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PY Cnacubo 3a npuobpemeHue Hawieeo obopydosaHusi. ObopydosaHue KOmopoe 8bl MOsbKO Ymo ripuobpernu, umeem psid
rpogheccuoHarnbHbIX NPeuMyu,ecms, 0OCHo8aHHbIX Ha bo2amom onbime 8 nNpou3sodcmee c8apoyHO20 06opydo8aHuUsl, HapsiOy
¢ nocnedHumu OocmuXeHUsMU 8 obracmu mexHOI02uu Ccunogol 3MeKmMpOoHUKU. Mbl HacmosmenbHo pekomeHOyem
poyumamb 8HUMamersibHO 2naebl, Kacarowuecs mexHuku 6e3zonacHocmu u uHOueulyasnbHOU 3awumbl, npexde yem
ucrionb308amb 3mo obopydosaHue.

We thank your preference for our mark. We continue building equipments that guarantee reliability and robustness.
This manual must be read and understood carefully. Do not install, operate or maintain this appliance before read this user's
manual. The equipment must be installed, operated or maintained only by qualified persons. Never start up this welding
rectifier without his casing. Before open, disconnect it from the main's socket.
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l. MPABMUNA TEXHMKM BESOMACHOCTMW AN PAEOT MO OYrOBOW CBAPKE

MpepnucaHna no TexHuke 6e3onacHOCTM, MNpUBEOEHHble B [aHHOM PyKoOBOACTBE, obsi3aTenbHbl Anst 6e3onacHocTn U
NpenoTBpaLLEHUI0 HECYACTHbIX cryyaeB. [1o yCcTaHOBKM, BBOAA B 3JKCMyaTauuio M oBCRyXuBaHWS CBapO4YHOro obopynoBaHwus,
Heo6X0AMMO BHMMATENbHO NMPOYMTaTh U NOHMMATL NpaBuna TEXHWKN 6e30nacHOCTN 1M NPefoTBPaLLEHUs HECHACTHbIX criyyaes. B
nobom cny4vae, NepcoHar, y4yacTBYHOLMIA B UCMONb30BaHUU CBApOYHOro obopyaoBaHus, AOMmkeH ObiTb Hagnexawum obpasom
MOAroTOBMEH B CBSA3M C MCMOMb30BaHMEM MalUMH U COGNIOAEeHNe OCHOBHbIX MpaBurl cBapku. besonacHocTb nogen 3aBucut oT
cobrnogeHus aTx MMHMManbHbIX TpeboBaHui. B cBoel koHuenuun, cneundmkaumMm 3aenuin n NpoM3BoacTea, 3To obopyaoBaHue
W3roTOBMEHO B COOTBETCTBUM C OEWCTBYIOLLUM HOPMATMBHBLIM MOMOXEHUMEM, @ MMEHHO E€BPOMENCKUMU U MeXOYHAPOLHbIMM
craHgaptamu EN n IEC.

Mpu pa3paboTke 1 U3roTOBNEHNW NPUMEHSINNCE EBPONENCKNE OUPEKTUBBI «NEKTPOMarHuTHasi COBMECTUMOCTb» U «Hu3koe
HanpsbkeHne», a Takke ctaHgapthl IEC 60974-1/ EN 60974-1 n IEC 60974-10 / EN 60974-10.

1.1. AJIEKTPOMAITHUTHAA COBMECTUMOCTb

Monb3oBaTenb HECET OTBETCTBEHHOCTb 3a YCTAHOBKY M WUCMONb30BaHWe 000pyAoBaHWsS Ansi AYrOoBOW CBAapKU B COOTBETCTBUU C

WHCTpYKUMe 3aBofa-usrotosmtens. Ecnv 6yayT obHapyXeHbl 3MeKTPOMarHUTHblE MOMEXM, TO NoNb3oBaTeNb 060pyA0oBaHNSA Ans

[YroBOW CBapKu JOMMKEH HECTU OTBETCTBEHHOCTb MO YPErynMpoBaHUo CUTyalum Npu TEXHUYECKOW Noaaepxke nponssoauTtens. B

HEKOTOPbIX Cry4asx 3TO AEWCTBME MOXET ObiTb TaKMM Xe MPOCTbIM, Kak 3a3eMfieHMe CBapOYHOW uenu. B apyrux cnydasx peudb

MOXET MATM O MOCTPOEHUU 3IMNEKTPOMArHUTHBLIX 3KPAHOB, BMELLAKLIMX MCTOYHMKA CBApOYHOro TOKa, M paboTbl C MONHOM

YCTaHOBKOMN CBSA3aHHbIX BXOAHbLIX (bunbTpoB. Bo BCcex criydasix anekTpoMarHUTHbIE NMOMEXU AOMKHbl ObiTb CBEAEHbI K MUHUMYMY,

YTOOLI N3bexaTb NOBPEXAEHWIA.

Mepen yctaHoBkoW o6GoOpyooBaHWMsS Ans OYrOBOM CBapkW Morfb3oBaTeflb OOMKEH MPOBECTU OLEHKY BO3MOXHbLIX npobrnem B

npuneratower obnacti. Bo BHUMaHue 4omkHbI ObiTe NPUHSTHI CrieayoLie MOMEHTbI:

a) Mpoknagka cunoBbix kKaGenewn, kabenein ynpaBrneHWsi, cUrHanusauum n TenedOoHHbIX Kabernen Bbille, HWKe U psaoM C
oGopyaoBaHUeM A AyroBOW CBapKu;

b) YcTtaHoBka paguo u TENEBU3MOHHbLIX NEpeaaTYNKoB U MPUEMHUKOB;

C) YcTaHoBKa KOMMbIOTEPOB 1 ApYroro 060pyaoBaHus;

d) BesonacHocTb KpUTUYECKM BaXXHOTO 060pYA0OBaHNS, HaNpuMep, oxpaHa NPOMbILLNIEHHOrO 06opyA0BaHUS;

€) 300poBbe OKpYXaloLWUX MOAEN, HaNpUMep, UCMONb30BaHME KapAMOCTUMYNATOPOB U CIYXOBbIX annapaTos;

f) YcTtaHoBka oGopyaoBaHue, UConb3yemoe A4S KanMbpoBKU UK N3MEPEHUS;

g) 3awuta 06opynoBaHUsS U OKpyKatoLLeln cpeabl — Nonb3oBaTenb AOMMKEH yOeanTbCs B COBMECTMMOCTM ApYyroro o6opynoBaHus.
3710 MOXeT noTpeboBaTb AOMNOMHUTENBHLIX MEP 3aLLMUTHI;

h) Paboune yackl, B KOTOpbIE BbINOMHAIOTCA paboThl Mo CBapKe.

1.1.1. MeToAabl coKkpalleHust MoMex

MofKntoYeHMe K 3MEKTPUYECKON CeTU NUTaHNS

O6opyaoBaHne [OnA [OYyroBOM CBapkM [OO/MKHO ObiTb MOAKMIOYEHO K 3MIeKTPUYECKOW CeTW MNUTaHuMs B COOTBETCTBUM C
pekoMeHaauusaMM 3aBofa-u3rotToBuTens. Mpy BO3HUKHOBEHWMU MOMEX MPUHSTH AOMOMHUTENbHbIE Mepbl, HAaNpUMep YCTaHOBKa
dunbTpoB ceTn nutaHus. CrefyetT obpaTuTb BHUMaHWE Ha 3KpaHWpOBaHWE Kabenen MUTaHusi CTaLMOHapHO YCTaHOBIIEHHOIO
obopynoBaHusl OnNs OyroBOW CBapku HanmpuMep, NMomelleHue kabenei B MeTannmuyeckve TpyoObl UM rOPUPOBAHHLIE LUMAHIU.
3KpaHUpoBaHMe JOJTKHO ObITb 3MEKTPUYECKU HEMPEPbIBHLIM MO BCeW ero AnuHe. OkpaH JoSkeH ObiTb NOAKIOYEH K CBApOYHOMY
WCTOYHVKY NUTaHUS C 06ecreyeHneM XOPOLLErO 3N1eKTPUYECKOro KOHTaKTa.

CBapouyHble kabenu

CBapoyHble kabenu [OomkHbl ObiTb Kak MOXHO Gonee KOPOTKUMU U [OMkHbl ObiTb pacrnonoxeHbl 6Gnu3ko Apyr K Apyry,
pacnonaraTbCsi Ha Nomny UM MakCMManbHO HU3KO.

YpaBH/BaHWE NOTEHLUANOB

[omkHbl 6bITb npoBepeHbl COeaUHEHNA MeTanIMYecKnX KOMMOHEHTOB B CBAPOYHOM UCTOYHUKE NMUTaHUSA. KOHTaKT MeTanmyeckmnx
netanen CBapO‘-IHOIZ YCTaHOBKU C 3aroToBKOM YBENMUYUT PUCK TOro, YTO onepatop MOXeT NONyYUTb NopaxkeHune 3NEeKTPUHEeCKUM
TOKOM, OAHOBPEMEHHO KOCHYBLUMUCb 3TUX MeTannnyeckmx netanen u anekTpoaa. OnepaTop [OomKeH ObITb n3onunpoBsaH OT BCEX
mMeTannm4eCknx KOMMNOHEHTOB.

3asemneHune 3arotToBku

Ecnu cBapuBaemoe U3fenue He CBA3aHO C 3eMrieii No TpeGoBaHKsIM 3NekTpoGe30NacHOCTY M3-3a CBOMX Pa3MEPOB U MOMOXEHUS
(Hanpumep, Koprnyca Cy[oB WMU CTPOUTENBLCTBO METANIOKOHCTPYKLMIA), 3a3eMIleHMe 3aroTOBKM MOXET COKpPaTUTb BbIGPOCH B
HEKOTOpbIX, HO HE BO Bcex crnydyasx. CnefyeT NposiBNATb OCTOPOXHOCTb, MOMHS, YTO 3a3eMINEHNE 3aroTOBKU yBeNUYMBaeT PUCK
TpaBMbl NMOMbL30BATENSI UMW NOBPEXAEHWS APYrOro anekTpoobopynoBaHus. Tam, rae Heo6xoauMo, Npyu CoeaVMHEHUN 3aroTOBKU Ha
3eMII0 JOIMKHO ObiTb CAEMaHo MpsIMOe MOAKIIIOYEHUE K 3arOoTOBKE HO B HEKOTOPLIX CTpaHax, rAe MpsIMoe MOAKMYEHVE He
[0MycKaeTcsl, COeANHEHNe AOIMKHO ObiTb JOCTUIHYTO MyTEM COOTBETCTBYHLLEH MEpPONpUsiTUA B COOTBETCTBUM C HaLMOHAIbHBIMU
npasunamu.

OkpaHupoBaHue 1 3aluTa
BbiGop 3KkpaHUMpoBaHWA W 3alWmThl ApyrMx kabeneir u oGOpyoOBaHUA B OKPECTHOCTAX MOXET MpefoTBpaTUTh MOMEXH.
OKpaHMpoBaHWe BCel CBAapOYHOW YCTAHOBKU MOXET ObITb PACCMOTPEHO NS crneumanbHbIX MPUMEHEHNIA.

1.2. AJIEKTPNYECKAA BE3OINACHOCTb

1.2.1. MNogkntoyeHne K cetTn NUTaHus
Mepen nogknioyeHMem o6opya0BaHUst, Bbl AOMKHbLI yoeamTbes, YTo:
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a) 3awuTHble yCTPOMCTBA OT Neperpy3ky No TOKY COBMECTUMbIE C MAKCUMarbHOW MOLLHOCTM WU HanNpsKeHUs NUTaHUa UCTOYHMKA
cBapo4Horo Toka (cMm. Tabnuuy Ha 3agHel NaHenn yCTaHOBKM);

b) MopknioveHne k opgHodasHoOW WMNU TPEéxdasHOW INEKTPUYECKOW CEeTU MNUTaAHUSA OCYLLECTBRSETCA BUIKOW WUNU PasbEMOM
nUTaHus;

c) 3asemneHune pa3bEMa CeTU NUTaHMsA He ByaeT OTKIIOYEHO;

d) BebikntoyaTenb NUTaHWUSA CBApPOYHOIO UCTOYHMKA BbIKITHOYEH.

1.2.2. QnekTpnyeckun paspsig

MopaxeHnsa 3NeKTPMYEeCKMM TOKOM MOTYT BbIThb Bbi3BaHbI HanpsbkeHnem 110 B nnun meHbLie. Cepbe3HOCTb 3TOro NOpaXxeHns

onpefenseTcs MHTEHCUBHOCTLIO 3NEKTPUYECKOro TOKa, NPOXOASLLEro Yepes Teno Yyenoseka. [oatomy:

a) He gonyckante KOHTaKTa KOXM C METanfnMYeckKuMn aneMeHTaMu Unm NCnonb3oBaHs MOKPOW My BRaXHOW ogexabl. Hocute
TOJbKO XOPOLLIO Cyxue nepyaTtku;

b) Mpu BbINONHEHUN CBapo4HbIX PaboT BO BRaXHbIX MecTax onepaTopbl AOMKHbI HOCMTb OYEHb XOPOLUO Cyxue nepyaTku,
pe3vHoBble GOTUHKM Unu canorn. Takke Heobxoaumo obecneunTb Ccyxoe NOKpbITME nona, 4Tobbl onepaTop Obin M30NMPOBaH
OT 3NEKTPUYECKOro TOKa;

c) CaapoyHblii annapat AoSmkeH BbiTb OCHALLEH COOTBETCTBYIOWMNM AnddepeHumanbHbiM 3a3emneHnem. MNogknioyeHne [oOmKHO
BbIMOMHATLCA B COOTBETCTBMM C HOPMaMM 3f1IeKTpPUYecKon besonacHocTy;

d) He ucnonb3ynte Ans ceBapku nospexaeHHble kabenn. He neperpyxante kabenu. KabenbHble coeanHeHWUs OOMKHbI ObiTb
BCeraa XopoLuo N3onmMpoBaHbl;

e) Hewucnonb3yemoe obopyaoBaHme JOMKHO ObiTb BBIKIMOYEHO, MOTOMY YTO CyYalHbIA SNEKTPUYECKUIA paspsa MOXET NpUBeCTU
K neperpesy 1 CnpoBOLMPOBaTL Noxap;

f) He 3akpyuuBaiiTe kabenv BOKpyr Tena;

g) OG6paTHblii kKabenb (kabenb «3emnsi») AOMmKeH ObITb MOOKMIOYEH K CBapUBAEMON AeTaNU Kak MOXHO Grivke Kk MecTy cBapku. He
Ucnonb3ynTe B Ka4ecTBe 0OpPaTHOro NPoBOAa MeTannmnyeckme KOHCTPYKLUMK, KaHaTbl, TPOCHI U T.A4.

