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PY Cnacubo 3a npuobpemerue Hawezo obopydosarusi. O6opydosaHue, KOMopoe bl MOMbKO Ymo npuobperu, umeem
psid npogheccuoHarnbHbIX MPeuMyulecms, 0CHoO8aHHbIX Ha 602amom orbime 8 MPouU38odcmee C8apoyHO20 060pydoeaHus,
Hapsdy ¢ nocnedHUMU OCMUXeHUsIMU 8 0b1acmu MexHOI02uu cui08oll 3neKmMpOHUKU. Mbl HacmosimesibHO pekoMeHOyeM
npoYumams 8HUMamesibHO efasbl, Kacarujuecsi mexHuku 6e3zonacHocmu u uHOusudyarnbHOU 3awumel, npexoe yem
ucrionb308amb 3mo 0b6opydosaHue.

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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|.  MPABWNA TEXHUKWM BE3OMACHOCTU ONA PABOT MO OYrOBOW
CBAPKE

Mpeanucannst No TexHuke 6e30nacHOCTW, NpUMBEAEHHble B [OaHHOM pPYKOBOACTBE, o00s3aTenbHbl Ans 6es3onacHocTn wm
nNpefoTBPALLEHUI0 HECHACTHLIX criydaeB. [lo yCTaHOBKM, BBOAA B 3KCMfyaTauuio U ob6CnykMBaHUs CBapOYHOro 06opynoBaHus,
Heo6XoaAMMO BHUMATENBbHO NPoYMUTaTh M NOHMMATbL NpaBuia TEXHUKM 6Ge30MacHOCTU U NpefoTBPaLLEHMS HECHACTHbIX cny4vaes. B
nobom criyyae, nepcoHarn, y4acTBYHOLMIA B UCNONb30BaHUN CBApOYHOro 060pyaoBaHus, OOMMKEH ObiTb Haanexawmum obpasom
NOAroTOBMNEH B CBSI3U C MCMONMb30BaHWEM MaLUWH U cOGNIOAEHNE OCHOBHLIX NMpaBun cBapku. besaonacHocTb Nogen 3aBUCUT OT
cobnogeHuss aTUX MuHUMarnbHbIX TpeboBaHui. B cBoel koHuenuuu, crneundukaumm wnsgenuii M NpousBOACTBA, 3TO
obopygoBaHMe M3rOTOBMIEHO B COOTBETCTBUM C AEWCTBYOLLMM HOPMATUBHBLIM TMOSIOXKEHMEM, @ MMEHHO EBPOMENCKUMU U
MexayHapogHbimMu ctaHgaptamun EN n IEC.

Mpu pa3paboTke M U3rOTOBMNEHWUM NPUMEHSNINCE EBPOMNENCKNE OUPEKTUBBLI «ONEKTPOMArHUTHasi COBMECTUMOCTb» N «Hu3koe
HanpsbkeHne», a Tarke ctaHgapTel IEC 60974-1 / EN 60974-1 v IEC 60974-10 / EN 60974-10.

1.1. 3JIEKTPOMATHNTHAA COBMECTUMOCTb

Monb3oBaTenb HeceT OTBETCTBEHHOCTb 3@ YCTAaHOBKY U MCMOSb30BaHWe 060pyAoBaHusl Ans AYroBol CBapkM B COOTBETCTBUM C

MHCTpYKUMEeN 3aBoga-usrotoutens. Ecnu 6yayt obHapyXeHbl 3reKTpoOMarHuTHelE MOMEXM, TO Nosb3oBaTenb 0b6opyaoBaHMs Ans

[OYroBoW CBapKu LOIMKEH HECTU OTBETCTBEHHOCTb MO YPErynMpoBaHUIO CUTYaLMI NPU TEXHUYECKOW noaaepkke npoussoamTens. B

HEKOTOPbIX Cryyasx 3TO AEWCTBUE MOXET ObiTb TakMM e NMPOCTbIM, KaK 3a3eMIieHne CBapoyHoW Lenu. B apyrux cnyyasx peyb

MOXET MATU O MOCTPOEHWUM SNEKTPOMArHUTHbIX SKPAHOB, BMELLAKLUMX WUCTOYHMKA CBapOYHOro TOKa, U paboTbl C MOMHON

YCTaHOBKOW CBsi3aHHbIX BXOAHbIX (ounbTpoB. Bo Bcex criyyasx anekTpoMarHUTHbIE MOMEXU OOIMKHbI OblTe CBeAEHb! K MUHUMYMY,

4YTOObI M3bexaTb NOBPEXAEHNIA.

Mepen yctaHoBkoW 06OpyAOBaHWsA AN AYroBOW CBapKkuM MONb30BaTeNb OOMKEH MPOBECTU OLEHKY BO3MOXHbIX Mpobrnem B

npuneratowei obnactu. Bo BHUMaHWe JOMKHbI ObITb MPUHSATHLI CReayoLmne MOMEHTbI:

a) lMpoknagka cunoBbix kabenewn, kabeneln ynpaBneHWsl, CUrHanusauMm u TenedoHHbIX kabeneln Bblle, HWKE U PsSaoM C
obopynoBaHveM Ans AyroBON CBapKM;

b) YcraHoBKka paguo 1 TENEBU3MOHHBLIX NEpeaaTYNKOB U MPUEMHUKOB;

C) YcTaHoBKa KOMMbIOTEPOB M Apyroro obopyaoBaHus;

d) BesonacHOCTb KPUTUYECKN BaXKHOTO 060PYAOBaHMS, HanpuMep, oxpaHa NPOMbILLNEHHOro 060pYyAOBaHMS;

e) 340poBbe OKpYXKatLLMX MoAeN, HanpUMep, UCNONb30BaHNE KAPAMOCTUMYMATOPOB U CIYXOBbLIX annapaTos;

f) YcrtaHoBka o6opyaoBaHue, UCNoNb3yeMoe A5 KanNUBPOBKY UMM USMEPEHUST;

g) 3awwuta o6opynoBaHUst U OKpyXawlleh cpeabl — MoMb3oBaTenb [JAOMKEH y6eauTbCs B COBMECTMMOCTU  APYroro
obopynoBaHus. 3To MoXeT NoTpeboBaTh AOMOMHUTENBHLIX MEP 3aLLUThI;

h) Pa6oune yachl, B KOTOpbIE BbINOMHSATCA paboTbl N0 CBApKe.

1.1.1. MeToabl coKkpalleHus nomex

MogkntoveHne K anekTpuyecKkon ceTn NnTaHus

O6GopynoBaHue [Ansi [OyroBOW CBapku [OIMKHO ObiTb MOAKIIOYEHO K INEKTPUYECKOW CETU MUTaHWsi B COOTBETCTBUM C
peKkoMeHAaLuuUsMU 3aBoAa-u3rotoBUTENs. Mpy BO3HUKHOBEHUM MOMEX MPUHSATH AOMOSHATENbHbIE MEpbI, HAaNpUMep ycTaHoBKa
unbTpoB ceTn nuTaHus. CnefdyeT oGpaTUTb BHUMaHWE Ha 3KpaHWPOBaHWe kabenei NUTaHWs CTALMOHAPHO YCTAHOBIEHHOO
obopynoBaHus Ans OyroBoi CBapky Hanpumep, NomelleHve kabener B meTannuyeckue TpyGbl Unu ropupoBaHHbIE LUMAHTH.
OKpaHUpOBaHWe [JOMKHO BbITb 3MEKTPUYECKU HenpepbIBHLIM MO BCEN ero AnuHe. JKpaH JOIKEH GblTb NOAKMIOYEH K CBAPOYHOMY
UCTOYHUKY NUTaHKS ¢ 06ecneyeHmemM XOpOoLLEro 3MEKTPUYECKOro KOHTaKTa.

CsapouHble kabenu

CBapouHble Kabenu [OMmkHbl GbiTb Kak MOXHO Goree KOPOTKAMW WM OOMKHbI ObiTb pacnonioxkeHbl GnuU3ko Apyr K Apyry,
pacnonaraTbCsi Ha Moy Ui MakcUManbHO HUSKO.

YpaBHUBaHWE NOTeHLanoB

[ormxHbl  BbITb npoBepeHbl CcoedVHeHUA MeTalmM4yeCkKnx KOMMOHEHTOB B CBapO4YHOM UCTOYHUKE NUTaHUA. KoHTakt
MeTannnyecknx getanen cBapovyHOM YCTAHOBKM C 3aroTOBKOM YBEMUYMT PUCK TOrO, YTO OnepaTop MOXET MOSyYnTb nopaxkeHue
ANEKTPUYECKMM TOKOM, OLHOBPEMEHHO KOCHYBLUUCb ITUX METaniunyeckux geTanen v anekrpoaa. OnepaTop [ormkeH ObITb
n3onmpoBaH OT BCeX MeTann4eCknx KOMNOHEHTOB.

