moanuc n Meyar)

(cs) Prodejce (Razitko a podpis) (TR)  Satici Firma (Ad imza)

(HR-SR) Tvrtka prodavatelj (Pecat i potpis) (AR) (&5933 piz) Oleaell &b

(EN)  The product is in compliance with: (RO) Produsul este conform cu: (SK)  Vyrobek je ve shodé se:
(IT) Il prodotto & conforme a: (SV)  Att produkten ér i 6verensstimmelse med: (HU)  Atermék megfelel a kévetkezéknek:
(FR)  Le produit est conforme aux: (CS)  Vyrobok je v sulade so: (LT)  Produktas atitinka:

(ES)  Het produkt overeenkomstig de: (HR-SR) Proizvod je u skladu sa: (ET)  Toode on kooskdlas:
(DE)  Die maschine entspricht: (PL)  Produkt spetnia wymagania nastepujacych Dyrektyw: . e
(RU)  3asBnsetcs, 4To M3AENNE COOTBETCTBYET: (FI) Ettd laite mallia on yhdenmukainen direktiivissa: (LV)  Izstradajums atbilst:
(PT)  El producto es conforme as: (DA) At produktet er i overensstemmelse med: (BG)  TMpopykTsT OTroBaps Ha:
(NL) O produto & conforme as: (NO) At produktet er i overensstemmelse med: (TR)  Uyumluluk:

(EL)  To mpoidveival KATAOKEVAOHEVO CUPPWVA HE TN: (SL)  Proizvod je v skladu z: (AR)  :zo GSlgio el

(EN) DIRECTIVES - (IT) DIRETTIVE - (FR) DIRECTIVES - (ES) DIRECTIVAS - (DE) RICHTLINIEN - (RU) AUPEKTUBDI - (PT) DIRECTIVAS -
(NL) RICHTLIJNEN - (EL) TPOAIATPA®ES - (RO) DIRECTIVE - (SV) DIREKTIV - (CS) SMERNICE - (HR-SR) DIREKTIVE - (PL) DYREKTYWY -
(FI) DIREKTIIVIT - (DA) DIREKTIVER - (NO) DIREKTIVER - (SL) DIREKTIVE - (SK) SMERNICE - (HU) IRANYELVEK -

(LT) DIREKTYVOS - (ET) DIREKTIVID - (LV) DIREKTIVAS - (BG) AUPEKTUBM - (TR) YONERGELER -

(AR) a=>gi

LVD 2014/35/EU EMC 2014/30/EU RoHS 2011/65/EU + 2015/863/EU ErP 2009/125/EC
CR 2019/1784/EU
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