1.2.3. Paboyas obnactb

Mcnonb3oBaHue OyroBol cBapkv npegnonaraeT cTporoe cobnoaeHne npasun 6€30MacHOCTU B OTHOLLEHUM 311EKTPUYECKOTO TOKA.
Hapo ybeautbcsi, 4TO HUKakMe MeTannuyeckue 4acTu, OOCTYMHble onepaTopy U UX MNOMOLUHWKAaM, He MOryT HanpsiMyto
KOHTaKTMpOBaTb C (pasHbIM NPOBOLOM W HEWTparnbl CETW NUTaHusl. B cnyyae HeonpefeneHHOCTV 3Ta MeTannuuyeckasl YacTb
GyneT MOAKMIOYEHA K 3a3EMIIEHMIO MPOBOLHUKOM, WMEKLLEM, MO KpalHel Mepe, SKBMBANEHTHOE CEYEHWE MO CPaBHEHUID C
MaKkcuUMmarnbHbIM hasHbiM NMPOBOAOM.

Y6enutech, YTO NpaBUNbHO 3a3eMIeHbl BCE MEeTannuyeckue 4acTu, KOTOpPbIX OnepaTtop MOXEeT KOCHYTbCS Heu3onupoBaHHbIMU
YyacTamu cBoero Tena (ronosa, pyku Ges nepuyartok, U T.A.); 3a3eMNeHWe AOIMKHO BbINOSHATLCS NMPOBOAHUKOM, UMEIOLLMM, MO
KpaliHeli mMepe, 3KBMBANEHTHOE CEYEHWE MO CPABHEHUIO C MaKkCMManbHbIM 06GpaTHbIM MPOBOLOM MWIIM CBApOYHOW MPOBOLOM
TOpenku.

OG6palyalite ocoboe BHMMaHWe Ha paboTy CBapoyHOro OGOPYAOBaHUA Ha OTKPLITOM BO3A4yXe, BO BMaXHbIX WK
HenpoBeTPUBAEMbIX MOMELLEHMUSIX, ECIIN UCTOYHUK NMUTAHUS HAXOAUTCS BHYTPU .

1.3. MPEOOTBPALLEHNE NMOXAPOB

Mpu cBapke cyLecTBYeT ONacHOCTb NoXapa v B3pbiBa. Bbl 4omkHbI 06paTuTh BHMMaHUE Ha noxapHyo 6e30nacHoOCTb.

MoaTtomy:

a) Ypanute roprouve MaTtepuarnbl Kak MOXHO ganblue oT paboyero mecrta. Ecrnv 310 BO3MOXHO, roptoune maTepuarbl JOIDKHbI
ObITb 3aKPbITbl HEFOPHYMMM KpbILLKaMW. AT MaTepuarbl BKMYaT LIEPCTb, OAEXAY, ONWIKWU, NPUPOAHbLIV ra3, aueTueH,
nponaH 1 nogobHble MaTepuansi;

b) Wckpbl OT cBapku MOTyT NPOHMKATL B CTEHY MITM MOS Yepes TPELLMH U Bbl3BaTb CKPbITOE FOPEHME;

c) Csapka, peska unu nobble ropsume onepauum Hemb3si NPOBOAUTL B KOHTEMHEpaX, EMKOCTSIX, KOTOpble He Oblnu TLaTenbHO
OYMLLIEHBI OT BELLECTB, KOTOPLIE MOTYT NPOU3BOAUTL TOKCUYHBIE UMK FOpHOYME Maphl;

d) Ons 3awutbl OT OrHsi Heganeko OT MecTa npoBedeHuss paboT AOMmkHbl ObiTb PacnonioXeHbl CPpeacTBa MNOXapPOTYLUEHUS:
OrHETYLUUTENb, LUMAaHT C BOAOW, NECOK;

€) lMocne okoH4YaHUsi cBapO4HbIX paboT paboyas 30Ha AOIMKHbLI ObITb NpoBepeHa, YTOOblI rapaHTMPOBaTb OTCYTCTBME CKPbITOTO
rOpeHusi, 4TO MOXET NPUBECTU K AanbHenLwemMy noxapy.

1.4. BEHTUNAUNA
Bcerga umente Hagnexatllyo BEHTUNALNUIO B MeCTax CBapKn NocpeacTBOM €CTECTBEHHOM Mnn I'IpI/IHy,El,I/ITeﬂbHOIZ BEHTUNALNN.
a) He npon3soanTe CBapkKy OUMHKOBAHHbIX MaTtepuanos, KaaMua, CBuHLUa, 6epvmn|/|$| 6e3 Heob6XoaUMON BEHTUNALMM,

He npoussoamTb cBapky B6NM3KU MecTa CofepaHusi NapoB xriopa, yrnesonopoaos. Mpy peakumm naposB pacTBopuTenen ¢
b) Tennom anekTpuyeckoi AyroBoi cBapku MoryT 06pa3oBaTbCsl TOKCUYHbIE UMW pa3apaxatollime rasbl;

PasgpaxeHuve rnas, Hoca unv ropna B npoLecce CBapku 03HayaeT, YTO cMcTemMa BeHTUNAUMM He paboTaeT npaBuibHO.
c) OcTaHOoBWUTbL OnepaLny CBapKu.

1.5. TEXHWYECKOE OBCIJTY>KUBAHWE OBOPYJOBAHNA

KauecTBO CBapKu 3aBUCUT OT XOPOLLETO COCTOSIHUS CBApO4HOro o6opyaoBaHus. UTobbl MogaepkuBaTth ero Xopollee CocTosiHue,

Heo6GX0AUMO NEPUOANYECKM MPOBOAUTL TEXHUYECKoe oBcnyxuBaHue. Moatomy:

a) YcTaHOBKY 00OpyoOBaHWs M TexHUYeckoe OGCIyXMBaHWE OOSIKHbI BLIMOMHATLCSA KBanUdUUMpOBaHHbIE cneumanuctel. He
NpUcTynanTe K pEMOHTY 3J1IEKTPUYECKOro 060pyaoBaHMs 6e3 He0BXOANMOiA KBanudukauum;

b) Mepen Hayanom nGOro TEXHUYECKOTO 0GCNYXNBAHMS CBAPOYHOro 0GOpyA0BaHUA OTKIIHOUMUTE ero oT ceTu NUTaHUs;

c) Kabenb NUTaHus 1 cBapoYHble kabenu OoMmkHb! BbiTb B XOPOLLEM COCTOSIHUU;



300M / 350M / 400M / 500M / 650M

d) Oepxute ceapo4yHoe 0GOpyaOBaHWe Aaneko OT WCTOYHWMKOB Tenna. He pacnonaraiite ofGopyfoBaHWe BO BRaHbIX W
arpeccuBHbIX cpefax. He fonyckalite nonagaHus Ha o6opyfoBaHue Bnaru, Macna Unv cMasodHbIX MaTepuUanos;
e) VcnonbayitTe cBapouHoe 060py0BaHME TOMBKO MO HA3HAYEHMIO.

1.6. UICTOJIbSOBAHME TASOBOIO OEOPYAOBAHUA

a) OnepaTop cBapo4HOro 060pyaoBaHUsS AOJKEH 3HaTb cneunduyeckme 0Co6eHHOCTM UCMONb30BaHWsS ra30BOro 060pyaoBaHuS;
[aBneHue rasa QoOMmKHO ObITb YCTAHOBNEHO B COOTBETCTBUM C PEKOMEHAALMSIMUA NPOM3BOACTBA;

KpenneHusi cBapoYHbIX FOPerok, LUMaHroB U PeayKTopoB AOSKHbI OblTb XOPOLLO 3aTAHYTbI, OYMLLEHBI U CBOGOAHBLI OT Macna unm

cMasku;

d) PenykTopbl AaBneHUst AOIMKHbI MCMOJSIb30BaTbCS B COOTBETCTBUM C yKasaHUsSIMU npowussoauTens. He ucnonbayiiTe ycTaHOBKY
6e3 Hagnexalymx knanaHoB 6e3onacHocTy;

e) lMepuognyeckn npoBepsiiTe rasoBoe obopyaoBaHMe ANt OGHAPYXXEHUSI BO3MOXHbLIX YTEYEK rasa Wnu Apyrx AedeKToB.
O6cnyxuBaloLwmin NepcoHarn AoMMKEH BbINOMHATL TEXHUYeckoe 0GCnyXuBaHue.

1.7. "HOMBUAOYAINBHAA SALLNTA

CBapoyHas gyra npom3BoauT ynbTpaduonetoBoe u nHdpakpacHoe usnyverHme. OHM MOryT NOBpPeAUTb rnasa 1 Bbi3BaTb 0XOru

KOXW, eCrn ornepaTopbl He 3aluLleHbl Haanexawmm obpasom.

a) Csapwuk gomkeH 6biTe O4ET B 3aLUMTHYIO O4eXay B COOTBETCTBME C BbINONHAEMON paboToi;

a) CsapLyk gomkeH orpaguTb cebst OT O4HOBPEMEHHOIO KOHTaKTa 3aroTOBKU U 3eMINEN;

b) YGegutecb, 4TO CBapwuK He MOXeT KOHTaKTUpPOBaTb C MeTalIMYecKUMU YacTsaMu, OCOBEHHO MNOAKMIYEHHBIMU K
3MEeKTPUYECKON ceTu;

c) Caapluk JOmkeH Bceraa HoCUTb 3alUMTHYIO OAexay U CpedcTBa MHAMBMAOYaNbHOM 3alnTbl — NepyaTky, hapTyku, 3aLUMTHYO
0byBb — KOTOpble MpeAnaraloT AONOMHUTENbHbIE NpenMyLlecTBa ANs 3aluTbl onepaTtopa OT OXOroB ropsiyMm MeTarnsiom,
Hpbisramy 1 T.4. ybean-tecb B XOPOLLUEM COCTOSIHUM Oodexabl U CPeACTB MHAMBMAOYaANbHOW 3alUMTbl; 3aMeHsINTe X No Mepe
HeobxoaMMoCTH;

d) Wcnonb3yiiTe Heroptoune nepyaTku, pybaLlkv ¢ ANMHHBIMK pykaBamu, 6ptoku 6e3 cknagok, canoru, cBapoyHble Macku, hapTyk
1 ronoBHou ybop Ans 3awwmTbl BOMOC;

e) He ucnonbayiiTe ogexagy ¢ KapMaHaMu UNK cknagkamu, Tak Kak Kannum ropsidero MmeTarnna MoryT nonacTb B CKNagKu OAEXAb;

f)  3awwmwante rnasa oT M3nydeHus Oyru;

g) Sawmwante BONoOChl M NIMLO OT UCKP.

h) CsapoyHas macka unu LWUTOK AOSMKHbI BbiTb BbIOpaHbl B COOTBETCTBME CO CBApOYHbIM TOKOM. [Ins 3aluThl aBTOMaTUYECKMX
CBETOUMLTPOB PEKOMEHAYETCS YCTaHOBUTL 3aLUMTHOE CTEKO B MepedHen YacTn CBapOYHON Macku nimm wmutka. CeapoyHblie
Macky C aBTOMaTU4ECKUMMU 3aLUUTHLIMW CBETOMUILTPAaMN MOXHO BbiGMpaTb B COOTBETCTBME C PEeKOMeHAauusaMu Tabnuubl
(NF S 77-104 — by A 1.5)

MeTog cBapku Intensidade da corrente em Amp.
0525 /10]20] 40|80 125 | 175 ] 225 | 275 | 350 | 450 |
1 |5 |15|30 60| 100 | 150 | 200 | 250 | 300 | 400 | 500
L I
Mx/;K(TL;mL”J)'M 9 10| 11 12 13 14
MIG — «Taxénble» MmeTanmsbl 10| 11 12 13 14
MIG — «nérkve» meTannbl 10 11 12 13 | 14 15
TIG 9 |10| 11 12 13 14
MAG 10| 11 | 12 13 | 14 15
BosgyliHo-gyroBas cTpoxka 1011111213 14 15
Arco/Ar
Mna3smeHHas peska 9 10 11 | 12 | 13

B 3aBucumocTn ot yCﬂOBVIl7I ncnonb3oBaHuA, MOryT ObITb UCNOMb30BaHbI HOMepa crneayrowmnx
BbICOKMX UITN HU3KNX KaTeropm7|
BbipaxkeHune «TSDKENbIE MeTannbl» BKIOYAET cTanu, nernpoBaHHble CTanu, medb " €é cnnasbl.

BbipaxkeHune «NErkne MeTannbl» BKIOYaeT antoMUHUEBBIE U MArHWEBbLIE CMIIaBbl

3aTeHéHHble y4qacCTKun NpeacTaBndaloT NpUoXxeHud, rae ceapoYHble NpoueccChbl B HacTogdllee
BpemMsa 00bIYHO He NCNOJ1b3YyHTCA

Mpumeyanwe: I/Icnonbayt]me 6ornee 8bICOKYyO cmerlieHb CpUJ'ImeOS, ec/iu ceapka HPOUSGOOUITICH 8 [/I0XO OCBEUWEHHbIX
rnomeuw,eHusx.
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II. ONMNCAHME CBAPOYHbLIX NMONTYABTOMATOB
2.1. CBAPOYHbIV MPOLIECC

31K cBapo4Hble NonyaBToOMaThl NpegHa3HayeHbl Ans CBapKu CBApOYHONM NPOBOMOKON B Cpeae3allnTHOro ra3a: MHEPTHOTO aproHa
(MIG npouecc) nnm akTMBHbIX ra3os, kak CO, (MAG npouecc).