3asemneHune 3aroToBku

Ecnu cBapvBaemoe 13fenue He CBSI3aHO C 3eMrielt No TpeGoBaHMsSM 31eKTpo6e30nacHOCTM 13-3a CBOMX PasMepoB U NMOSIOXKEHNS!
(Hanpumep, Koprnyca CyAoB UNU CTPOUTENbCTBO METasNIOKOHCTPYKUMWIA), 3a3eMieHne 3aroToBKM MOXET COKpaTWUTb BbIGPOCH! B
HEeKOTOpbIX, HO He BO BceX crnyyasix. CrefyeT NposiBNsiTb OCTOPOXHOCTb, MOMHSI, YTO 3a3eMIIEHNE 3aroTOBKM YBEIIMYMBaAET PUCK
TpaBMbl MOMb30BATENS WUNM NOBPEXAEHUS OPYroro anekTpoobopynoBaHus. Tam, rae Heo6Xo4MMO, NMpU COeaVHEHUM 3aroTOBKM
Ha 3eMIl0 JOMKHO BbiTb caenaHo npsiMoe MOAKMoYeHNe K 3aroToBKe HO B HEKOTOPLIX CTpaHax, rae NpsMoe MNoAKMioYeHne He
JonyckaeTcsl, coeauHeHne AOMKHO BblTb JOCTUTHYTO NyTeM COOTBETCTBYHOLLEN MEPONPUATUIA B COOTBETCTBUM C HALMOHATbHBIMM
npasunamu.

OKpaHMpOBaHWe 1 3aluTa
BbiGop 3KkpaHuMpoBaHUs U 3aWmThl Apyrux kabeneir U 0oGOpYy[OBaHWS B OKPECTHOCTAX MOXET MpefoTBpaTUTh MOMEXU.
OKpaHUpOBaHWe BCEW CBAPOYHO YCTAaHOBKU MOXET BbiTb PACCMOTPEHO ANS creumarnbHbIX MPUMEHEHN.

1.2. ANEKTPUYECKAA BE3ONACHOCTb

1.2.1. MNMoagkntoyeHne K ceTn NuTaHus
Mepepn nogkntoyeHnem obopyaoBaHUs, Bbl JOIMKHbI YOeauThCs, YTO:
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a) 3awuTHble YCTPOMCTBA OT MNEPEerpyskn Mo TOKY COBMECTUMbIE C MakKCUMarbHOW MOLLUHOCTM W HanpsbkeHus MUTaHust
WCTOYHMKa CBapOYHOro Toka (cM. Tabnuuy Ha 3agHeln naHenu ycTaHOBKM);

b) MopgkntoueHne k ogHodaszHOM MM TPEXKa3HOW SMEKTPUYECKOW CETU MUTAHUS OCYLLECTBISIETCS BWUIIKOM UM pa3beéMOM
nuTaHus;

c) 3asemneHuve pasbéma CeT NUTaHUs He ByaeT OTKIOYEHO;

d) BblknovaTenb NUTaHWsi CBAPOYHOIO MCTOYHMKA BbIKIOYEH.

1.2.2. OnekTpunyeckuin paspsa

MopaxeHnsa 3NeKTPMYEeCKMM TOKOM MOTYT BbITb Bbi3BaHbI HanpsbkeHnem 110 B nnu meHbLie. Cepbe3HOCTb 3TOro NOpaXxeHns

onpeaenseTcs MHTEHCUBHOCTBIO SMIEKTPMYECKOro TOKa, NPOXOASALLEro Yepes Teno Yyenoseka. MNoatomy:

a) He ponyckaiiTe KOHTaKTa KOXU C MEeTanIMYeckKMmMmn anemMmeHTamy Ny Ncrnosib30BaHNs: MOKPOW U BNaXxXHON ogexabl. Hocute
TOSbKO XOPOLLIO Cyxue nep4aTtku;

b) Mpu BbINONHEHWM CBapOYHbIX PaboT BO BMaXHbIX MeCTax onepaTopbl AOMKHbI HOCUTb OYEHb XOPOLIO Cyxue nepyaTtku,
pe3vnHoBble 6OTUHKM UnNK canoru. Takke HeobxoauMo obecnednTb Cyxoe MOKpbITUE Mona, YTobbl onepaTop Obin M30NUpPoBaH
OT 9MEKTPUYECKOro TOKa;

c) CBapouyHbli annapaT [ofmkeH ObiTb OCHaLWEH COOTBETCTBYWOLWUM AuddepeHUmansHelM 3a3emMnennem. [ogkntoyeHne
[OOIDKHO BbINOMHATLCS B COOTBETCTBUM C HOPMaMu 3nekTpuyeckon 6e3onacHocTy;

d) He ucnonbayiite ons cBapkv noBpexaeHHble kabenu. He neperpyxante kabenu. KabGenbHble coegnHeHUsT OOMKHbI ObiTh
BCeraa XopoLuo N30nmMpoBaHbl;

e) Heucnonb3yemoe obopygoBaHWe [OMKHO ObiTb BLIKMOYEHO, MOTOMY YTO CRyYaviHbl 3MEeKTPUYECKUN paspsiy MoxeT
NPUBECTU K NMeperpesy 1 CNPOBOLMPOBaTL Noxap;

f) He 3akpyumBavite kabenuv BOKpyr Tena;

g) OGpaTHbIn kabenb (kabenb «3eMns») OMKeH ObiTb NMOAKYEH K CBApMBAEMOW geTany Kak MOXHO Onvke K MecTy CBapKMu.
He ncnonb3ayiite B kayecTse obpaTHOro NpoBoAa MeTannMyeckne KOHCTPYKLMKW, KaHaTbl, TPOChI U T.4.

1.2.3. Paboyas obnactb

Mcnonb3oBaHue OyroBoW CBapku npepnonaraeT cTporoe cobnofeHne npaeun 6e30MacHOCTV B OTHOLLEHUM 3IIEKTPUYECKOO
Toka. Hapjo y6e-auTbes, YTO HUKakMe MeTannuyeckue YacTu, JOCTYMHbIE OnepaTopy U MUX MOMOLLHMKaM, HE MOTYT HanpsiMyto
KOHTaKTUMpOBaTb C (ha3HbIM MPO-BOAOM W HEUTParbl CETW NUTaHUsl. B cnyyae HeonpeaeneHHOCTM 3Ta MeTannuyeckasi YacTb
OyneT nopkroyeHa K 3a3eMIeHMI0 MPOBOAHUKOM, UMENOLLEM, MO KpalHei Mepe, 3KBMBAarieHTHOE Ce4YeHue MO CPaBHEHMIO C
MaKcuUMarnbHbIM hasHblM NPOBOAOM.

Y6enutech, YTo NPaBUIIbHO 3a3eMIeHbl BCE MeTannnyYeckme 4acTui, KOTOPbIX ONepaTop MOXET KOCHYThCS HEWU3ONMUPOBAHHBIMM
yacTamu cBoero Tena (ronoea, pyku 6e3 nepyaTok, U T.4.); 3a3eMIieHne [OIKHO BbIMOSHATLCA MPOBOAHWKOM, UMEIOLLMM, MO
KpaliHeli Mepe, 3KBMBArieHTHOE CeYeHue MO CPaBHEHUID C MaKcUMarbHbiM 06paTHbIM MPOBOLOM UMW CBApPOYHOW MPOBOAOM
ropenku.

OG6palyaiite ocoboe BHUMaHWe Ha paboTy cBapoyHOro OOOPYAOBaHUS Ha OTKPLHITOM BO34yXe, BO BNaXHbIX UMK
HenpoBeTPUBAEMbIX MOMELLEHMUSIX, ECIIN UCTOYHUK NMUTAHUS HAXOAUTCS BHYTPM .

1.3. MPEOOTBPALLEHNE MNMOXXAPOB

Mpu cBapke cyLecTBYeT ONacHOCTL NoXapa Unv B3pbiBa. Bel 4omkHbI 06paTUTb BHUMaHME Ha NoxapHyr 6e30nacHOCTb.

Moatomy:

a) Ypanute roptoudne maTepuanbl Kak MOXHO ganblue oT paboyvero mecta. Ecnu 310 BO3MOXHO, roptoune matepuarnbl JOSMKHbI
ObITb 3aKPbITbl HEFOPHYMMK KpbILLKaMW. DTN MaTepuarnbl BKIHOYAKOT LWEPCTb, OAEXAY, OMUITKW, MPUPOAHLIN ras, aueTUneH,
nponaH 1 nogobHble MmaTepua-nbl;

b) Wckpbl OT cBapku MOryT NPOHUKaTL B CTEHY MUNK MO Yepes3 TPELLUH U BbI3BaTb CKPLITOE FOPEHUE;

c) Ceapka, peska unu nodble ropsiune onepauum Henb3s NPOBOAUTL B KOHTEHEpPax, EMKOCTSIX, KOTopble He Obinv TwaTenbHo
OYMLLEHbI OT BELLECTB, KOTOPbIE MOTYT MPOM3BOAMTL TOKCUYHbBIE UK FOPIOYME Napbl;

d) [Onsa 3awmTbl OT OrHA Heganeko OT MecTa MpoBedeHUs paboT AOMKHbl ObiTb pacrnonoXeHbl CpeacTBa MOXapPOTYLUEHMWS:
OrHETYLUUTENb, LUMAHT C BOAOW, NECOK;

€) lMocne okoH4YaHUs CBapOYHbIX paboT paboyasi 30Ha JOMMKHbI ObITh NpoBepeHa, YTobbl rapaHTMpOBaTb OTCYTCTBUE CKPLITOrO
rOpeHusi, 4TO MOXET NPUBECTU K AanbHenLwemMy noxapy.