Mo cpaBHeHutio ¢ CO;, cmecb Ar + CO; uMMeeT npeumyliectBa — OOMbLUYd CTAOUNBHOCTbL CBAPOYHOWM AYrv, HU3Koe
pa3bpbl3rnBaHue, Oonee BbICOKOE MpOMMaBneHWe, nydllee KadecTBO CBapku. [Ons  MpUMeEHEeHMs1 ra3oBbiX CMecel
NPOKOHCYNbTUPYWATECH C NPOU3BOAMTENEM TEXHUYECKMX ra30B UM BOCMONb3yNTECh PEKOMEHAAUMAMN TabnuLbl HUXe:

CBAPUBAEMbIV METANN SALLNTHbLIV FA3

YrnepogucTas 1 HU3KonernpoBaHHasa cranb 100% CO;
80% Ar + 20% CO;
85% Ar +15% CO;

HepxagBetowas crtanb 98% Ar + 2% CO3
95% Ar + 5% CO»
AntomuHneBbin cnnas AlSi 100% Ar
AntomuHnesbin cnnas AlMg 100% Ar
Marika ouMHKOBaHHbIX cTanew (nposonoka CuSi) 85% Ar + 15% He
Cnnas
Ceapka B 100% CO; — Ceapka B cmecu Ar + CO; — Ceapka B cmecu Ar + CO, —
3anonHsiowue Banvku yBenuuyeHHoe nponnaenexHne 06nMLOBOYHbIE Banuku

(no3uumns perynupoBkn MHAYKTMBHOCTU Ne 1) (no3nuusi perynmpoBKu MHAYKTUBHOCTK Ne 2)  (no3vums perynmpoBku HaykTuBHocTH Ne 3)

lponnasneHue rpu ceapke 8 cpede 3alumHoeo easza

lMponnasneHue makxe MOXHO peaynuposams UHameUSHOCIT)biO Cc8apO4YHO20 KOHMypa:

Puc. 1 Puc. 2
2 UHOYKMUBHbIX 8bIX00a 3 UHOYKMUBHbIX 8bIx00a
MIG 300M MIG 350M/400M/500M/650M
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2.1 - OnucaHwme

CBapouHble annapaTbl Ans nonyasTomatudecko csapkn MIG/MAG n FCAW, ¢ BbIHOCHbIM B6MOKOM nogayn NpoBOMOKK U 4-x
PONUKOBBIM MexaHW3mMoM nogayn. MexaHnam nogayn obecneynBaeT MOCTOSHHYHO, 6e3ynpeyHyto nogavy CBapOYHOW MPOBOMOKM
YTO rapaHTVpyeT OTNIMYHOE Ka4yecTBO CBapHOro wea. CBApPOYHbIA MCTOYHMK U MEXaHW3M Modavnm COedMHSIOTCA C MOMOLLbIO
coeanHUTenNbHOro kabenb nakeTa co CTaHAAPTHOW ANNHHONM 5 MeTpoBs unu kabensimu ot 10 4o 40 MeTPOB MO 3anpocy 3akasyuka.

lNepedHss naHenb

1 - Bnok noga4n NpoBonokM

2 - MaHenb ynpaeneHus

3 - EBpopasbém ansi nNogkmyYeHUs CBapOYHOW roperiku

4 - Pa3béMbl BOOSHOTO OXMaXKOEHUsi CBAPOYHON rOpernku

5 - Boikntoyatens NMTaHus

6 - MepekniovaTens HanpsHKkeHUs

" 7 - MepekniovaTens Hanps>keHUst (TOHKas perynnupoBska)

5 8 - Pasbém ynpaBrneHus kabenb-naketa

9 - CunoBon pa3bém kabenb-naketa

10 - Pa3bém «3emns» Ne 3 - cBapka B rasoBoOW cMecu (3amnorfiHeHMe LBa)

” 11 - Pa3bém «3emna» Ne 2 - cBapka B rasoBow cMecu (MpornasreHue)
12 - Pa3bém «3emns» Ne 1 - ceapka B 100% CO2

1 13 - KaTywika ¢ npoBOrioKkown
14 - Kpbllwka oTCeka MexaHu3Ma nogayv npoBOSIOKM
“ 15 - 3anvBHasi ropnoBuHa Grioka BOASIHOTO OXMaXAEeHUs

16 - Ma3oBbIN WTYLEP kabenb-nakeTa

17 - Yka3aTenb YpPOBHS XUOKOCTW Oroka BOASHOro oxnaxgeHus
18 - PasbémMbl BOASHOrO oOxnaxaeHus kabenb-naketa

19 - BeHTunauuoHHas pelétka (BbIXog BO3ayxa)

3agHaA naHenb

20 - Pa3bém ynpaBneHus kabenb-nakeTta

21 - [a30BbI WTYLEp kabenb-naketa

22 - Pa3bémbl BOOSHOrO oxnaxaeHus kabenb-naketa
23 - CunoBoii pa3béM kabenb-nakeTa

24 - KpenneHue kabenb-naketa

25 - BeHTunsiumoHHas peléTka (Bxon BO3ayxa)

26 - MasoBbIN WTYLEp (BXOA rasa)

27 - NpepoxpaHuTens (TpaHchopmaTop)

28 - MNpepoxpaHutens (MUTaHve asuraTens)

29 - NpepoxpaHuTens (onuuoHansHo 36V ras.nogorpesarernb)
30 - MpepnoxpaHuTtens (6rok Bog. oxnaxaeHust mod. WM)

Puc.2 — lNepedHssi naHesnnb

20
21

22 31 - Pasbem nogorpesartens rasa 36 V / 150A (onumoHarnbsHo, no 3akasy)
23 32 - Kabenb nutaHus
24 33 - BeHTUnsiumMoHHasn peléTka (Bxon BO34yxa)
SR KaGenb naket 3
26
27 35—
28 34 - Kabenb ynpaBneHus 36 s

29 35 - CunoBoii kabenb (CBapOYHbI)
30 36 - Ma30BbIii WMAAHT
2; 37 - YeunuBearowas cnvpanb
38 - 3aWmnTHbIN WniaHr 37

33

Puc.4 — CoeduHumernbHbIl kabesb nakem

Puc.3 — 3adHsisi naHesnb



Briok nodayu npoeosioku 1
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Puc.5 — briok nodayu npoeosioku

1 - KHonka "Wire inch” ("TecT npoBonoku") [ns py4Hon nogayv nposonoku 6e3 Toka v rasa
2 - KHonka "Test gas" ("TecT rasa") Nogaya rasa ans nposepku paboTbl ra3oBOro KranaHa v 04nCTKN
KaHanoB ropernku; MOBTOPHOE HaXKaTune AN NpekpalleHns nogaym rasa

3 - MexaHnam nopayn nposonokun 75W 4R (4-X ponunkoBbin)

4 - KaTyLika ¢ npoBOSIOKON
5 - Pa3aMOTOYHbIN MEXaHWN3M C NPYXUHOW TOPMOXEHNS

lMaHenb ynpaesneHusi

Puc.6 — MaHenb ynpasneHusi

1 — lHOukamop owubok - Er 2, Er 3 UEr 4
2 — NHBukamop nepezpesa Er 1

3 — MlHdukamop numarus

4 — Jugpposoti ducnineli. Ckopocmb nodayu rpoeosioKu,
Mecapulse u ceapoyHbie npozspammbl. CeapoYHbIlU MOK.

5 — V- UHBukamop HacmpoUku
6 — V+ MiHOukamop Hacmpoulku
7 — MIHOukamop ceapo4yHo20 moka A

8 — IHdukamop ckopocmu rnodayu rpo8osIoKU

9 — lNepeknoyamerns napamempos Mecapulse / CeapoyHsbili
mok | Ckopocmb nodayu

10 — MHAukamop yHkyuu Arcair
11 — MHdukamop ¢yHkyuu Mecapulse

12 — Mlhdukamop pyHKyuu Spot time ceapka moykamu

8

13 — MlHdukamop pexuma 4T (4 times)
14 — Mlhdukamop pexuma 2T (2 times)

15 — lepeknroyamens napamempos Mecapulse/Spot/AT/2T

16 — Lugbpoeol ducnnel. HanpsixeHue cemu (8onm) u
r1oKa3aHUsi 8DEMEHHbBIX PEXUMO8

17 — lMNepeknroyamerns napamempos Volt, up-slope, burn
back, spot time, post-gas

18 — HOukamop Post-gas

19 — MHdukamop Spot time
20 — lhdukamop Burn-back
21 — lhdukamop Up-slope

22 — Mlndukamop Welding voltage

23 — OcHosHoli peeynsamop Welding voltage u epemeHHbIx
PeXUMOo8 8bI6paHHbIX MNapamempos
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1 - UHAukamop owubok—Er 2, Er 3 uEr 4

2 — Undukamop nepezpeea (Er 1 ) - [pu akmusayuu o3HaYaem, 4mo MepMOo8bIKITioYamerib akmueuposaH
nepeepyskol, Komopas He no3eosisiem pabomams. TepMOBbIKIoYame b pa3MeueH Ha UueHmpasbHol Kamyuwike
2/1a8Ho20 mpaHcghopmamopa.

3 — MHAukamop numanus — pu akmusauuu o3Hayaem, 4Ymo 8bIK/Io4amersib MUMaHUsl 8KITIOYEH U HarnpsikKeHUe
numaHusi nodaHo

4 — Qugppoeoli ducnneli — OmobpaxeHue nokasaHull ceapo4yHO20 moka, nokasaHusi chyHkyuu "Mecapulse",ckopocmb
rnodayqu rpoeosIoKu.

- yugbposou ducnneli nokasblieaem 3Ha4yeHUe c8apo4YHO20 MoKa

- yugbposoli ducrineli mokasbigaem cKopocmb afiekmpodsuzamerisi dguzamerisi MIMUH, 110C/1e HacmpoUKuU peayissmopom
23, asmomamuyecKku 803spawjaemcsi 3Ha4eHUe C8apovYHO20 MokKa.

5 — V- Mecapulse — MHOukamop epemeHu HapacmaHusi ckopocmu rnodayu "Mecapulse" V— (HuXHuUl yposeHb ckopocmu
rnodayu nposonoku). lNpu akmusayuu gyHKkyuu "Mecapulse" nosgonsiem peaynuposams 8peMsi HapacmaHusi CKopocmu
0gueamensi nodayu rnpososioku 0o BocmuxeHus ebibpaHHOU ckopocmu nodayu; peaynuposka 0,1 - 0,5 cek.

6 — V+ Mecapulse — MHOukamop epemeHuU HapacmaHusi ckopocmu rodayu "Mecapulse" V+ (8epxHuli yposeHb ckopocmu
rnodayu nposonoku) lNMpu akmusayuu pyHKyuu "Mecapulse" no3eosnsiem peaynuposams epemsi pabomsl Ha 8bICOKOU
ckopocmu rnodayu fpososioKU; peaynuposka cocmasnsem 0,1 - 0,5 cex.

7 — 12 — MIHOukamop ceapo4Ho20 moka (Amnep) — OmobpakeHue nokaszaHuli ceapo4YHO20 moka Ha oucrisiee.

8 — CeapoyHbie npoecpammbl (CMm. onucaHue npozspamMm ceapku 8 0aHHOM pykosodcmee).

9 — lNepeknrodamens napamempos — Bbibop ¢pyHkyul: Mecapulse / CeapoyHbiti mok | CeapoyHbie rnpoepammb!

10 — ArcAir — @yHKuus 8030yUWHO-0y2080U Pe3KU U CMPOXKU

11 — Mecapulse — lNpu akmusayuu 03Ha4yaem, 4mo mMawuHa Haxodumcs 8 pexxume Mecapulse, pu 3Mom CKopocmb
rniodayu npoeosoku Konebnemcs Mexdy dgyms yposHamu V + u V- 8 medeHue 08yx peaynupyembix rnepuodos 8
OuanasoHe om 0,1 do 0,5 cekyHd (cm. Ne 5 u Ne 6). @yHkyust Mecapulse ocHogaHHa Ha uMnybCHOU nodaye ceapoyHoU
npososioku. Obecne4yusaem KOHMPOIIb C8APOYHORO fpoyecca, npedomepawaem npoxoau U rnposassi Memarna rnpu

CceapKe MOHKOJIUCMO8bIX Mamepuarsiog U CMbIKO8 C yees/lu4eHHbIM 3a300P0M.

12 — Spot time — [Npu akmusayuu o3Ha4Yaem, 4Ymo MalluHa Haxoo0umcsi 8 PEXUME ceapka moykamu, asmomamuyecku
rpepblgasi ceapKy 8 KOHUE yCmaHO8/1IeHHO20 repuoda (8 cekyHoax).

13 — 4 T — MHOukamop pexuma ynpaeneHusi 2opesku 4 makma. lpu ceapke NPOMsKEHHbIX W08 Orepamop Moxem
Haxxamb U omrycmumb KHOMKY 2opesiku Onsi npodos/mkeHUs ceapku. Haxmume u ommnycmume KHOMKy 01 o0cmaHo8KU
ceapKu.

Welding current l

-

Gas flow
Torch trigger /6 /6
N N
1st/2nd times 3rd/4th times
push/release push/release

14 — 2 T — HOukamop pexuma ynpaeneHusl 20pesiku 2 makma. HenpepbieHasi ceapka ¢ MoCcMOsIHHbIM HaXamuemM KHOIMKU

copersiku
Welding current l l

| post-

I
| | gaz
Gas flow |I T H_i
1
Torch trigger ,‘& ,‘ﬁ
1st time / push trigger 2nd time - release trigger

15 — Mepeknroyamens ebibopa ¢hyHkyul: Mecapulse / Spot / 4T / 2T.

16 — ugbpoeol ducnneli — OmobpaxeHue riokasaHuli (HanpsikeHue V, Up-slope epewmsi, Burn-back epewms, Spot spemsi
u Post-gas epewmsi). Bo epemsi ceapku yughposoli ducrsel rnokasbigaem 3HadeHUsi c8apo4YHO20 HarpsXKeHUs.

17 — Mepeknroyamens ebibopa hyHKYul: post-gas, spot, burn-back, up-slope u ceapoyHoe HanpsxxeHue V.
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18 — Post-gas : ®yHkyus Pre-Gas/Post-Gas — nodaya 2a3a om 0 do 10 cek. do ceapku u rnocrne 0718 3awumasi ceapoyHoU
8aHHbI OM OKUCIeHUs U Orisi oxnaxoeHusi

19 — Spot time : @yHKYUS pexxuMe ceapka moykamu, asmomMamuyecKuU rnpepbieasi ceapky 8 KOHUE yCcmaHO8eHHO20
nepuoda (8 cekyHOax).

20 — Burn-back : ®yHkyus nossossem peaynuposame OMXKU2 MPOBOSIOKU 8 KOHUEe ceapku. Bpewms omxxuza MOXHO
ompeaynuposams 8 rpedenax om 0,1 0o 1 ceKyHObI.