1.4. BEHTUNALUNA
Bcerga nmente Hagnexallyo BEHTUNALMIO B MeCTax CBapKu NOCPeACTBOM €CTECTBEHHOW UMW NPUHYAUTENbHON BEHTUASALMN.
a) He nponssoauTte cBapKy OLMHKOBaAHHbLIX MaTtepuanos, KagMus, CBMHLA, GepVIJ'IJ'IVIﬂ 6e3 HeoOX0aUMON BEHTUNALMM;

He npov3BoanTb cBapKy BONU3M MeCTa cofepkaHus MapoB Xropa, yrneeogopomos. Mpu peakumy napoB pacTBoOpUTeEnen ¢
b) Tennom anekTpuyeckol AyroBoii CBapku MOryT 06pa3oBaThCsl TOKCUYHbIE UINW pasapaatoLue rasbl;

PaspgpaxeHue rnas, Hoca unv ropna B nNpoLecce CBapku 03Ha4yaeT, YTo cUcTemMa BEHTUNSUMK He paboTaeT npaBuibHO.
c) OcTaHOoBUTbL OMepaLnn CBapKU.

1.5. TEXHMYECKOE OBCJIY>XVBAHME OBOPYOBAHUA

KauecTBO CBapku 3aBMUCUT OT XOPOLLEro COCTOSHUSA CBapOYHOro oGopyaoBaHus. UTobbl noaaepxmneaTb ero XopoLlee CoCTosiH1E,

HeoGX0AMMO NepUoaMYEckM NPOBOANTL TexHuYeckoe obenyxusaHue. Moatomy:

a) YcTaHOBKY 060OpYdOBaHWSA U TeXHUYeckoe OGCryXuBaHWE OOSHKHbI BLIMOMHATLCSA KBaANMMUUMPOBaHHbIe crneunanucTbl. He
NpUcTynamTe K pEMOHTY 3J1EKTPUYECKOro 060pyaoBaHMs 6e3 HeoBXOANMOii KBanudukauum;

b) Mepen Hayanom nGOro TEXHUYECKOTO 0GCNYXNBAHMSA CBAPOYHOro 0GOpyA0BaHUA OTKIIHOUMUTE ero oT CeTu NMUTaHUS;

c) KaBenb nUTaHus 1 cBapoYHble kKabenu OoMmkHb! BbiTh B XOPOLLEM COCTOSIHUU;

4
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d) [Oepxute cBapoyHoe oGopyaoBaHWe [aneko OT WCTOYMHWMKOB Tenna. He pacnonaraiite oGopynoBaHue BO BRaXHbIX M
arpeccuBHbIX cpeflax. He fonyckaiiTe nonagaHust Ha ob6opyfoBaHue Bnary, Macna unm cMasoyHbIX MaTepuarnos;
e) WcnonbayiiTe cBapouHoe 060pyA0BaHME TOMBKO MO HA3HAYEHWIO.

1.6. UCIOJIbBOBAHME TA3OBOIO OEOPYJOBAHUA

a) Onepatop cBapoyHOoro 06OpPyAOBaHWSA [OMKEH 3HaTb crneunduyeckme OCOBEHHOCTM  UCMONb30BaHWS  ra3oBOroO
obopynoBaHus;
[aBneHue rasa fomkHO GblTb YCTAHOBIEHO B COOTBETCTBUM C pEKOMEHAALMAMM NMPOU3BOACTBRA;

KpenneHusi cBapoyHbIX ropesiok, WiaHroB U peayKTopoB AOMKHbI OblTb XOPOLLO 3aTSHYThI, OYMLLEHbI U CBOGOAHLI OT Macna unm

cMasky;

d) PeaykTopbl faBrneHns OOMKHbLI MCMONb30BaTbCA B COOTBETCTBUM C yKkasaHUsiMU npou3sBoauTens. He ncnonb3yiite ycTaHOBKY
6e3 Hagnexawumx knanaHos 6e3onacHoCTy;

e) lMepuoamyeckn nposepsiiTe raszoBoe obopynoBaHue Ans 0BHApYXKEHWs BO3MOXHBLIX yTeYeK rasa unu Opyrmx AedeKToB.
O6cnyxuBatoLLMin nepcoHan AOMMKeH BbIMOMHATL TEXHUYECKOoe 06CyXMBaHUe.

1.7. "HOMBUOYAINBHAA SALLUTA

CsapoyHas gyra npou3BoguT ynbTpaduoneToBoe 1 MHdpakpacHoe nsnyyeHne. OHU MOryT NOBPEAUTDL Iasa 1 BbI3BaTb OXKOTM

KOXW, ECNW OnepaTopbl He 3alLMLLEHbl Hagnexatwmm obpasom.

a) CaapLiymk foImkeH GbiTb OAET B 3alUMTHYIO OeXay B COOTBETCTBUE C BbINOMHAEMOR paboTol;

a) CaapLimk fOImKeH orpaguTb cebst OT O4HOBPEMEHHOMO KOHTaKTa 3aroTOBKU U 3eMIéN;

b) Y6egutecb, 4YTO CBapWWK HE MOXET KOHTaKTMpoBaTb C MeEeTanfM4yeckuMu 4YacTaMu, OCOBEHHO MOAKIOYEHHBIMU K
3MNeKTPUYECKON CeTH;

c) Ceapwuk [OIMKEeH Bcerga HOCUTL 3alUMTHYIO OAeXay WM CPeacTBa MHAMBMAYanbHOW 3awWuTbl — nepyatku, dapTyku,
3aWUTHYI0 00YyBb — KOTOpble NpeanaraloT OONOMHUTENbHbIE NMPeuMyLLecTBa ANs 3alWuThl orepatopa OT OXOroB ropsiunmM
meTannom, 6pbisramMmu 1 T.4. y6eamMTecb B XOPOLLUEM COCTOSIHUM OAeXabl U CPEACTB MHANBUAYANBHON 3alUTLI; 3aMeHsINTe UX
no mepe HeobxoaUMOocCTY;

d) Wcnonb3ayiiTe Heroptoune nepyatku, pyballky ¢ OJIMHHbIMK pykaBamu, GprokM Ges3 Ckrnagok, canork, CBapOYHble Macku,
apTyK 1 ronoB-Hol ybop Ans 3almTbl BONOC;,

e) He ucnonbayiiTe ogexay ¢ KapMaHaMy UK cKnagkaMmu, Tak Kak Kanmu ropsidero MeTanna MoryT nonacTb B CKNaku oaexab;

f)  SawwmwainTte rnasa oT U3NyYeHUs Oyru;

g) SawmwanTe BOMOCHI U INLO OT UCKP.

h) CeapoyHas Macka Unu WUTOK AOMKHbl GbiTb BbIGpPaHbl B COOTBETCTBME CO CBApOYHbIM TOKOM. [Nl 3alUMThl aBTOMATUYECKUX
CBETOUNBLTPOB PEKOMEHAYETCS YCTaHOBUTb 3alMTHOE CTEKNo B MNepedHelt 4YacTu CBapoOYHOM MacKu Wnv  LUMTKa.
CBapoyHble MackM C aBTOMATUYECKMMM 3alUUTHBIMUM CBEeTOUIbTPaMUM MOXHO BblGMpaTb B COOTBETCTBUME C
pekomeHpauusamm Tabnuusl (NF S 77-104 — by A 1.5)

MeTopg ceapku Intensidade da corrente em Amp.
05/25/10]20] 4080 | 125 | 175 ] 225 | 275 | 350 | 450 |
1 |5 |15(30|60| 100 | 150 | 200 | 250 | 300 | 400 | 500
UL I
Mx/;K(TL;mL”J)'M 9 (10| 11 12 13 14
MIG — «Taxénble» MeTanmsbl 10 11 12 13 14
MIG — «nérkve» meTansnbl 10 11 12 13 | 14 15
TIG 9 |10| 11 12 13 14
MAG 10| 11 | 12 13 | 14 15
BosgyLiHo-gyroBasi cTpoxka 1011111211314 15
Arco/Ar
Mna3meHHas peska 9 10 11 | 12 | 13

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

BbipaxkeHune «NErkne MeTannbl» BKIOYaeT antoMUHUEBBIE U MArHWEBbLIE CMIIaBbl

3aTeHéHHble y4qacCTKu NpeactaBndaloT NpUoXxeHud, rae ceapoyHble nNpoueccChbl B HacTogdllee
BpemMa 0ObIYHO He NCNOJ1b3YyHTCA

MpumevaHue: I/Icnonbayt]me bornee 8bICOKYO CcmerlleHb d)unbmpoe, ec/iu ceapka npouasodumc;q 8 [1710X0O 0CBEWEHHbIX
rnomew,eHusX.
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II. ONMMNCAHMNE CBAPOYHbIX MNMOJTYABTOMATOB
2.1. CBAPOYHbIV MPOLIECC

OTU cBapoyHble MornyaBTOMaThl NpefHa3HadeHbl Ans CBapku CBapOYHOW MPOBOMOKOM B CpefesalyMTHOro rasa: UHEPTHOro
aproHa (MIG npouecc) nnu akTuBHbIX ra3os, kak CO, (MAG npouecc).