21 — Up-slope motor speed: @yHKyuUsi N0380/75€m C MOMOWbIO KHOMKU peayruposKu peaynuposams 8peMsi 8paleHusi
Ogueamensi 00 MoMeHmMa OocmuXXeHUs1 3adaHHOU CKOpOoCmU C y4YemoM HapacmaHus moKa 8 Hadarsne yukna ceapku. Eeo
Heobxo0umo ompeaynuposams 8 npedenax om 0,1 o 1 cexkyHOkbI.

22 — U2 Ceapoy4Hoe HarnpspkeHue — VIHOukamop ykasbieaem, Ymo HarpsbKeHue ceapku omobpaxaemcsi Ha yugposom
ducrinee.

23 — OcHoeHol pezynsamop:. Hacmpausaem epemeHHbie pexuMbi 8blbpaHHbIX napammempos (post-gas, spot, burn-
Back, up-slope u HanpsixxeHue ceapku epemsi cpabambigaHusi Mecapulse, npozpamMmbl C8apKu U CKOpoCmb rnodayu
rPO8OIIOKU)

2.2 — ®yHKkumsa Arcair BosayliHo-ayroBasi CTpoxka

MonyasTomaTtel Moa. MIG 506M / WM Digit (kak onuusi) n MIG 656WM Digit no3Bons0T NPoM3BOANUTL BO3AYLLHO-AYrOBYIO
CTPOXKY (cuctema Arcair).

Mepen BO3OYLIHO-AYroBOW PE3KOW, CTPOXKOW MIN CHATMEM hacku, BHMMATENbHO NPOYMTanTe MHCTPYKUMIO MO TexHuKke 6e3o-
NacHOCTU 1 crieaynTe el N JaHHON UHCTPYKLUUN.

1 — OnepaTop AomKeH 3awmwaTtb cebs nHanBMayanbHLIMU cpeacTBamm 3awmnTbl: Macka no DIN 9, koxaHble nepyaTku,
reTpbl 1 hapTyk.

pasbéma «+» UCTOYHMKA Arcair, npoBepbTe KOHTAKT U repMeTUYHOCTL Kabens

10
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4 — lMopgknounTe CUNoBOM kabenb anekTpodoaepXkartens 5 - MogknounTe BO3AYLUHBINA LINAHT

Arcair K pasbémy «+» UCTOYHUKA NUTaHWS. anekTpogogepxatens Arcair K CMCTEME Nofayu cxaToro
Bo3ayxa. MuHumanbHoe AaBneHne cxaToro Bosgyxa 5
6ap, MrHMManeHbIN pacxod 100 n/MuH.

6 — Mogkntounte Kabenb «3emns» K pasbemy «—» 7 — MNepeknioyaTens pexuma "MIG / Arcair' noctasbTe
WUCTOYHMKA NMUTaHUA N 3aroToBKe, NpoBepbTe MPaBUNbHOCTb B nonoxexwue "Arcair".
ANEKTPUYECKOro KOHTaKTa 3aXuma «3eMns» C 3aroTOBKOW.

Ar comprimido

8 — BcTaBbTe YronbHbIii 3NekTpoa B 9 — lNpoBepbTe HanpaBneHWe CxXaToro Bo3ayxa K
anekTpoagoaepxarens Arcair 3aroToBke

11
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OTperynupyiiTe MOLLHOCTV B COOTBETCTBUM C TaGnuuen:

HnameTp yronbHoro ToK CTPOXKM Mo3numa nepeknioyatens
anektpoga Mig 656
@4 mm 150 - 200 A 7A—-8A-8D
25 mm 200—-250 A 8A—-8C-8D
@6 mm 320—-370 A 7A-7D-8D

/ P
.l"l 4 iy ’( i ;
i i 70/80°

BospaywHbI knanaH PekomeHayembIli yron pesku PekomeHayeMmblIi yron CTpoXku

10 — OTkpoWiTe BO3AYLUHbIN KnanaH. Cuctema rotoea k pabote
11 — Angs Toro 4Tobbl 3axeYb Oyry, KOCHUTECh 3MEeKTPOAOM 3aroToBKM, cobnogas yron CTPOXKK.

2.3 — CoobuweHuss 06 owubkax:
Bo epemsi pabombi MawuHbl Ha yughposom ducririee Moeym omobpaxambcsi coobuieHus: 0b owubkax:

Er 1 - Ykasbigaem, 4mo UCMOYHUK NUmaHusi asmomamuyecKu OMKITFOYUIICS U3-3a npesbiueHus: paboyezo yukna. lNonyasmomam AomkeH
ocmbimeb.
Er 2 - Yka3bieaem Ha HU3koe 0aerneHue unu omcymcmeue xnadoazeHma 8 brioke 80051HO20 oxrnaxdeHusi (011 eepcull ¢
80051HbIM oxnaxk0eHuem) [Nposepume:

- Pabomy br1oka 8005THO20 OX/1aK0eHUS.

- YposeHb oxnadumernsi 8 bake 6r10ka 80051HO20 OX/1axXOeHUs,.

- Paduamop 6r10ka 8005IH020 oxsiaxkOeHus1 U 800sIHbIe WilaH2U C8apOYHOU 20pesikuHa Ha Hanu4due rnepeaubos.
Er 3 - Ykasbigaem Ha criydaliHyr0 akmugayuto KHOMKU 2opesiku 0o nodayu numaHusi 8 annapam.
Er 4 - Yka3bieaem Ha cbou cesi3u Mex0y naHesbio yrpaeneHus U yrnpasisouum npouyeccopom niamsi yrnpaeneHus. JomkHbl 6bimb
rposepeHbI HeUCNPagHOCMU 8 31IeKMpUYecKUx KoHmakmax. [lpu Heobxodumocmu nnama ynpasneHusi omkHa bbimb 3aMeHeHa
KeanuguyuposaHHbIM Crieyuanucmom.

3 — TexHM4YecKne xapaKkTepuCTUKU
MIG 300M MIG 350M

MIGIMAG 30A/15,5V - 280A1 28V VIS 304 15,5V - 300A ] 29V - (350A 2
Al =T x | 5% [ oo [ 100% | il =T x | oo% [ oo |
m vov | 2 | 280A [ 2104 | 1704 | E UoV

.38 m

:D:D- U1-230V | limax - 30,0A | l1eff - 23,0A
3INVSOHZ | Ug-400V | lmax - 17,5A | leff - 13,5A

P2t | CLH | Refiig. AF |

sl Uo| mov | eV | 25V

:D;D_ U1-230V | 11max-27A | Meff- 15,5A
3750 Hz | Uy -400v I1max-15,5A

XapakTepucTukun Mig 300M XapakTepuctuku Mig 350M
CTyneHv perynvpoBku 12 (1x12) nosvuum CTyneHu perynmpoBku 28 (7 x 4) no3vumm
[vameTp npoBornoku 20.6-1.0mm JvnameTp NpoBOMNOKM @ 0.6 -1.2mm
Bec 78 Kg Bec 122 Kg
FaGaputsi | —* / 134 x 41 x 96 cm Fa6aputel | — / 134 x 41 x 96 cm
Ta6bnuua (Volt) Ta6nuua (Volt)
Pos] 1] 2]3]als]el7]s]o]o]nlia] (Pos. | 1] 2 ] 3] 4] 5 ] 6| 7|

[voit|[26.5][18.5][20.5][22.5][24.d]26.0]28.0[30.d[32.0][34.0][36.0][38.0] I[17.0][18.7][ 20.7][ 22.7][ 25.8 ][ 29.4 ][ 33.7]
|[17.4]] 19.3][ 21.3][ 23.3][ 27.0 ][ 30.7 ][ 35.1]
|[17.7][ 19.7][ 21.9][ 24.0 ][ 27.7 ][ 32.1][ 36.5]

|[18.1][ 20.1][ 22.3][ 24.6 |[ 28.4 ][ 32.8 ][ 38.0]

g||O||m||>
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MIG 400M
e ISO / CEI974 -1
e
MIG/MAG /15,8 - 350A/ 31,5V - (400A/ 31,7)

= | o e T T
e[| stsv_|

Ut-230V | lmax-40,0A | 1es-31,0A
3V50Hz | U1-400V | Hmax-23,0A | et - 18,0A

P2t | CLH | Refiig. AF |

XapaKTepucTuku Mig 400M
CTyneHu perynmpoBku 28 (7 x 4) nosmunm
[nameTp NnpoBONOKK @0.6—-1.6mm
Bec 126,5 Kg

] 134 x 41 x 96 cm

F
abaputel | —*

Ta6bnuua (Volt)

(Pos | 1 1 2] 3] 41 5] 6] 7

\ |[17.0][ 18.8 ][ 21.1][ 23.4][ 27.1 [ 31.6 ][ 36.5]
\
\
\

|[17.4][ 19.5][ 21.8][ 24.1][ 28.5 ][ 33.2][ 38.3]
|[17.8 ][ 19.9 ][ 22.5][ 24.8][ 29.4 || 34.9][ 40.1]
|[ 18.2 ][ 20.4 ][ 23.0][ 25.6 ][ 30.3 ][ 35.8 ][ 42.0]

gl0O||w||>

MIG 650M

300M / 350M / 400M / 500M / 650M

MIG 500M
- ISO/CEI974 -1
|3—CDBH=|
MIG/MAG 42A 16,1V - 450A 36,5V (500A / 34,6V)
——
| e T

T IS T T
18,5-46.7 m 34,0V

3VS0HzZ | U1-400V | Mmax-35,0A | leff - 27,0A

IP 21 Refrig. AF

XapaKkTepucTuku Mig 500M
CTyneHv perynvpoBku 40 (10 x 4) no3nuum
[OunameTp npoBONoku 20.8-—2.4mm
Bec 184,5 Kg

A 146 x 51 x 105 cm

-
Mabaputbl | —*/

Ta6bnuua (Volt)

Pos] 11 213]a]s5]6l7]s8]oliol
22
23,
[ D ][18.2][19.8][21.6[23.4][25.4)[27.5[30.2[34.9][40.3[46.0

—— 1SO / CE1974 - 1

MIG/MAG 50A/16,5V - 600A / 44V (650A / 42V)

alll—[ x| o 100%
T I TN T,
1 3.6 384V

D:D— U1 - 230V I1eff - 67,0A

3VS0HzZ | Uq-400V | Mmax-50,0A | leff - 39,0A

—— pn | o e

XapaKTepucTuku Mig 650M
CTyneHv perynvpoBku 40 (10 x 4) no3nuum
[OunameTp npoBoOnoku 20.8-—2.4mm
Bec 222,5 Kg
Fa6apuTbi t— 146 x 51 x 105 cm

Ta6nuua (Volt)

Pos| 1§ 2]3]afs]ocl7fs]ol]iol
1 7 3 -
[ D ][19.8][22.2][23.726.0][29.1][32.1/[35.7[42.4][49.1][56.0)
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300M / 350M / 400M / 500M / 650M
4 — YcmaHoeka u nodksodeHue

AOmu ceapoyHbIe UCMOYHUKU numaHusi 00mKHbI Obimb MOOKITHYEeHbI K mpéxghas3Hol cemu anekmpuyeckoz2o numaxusi 400 B,
¢ yacmomoli 50/60 [y + 3emrss cemu numadusi ¢ omkrioHeHuUsiMu +10%;

- lNodkno4yeHue AormkHO obecriequsamo nepedaqy 3ﬂeKmpULIeCKOL7 MOW|HOCMU CO2/1aCHO MeXHUYeKoU crieyugbukayuu;

- I7pu ycmaHoeKe ceapO4YHO20 UCMOYHUKa numaHus cnedyem cnedume 3a mem, Ymobbl BEHMUIAYUOHHbIE OKHa Kopnyca
6binu OMKPbIMbI;

- Cemu numaHusi 00/MKHbI 6bIMb 3aWUUEHb! npedoxpaHumenﬂMu unu aemomamu4ecKkUuMu 8biKrro4amesiamu 8

coomeemcmeuu co 3Ha4eHUeM 3¢hgheKmuUBHO20 MOKa, yKa3aHHbIX 8 XxapakmepucmuKkax UCMOYHUKa MUMaHusi;
- [ns obecneyeHus 6esonacHocmu orepamopa HacmosimesibHO Co8emyeM Ucrosib3o0eams OugghepeHyuansHyro 3auumy.

1 2

‘ /—‘—\
&= 0 @

Puc. 7 — [depxxamenb npo8osioku

- lpu ycmaHoske kamywkKu ¢ npogosiokol Ha depxamerb (1no3. 4, Puc. 7) Heobxo0uMOo rnposepums npasusibHOCMb
o3UyUOHUpPOB8aHUs Hanpaenswuweao omgepcmus (Mo3. 3, Puc. 7) Ha wnuHOenb Oepxxamens (Mo3. 5, Puc. 7);

Puc.8 — Momop 50W 4 ponuka Puc.9 — Momop 75W 4 ponuka Puc.10 — HakoHe4YHUK 20perku
Mig 400 Mig 500

- [lposornioka domxHa b6bimb nposedeHa 6PYYHYIO Ha HECKObKO caHmumempos uyepe3 eanku (no3.8-puc.8 u 9) u
Hanpaernsowas 05 npososioku (rno3.7-puc.8 u 9). lMocne amozo 3akpolime msizoabie pbidazu (103.5/6-puc.8 u 9), u nposepbme
rpasusibHOCMb PAacrofIOXeHUs MPO8OSIOKU Ha KaHaskax posiuka rnodayu.

- OKOHYameribHyt0 peayrnuposKy ycunusi npuxuma mexaHudma rnodayu rposonoku (no3.5-puc.8 u 9) nposodume 80 8pemsi
pabombi dsuzamersisi nodayu (rpososioka OormkHa rnodasambcsi 6e3 CKOMbXEeHUs). YcmaHaenuealime MUHUMalbHOe ycurue
npuxuma 8 yernsix npedom-epauwieHusi deghopmayuu rnpoeosIoKU

- Ompeeynupylime ycunue MOPMOXEHUSI KamywkKu MPUXUMHbIM euHmom (ro3.2, Puc. 7) — epalweHue kamywku OO/MKHO
npekpauw,ambcsi 00HOBPEMEHHO C OCmaHoeKol dgueamerisi nodayu;

- Bkrroyume nonyasemomam u Haxumatime kHorky “"Wire inch" ("Tecm npoeonoku") (no3. 1, Puc. 5) do mex rop, roka
rpososioka He 8bIlidem 3a HaKOHeYHUK 2opernku (r1o3. 9, Puc. 9). lNpu Heobxodumocmu omeuHmMuUme HakOHeYHUK 20PeriKU;.