Mo cpaBHeHnio c CO,, cmecb Ar + CO; umeeT npeumywiectBa — Oonbllylo CTabWNbHOCTb CBApOYHOW AYyru, HWU3Koe
pasbpbisrBaHMe, 6Oonee BLICOKOE NPOMMABNEHWe, Jydllee KavyecTBO CBapku. [ns nNpuMMEHeHUs ras3oBblX CMeceWn
NPOKOHCYNbTUPYNTECH C NPOU3BOANUTENEM TEXHUYECKUX Fra30B UMW BOCMOSb3YNTECh PeKOMEHOALUMSMUN TabnuLbl HAXE:

CBAPVIBAEMbI/ METAJN 3ALI.|,I/ITHI:II7I A3
YrnepoaucTtasa n HA3KonerMpoBaHHas cTanb 100% CO;
80% Ar + 20% CO,
85% Ar +15% CO;
Hepxasetowwas ctanb 98% Ar + 2% CO,
95% Ar + 5% CO;
AntoMuHreBhbIn crnas AlSi 100% Ar
AntomuHnesbii cnnas AlMg 100% Ar
Marika oUMHKOBaHHbIX cTanew (npoeonoka CuSi) 85% Ar + 15% He
Cnnas
Csapka B 100% CO; — Ceapka B cmecu Ar + CO; — Csapka B cmecu Ar + CO; —
3anorHALLMEe BanuKku yBENMYEHHOE NpOonnaBneHne 06NMLOBOYHbIE BaNMKu

(no3uuwmst perynupoBku MHAYKTUBHOCTU Ne 1) (Mo3uumsa perynmpoBKy MHAYKTUBHOCTM Ne 2)  (no3uuust perynpoBku MHAYKTUBHOCTM Ne 3)

ﬂponnaeneHue rpu ceapke e cpede 3alUmHoeo e2aia

ﬂponnaeneHue makKkxe MOXHO peeyriupogamsb UHOmeUSHocmbiO C8apoO4YHO20 KOHMypa:

Puc. 1 Puc. 2
2 UHOYKMUBHbIX 8bIX00a 3 UHOYKMUBHBIX 8bix00a
MIG 250C/MIG290C/MIG 300 C MIG 350 C/MIG 400 C



250C / 290C / 300C / 350C / 400C

OnucaHue

MaLmnHbl co BCTPOEHHbIM MEXaHU3MOM NOAaun NPOBOSIOKN 2X ponunkoBbiM (Mogenu Mig 250C 1 290C) nnu 4xponuKkoBbIM
(mogenun Mig 300C, 350C 1 400C), 4TO NO3BONSAET UMETb NOCTOSIHHYIO CKOPOCTb NoAayuM NPOBOMOKM U Ny4llee Ka4ecTBO
CcBapoYyHoro wea. Cuctema nogaydv NpoBOSIOKN KaTYLLKN MMEET NPYXWUHY AN pasMaTbiBaHWUs, ABUratens Nogadvun npoBoSoku,
[OCTyN K OTCeKy Yepe3 6OKoByHO ABEpb.

MepedHsis naHenb :

Puc. 4. BHewHuli 8ud ceapoyHozo nonyasmomama — [lepedHsisi naHesnb

MaHenb ynpaeneHus

Belkntovatenb nuTaHns

MepekntoyaTtenb HanpsKeHUs

MepekntoyaTenb HanpskeHWs (TOHKas perynupoBka)
BeHTunauuoHHas pelwéTtka (Bbixod Bo3ayxa)

Pa3bém «3emnsa» Ne 3 - ceapka B razoBoi cmecu (06nMLOBOYHbIE BanyKu)
Pa3bém «3emnsa» Ne 2 - cBapka B ra3oBov cMecu (NponnasneHune)
Pa3bém «3emnsa» Ne 1 - ceapka B 100% CO;

Pasbém ans ropenok «Push-pull» (onuus)

Kpblwka 6roka nogayn npoBOfoku

EBpopa3sbém Ana noaknoyYeHns CBapo4HOWN ropenku

PP OO~NOUITRAWNPEP

= O

3adHsasa naHenb

12
" — 13
14
15

16
17

18

s = o =l =] =

19

Puc. 6. BHewHul 8ud ceapo4Ho20 ronyagmomama — 3adHsisi naHesb
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12 KpenneHue ea308020 basnoHa

13 UImyuep nodayu ea3a

14 lMpedoxpaHumernb 5 A (numaHue)

15 lMpedoxpaHumernb 16 A (dsuzamerib nodayu ripo8osioKU)

16 lMpedoxpaHumernb 5 A (nodoepesamernb 2a3a)

17 Pa3sbem nodozspesamerisi 2a3a 36 V | ogpaHudeHo 150A * OnuyuoHarnsHo, o 3akasy
18 Kabenb numaHusi

19 BeHnmunsyuo+Has pewémka (8xo0 8030yxa)

20 lMnowadka 0ns 2a3o8020 barinoHa

Briok nodayu npoeosioku

Puc. 5. MexaHusm nodayu npososoku

1 — KHonka "Wire inch" ("Tect nposonokun") [Insg py4Hol nogayv npoBonoku 6e3 Toka 1 rasa

2 — KHonka "Test gas" ("Tect rasa") Nogava rasa gns npoBepku padoTbl ra30BOro KramnaHa U O4UCTKM KaHarnoB
ropernku; MOBTOPHOE HaXkaTue ANiA NpekpaLleHns nogaym rasa

3 — MexaHu3m nogaym NPOBOMOKK (2-X PONINKOBLIA UMW 4-X PONNKOBbIN)

4 — KaTyLuka c MpoBOSIOKOM

5 — PaaMOTOYHbI MeXaHU3M C TOPMOXEHNEM

Maxens ynpaeneHusi

Puc. 6. lNaHenb ynpasneHusi ceapoyHbIX nomyasmomamos mod. MIG 256C/296C/306C/356 C/406C cepuu Digit 11
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UHAukamop owubok ER 1, ER 2, ER 3, ER 4. OmobpaxeHue coobujeHuli 06 owubkax Ha yugposom ducrinee

WHdukamop repezpesa: 3azopaemcs rnpu OMKIYeHUU cuio8o2o brioka u3-3a nepeepesa

UHdukamop numaHus: Yka3sbieaem, 4mo 8bIK/IroHYamerib NuUmaHusi 8KIMOYEH U HanpspkeHue numaxusi no0aHo

Liugbpoeoli ducnnel: omobpaxeHue rnokasaHuli ceapo4yHO20 mMoKa, rnokasaHus pyHkyuu "Mecapulse ",ckopocmpb nodayu
rpoeosioku. [lpu OKOHYaHUU peaynuposKu ckopocmu rnodayu npoeosioKU — napamMmMempbl QhUKCUPYomcsl, U 8038paujaromcsi K
deMoHCmMpayuu rnokazaHull ceapo4YHO20 MoKa

5  WHOukamop epemeHU HapacmaHusi ckopocmu rnodayu "Mecapulse" V— (HUXHUU ypogeHb cKopocmu rnodayu rpoeosioKuU)

lpu akmusayuu ¢byHKkyuu "Mecapulse" mosgonsiem peaynuposams 8peMsi HapacmaHusi ckopocmu dguaamerisi nodaqu
npososioku do BocmuxeHusi 8bibpaHHOU ckopocmu nodauyu; peaynuposka 0,1 - 0,5 cex.

6 WHAukamop epemeHu HapacmaHusi ckopocmu rnodayu "Mecapulse" V+ (8epxHuli ypogeHb ckopocmu rnodayu rpoeosioKu)
lMpu akmusayuu gyHkyuu "Mecapulse" nossonssiem peaynuposams 8pemsi pabombi Ha 8bICOKOU cKopocmu nodayqu
MPOBOSIOKU; peaynuposka cocmasssiem 0,1 - 0,5 cex.

WHAukamop ceapoyHo20 moka |12 (Amrep): omobpaxkeHue rokasaHull c8apoYHO20 mMoka Ha ducrisiee
Ckopocmb nodayu rpo8osioku (MIMUH)
lNepeknoyamers ebibopa napamempos: "Mecapulse”, ceapoyHbit mok 12 (Amnep), ckopocmb nodayu rMpos8osioKu (MIMUH)

0  UHOukamop ¢byHkyuu Arcair (8030ywHO dy208as peska U CmpoXKa)

11  UHdOukamop "Mecapulse" (nepuoduyHasi noGaya Mpo8OIOKU C HU3KUM MernsioerioxeHueM, 05151 ceapku cmbIKog ¢ 60/bWbIM

3a30pOM U MOHKOIUCMO8020 Memmanrna 0ns usbexarusi degpopmayuu demanel

12 UHOukamop yHKyuu sSpot time (ceapka moykamu)

13 MHOukamop pexuma yrnpaeneHusi 2openiku 4 makma. [lpu ceapke nPoMmMsXEHHLIX WeE08 oriepamop MOXem Haxamb u

omnycmums
KHOMKY 20pesiku Orsi npoQor/mKkeHUsi ceapKu. Haxmume u omrycmume KHOrMKy 0711 0CmaHO8KU C8apKU.