- Omkpolime seHmMusb 2a308020 bansioHa U Haxmume KHorky "Test gas" ("Tecm ea3a") (nos. 2, Puc. 5);
- Ompeeynupyime pacxod 2asa e npedenax 6 - 12 n/MuH, npu Heobxodumocmu pezynupyltime pacxod 2a3a 80 8peMsi C8apPKU;

- Monyasmomam 2omoe 0Onisi ceapku. Mpu Heobxodumocmu neped HadYasoM CeapOyHbIX pabom, nMpoeepbme napamempsbi
ceapKu Ha obpasyax.
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300M / 350M / 400M / 500M / 650M

5 — Onekmpuyeckas cxema 300 /350 /400 /500 / 650 M (3x400V)
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Al - Interruptor geral

A2 - Comutador tensdes (reg. grossa)
A3 - Comutador tensdes (reg. fina)
CI - Circuitos impressos

CT - Contactor

EV - Electrovalvula

F1 - Fusivel geral

F2 - Fusivel bomba agua

F3 - Fusivel motor redutor

F4 - Fusivel refrigerador de agua
M1 - Motor ventilador

M2 - Motor alimentacéo de fio

M3 - Motor bomba de agua

M/A - Selector Mig/Arcair

MS - Micro-interruptor da pistola
PR - Ponte rectificadora

SH - Shunt

T1 - Transformador principal

T2 - Transformador auxiliar

T3 - Inductancia

T4 - Fusivel da tomada de pré-aquecedor de gas
TOC - Interruptor térmico

F2-5A

w1
UL
U2

A2(R) (7 pos.)

A2(T) (7 pos.)
A3(S) (4 pos.)

X

o

W

——

L1 | 2/T1

B
|/ A2(S) (7 pos.)
v
A3(T) (4 pos.)
u
>
| Do)
A3(R) (4 pos)
2 U2
—m UL
4 5
230V 400V
——F— =8
6V

O

CT

o—
5/L3! 1 6/T3]

3/L2| [4T2

T
S|
R

+

5
[

i

x o - a
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300M / 350M / 400M / 500M / 650M

Anekmpuyeckas cxema 300 /350 /400 /500 / 650 M (3x230/400V)

J
15
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1

J3
B
Bg

16

14

12

10
35| 6| 8|

wireinch

126 13

!
[a]23]4]

4 [5[5[7[8]
4l 7

_E.l

Cl Frontal

test gas

10

35
6
ms >
7

wire feeder

Pt
no
c

Push-Pull

Alimentador
Devanadora
Devidoir

Wire feeder

,75

A )
T A |
rol cabe)xo
l J
J
a?

@ 2 - Mixgas
@® 1-C02

Cabo ligagao
Cable connexion
Conexion cable

{

@® 3 - Mixgas
C

m
N
i
I
£
pol-
>3

Maquina
Machine

Conexion cable

12

11+
13
15
Cl Interface

10

SOOI

G
[ofw]

SH
J6
I

14
16

PR
b4 4

j Yyvw
h 4
¥

Al - Interruptor geral

A2 - Comutador tensbes (reg. grossa)

A3 - Comutador tensdes (reg. fina)
. - u ClI - Circuitos impressos

l [ l i CT - Contactor

.  ®m EV - Electrovalvula

F1 - Fusivel geral

F2 - Fusivel bomba agua

F3 - Fusivel motor redutor

F4 - Fusivel tomada

M1 - Motor ventilador

M2 - Motor alimentacgéo de fio

M3 - Motor bomba de agua

M/A - Selector Mig/Arcair

MS - Micro-interruptor da pistola

PR - Ponte rectificadora

SH - Shunt

T1 - Transformador principal

T2 - Transformador auxiliar

T3 - Inductancia

T4 - Tomada para pré-aquecedor de gés

TOC - Interruptor térmico

w2

A2 (7 pos)
Lee
A3(S) (4 pos.)
X
v
A2
A
Y
A2(R)
A3(R) (4 pos.)
z
AT
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6 — Cnucok 3anacHbix yacmedt (300M / 350M / 400M / 500M / 650M)

= =l A ) & e B L

30
31
32
33

36
36
37

38

300M / 350M / 400M / 500M / 650M

Puc.11 — Kabernb nakem

17



Nr

a b W NP

11
12
13
14

16
17
18
19

20
21
22
23
24
25
26
27
28
29
30
31
32
33
34
35

36
37

38
39
40
41
42

43
44
45

46
a7

18

HaumeHoeaHue

Varal de alimentador
Botéo pulsador
Botao

Adaptador de pistola

Tomada de pistola push-
pull

Tomada répida de agua
az

Tomada répida de agua
vm

Rodizio giratério
Interruptor geral
Manipulo de comutador
Racord de gas
Tomada de controlo
Tomada rapida

Tomada rapida de agua
az

Tomada répida de agua
vm

Rodizio giratério
Protecgéo de bobina
Motor redutor

Suporte de alimentador
macho

Suporte de alimentador
fémea

Tampa de depdsito
Roda

Deposito de dgua
Bomba de agua
Radiador
Indutancia
Ventilador

Roda

Tomada rapida
Rodizio giratério
Tomada controle
Racord gas
Tomada rapida
Racord agua
Racord pressostato

Abragadeira cabo
interligagao

Racord de géas
Porta-fusivel

Fusivel 2A

Fusivel 5A

Fusivel 10A

Fusivel 16A

Cabo de alimentagéo
Electrovalvula
Controlador
Transformador auxiliar

Circuito electrénico
interface

Contactor

Ponte rectificadora
Comutador 4 posic¢des
Comutador 7 posigoes
Comutador 10 posicdes
Comutador 12 posigdes
Shunt

Transformador principal
Trio de bobinas U/V/W
Bobina de reparagéo
Bobina U

Bobina V

Bobina W

300
PF100216
C0104974
C0102616
C0105021
C0101328

CO8WR075097030
COO0DB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF05050

CO8WR125155036
PFH91320C0
C0104500
C09B101090143

C09B102039126

PF104425
CO8JV230340ELV
CO8VN2002058
CO9NSF05050
CO8WR125155036
PF100399

CO9NSF05050
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063

CO0H1502005000RP

CO0H1502016000RP
PF103387

C0101441

PF108336
CO0TA4123000
PF104818

COOE311025024AC3
C01JT02900D0OP0O0O
CO0B323M04
C0103154

CO0Y3000120
PF101802
PF101803
PF104549

350
PF100216
C0104974
C0102616
C0105021
C0101328

CO8WR075097030
COO0DB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF05050

CO8WR125155036
PFH91320C0
C0104500
C09B101090143

C09B102039126

PF104424
CO8JV230100ELV
CO8VN2002058
CO9NSF05050
CO8WR125155036
PF100399

CO9NSF05050
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063
CO0H1502002000RP

CO0H1502010000RP

PF103473
C0101441
PF108336
CO0TA4041500
PF104818

COOE311025024AC3
C01JT02400D0OPO0O

CO0B203M12
CO0Y2500120
PFK3105028023405
PFB14CT1E052802S

PF100873
PF100874
PF100875

300M / 350M / 400M / 500M / 650M

Caodigos

400 450
PF100216 PF100216
C0104974 C0O104974
C0102616 C0102616
C0105021 C0105021
C0101328 C0101328
C0103972 C0103972
C0103973 C0O103973
CO8WR075097030 CO8WR075097030
COO0DB2A321622T1Q  COODB2A321622T1Q
CO5AR13/870 CO5AR13/870
PF100398 PF100398
CO9NSF05050 CO9NSF05050
C0103972 C0103972
C0103973 C0O103973
CO8WR125155036 CO8WR125155036
PFH91320C0 PFH91320C0
C0104500 C0104500
C09B101090143 C09B101090143
C09B102039126 C09B102039126
PFJ4501P PFJ4501P
PFL6N150744 PFL6N150744
PF101287 PF101287
C0O5B0122502 CO5B0122502
C05C20523370 C05C20523370
PF104425 PF107623
CO8JV230340ELV CO8JV230340ELV
CO8VN2002058 CO8VN2002058
CO9NSF05050 CO9NSF05050
CO8WR125155036 CO8WR125155036
PF100399 PF100399
CO9NSF05050 CO9NSF05050
CO5AR13/870 CO5AR13/870
PFK5013/8G1/4G30 PFK5013/8G1/4G30
C0O3B3003200000 CO3B3003200000
CO5AR13/870 CO5AR13/870
CO0Z1M063 CO0Z1M063
COO0H1502005000RP CO0H1502005000RP
COO0H1502016000RP CO0H1502016000RP
PF103387 PF103387
C0101441 C0101441
PF108336 PF108336
CO0TA4126500 CO0TA4126500
PF104818 PF104818
COOE311025024AC3 COOE311025024AC3
C0O1JT03500D0P00 CO1JT03500D0P00
CO0B323M04 CO0B323M04
C0103154 C0103154
CO0Y4000125 CO0Y4000125
PF103065 PF107624
PF103066 PF103066
PF100610 PF100610

500
PF100216
C0104974
C0102616
C0105021
C0101328

C0103972
C0103973

CO8WR075097030
COO0DB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF07070
C0103972

C0103973

CO8WR140180046
PFH91320C0
C0104562
C09B101090143

C0O9B102039126

PFJ4501P
PFLEN150744
PF101287
C0O5B0122502
C0O5C20523370
PF104426
CO8JV230340ELV
CO8VN2502074
CO9NSF07070
CO8WR140180046
PF100399

CO9NSF07070
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063

COO0H1502005000RP

COO0H1502016000RP
PF103447

C0101441

PF108336
COO0TA4126500
PF104818

COOE318540024AC3
CO1JT05000D0P0O0
CO0B323M04

CO0B323M10

CO0Y6000125
PF103083
PF103082
PF104913

650
PF100216
C0104974
C0102616
C0105021
C0101328

C0103972
C0103973

CO8WR075097030
COO0DB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF07070
C0103972

C0103973

CO8WR140180046
PFH91320C0
C0104562
C09B101090143

C09B102039126

PFJ4501P
PFL6N150744
PF101287
CO5B0122502
C0O5C20523370
PF104427
CO8JV230340ELV
CO8VN2502074
CO9NSF07070
CO8WR140180046
PF100399

CO9NSF07070
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063

CO0H1502005000RP

CO0H1502016000RP
PF103446

C0101441

PF108344
CO0TA4126500
PF104818

COO0E322050024AC3
C0O1JT06000DOPO0O
CO0B323M04

CO0B323M10

CO0Y6000125

PF103087
PF103086



48

49
50
51
52
53
54
55

56

57
58

Blindagem
Painel frontal
Painel traseiro
Suporte garrafa
Varal esq/dir
Tecto

Tecto p/refrig.

Tampa superior esquerda

Tampa superior direita

Tampa superior direita
plrefrig.

Tampa inferior esquerda

Tampa inferior direita

Manga de proteccédo
Mola

Cabo de controlo
Cabo de potencia
Mangueira de gas
Ficha rapida

Ficha do cabo de
controlo

Ficha do cabo de
controlo

Ficha rapida
Porca de gas

Desenrolador de bobina

300M / 350M / 400M / 500M / 650M

PF104647 PF104737 PF104647 PF104647
PF104649 PF104731 PF104650 PF104650
PFL2295S0000 PFL2295S0000 PFL2295S0000 PFL2295S0000
PF104823 PF104823 PF104825 PF104825
PF104658 PF104658 PF104658 PF104658
PF104659 PF104659
PF104657 PF104657 PF104657 PF104657
PF104655 PF104655 PF104655 PF104655
PF104656 PF104656
PF104642 PF104642 PF104642 PF104642
PF104641 PF104641 PF104641 PF104641
MP1632310280 MP1632310280 MP1632310280 MP1632310280
PFM6H3504010150A PFM6H3504010150A PFM6H3504010150A PFM6H3504010150A
MP104688 MP104688 MP104688 MP104688
MP09130500F00 MP09130350F00 MP09130500F00 MP09130500F00
MP104543 MP104543 MP104543 MP104543
CO7USMO05050 CO7USMO05050 CO7USMO05050 CO7USMO05050
PF100398 PF100398 PF100398 PF100398
PF100398 PF100398 PF100398 PF100398
CO7USMO05050 CO7USMO05050 CO7USMO05050 CO7USMO05050
C0101329 C0101329 C0101329 C0101329
C0104292 C0104292 C0104292 C0104292

MexaHu3m nogaum NnpoBonoku / 4 ponuka 24V 50W

B 2w 5 77

PF104665
PF104668
PFL2295S0000
PF104826

PF104675
PF104674

PF104673

PF104672

PF104671
MP1632430400
PFM6H3504010150A
MP104688
MP09130700F00
MP104543
CO7USMO07070
PF100398

PF100398

CO7USMO07070
C0101329
C0104292

PF104665
PF104668
PFL2295S0000
PF104826

PF104675
PF104674

PF104673

PF104672

PF104671
MP1632430400
PFM6H3504010150A
MP104688
MP09130950F00
MP104543
CO9NSF09595
PF100398

PF100398

CO9NSF09595
C0101329
C0104292

Puc.12 — Cnucok 3anacHbix Yyacmel

HanmeHoBaHue

Placa 4R

Veio de roletes

Veio de alavanca

4,3,10

Alavanca de presséao cpl

6,7,8,9

Veio de rolamento cpl.

12

Parafuso regulacdo de pressao

19

Guia-fio central

21

Roda dentada rolete

22*

Rolete 0,8/1,0 mm

Rolete 1,0/1,2 mm

Rolete 1,2/1,6 mm

23,24

Tampa de proteccéo cpl.

25,26,27,28

Adaptador de pistola cpl.

29

Guia fio de entrada

30

Motor 24V/75W

32,33

Roda dentada central

* CneuuarnbHble porvKM Ars antoMUHUEBOW CBApOYHOM MPOBOOKM, MOPOLLKOBOWM NPOBOSIOKM UMK ApYruX, obpallantech K
Npon3BOANTENIO UNW K Annepy.
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300M / 350M / 400M / 500M / 650M

6 — TexHu4yeckoe o6cnyxueaHue

ObopydosaHue Onsi dyeoeoli ceapku OO/MKHO peeyrisipHO obcryXusambCs 8 coomeemcmeuu ¢ pekomeHOayusmu rpoussodumernel. Bce
dsepu u Kpblwku Ons docmyrna u obcenyxueaHusi OO/MKHbI bbimb 3aKpbimbl U OO/MKHbIM 06pa3oM 3akperisieHbl 8 mo epemsi, Koada

B obopydosaHue He OO/MKHO BHOCUMbLCS HUKaKUX U3MEHEeHUU, 3a UCK/TIOYeHUeM mexX U3MeHEeHUU U KOPPeKmupoBOoK, Komopble
npedycMompeHbl 8 UHCMPYKuuUU rnpoudeodumerns. B yacmHocmu, uckpoebie pa3psdHuku Ons 3axuzaHusi Oyeu u cmabunusu-pyruue
ycmpolicmea 0osmxHbl bbimb ompeaynuposaHbl U 0bCy)XugambCsi 8 COOM8emcmauU ¢ peKkoMeHOayusiMu 3agoda-u32omoasumers.

lNeped ebinonHeHuUeM robbiX 8HYMPEHHUX MPOBEPOK UMU PeMOHMHbIX pabom, ybedumecb, YmO UCMOYHUK RUMaHusi OMKIHoHYeH om
anekmpuyeckou cemu. Obecriedbme omcymcmeue Criy4yaes criyyaliHoeo rnodkoyeHus 0bopydosaHus K cemu numaHusi.

Ob6opydosaHue mpebyem pezynspHo20 mexHu4yeckoz2o obcryxueaHusi. Kaxdble 6 mecsuyes (unu yawje rnpu pabome 8 ycrio8usix MoebiueHHoU

lNposepsitime cocmosiHue u30AyuU U MOOKIYeHUsT 8ce2o 0bopydosaHusi U 3NeKmMpuyecKux coeduHeHul: pa3bém u kabenu numaHus,
KaHarsbl, pasbéMbl, yOrnuHumenu, pa3bémbl UCMOYHUKA NUmaxusi, pa3bémbl 06pamHo20 Kabersis u ceapoYHO20 Kaberssi.

a)
obopydosaHue Haxodumcs 8 3KCrTlyamauyuu.
b)
c)
d)
3anblnéHHOCMU) 8bInonHAUme cnedyroujue onepayuu:
- [podysalime ucmoYHUK NuMaHusi Cyxum cxxambiM 8030yXOM, He cooepxawjum macna,
- lNposepsitime yenocmHOCMb 8CEX INEKMPUHECKUX COeOUHEHUU,
- lNpoesepsitime nodkno4eHue Kkabesned,
- [Nposepstime kpernneHue naHenel Kopryca.
e)
f)  3ameHsiime sce deghekmHble akceccyapsbl.
g) [lepuoduyecku rposepsiime 3amsiKKy U HazpegaHUe 8CeX 3/1eKmMpUYECKUX COeOUHEeHULU.

h)  TexHuweckoe obcrnyxusaHue anekmpoobopydosaHusi 00/mKHa bbimb 803/10KEHO Ha KeanuguyuposaHHbIX crneyuanucmos.

6.1 — Bo3MOXHbIe noepexoeHusi

HEWNCIPABHOCTb

NPUYNHA

OENCTBUA

HOHyaBTOMaT He BKINo4YaeTcAa npu
BKMIOYEHHOM  BbIKNOYaTene nuTa-
HUA

OTcyTCTByeT HaIPpsSY)KCHUEC MMUTAHUA

HpOBepLTe HalpsKEHUE CCTU U 3allUT-
HBIX DJICKTPHUYCCKUX ueneﬁ

Heperopen TJ1aBHBII MNpeAOXpPaHUTEIIb

[IpoBepbTe U 3aMEeHUTE, €CIIM HE00XO-
JIVIMO

OOpbIB KabeJst MUTaHUs

IIpoBepbTe 1 3aMEHUTE, €CJIM HE00XO-
JIIMO

HeperynspHas nogada cBapoYHOW
MPOBOSIOKM

HOBpe)KZ[éH W B IINIOXOM COCTOSAHHH
KaHaJl moJavu IIPOBOJIOKH

Ouucrure HaIEKAIUM
3aMEHHUTE, €CIIN HEOOXOINMO

oOpa3oM u

JuameTp poIMKOB MOJa4M HE COBMAIa-
€T C INaMETPOM TPOBOJOKH

3aMeHUTE POJHUKAMHU COOTBETCTBYIOIIIE-
ro inaMeTpa

CnummkoM OOJIBIIOE YCHUIIHE TOPMOXKE-
HUS KATYIIKA C IPOBOJIOKON

OtperynupyiiTe ~ HEOOXOIUMOE YCHIIUE

TOPMOIKECHHUS

IToBpexxneHue KaTyuku ¢ MpoBOJIOKOU
WK 0OPBIB MMPOBOJIOKU

[IpoBepbTe 1 3aMEHUTE, €CIIK HE00XO-
JIIMO

MoBbiweHHas NOPUCTOCTb Npwn cBap-
Ke

Her oJa4yu 3alllMTHOI'O ra3sa

[IpoBepbTe JaBlicHHUE B FA30BOM OaLIO-
He U paboTy ra30BOT0 PEeAyKTOpa

3a6HOKI/IpOBaH 3HeKTp0MaFHI/ITHI)II7[ KJ1a-
IIaH 110 Ja4M rasa

[IpoBepbTe U 3aMeHUTE, €CIIM HE00XO-
JIVIMO

CnumkoM OONbIIOH pacxoa 3aluTHOTO
rasa

Otperynupyiite
rasa

nogavy 3alllMTHOT'O

Comio TOPCJIKU B INIOXOM COCTOAHUUN

O4HCTUTE WIH 3aMEHUTE COILIO ropei-
K1

CBapI/IBaeMI)Ie ACTaJIU 3arpsA3HCHbI W
BJIAKHBIC

OuucTure CBApUBACMBIC ITOBEPXHOCTU

Huskoe kavecTBO CBapKu

HeuncnpaBHbl 251eKTpUUECKHE KOHTAKTBI
cBapoyHOi1 ropesiku win EBpopazpéma

[IpoBepbTe KOHTAKTHI CBAPOYHOH rO-
penku u EBpopaszbéma, o0paTHBIN Mpo-
BOJ (Kabenb «3eMIIs»)

HOBpe)KI[eHI/Ie OJICKTPHUUICCKUX KOHTAK-
TOB

OuncTure QJICKTPHUUICCKUEC KOHTAKTDBI

HOBpe)KI[eHI/Ie MOCTOBOI'O BBIIIPAMUTC-
JIA

[IpoBepbTe U 3aMeHUTE, €CIIM HE0OXO0-
JIVIMO

OTka3 muTaHus JABUTAaTCIId oAavu 1po-
BOJIOKH

[IpoBepbTe 1 IpH HEOOXOAUMOCTH 3a-
MCHUTE MpPEAOXPAaHHUTENb  JBHIATEIs
MOAa4YH IPOBOJIOKH; IPOBEPHTE KOHTAK-

ThI ABUTATCIIA IOJA4YU IPOBOJIOKH

Ortxka3 IIETOK ABUraTesIs IOJauYn npo-
BOJIOKH

3amMeHuTe METKU
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1. SAFETY INSTRUCTIONS

In its conception, specification of parts and production, this machine is in compliance with the regulation in force, namely the European
Standards (EN) and internationals (IEC).
There are applicable the European Directives “Electromagnetic compatibility” and “Low voltage”, as well as the standards IEC 60974-1 / EN 60974-1
and |IEC 60974-10 / EN 60974-10.

1.1 ELECTROMAGNETIC COMPATIBILITY

The user is responsible for installing and using the arc welding equipment according to the manufacturer’s instructions. If electromagnetic
disturbances are detected, then it shall be the responsibility of the user of the arc welding equipment to resolve the situation with the technical
assistance of the manufacturer. In some cases this action may be as simple as connect to earth the welding circuit. In other cases it could involve
constructing electromagnetic screens enclosing the welding power source and the work complete with associated input filters. In all cases,
electromagnetic disturbances shall be reduced to the minimum to avoid troubles.

Before installing arc welding equipment the user shall make an assessment of potential electromagnetic problems in the surrounding area.
The following shall be taken into account:
a) Supply cables, control cables, signalling and telephone cables, above, below and adjacent to the arc welding equipment;
b) Radio and television transmitters and receivers;
¢) Computer and other control equipment;
d) Safety critical equipment, e.g. guarding of industrial equipment;
e) The health of the people around, e.qg. the use of pacemakers and hearing aids;
f) Equipment used for calibration or measurement;
g) The immunity of other equipment in the environment. The user shall ensure that other equipment being used in the environment is compatible.
This may require additional protection measures;
h) The hour of day when welding or other activities are to be carried out.

1.1.1 Methods of reducing emissions

Connection to mains

Arc welding equipment should be connected to the input supply system according to the manufacturer's recommendations. If interference
occurs, it may be necessary to take additional precautions such as filtering of the supply system. Consideration should be given to shielding the
supply cable of permanently installed arc welding equipment, in metallic conduit or equivalent. Shielding should be electrically continuous
throughout its length. The shielding should be connected to the welding power source so that good electrical contact is maintained between the
conduit and the welding power source enclosure.

Welding cables
The welding cables should be kept as short as possible and should be positioned close together, running at or close to the floor level.

Equipotent bonding

Bonding of all metallic components in the welding installation and adjacent to it should be considered. However, metallic components
bonded to the work piece will increase the risk that the operator could receive an electric shock by touching these metallic components and the
electrode at the same time. The operator should be insulated from all such bonded metallic components.

Connexion to earth of the work piece

When the work piece is not bonded to earth for electrical safety, nor connected to earth because of its size and position, e.g. ships hull or
building steelwork, a connection bonding the work piece to earth may reduce emissions in some, but not all instances. Care should be taken to
prevent the earthling of the work piece increasing the risk of injury to users, or damage to other electrical equipment. Where necessary, the
connection of the work piece to earth should be made by a direct connection to the work piece, but in some countries where direct connection is not
permitted, the bonding should be achieved by suitable capacitance, selected according to national regulations.

Screening and shielding
Selective screening and shielding of other cables and equipment in the surrounding area may alleviate problems of interference.
Screening of the entire welding installation may be considered for special applications.

1.2 ELECTRICAL SECURITY

1.2.1 Connection to the network

Before connecting your equipment, you must check:
- The safety device against over-currents, and the electrical installation are compatible with the maximum power and the supply voltage of the
welding power source (refer to the instructions plates).
- The connection, either single-phase, or three-phase with earth can be effected on a socket compatible with the welding power source cable plug.
- If the cable is connected to a fixed post, the safety device against electric shocks will never cut the earth.
- The ON/OFF switch located on the welding power source is turned off.

1.2.1 Working area

The use of arc welding implies a strict respect of safety conditions with regard to electric currents. It is necessary to check that no metal
piece accessible by the operators and to their assistants can come into direct contact with a phase conductor and the neutral of the network. In case
of uncertainty, this metal part will be connected to the earth with a conductor of at least equivalent section to the largest phase conductor.

Make sure that all metal pieces that the operator could touch with a non insulated part of his body (head, hands without gloves on, naked
arms, etc) is properly grounded with a conductor of at least equivalent section to the biggest supply cable of the ground clamp or welding torch. If
more than one metal ground are concerned, they need to be all interlinked in one, which must be grounded in the same conditions.

Unless very special care have been taken, do not proceed to any arc welding or cutting in conductive enclosures, whether it is a confined
space or the welding machine has to be left outside. Be even more prudent when welding in humid or not ventilated areas, and if the power source
is placed inside (Decree dated 14.12.1988, Art. 4).

1.2.3 Risks of fire and explosion

Welding can originate risks of fire or explosion. You have to pay attention to fire safety regulation
- Remove flammable or explosive materials from welding area;
- Always have sufficient fire fighting equipment;
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- Fire can break out from sparks even several hours after the welding work has been finished.
1.3 INDIVIDUAL PROTECTION
1.3.1 Risks of external injuries

Arc rays produce very bright ultra violet and infrared beams. They will damage eyes and burn skin if the operator is not properly protected.
-The welder must be dressed and protected according to the constraints of his works impose to him.
-Operator must insulate himself from the work-pieces and the ground. Make sure that no metal piece, especially those connected to the network,
comes in electrical contact to the operator.
-The welder must always wear an individual insulating protection.

Protective equipments: gloves, aprons, safety shoes that offer the additional advantage to protect the operator against burns caused by

hot pieces, spatters, etc. Check the good state of this equipment and replace them before you are not protected any more.

- It is absolutely necessary to protect eyes against arc rays.
- Protect hair and face against sparks. The welding shield, with or without headset, must be always equipped with a proper filter according to the arc
welding current. In order to protect shaded filter from impacts and sparks, it is recommended to add a glass in front of the shield.

The helmet supplied with the equipment is provided with a protective filter. When you want to replace it, you must precise the reference
and number of opacity degree of the filter. Use the shade of lens as recommended in the following table (opacity graduation).

Protect others in the work area from arc rays by using protective booths, UV protective goggles, and if necessary, a welding shield with
appropriate protective filter on (NF S 77-104 — by A 1.5).

Current Amps
05| 251020 40|80 | 125 | 175 | 225 | 275 | 350 | 450 |
Welding process 1| 5 |15 3Io elo 1I00 1io 2(I)o 2io 300 4(I)0 500
Coated electrodes 9 | 10 11 12 13 14
MIG on heavy metals 10 11 12 13 14
MIG on light alloys 10 11 12 13 | 14 15
TIG on all metals 9 10 11 12 13 14
MAG 10| 11 | 12 13 | 14 15
Air/Arc gouging 10 | 11|12 ]3] 1 15
Plasma cutting 9 10 n | 12 | 13

Depending on the conditions of use, the next highest or lowest category number may be used.

The expression “heavy metals” covers steels, alloyed steels, copper and its alloys.

The shaded areas represent applications where the welding processes are not normally used at present.

NOTE: Use a higher degree of filters if welding is performed in premises, which are not well lighted.
1. 3.2 Risk of internal injuries

Gases and fumes
- Gases and fumes produced during the welding process can be dangerous and hazardous to your health. Arc welding works must be carried out in
suitable ventilated areas.
- Ventilation must be adequate to remove gases and fumes during operation. All fumes produced during welding have to be efficiently removed
during its production, and as close as possible from the place they are produced.
- Vapours of chlorinated solvents can form toxic gas phosgene when exposed to ultraviolet radiation from an electric arc.