14 MHOukamop pexuma yrnpasneHusi 20pefiku 2 makma. HenpepbigHasi ceapka ¢ MOCMOSIHHbIM HaXamueM KHOMKU 20PesIKU

15  [lepeknroyamerns ebibopa ¢hyHkyul: Arcair, "Mecapulse”, spot time (ceapka moykamu), pexumbi 4T, 2T.

16  Lucpposol ducrineli: Paboyue nokasaHue HanpskeHUsi C8apKU U 8PeMEHHbIX PEXUMOS Mpu peaynuposke yHKUUU

17  [Mepeknroyamenb napamempos 8peMeHHO20 8bibopa: post-gas, spot time, burn back, up-slope

18  MHOukamop post-gas: nodaya 2a3a rocrie ceapku Orisi 3alyUmbl C8aPOYHOU 8aHHbI OM OKUCIIEHUS MOC/Ie 0OCMaHO8KU

ceapku, peaynuposka 0,1 - 10 cex.

19  UHAukamop spot time: ceapku moykamu, peaynuposka 0,1 — 10 cexk.

20  UHAukamop burn back: omxue nposonoku e kKoHue ceapku, peaynuposka 0,1 — 1 cex.

21 WHAukamop up-slope: HapacmaHue moka Onsi yMeHbweHusi bpbi3e rnpu 3axuzaHuu dyau, peeynuposka 0,1-1 cek.

22 UWHAukamop peaynuposKku HarnpsxeHus U2.

23 OcHosHol peaynsamop HacmpoUKu 8blI6paHHbIX napammempos ¢ MOMOWbIO repekaryamered.

A OWNPE

= © 00~

@yHkyus "Mecapulse" - lNpu ebibope amol ¢hyHKUUU cKopocmb rodayu npoeosioku Konebnemcsi mexdy 08yMs 3Ha4yeHUsIMU
(8epXHUM U HWXHUM), M0360/151 8bIMNOIHSMb C8aPKY C 3a30POM U 051 yMeHbleHUs1 0eghopMayuu MOHKUX MIacmuH.

lpumeyarHue 1. Pezynupoeka HampsxeHus Oyau mpou3gooumcsi PyYHbIM USMEHEeHUeM [OSI0OXeHUs peaynamopa epybol u
moHkol Hacmolku HanpsikeHusi. Kaxdol u3 7 nosuyul epyboli HacmoUku coomeemcmeyem euwe 4 no3uyuu MmoHKol
Hacmpouku.

lMpumeyaHue 2: Peesynupoeka Hariaeku Unu nporasneHuss Moxem 6bimb coeflaHa py4YHbIM 6bI60pOM Mo3uyuu 06pamHo20
rposolda (kabesib «3eMsisi») rnpu ebibope pasdbéma «3emsisi» Ne 2 umu Ne 3.

2.5. COOBLUEHNA OB OLUMBKAX

Bo epemsi pabomsi noriyaemomama Ha yughposom ducririee Mo2ym rokasbleambsCsi HECKOIbKO coobueHuli 06 owubkax (Erro):

Er. 1 Yka3bigaem, 4mo UCMOYHUK MUmMaHusi aemomMamuyecKu OMKITFYUSICS U3-3a NpesblueHus1 paboyeao yukna.
lMonyaemomam QomxeH ocmbimab.
Er. 2 Yka3bigeaem Ha Hu3koe GaeneHue unu omcymcmeue xnadoazeHma 8 65ioke 8005IHO20 OX/1aX0eHUs
(8n1s1 epculi ¢ 8005IHLIM OXTAXXOEHUEM).
lposepums:
- Pabomy 6noka 80051H020 OXxnaxx0eHus,
- YpoeeHb oxnadumerns 8 6ake b6r10ka 80051HO20 Oxnax0eHusl,
- Paduamop 6noka 8005iH020 oxnax0eHusi U 800siHble WiriaH2U ceapoYyHOU 2operikuHa Ha Hanu4due rnepeaubos.

Er. 3 Yka3bieaem Ha criyyaliHyto akmusayuto KHOMKU 2opesiku 0o nodadu numaHus 8 annapam.

Er. 4 Yka3bieaem Ha cbou cea3u Mex0y naHesibio yrpasneHus U yrnpasnsiowum npoueccopoMm raamsi yrnpasneHus. [JomkHsl
6bIMb NPOBEPEHbI HEUCTPagHOCMU 8 31eKMpUYecKUx koHmakmax. lpu Heobxodumocmu rnnama ynpaeneHusi omkHa 6bimb
3aMeHeHa KeanuguyuposaHHbIM Crieyuanucmom.
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TexHuYeckue xapakmepucmuku

Mig 250 C
=——| Iso/cEIo74-1
3 —CDPH==
MIG/MAG 25A115,3V - 230A/ 25,5V
I
> [ o [
E wv | Iz | 230A | 180A | 130A

:[]ED— U1-230V | Mmax-24A | Neff-14A

P2t | cLH_| Refig.AF |

XapaKkTepucTuku Mig 250
CTyneHu perynupoBku 10 posi¢des
[nameTp NnpoBONoOKK 20.6-1.0mm
Bec 64 Kg
Fa6apuTbi T— 75 x 46 x 74 cm

Ta6bnuua HanpsxeHun (Volt)
Pos| 1] 2]3]a]s5]6]7]8]o9lio]
(Vo] 16.5/[t5.5][20.522.524.5] 25 5285315 32.0[37.0

Mig 300 C

=—| 1s0/CEIo74-1
3n—CDDH EN 60974 - 1

L =T [ o [ o [
v [ | o0m |2 ron

:D;D_ U1-230V | Mmax-27A | Meff-15,5A

P2t | LK Refig.AF |

XapaKkTepucTuku Mig 300
CTyneHu perynvMpoBku 12 posicdes
[nameTp NnpoBOOKK @0.6-1.0mm
Bec 70 Kg
a6apuThi T 88 x 59 x 86 cm

Ta6nuua HanpsxxeHui (Volt)
Pos] 1] 2]3]a]s]o6l7]8]ofiofufi]
[von e 5[ ze.5Jz0 822822 ozsolze ool o0 e e

Mig 290 C

3'\’_@'@—_—— EN 60974 - 1
MIG/MAG 30A/ 15,5V - 280A / 28V

Al | —— x | 5% [ eo% | 100% |
E Uov [ to | 280a | 2t0A | 1704 |

U1-230V | Mmax - 27A m

P21 | clLH | Refrig AF_

XapaKkTepucTukun Mig 290
CTyneHu perynmpoBku 12 posicbes
[rameTp npoBonoku @0.6-1.0mm
Bec 68 Kg
FaGapuTbi T— 75 x 46 x 74 cm

Tabnuua HanpsxxeHun (Volt)
Pos{ 1 f2]3]alslef7]s]oliofn]ia]
[vor 26 515520 [225/z4 ozs 22 o o0z oE0]zB e
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Mig 350 C Mig 400 C

3 —CDIH == 3 —CDPH=
VPSPPSR 304/ 15,5V - 300A/ 29V - (350A ] 28,4V) MIGIMAG
ol — x| o [ o = | e T T

1Y T T @ [

UoV
E [ U] w0V | msv_ na[w] s | wsv |

:D:D_ U1-230V | lmax - 30,0A | leff - 23,0A ]]ED- Ut - 230V |1max-40,0A
3NV50Hz | U1-400V | Mmax-17,5A | lefi - 13,5A 3V50Hz |y -400v m leff - 18,0A

I T LT

XapaKkTepucTuku Mig 350 XapaKkTepucTuku Mig 400

CryneHn 28 (7 x 4) posicdes Ctynenun 28 (7 x 4) posicdes

perynupoBku perynupoBku

[OunameTp NpoBONOKN @0.6-1.2mm [nameTp NnpoBOMOKK @0.6-1.6mm

Bec 102 Kg Bec 108 Kg

FaGapuTbi T— 88 x 59 x 86 cm Fa6apuTbi T— 88 x 59 x 86 cm

Ta6nuua HanpsxeHun (Volt) Ta6bnuua HanpsikeHun (Volt)

(Pos | 1] 2 ] 3 ] 4] 5 ] 6] 7 (Pos | 1] 2 ] 3 ] 4] 5 ] 6] 7
[ A ][17.0][18.7][20.7][ 22.7][ 25.8 ][ 29.4 ]| 33.7] [ A ][17.0][18.8][211][ 23.4][ 27.1][ 31.6][ 36.5]
[ B ][17.4][ 19.3][ 21.3][ 23.3][ 27.0][ 30.7 ][ 35.1] [ B ][17.4][ 195][ 21.8][ 24.1][ 28.5][ 33.2][ 38.3]
[ c J[17.7][19.7][ 21.9][ 24.0][ 27.7][ 32.1][ 36.5] [ c ][17.8][19.9][ 225][ 24.8][ 29.4 ][ 34.9][ 40.1]
[ D ][18.1][20.1][22.3][ 24.6][ 28.4 ][ 32.8][ 38.0] [ D ][18.2][20.4][ 23.0][ 25.6 ][ 30.3 ][ 35.8][ 42.0]

11
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1. YCTAHOBKA VN NMOOKNIOYEHNE
3.1. MOAKMIOYEHVE K CETU MUTAHUA

- Omom ceapOyHble UCMOYHUKU numarusi dormkHbl 6bimb MoOKMOYeHb! K 00HOas3HoU cemu anekmpudyeckoeo numanus 230 B
unu mpéxgpasHol cemu anekmpuyecko2o numaxus 400 B, yacmoma 50/60 [y + 3emns cemu numaHusi ¢ OMKIOHeHUsIMU
+10%;

- lNodknroyeHue domkHo obecrieyusams repedaydy reKmpu4Yeckol MOUHOCMU CO21acHO mexHUYeKoU creyugukayuu,

- lpu ycmaHosKe ceapo4YHO20 UCMOYHUKa MumaHus credyem criedume 3a mem, 4mobbl 8eHMUMAUUOHHbIE OKHa Kopryca bbiiu
OMKpPbIMEbI,

- Cemu numanusi 0ormkHb! 6bimb 3auuyeHbl npedoxpaHumernsamu Unu asmoMamuyeckuMU 8biKoYamernsamu 8 coomsemcemeuu
CO 3HayYeHuUeM 3chheKmuUeHO20 mMokKa, yKka3aHHbIX 8 XxapakmepucmuKkax UCMOYHUKa NuUMmMaHus;

[ns obecneyeHusi 6ezonacHocmu onepamopa HacmosimesibHO Co8emyeM Ucrofib3o8ams dughghepeHyuanbHYr 3awumy.

3.2. MOAKNKOYEHME 3A3EMIIEHNA

- [lna 3awumel onepamopa UcmoYHUK numaxusi dosmKkeH bblimb pasuribHO 3a3eMileH 8 CoOoMme8emcmauuU ¢ MexoyHapOOHbIMU
HopMamu 3auumel;
- Heobxodumo ycmaHo8umb xopowutl KOHmakm 3en1éHo20 | xénmoeo nposoda kabesnsi numaHusi ¢ 3a3eMIIeHUeM.

3.3. 3AMNPABKA INMPOBOJIOKA

Puc. 7. YemaHo8KUu kamyuwKu ¢ rpo8osiokou

- lMpu ycmaHoeke kKamywku C Mpoeosiokoll Ha Oepxamenb (r103. 4, Puc. 7) Heobxodumo mnposepums paguibHOCMb
ro3uyUoHUpo8aHus Harnpasnswueeo omeepcmus (no3. 3, Puc. 7) Ha wnuHdenk depxamerns (no3. 5, Puc. 7);

Puc. 8. MexaHu3m noda4qu rpoeosioku Puc. 9. Ceapoy4Hasi 2operika

- Ponuku nodayu nposorioku (r1o3. 8, Puc. 8)

U KOHMaKmHble HakOHeYHUK 2opesiku (rmo3. 9, Puc. 9) 0omkHbl coomeememeogams duamempy npo8osioKU;

- lpoeonoka dormkHa b6bimb rPoOmMsHyma 8py4YHyto Ha HEeCKOMbKO caHmumMempos 4epe3 poruku nodayqu (rno3. 8, Puc. 8) u
8bIX0OHYyt0 mpybKy MmexaHu3ma nodayu (no3. 7, Puc. 8). [Nocne amoao 3akpolime pbidae MexaHu3ma nodayu (rno3. 5, Puc. 8) u
rposepbme MpasusibHOCMb PACIOIOKEHUS MPOBOJIOKU Ha KaHasKax posiuka nodayu;

- OKoH4YamernbHyI0 pe2yniuposKy ycusnusi npuxuma MexaHusma nodayqu npoeosioku nposodume 80 epeMsi paboms! dguzamerisi
nodayu (npoeosioka Oo/mkHa nodasambcsi 6e3 CKOMbXeHus). YcmaHaenugalime MUHUMalbHOE ycurnue rpuxuma 8 Uensix
npedomepauyeHusi deghopmayuu rnpoeosIoKU;

- Ompeaynupytime ycunue MOPMOXeHUsI KamyWwkKu MPpWKUMHbIM 8uHmom (no3. 2, Puc. 7) — epaweHue Kamyuwku OOMKHO
npekpawambscs 00HO8PEMEHHO C 0cmaHo8Kol dguz2ameris nodayu,

- Bkmroyume noniyaemomam u Haxumaltime kHorky "Wire inch" ("Tecm npoeonoku™) (no3. 1, Puc. 5), noka npoeosioka He
8bilidem 3a HakoHe4YHUK 2opernku (no3. 9, Puc. 9). lNpu Heobxo0uMocmu omeuHmMUMe HaKOHEeYHUK 20periKU;

12
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3.4. MOAKNKOYEHME 3ALMTHOIO FASA

- Omkpolime eeHMurb 2a308020 barnnoHa u Haxmume KHorlKy "Test gas" ("Tecm easa") (nos. 2, Puc. 5);

- Ompeeynupytme pacxo0 2a3a 8 npedenax 6 - 12 n/muH, npu Heobxodumocmu peaynupytime pacxod 2asa 80 8peMsi C8aPKU,
lMonyasmomam 2omoe 0nsi ceapku. [pu Heobxodumocmu neped HayasaoM c8apoyHbIX pabom, Nposepbme napamempb! C8aPKU
Ha obpa3suyax.

V. ®YHKLUWN YTIPABJIEHNA
4.1. PEXXUM YMPABEHNA TOPENKM 2 TAKTA

CBapo4HBIi TOK l I

| Tlonmaya raza mociie cBapku
I

ﬁ

Ilonaya raza I i

I .
— —

HOITIKa TOPEIIKN P T 2T 1

2 TaKT: OTITYCKaHNUEC KHOIIKHA

1 TaKT: HaXkaTue KHOMKM roperiku

Puc. 10. Pexum ynpaseneHusi 20pesiku 2 makma

4.2. PEXXUM YMNPABIEHNA TOPENKA 4 TAKTA

a)

b)

c)

d)

CBapouHsblil TOK

i Ho,uaqa ra3a nmocJjie CBapkKu
|

Ilomaua rasa ' |

1

1st/2nd times 3rd/4th times
push/release push/release
Puc. 11. Pexum ynpaseneHusi 2opesniku 4 makma (1/2 makmebi: Haxxamue; 3/4 makmbi: 0miiycKaHue)

V. TEXHWYECKOE OBCNY>XXVBAHUE

ObopydosaHue 0Onsi Qyz2oe0U ceapku OO/MKHO peeynspHO obCyxugambCsi 8 Coomeemcmeuu C peKkoMeHOauusmu
npoussodumernel. Bce dsepu u kpbiwku Onss docmyna u obcenyxueaHusi O0/KHbI 6bimb 3aKpbiMbl U QO/HKHBIM 06pa3om
3aKperinieHbl 8 Mo 8pemMsi, koeda 0bopydosaHuUe Haxo0UMCs 8 aKCnyamayuu.

B obopydosaHue He OO/MKHO BHOCUMbLCS HUKaKUX U3MEHEeHUU, 3a UCK/IIYeHUeM mex U3MEeHeHUU U KOpPeKmUpOBOK,
Komopble npedycMOmpeHbl 8 UHCMPYKYUU rpousgodumerns. B yacmHocmu, UCKposbie pa3psOHUKU Oris 3axuzaHus Oyau u
cmabunusu-pyowue ycmpoticmsea Oo/mkHbI Obimb ompeaynuposaHsi U obcryxugsambCcsa & coomeemcmeuu ¢
pekomeHOayusmu 3agoda-u3zomosumeris.

lMeped ebinonHeHuem obbIX 8HYMPEHHUX MPOBEPOK UMU PeMOHMHbIX pabom, ybedumecb, YmO UCMOYHUK numarusi
omkrrodeH om anekmpuyeckold cemu. Obecriedbme omcymcemeue crydyaes criydyalHoz2o rnodkmoyeHuss obopydosaHus K
cemu numaHus.

O6opydosaHue mpebyem peayrnsipHO20 mexHu4yecko2o obcrnyxusaHus. Kaxobie 6 mecsaues (unu ydawe npu pabome 8
ycro8usiX NosbiWeHHOU 3arnbIinEHHOCMU) 8bInonHAlUMe cnedyuue onepayuu:

- [podysalime ucmoyYHUK NUMaHUs CyXuM cxambiM 8030yXOM, He codepxauwum macna,

- [posepstime yenocmHOCMb 8CeX 37IEKMPUYECKUX COeOUHeHUU,

- lNposepsime nodknroyeHue kabened,

- lNposepsiime kpenneHue naHenel Kopriyca.