Safety in the use of gases (welding with TIG or MIG inert gases)

Compressed gas cylinders
Compressed gas cylinders are potentially dangerous. Refer to suppliers for proper handling procedures:
- No impact: secure the cylinders and keep them away from impacts.
- No excess heat (over 50°C)

Pressure relief valve
- Check that the pressure relief screw is slackened off before connecting to the cylinder.
- Check that the union is tight before opening the valve of the cylinder. Open it slowly a fraction of a turn.
- If there is a leak, NEVER tighten a union under pressure, but first close the valve on the cylinder.
- Always check that hoses are in good condition.
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2 —Mig/Mag Welding
This semi-automatic arc welding process can use argon and mixed argon inert shield gas (MIG process - Metal Inert Gas) or

CO2 active shield gas (MAG process - Metal Active Gas) to ensure a deoxidised atmosphere on welding zone. For some special
applications this machine is also suitable for fluxed cored wire arc welding (FCAW) with or without shielding gas.

WELDING METAL SHIELD GAS

100% CO2 (Carbon dioxide)

Carbon steel 80% Ar (Argon) + 20% CO2
85% Ar +15% CO2

Stainless steel 98% Ar + 2% CO2
95% Ar + 5% CO2

Al Si (Aluminium/Silicon) 100% Ar

Al Mg (Aluminium/Magnesium) 100% Ar

CusSi (Copper/Silicon) 85% Ar + 15% He (Helium)

When compared with CO2, the use of mixed Ar+CO2 creates more stability to the welding arc with low spatters and a better
finishing of the welding seam. There are also other gas mixtures like Argon/Helium to increase penetration or Argon/Oxygen and
others. For specialized jobs, a consult to gas suppliers is advised.

I A Y] I A

CO2 seam Argon/CO2 seam » Argon/COZ seam
(Inductance plug nr. 1) (Penetration — inductance plug nr.2) (Filling — inductance plug nr. 3)

Fig.1 — Inductance plugs

2 inductance plugs MIG 300 3 inductance plugs MIG 350 / MIG 400 / MIG 450 / MIG 500 /

2.1 - Description MIG 650

The complete set of these machines consists of the power source, the connecting cable and the wire feeder with coil holder and
4 rolls wire feeding motor.

Front panel

Fig.2 — Front panel
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1 — Wire feeder

2 — Welding parameter controller

3 — MIG torch adapter

4 — Cable cooling fluid hose plugs

5 — Main switch

6 — Coarse voltage step adjustment switch
7 — Fine voltage step adjustment switch

8 — Cable plug (control connection)

9 — Cable plug (power connection)

10 — Earth plug n° 3 (filling)

Rear panel

22 — Cable plugs (cooling flu

24 — Cable clamp

25 — Cooling fluid air outlet
26 — Inlet gas plug (from gas
27 — Fuse (aux. transformer)
28 — Fuse (feeding motor)

31 - Pre-heater plug (limited
32 — Input cable holder
33 — Ventilating air outlet

Interconnection cable

34 — Control cable

35 — Power cable

36 — Gas hose

37 — Cable holder spring

38 — Cable protection sleeve
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Fig.3 — Rear panel

Wire feeder

300M / 350M / 400M / 500M / 650M

11 — Earth plug n° 2 (penetrating)

12 — Earth plug n°1 (CO2)

13 — Wire coil

14 — Wire feeder door

15 — Cooling fluid tank cover

16 — Cable plug (gas connection)

17 — Cooling fluid tank level

18 — Cable plugs (cooling fluid hoses)
19 — Cooling air inlet

20 — Cable plug (control connection)
21 — Cable plug (gas connection)

id hoses)

23 — Cable plug (control connection)

tube)

29 — Fuse (gas heater plug optional)
30 - Fuse (water cooling unit optional)

to 150VA optional)

Fig.4 — Interconnection cable

Fig.5 — Wire feeder

1 — Key button “wire inch” — To manually positioning wire without gas and energy consumption.
2 — Key button “test gas” — To purge torch gas tubes and to allow the adjustment of gas flow on the flowmeter. Pushing the key

button, the gas flows; to interrupt gas flow release key button.
3 — Wire feed motor (2 rolls or 4 rolls)

4 — Wire coil

5 — Coil breakage system
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Fig.6 - Controller

1-Erroralarm-Er 2, Er 3 orEr 4

2 — Thermal surcharge alarm

3 — Machine under voltage indicator

4 — Digital display (Welding current, Mecapulse, wire speed adjustment)
5 — V+ adjustment indicator

6 — V- adjustment indicator

7 — Welding current selected indicator

8 — Wire feed motor speed adjustment indicator

9 — Selector Mecapulse/Welding current/Wire speed
10 — Arc Air mode indicator

11 — Mecapulse mode indicator

12 - Spot welding time adjustment indicator

13 — 2T (2 times) torch mode indicator

14 — 4T (4 times) torch mode indicator

15 — Arcair/Spot/Mecapulse/2T/4T/ selector
16 — Digital display (welding voltage and time)
17 — Adjustable parameters selector

18 — Post-gas adjustment indicator

19 — Spot time adjustment indicator

20 — Burn-back time

21 - Up-slope time

22 - Welding voltage indicator

23 — Adjustment button

1-Alarm—- Er 2, Er 3 orEr 4 (see errors description page on this user’s guide)

2 — Alarm —thermal surcharge (  Er 1 )- When lighted indicates that thermal switch is activated by overload not
allowing operation. The thermal switch is placed on the main transformer central coil.

3 — Machine under voltage — When lighted indicates that machine is under voltage.

4 — Digital display — Shows the selected parameter value (Mecapulse times and wire speed adjustment). During welding:

- the digital display indicates welding current value

- when the button is rotated the digital display shows the wire motor speed m/min, after this adjustment automatically

returns to welding current value.

5 — V+ Mecapulse — When selected allow adjust upper speed time.

6 - V- Mecapulse — When selected allow adjust lower speed time.

7 — 12 — Welding current — When selected welding current is showed on the digital display.

8 — Wire speed — When selected allows adjust, by means of the adjusting button, the wire speed between 0 and 18 m/min.
This parameter is continuous active; with machine running, select this function with key button 9 to adjust wire speed.

9 — Selector key button — Selects to adjust Mecapulse times and wire speed adjustment and to display welding current

reading.

10 - Arcair mode (cutting and gouging) - only available on MIG 500 M (optional) and MIG 650 M.
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11 — Mecapulse — When selected indicates that machine is on Mecapulse mode, with wire speed oscillating between two
levels V+ and V- during two adjustable periods between 0.1 and 0.5 seconds (see #5 and #6). This function is specially
recommended to weld separated plates with fewer spatters and less distortion, replacing, in many cases, the electronic
pulse mode.

12 — Spot mode — When selected, indicates that machine is at spot welding mode, automatically interrupting the welding
at the end of the adjusted period (seconds).

13 — 2 times mode — When selected indicates that machine is under 2 times torch mode. To continuous welding torch
trigger must be always pressed.

Welding current l

B

Gas flow
1
Torch trigger ,‘ﬁ ,‘ﬁ
1st time / push trigger 2nd time - release trigger

14 - 4 times mode — When selected indicates that machine is on 4 times torch mode. Under extensive welding seams, the
operator can press and release torch trigger; the machine continues to welding. Press and release button to stop welding.

Welding current l l
post-

Gas flow
1
Torch trigger /‘6 /ﬁ
i b
N N
1st/2nd times 3rd/4th times
push/release push/release

15 — Arcair/Spot/Mecapulse/2T/AT key button selector.

16 — Digital display — Shows the selected parameter value (Welding voltage, Up-slope time, Burn-back time, Spot time
and Post-gas time). During welding, the digital display indicates the welding voltage value.

17 — Selecting key button — Selects to adjust post-gas, spot, burn-back and up-slope time and welding voltage
parameter.

18 — Post-gas — When selected allows adjusting, between 0 and 10 seconds, the gas flow time after stop welding; this
protects the welding seam from oxidation and cools the torch.

19 — Spot time : When selected the welding spot time. After this time the machine automatically stops.

20 — Burn-back — When selected allows adjust, by means of the adjusting button, the wire length at the torch, at the end
of welding. The burn-back time can be adjusted between 0,1 and 1 second.

21 — Up-slope motor speed — When selected allows adjust, by means of the adjusting button, the up-slope speed motor
time till reach the selected speed. It must be adjusted between 0,1 and 1 seconds.

22 — U2 — Welding voltage — When selected indicates that welding voltage is showed on the digital display.

23 — Adjustment button — Adjusts the selected parameter value.
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2.2 — Arcair system

Machines model Mig 500M (as optional) and Mig 650M (as standard) allow cut or gouging Arcair system.

ARCAIR SYSTEM

The following describes how to prepare machine for operation with Arcair system (Arcair cutting, Arc
gouging or bevelling).

1 — The user must read security instructions and protect itself with the above individual protection
equipment: leather gloves, protection mask DIN 9, gaiters and apron.

2 - With r_nachme disconnect frqm power 3 - After connecting Arcair electrode holder, check the contact
supply, withdraw power plug of interconnection tightness of power cable

cable (positive connexion). Make sure that it '

cannot touch live electrical parts.

5 - Connect compressed air tube of carbon electrode holder

4 - Connect power cable of carbon electrode holder to
to air supply. Min. pressure 5 bar, min. flow 100 lts/min.

positive quick plug (+).
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6 - Connect earth cable to central inductance plug of
Mig machine and to working piece.

- Check the correct electrical contact from earth clamp
and workpiece.

%Q
@‘

8 - Place carbon electrode on electrode holder.

7 — Press key button (2) until indicator arcair (1) lights

on.

Compressed air

9 - Check direction of compressed air towards workpiece
Adjust power switches according table

Carbon electrode diameter Current scope Power switch positions
@4 mm 150 — 200 A 7A-8A-8D
J5mm 200—-250 A 8A—-8C-8D
@6 mm 320-370A 7A-7D-8D
10 — Adjust the commutators according this table.
f r 70/80°
Cutting recommended angle
/&
Air valve I

Gouging recommended angle

11 — Connect machine, open electrode holder air compressed valve. The machine is ready to work.

12 — To allow arc ignition, make electrode contact with workpiece, respecting the recommended angles.
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2.3 — Error messages:
During machine running, several error messages can be showed at the digital display:

Er 1 - This message indicates that machine is automatically stopped by thermal surcharge due to exceeding of duty cycle.
Machine must be stopped until cool down and automatically reset.

Er 2 — This message indicates that machine is automatically stopped due to failure of the torch cooling fluid. Check:
- regular functioning of fluid cooler.
- level fluid of cooler tank.
- twists and bottlenecks of torch cooling tubes.

Er 3 - This message indicates that the torch trigger is accidentally activated when machine is switched on.

Er 4 - This message indicates failures of communication between frontal PCBoard (in the wire feeder) and interface
PCBoard (in the machine). Electrical contacts failures must be checked out. If necessary, PCBoards must be changed.

3 — TECHNICAL DATA

MIG 300M MIG 350M

=— SO / CEI 974 - 1

i —
EN 60974 -1
MIGIMAG PSPPSR 304/ 15,5V - 300A/ 29V - (350A / 28,4V)
ol — [ [ o] il —T [ o~ [
0 I T TN R

3V50Hz | yq-400v |Mmax-155A] Heff-9A

3INVS0HZ | Ug-400V | lmax - 17,5A | leff - 13,5A

P21 | clH | Refiig AF |

Tecnical data Mig 300M Tecnical data Mig 350M
Current adjustment 12 (1x12) positions Current adjustment 28 (7 x 4) positions
Wire diameters @0.6—1.0mm Wire diameters @ 0.6- 1.2 mm
Weight 78 Kg Weight 122 Kg
Y
Dimensions r 134 x 41 x 96 cm Dimensions | —* /* 134 x 41 x 96 cm
No-load voltage board No-load voltage board
Posf 1] 2f3falsfe]7]s]olio]ulil (Pos. ) 1] 2 ] 3] 41516 ] 7|
[vott][16.5][18.5][20.5][22.5][24.0][26.0][28.0][30.0][32.0][34.0][36.0][38.0] [ A J[17.0][18.7][ 20.7 ][ 22.7 ][ 25.8 ][ 29.4][ 33.7]

[ B ][17.4][ 19.3][ 21.3][ 23.3][ 27.0]] 30.7]| 35.1]
[ ¢ J[17.7][19.7][ 21.9][ 24.0][ 27.7] 32.1][ 36.5]
[ D J[18.1][20.1][22.3][24.6]] 28.4]] 32.8][ 38.0]
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MIG 400M MIG 500M

— 1ISO/CEI974 -1
D=

== 1SO / CEI 974 - 1
MIG/MAG 35A /15,8V - 350A/ 31,5V - (400A/ 31,7)

oo I > —

MIG/MAG 42A116,1V - 450A / 36,5V (500A / 34,6V)

e I T = o I T T

] D— 230V | Htmax- 61,0A | et - 47,0A

&~
] I TN T
v w oV | mev |

:D:D_ U1-230V | l1max - 40,0A m
350 Hz | u1-400v m Heff - 18,0A 350 Hz | ys-400V | l1max-350A | heff-27,0A

P21 | clLH | Refrig AF_ P21 | cClLH | Refrig. AF

Tecnical data Mig 400M Tecnical data Mig 500M
Current adjustment 28 (7 x 4) positions Current adjustment 40 (10 x 4) positions
Wire diameters @0.6—-1.6mm Wire diameters @0.8—-2.4mm
Weight 126,5 Kg Weight 184,5 Kg
Dimensions | —* /* 134 x 41 x 96 cm Dimensions 1 — / 146 x 51 x 105 cm

No-load voltage board
No-load voltage board

(Pos. ) 1] 2 ] 3] 4] 51 6 | 7| Pos] 1] 23 a]5]6]7s8]9]10]

[ A ][17.0][18.8][ 21.1][ 23.4][ 27.1][ 31.6 ][ 36.5]

[ B J[17.4][ 195][ 21.8][ 24.1][ 28.5 ]| 33.2][ 38.3]

[ c J[17.8][19.9][225][ 24.8][ 29.4 ]| 34.9][ 40.1]

[ D J[18.2][20.4][23.0][ 25.6][ 30.3][ 35.8][ 42.0] [ D |[18.2[19.8][21.6][23.4[25.4][27.5[30.2[34.9[40.2[46.0
MIG 650M

:Es'? éO%EL %714 -1 Tecnical data Mig 650M
Current adjustment 40 (10 x 4) positions
MIG/MAG 50A/16,5V - 600A / 44V (650A / 42V) Wire diameters 30.8—2.4mm
il x [ e | o oo 10
. . ¥ * ’l
v n T R Dimensions | ) 146 x 51 x 105 cm
] m 44,0V 384V No-load voltage board

D= Y1230V | lmax-87.0A f e - 67,08 Pos] 1] 213lalslolzlaloliol
350 Hz | U1-400V | Hmax-50,0A | et - 39,0A

.
| P21 | cLH ] Refrig.AF [ D |[19.8/[22.223.726.029.1][32.135.2[42.4I[49.1[56.0)




300M / 350M / 400M / 500M / 650M
4 — INSTALATION / OPERATING

MIG machines must be installed in proper places free from dust, humidity and flammable products (see "SAFETY
PRESCRIPTIONS FOR ARC WELDING GENERATORS).