13
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e) [Iposepsime cocmosiHue u3onayuu u nodKYeHUs1 ece2o obopydosaHuUs U 31eKMpUYecKUx coeOuHeHUl: pa3béM u kabenu
numaHusi, KaHarsbl, yoneHumersu, pa3bémMbl UCMOYHUKA NUMaHusi, pa3bémMbl 06pamHo20 kabesis U c8apo4YHO20 Kaberns.

f)  Bamensiime ece deghekmHbie akceccyapsbl.

g) [lepuodudecku nposepsiime 3amsiXKKy U HagpesaHUe 8CeX 3/1IeKMPUYECKUX COeOUHEHUU.

h) TexHuuyeckoe obcnyxusaHue 351eKmpPoobopydosaHusi Ao/mKkHa bbimb 803/10XKEHO Ha K8aslughuUyupOo8aHHbIX Crieyuaucmos.

5.1. BOSMOXXHbIE NMOBPEXAEHNA

HEWCIMPABHOCTb

MPUYNHA

JENCTBUA

[NonyasToMaTt He BKtoYaeTcs npu

OTcyTCTByeT HanpsaXeHue nNuTaHnAa

[poBepbTe HaNpsikeHue ceTu 1 3aLnT-

BKIIOYEHHOM  BbIKIOYATENE MUTaHUSA HbIX 3M1EKTPUYECKMX Lienein
Meperopen rnaBHbI NpeoxXpaHuTenb MpoBepbTe U 3amMeHnTe, ecnn HEOGXO-
aVMo
O6pbIB Kabenst nuTaHus MpoBepbTe 1 3amMeHnNTEe, ecriv Heobxo-
aVMO
HeperynspHas nogada csapoyHol | MNMoBpeXaéH Unmn B NIOXOM COCTOSIHUK Ouuctnte Hagnexawmm o6pasom u
NMPOBOSIOKM KaHarn nofadv npoBOIOKU 3aMeHuTe, ecrim HEOGXOAUMO

}J,vlameTp ponnkoB nogayn He coenana-
€T C AnamMeTpoM NMPOBOJIOKA

3ameHuTe ponukamun cooTBeTCTBYIOLLE-
ro gnameTpa

Cnuwkom GonbLIoe ycunue TopMoXKe- OTperynupyinte  HeoGXxoauMoe ycunue
HWS1 KaTYLLKN C NMPOBOJIOKOW TOPMOXEHUSI

MoBpexaeHue KaTyLLIKM C NPOBOSOKOM MpoBepbTe 1 3amMeHnTe, ecrnm HeobXxo-
MM 06pPbIB MPOBOSIOKM OVMMO

MoBbIWweHHas NOPUCTOCTb Npu cBapke

HeT nogaum s3awmtHoro rasa

MpoBepbTe AaBneHue B razoBom Ganno-
He 1 paboTy rasoBoro pefykropa

3abnok1poBaH 3NeKTPOMarHUTHbIN Kna-

I'Iposepre 1 3aMeHuTe, ecnmn Heobxo-

naH nogayu rasa OVMMO
Cnuwkom GonbLUoi pacxod 3alwuTHoro | OTperynupyite  nopady 3aLMTHOIO
rasa rasa

Conno ropersikm B NnNii0OXomM COCTOAHUA

OuncTuTe UnNn 3ameHnTe Conso ropen-
KN

CBapMBaeMble aetann 3arpAa3HeHbl Unm
BlTaXXHbl€

Ouuctute cBapunBaemMble NOBEPXHOCTU

Hwuskoe kadecTBO CBapKu

HeuncnpasHbl 3nekTpuYeckmne KOHTaKTbl
CBapOoYHoii ropesikv unu Eepopasbéma

MpoBepbTe KOHTAKTbl CBapO4YHOM FO-
penku n EBpopasbéma, obpaTHbI Npo-

BOZA (Kabenb «3emnsa»)

I'IOBpe>Kp,eH|/|e ANEKTPUHECKUX KOHTaK-
TOB

Ouunctute ANEeKTPUYeCKMe KOHTaKTbl

[MoBpexaeHne MOCTOBOrO BhINPsMUTE-

[poBepbTe 1 3ameHnTe, ecnm Heobxo-

nsa ANMO
OTka3s nuTaHus asuratens nodadu npo- | MpoeepbTe M Npu HEOGXOAMMOCTH 3a-
BOJOKM MeHWTe npeaoxpaHuTens  ABurartens

nogayn npoBOJIOKK; NpoBepbTe KOHTAaK-
Tbl gBuUratend nogadu npoBOJIOKU

OTkas3 WETOoK ABuraTens nogayum npo-
BOJOKU

3amMeHuTe WETKN
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Anekmpuyeckas cxema 250C / 290C / 300C (3x400V)

CT

172
A, .
£ o} s g
f (.) 2 S
o~ - = G’N _.-e-s—
| ~ 0
o] o o —wl ==
—
& C s [EED
[4
e E 9
R
—
5 i |g= 8% - | -
c
s 4 T [
= N[~H—
5 U il
wn
— ™
. 9
O
2
o
b7
& 2 q 8
] ]
Sl
N
0 N ~
I, =
phastitecss wii
[l T <]
[ e «
M.
4 Iaig]
Ml
S RINRIN
Pt Pl
<
-
S = N >
(3]
i:‘ ~
= S
[ s =)
L e /F S
IOEG)
1 9
<
[l & B
> >
Y Y 581 A ® g 8§ - i
A FE) o) <
SRE &8 g !
K] R, 4 1
N 3 3 v: o
p ® ___o
< n
—

CT
"
21
32| (a2
3l

4
1L
8

5/L3!

11

Al - Interruptor principal

ClI - Circuito impresso

CT - Contactor
EV - Electrovéalvula
F1 - Fusivel geral

F3 - Fusivel do motor redutor
F4 - Fusivel de aquecedor de gas

T3 - Indutancia

0
oV
n

M2 - Motor alimentacgéo de fio

MS - Micro-interruptor da pistola
PR - Ponte rectificadora

SH - Shunt

T1 - Transformador principal

T2 - Transformador auxiliar

M1 - Motor ventilador

T4 - Tomada de aquecedor de gas
TOC - Interruptor térmico

A2

Al

F3-10/16A
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Anekmpuyeckas cxema 250C / 290C / 300C (3x230/400V)

250C / 290C / 300C / 350C / 400C
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ALl - Interruptor principal

ClI - Circuito impresso

CT - Contactor

EV - Electrovalvula

F1 - Fusivel geral

F3 - Fusivel do motor redutor

F4 - Fusivel de aquecedor de gas
T3 - Indutancia

16

M2 - Motor alimentacéo de fio

MS - Micro-interruptor da pistola
PR - Ponte rectificadora

SH - Shunt

T1 - Transformador principal

T2 - Transformador auxiliar

M1 - Motor ventilador

T4 - Tomada de aquecedor de gas
T°C - Interruptor térmico

F3-10/16A



Anekmpuyeckas cxema 350C / 400C (3x400V)

A2(T) (7 pos.)

Al - Interruptor principal

250C / 290C / 300C / 350C / 400C
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Al

ClI - Circuito impresso
CT - Contactor

EV - Electrovélvula
F1 - Fusivel geral

F3 - Fusivel do motor redutor

F4 - Fusivel de aquecedor de gas
T3 - Indutancia

M2 - Motor alimentacgéo de fio

MS - Micro-interruptor da pistola
PR - Ponte rectificadora

SH - Shunt

T1 - Transformador principal

T2 - Transformador auxiliar

M1 - Motor ventilador

T4 - Tomada de aquecedor de gas
TOC - Interruptor térmico
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Anekmpuyeckas cxema 350C / 400C (3x230/400V)

m o 2 - Mixgas

T3

O _co2

N

17+

4

e

wire inch

test gas
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16
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b
B

14

T

Al - Interruptor principal

3/L2| |42

5/L3! ' 6/T3

8+

13

e

12

12

11

8+

Cl - Circuito impresso

CT - Contactor

EV - Electrovéalvula

F1 - Fusivel geral
F3 - Fusivel do motor redutor
F4 - Fusivel de aquecedor de gas

T3 - Induténcia

7+

|

voltage selector

400 V

Omm—
230V

M2 - Motor alimentacgéo de fio
MS - Micro-interruptor da pistola

PR - Ponte rectificadora

SH - Shunt
T1 - Transformador principal
T2 - Transformador auxiliar

M1 - Motor ventilador
T4 - Tomada de aquecedor de gas

TOC - Interruptor térmico

250C / 290C / 300C / 350C / 400C

F3-10/16A
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250C / 290C / 300C / 350C / 400C