-Before connecting the primary cable to the mains supply, voltage must be checked (3x230 or 3x400 Volt). Normally, the
welding machine is settled to 3x400V. Under request it may be prepared to other voltages.

-The earth connection is strongly recommended to avoid health risks.
-When connecting the gas or water hoses it is recommendable to check eventual leaks.

-The torch, earth cable must be well tightened when connected to their plugs. Equal cares must be taken with the earth clamp in
order to maintain the good quality of the welding.

1 2 3 4 5

—L

&= @)

Fig.7 — Wire coil holder

- When positioning the wire coil on the coil holder (4-fig.7), it is necessary to verify the correct positioning of breaking hole (3-
fig.7) on the spindle (5-fig.7) of the holder (4-fig.7) in order to maintain the breakage system operationally.
- The wire feeder rolls (8-fig.8&9) and the tip of the torch (9-fig.10) must correspond to the wire diameter.

Fig.8 - 50W 4 roll motor Fig.9 - 75W 4 roll motor Fig.10 — Torch tip
Mig 300/350/400/450 Mig 500/650

- The wire must be manually conducted a few centimetres through the rolls (8-fig.8&9) and the wire guide (7-fig.8&9). After this,
close the traction levers (6-fig.8&9) verifying that the correct positioning of the wire on the roll rend.

The roll pressure regulation must be completed when the motor is running (the wire must flow without sliding). This pressure
should be reduced to the minimum in order to prevent wire deformations by crushing.

- After this, the wire coil breakage system must be regulated, actuating on the respective screw (2-fig.7). The rotation movement
of the wire coil must stops at the same time as the motor.

- Switch on the machine and press “wire inch” key button until the wire appears outside the torch tip (9-fig.10). If necessary,
unscrew the tip torch and straight torch cable.

- Open gas bottle flowmeter and press the gas test key button. Gas must flow until complete elimination of the air of the torch.
To stop gas flow release key button “wire inch”. Verify there is not leak of gas. After this, regulate the gas flow between 6 and 12
Its/min.

- Machine is ready to weld. If necessary, before start the welding job, test welding parameters on a sample. Before welding,
analyse personal and environmental security conditions.
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6 — SPARE PARTS LIST

34

W 00 N3O AW

30

31
32
33

35
36
37

38

300M / 350M / 400M / 500M / 650M

Fig.11 — Spare parts list



Nr

o A W N P

~

11
12
13
14

16
17
18
19

20
21
22
23
24
25
26
27
28
29
30
31
32
33
34
35

36
37

38
39
40
41
42
43
a4
45

46
a7

48

Description

Wire feeder holder
Key button

Button

Torch adaptor
Push-pull torch plug
Quick water plug blue
Quick water plug red
Castor

Main switch

Selector knob

Gas plug

Control plug

Quick plug

Quick water plug blue
Quick water plug red
Castor

Coil protection cap
Wire feed motor

Wire feeder holder male

Wire feeder holder
female

Tank cap

Wheel

Cooling fluid tank
Cooling fluid pump
Radiator

Inductance

Fan

Wheel

Quick plug

Castor

Control plug

Gas plug

Quick plug

Water plug

Pressure switch plug
Interconnection cable
holder

Gas plug

Fuse holder

Fuse 2A

Fuse 5A

Fuse 10A

Fuse 16A

Input cable

Solenoid valve
Controller

Auxiliary transformer
Interface PCBoard
Contactor

Rectifier bridge

4 positions step switch
7 positions step switch
10 positions step switch
412positions step switch
Shunt

Main transformer
Coil trio U/V/W
Repair coll

Coil U

Coil V

Coil W

Casing

Front panel

Rear panel

Gas bottle holder
Left/right holder

300
PF100216
C0104974
C0102616
C0105021
C0101328

CO8WR075097030
COO0ODB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF05050

CO8WR125155036
PFH91320C0
C0104500
C09B101090143
C09B102039126

PF104425
CO8JV230340ELV
CO8VN2002058
CO9NSF05050
CO8WR125155036
PF100399

CO9NSF05050
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063

CO0H1502005000RP

CO0H1502016000RP
PF103387

C0101441

PF108336
CO0TA4123000
PF104818
COOE311025024AC3
C01JT02900D0OP0O0O
CO0B323M04
C0103154

CO0Y3000120
PF101802
PF101803
PF104549

PF104647
PF104649
PFL2295S0000
PF104823

350
PF100216
C0104974
C0102616
C0105021
C0101328

CO8WR075097030
COO0DB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF05050

CO8WR125155036
PFH91320C0
C0104500
C09B101090143
C09B102039126

PF104424
CO8JV230100ELV
CO8VN2002058
CO9NSF05050
CO8WR125155036
PF100399

CO9NSF05050
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063
COO0H1502002000RP

COO0H1502010000RP

PF103473
C0101441
PF108336
COO0TA4041500
PF104818
COOE311025024AC3
CO1JT02400D0OP0O0

CO0B203M12
C0O0Y2500120
PFK3105028023405
PFB14CT1E052802S

PF100873
PF100874
PF100875

PF104737
PF104731
PFL2295S0000
PF104823

300M / 350M / 400M / 500M / 650M

Codes

400 450
PF100216 PF100216
C0104974 C0104974
C0102616 C0102616
C0105021 C0105021
C0101328 C0101328
C0103972 C0103972
C0103973 C0103973
CO8WR075097030 CO8WR075097030
COO0DB2A321622T1Q  COODB2A321622T1Q
CO5AR13/870 CO5AR13/870
PF100398 PF100398
CO9NSF05050 CO9NSF05050
C0103972 C0103972
C0103973 C0103973
CO8WR125155036 CO8WR125155036
PFH91320C0 PFH91320C0
C0104500 C0104500
C09B101090143 C09B101090143
C09B102039126 C09B102039126
PFJ4501P PFJ4501P
PFL6N150744 PFL6N150744
PF101287 PF101287
C0O5B0122502 C0O5B0122502
C05C20523370 C05C20523370
PF104425 PF107623
CO8JV230340ELV CO8JV230340ELV
CO8VN2002058 CO8VN2002058
CO9NSF05050 CO9NSF05050
CO8WR125155036 CO8WR125155036
PF100399 PF100399
CO9NSF05050 CO9NSF05050
CO5AR13/870 CO5AR13/870
PFK5013/8G1/4G30 PFK5013/8G1/4G30
C0O3B3003200000 C0O3B3003200000
CO5AR13/870 CO5AR13/870
CO0Z1M063 CO0Z1M063
COO0H1502005000RP COO0H1502005000RP
COO0H1502016000RP COO0H1502016000RP
PF103387 PF103387
C0101441 C0101441
PF108336 PF108336
CO0TA4126500 CO0TA4126500
PF104818 PF104818
COOE311025024AC3 COOE311025024AC3
C0O1JT03500D0P00 C0O1JT03500D0P00
CO0B323M04 CO0B323M04
C0103154 C0103154
CO0Y4000125 CO0Y4000125
PF103065 PF107624
PF103066 PF103066
PF100610 PF100610
PF104647 PF104647
PF104650 PF104650
PFL2295S0000 PFL2295S0000
PF104825 PF104825

500

PF100216

C0104974

C0102616

C0105021

C0101328

C0103972

C0103973
CO8WR075097030
COO0ODB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF07070
C0103972
C0103973
CO8WR140180046
PFH91320C0
C0104562
C09B101090143
C09B102039126

PFJ4501P
PFL6N150744
PF101287
C0O5B0122502
C0O5C20523370
PF104426
CO8JV230340ELV
CO8VN2502074
CO9NSF07070
CO8WR140180046
PF100399

CO9NSF07070
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063

CO0H1502005000RP

CO0H1502016000RP
PF103447

C0101441

PF108336
CO0TA4126500
PF104818
COOE318540024AC3
C0O1JT05000D0P0O0
CO0B323M04

CO0B323M10

CO0Y6000125
PF103083
PF103082
PF104913

PF104665
PF104668
PFL2295S0000
PF104826

650

PF100216

C0104974

C0102616
C0105021
C0101328

C0103972

C0103973
CO8WR075097030
COO0DB2A321622T1Q

CO5AR13/870
PF100398
CO9NSF07070
C0103972
C0103973
CO8WR140180046
PFH91320C0
C0104562
C09B101090143
C0O9B102039126

PFJ4501P
PFL6EN150744
PF101287
C0O5B0122502
C05C20523370
PF104427
CO8JV230340ELV
CO8VN2502074
CO9NSF07070
CO8WR140180046
PF100399

CO9NSF07070
CO5AR13/870
PFK5013/8G1/4G30
CO3B3003200000

CO5AR13/870
CO0Z1M063

COO0H1502005000RP

COO0H1502016000RP
PF103446

C0101441
PF108344
COO0TA4126500
PF104818
COOE322050024AC3
CO1JT06000DOP0O0O
CO0B323M04

CO0B323M10

C0O0Y6000125
PF103087
PF103086

PF104665
PF104668
PFL2295S0000
PF104826
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49
50
51
52
53
54
55
56
57
58

Cover

Cooled machine cover
Left upper cover

Right upper cover

Right upper cooled
machine cover

Left lower cover
Right lower cover
Protection sleeve
Spring

Control cable
Power cable

Gas hose

Quick plug
Control cable plug
Control cable plug
Quick plug

Gas nut

Coil holder

4 roll wire feed motor

36

PF104658

PF104657
PF104655

PF104642
PF104641

MP1632310280
PFM6H3504010150A
MP104688
MP09130500F00
MP104543
CO7USMO05050
PF100398
PF100398
CO7USMO05050
C0101329
C0104292

PF104658

PF104657
PF104655

PF104642
PF104641

MP1632310280
PFM6H3504010150A
MP104688
MP09130350F00
MP104543
CO7USMO05050
PF100398
PF100398
CO7USMO05050
C0101329
C0104292

PF104658
PF104659
PF104657
PF104655
PF104656
PF104642
PF104641

MP1632310280
PFM6H3504010150A
MP104688
MP09130500F00
MP104543
CO7USMO05050
PF100398
PF100398
CO7USMO05050
C0101329
C0104292

300M / 350M / 400M / 500M / 650M

PF104658
PF104659
PF104657
PF104655
PF104656
PF104642
PF104641

MP1632310280
PFM6H3504010150A
MP104688
MP09130500F00
MP104543
CO7USMO05050
PF100398
PF100398
CO7USMO05050
C0101329
C0104292

PF104675
PF104674

PF104673
PF104672
PF104671

MP1632430400
PFM6H3504010150A
MP104688
MP09130700F00
MP104543
CO7USM07070
PF100398
PF100398
CO7USM07070
C0101329
C0104292

Nr. Description
1 Feeder board 4R
2 Axe
3 Axe
4,3,10 Traction lever
6,7,8,9 Bearing axe cpl.
12 Pressure adjustment screw
19 Central wire guide
21 Roll wheel
Roll 0,8/1,0 mm
22 Roll 1,0/1,2 mm
Roll 1,2/1,6 mm
23,24 Protection cover cpl.
25,26,27,28 Torch connection cpl.
29 Inlet wire guide
30 24V/75W motor
32,33 Central wheel

PF104675
PF104674

PF104673
PF104672
PF104671

MP1632430400
PFM6H3504010150A
MP104688
MP09130950F00
MP104543
CO9NSF09595
PF100398
PF100398
CO9NSF09595
C0101329
C0104292



300M / 350M / 400M / 500M / 650M
7 — MAINTENANCE

MIG machines do not need special cares of maintenance, however, it is recommended a periodically inspecting and cleaning
operation. The frequency of this operation must be in according to the environment values of dust or humidity. It must be made as
follows:

- Disconnect the machine from the mains supply.

- Remove lateral covers.

- Clean all dust or humidity with a low pressure and dry air flow.

- Well retighten all electrical contacts (bolts and nuts).

- Also the torch must be periodically inspected. During operation it is subjected to high temperatures. To obtain more information
about torch maintenance it is recommended to read the respective user's manual.

DAMAGE CAUSE REPAIR
The machine does not weld when Failure on main voltage Check main supply voltage and protective
connected the main switch. electrical circuits.
Blowed command circuit fuses. Check and replace, if necessary.
Interruption of the primary cable. Check and replace, if necessary
Irregular advance of wire Low pressure of rolls. Adjust the pressure system.
Wire guide damaged or in bad condition. Clean properly and replace, if necessary.
Diameter rolls do not match with wire Replace rolls with the adequate diameter.
diameter.
Wire coil breakage system too much Adjust with the adequate pressure
tightened.
Damaged wire or wire coil. Check and replace, if necessary.
Porosity in welding melt. Gas failure Check the bottle pressure and control de gas
flow.
Solenoid valve blocked Check and, if necessary, disassemble for
cleaning.

Too much wind blowing through the welding Protect the welding zone from wind or adjust up

zone. the gas flow.
Torch nozzle blocked or in bad condition. Clean or replace the torch nozzle.
Welding piece too dirty, wet or greased. Clean the welding surfaces.
Failure of the welding quality. Defective electrical contact of earth clamp or Well tighten the earth clamp and torch. Check
torch. the earth cable.
Failure on electrical contactor. Disassemble and clean electrical contactor. If

not possible, replace contactor.

Damaged rectifier bridge. Check bridge and replace, if necessary.

The wire feed motor do not run. Failure of the wire feed motor electrical supply. ~ Check and replace, if necessary the wire feed
motor fuse. Check the electrical insulating of the
wire feed motor.

Failure of wire feed motor brushes. Replace brushes.

IMPORTANT !
DO NOT INSTALL, OPERATE OR MANTAIN THIS APPLIANCE BEFORE READ THIS USER'S GUIDE.
THE EQUIPMENT MUST BE INSTALLED, OPERATED OR MAINTAINED ONLY BY QUALIFIED PERSONS.
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