Kop
Nr | HaumeHoeakue 250 C 200 C 300 C 30 C 400 C
1 Caixa de controlador PF105013 PF105013 PF105014 PF105014 PF105014
2 Varal esqg/dir PF104823 PF104823 PF104823 PF104825 PF104825
3 Botdo C0102616 C0102616 C0102616 C0102616 C0102616
4 Adaptador de pistola C0105021 C0105021 C0105021 C0105021 C0105021
5 Interruptor geral CO0DB2A321622S1Q CO0DB2A321622S1Q CO0DB2A321622S1Q CO0DB2A321622S1Q CO0DB2A321622S1Q
7 Tomada répida CO9NSF05050 CO9NSF05050 C0105021 C0105021 C0105021
8 Rodizio CO8WP08011126 CO8WP08011126 CO8WR125155036 CO8WR125155036 CO8WR125155036
9 Desenrolador de bobina C0104292 C0104292 C0104292 C0104292 C0104292
10 Motor redutor cpl CO8JR024401SFP COB8JR024401SFP C0104500 C0104500 C0104500
(ver paginas seguintes)
Transformador principal PFK3105023023405 PFK3105028023405 PFK3105028023405 PF101802 PF103065
11 Trio de bobinas U/V/W PFB14CT1E052302S PFB14CT1E052802S PFB14CT1E052802S PF101803 PF103066
Bobina reparagdo comum PF101095 PF100875 PF100875 PF104549 PF100610
12 Indutancia PF104424 PF104424 PF104424 PF104425 PF104425
13 Ventilador CO8JV230100ELV CO8JV230100ELV CO8JV230100ELV CO8JV230340ELV CO8JV230340ELV
14 Roda CO8VE2002044 CO8VE2002044 CO8VN2002058 CO8VN2002058 CO8VN2002058
15 Controlador PF108334 PF108334 PF108334 PF108334 PF108334
16 Contactor COOE305512024AC3 COOE305512024AC3 COOE305512024AC3 COO0ES311025024AC3 COOE311025024AC3
17 Transformador auxiliar CO0TA4041500 COO0TA4041500 COO0TA4041500 CO0TA4123000 CO0TA4123000
Transformador auxiliar para C0106291 C0106291 C0106291 C0106292 C0106292
maquinas equipadas c/
tomada aquecedor gas
18 Conexao gas C0101329 C0101329 C0101329 C0101329 C0101329
Porta fusivel C0O0Z1M063 CO0Z1M063 CO0Z1M063 C0O0Z1M063 CO0Z1M063
Fusivel 2A CO0H1502002000RP COO0H1502002000RP COO0H1502002000RP
19 Fusivel 5A CO0H1502005000RP COO0H1502005000RP
Fusivel 10A CO0H1502010000RP COO0H1502010000RP COO0H1502010000RP
Fusivel 16A CO0H1502016000RP CO0H1502016000RP
20 Corrente de seguranga PFD2SAS40X16407 PFD2SAS40X16407 PFD2SAS40X16407 PFD2SAS40X16407 PFD2SAS40X16407
Tomada aquecedor gas CO0OES16 COO0OES16 COO0OES16 CO0OES16 COO0OES16
21 Cerra-cabos CO7IR0000 CO7IR0000 CO7IR0000 CO7IR0000 CO7IR0000
22 Cabo de alimentacéo PFB4A108190234S PFB4A108190234S PFB4A108190234S PF103387 PF103387
23 Comutador reg. grossa C0O0B2M610 CO0B203M12 CO0B203M12 C0103154 C0103154
24 Comutador reg. fina | coemmmeeeeeee e e CO0B323M04 CO0B323M04
25 Deflector PVC PF100326 PF100326 PF100327 PF100327 PF100327
26 Shunt | e | e C08Y2500120 C08Y3000120 C08Y4000125
27 Ponte rectificadora C01JT02000DOP0O0 C01JT02400DOP0O0 C0O1JT02400D0OP0O0 C01JT02900D0OP00 C0O1JT03500D0P00
28 Blindagem
Painel frontal PF104604 PF104604 PF104733 PF104633 PF104633
Painel traseiro PF104607 PF104607 PF104729 PF104637 PF104637
Suporte de garrafa PFL2295S0000 PFL2295S0000 PFL2295S0000 PFL2295S0000 PFL2295S0000
Tecto PF104645 PF104645 PF104646 PF104646 PF104646
Tampa esquerda superior PF104616 PF104616 PF104644 PF104644 PF104644
Tampa esquerda inferior PF104614 PF104614 PF104642 PF104642 PF104642
Tampa direita inferior PF104613 PF104613 PF104641 PF104641 PF104641
Tampa mével PF104615 PF104615 PF104643 PF104643 PF104643
Conjunto de acess6rios
Mangueira de gas MP101607 MP101607 MP101607 MP101607 MP101607
Cabo de massa PF101737 PF101738 PF101738 PFB4M105300234S PFB4M105300234S




MexaHu3m nogaum npoBosioku / 2 ponuka (Mig 250C/290C):

250C / 290C / 300C / 350C / 400C

Nr. | HaumeHoBaHue

Placa 2R

Veio

Alavanca de traccdo

Parafuso regulacdo de pressao

1
2
3
4 Mola
6
8

Motor 24V/50W

Rolete 0,8/1,0 mm

Rolete 1,0/1,2 mm

11 | Parafuso fixacao rolete

12 | Guia fio de entrada

MexaHu3m nogaum npoBosnoku / 4 ponuka (Mig 300C/350C/400C):

9 12

ngﬂ
—&F

Nr. HaunmeHoBaHue
1 Placa 4R
2 Veio de roletes
3 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
Rolete 0,8/1,0 mm
22 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
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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.g. 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;
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- Always have sufficient fire fighting equipment;
- 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 1Ioo 1io zcl)o ziso 300 4cIJo 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 ] 18] 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

250C / 290C / 300C / 350C / 400C

These semi-automatic arc welding machines under shield gas use inert gases like argon and mixed argon (MIG process -
Metal Inert Gas) or active gases as CO2 (MAG process - Metal Active Gas).

WELDING METAL

SHIELD GAS

Carbon steel

100% CO2 (Carbon dioxide)

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

CuSi (Copper/Silicon)

85% Ar + 15% He (Helium)

The mix Ar+CO2 increases more stability to the welding arc with low spatters and a better finishing of the welding pool. There
are other argon mixtures as helium or oxygen to increase more heat or more penetration for specialized welding jobs. A consult to

gas producers is advised.

. A

CO2 seam
(earth plug nr. 1)

Y]

A

Argon/CO2 seam Argon/CO2 seam
(penetration — earth Plug nr.2)

(filling — earth Plug nr. 3)

2 inductance positions
MIG 250C / MIG 290C / MIG 300 C

2.1 - Description

3 inductance positions MIG 350C / MIG 400C

Machines suitable for arc welding under shielding gas, using inert gases, such as argon and his mixtures (MIG process - metal

inert gas) or active gases such as CO2 (MAG process - metal active gas).
These machines are equipped with integrated wire feeder, with coil holder and 2 rolls motor (250C and 290C models) or 4

rolls motor ( 300C, 350C and 400C models) protected by a lateral door.

Front panel
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1 — Welding parameter controller

2 — General switch

3 — Voltage selector switch (regulation — Mig 250/290/350/400)
4 — Voltage selector switch (fine adjustment - Mig 350/400)

5 — Cooling air outlet

6 — Earth plug n° 3 - mixgas (filling)

Rear panel

12 — Gas bottle bracing

13 — Gas inlet

14 — Fuse 5A (input)

15 — Fuse 16A (wire feed motor)

16 — Fuse 5A (pre-heater plug - optional)

Wire feeder

250C / 290C / 300C / 350C / 400C

7 — Earth plug n° 2 - mixgas (penetration)

8 — Earth Plug n°1 - 100% CO2

9 — Push-pull mig torch connection (optional)

10 — Wire feeder door
11 — Mig torch adaptor

17 — Pre-heater plug (optional)
18 — Input cable

19 - Cooling air outlet

20 - Gas bottle holder

1 — Key button “wire inch” — To manually positioning wire at the torch tip 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 key

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

4 — Wire coll

5 — Coil breakage system
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250C / 290C / 300C / 350C / 400C

Controller 10

Fig.6 — Controller Digit

1—-Erroralarm-Er 2, Er 3 orEr 4 13 — 2T (2 times) torch mode indicator
2 — Thermal surcharge alarm 14 — AT (4 times) torch mode indicator

3 — Machine under voltage indicator 15 — Arcair/Spot/Mecapulse/2T/AT/ selector

4 — Digital display (Welding current, Mecapulse, wire speed adjustment) 16 — Digital display (welding voltage and time)
5 — V+ adjustment indicator 17 — Adjustable parameters selector

6 — V- adjustment indicator 18 — Post-gas adjustment indicator

7 — Welding current selected indicator 19 — Spot time adjustment indicator

8 — Wire feed motor speed adjustment indicator 20 — Burn-back time

9 — Selector Mecapulse/Welding current/Wire speed 21 - Up-slope time

10 — Arc Air mode indicator 22 - Welding voltage indicator

11 — Mecapulse mode indicator 23 — Adjustment button

12 - Spot welding time adjustment indicator

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.
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250C / 290C / 300C / 350C / 400C

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.

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 l

A =
| | gaz
Gas flow |I T H_i
1
Torch trigger ,‘& ,‘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 I

1
|
Gas flow | |
1

1
|
I
Torch trigger /6 /6
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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250C / 290C / 300C / 350C / 400C

2.2 — 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 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 250 C Mig 290 C
=——=| Iso/cEIo74-1
I—CDPDH==| Eeoee 3—CDDH===
MIGIMAG 25A115,3V - 230A 25,5V oG TRV
" — y
Yol — [ [ [
o o e

oo I > —

il —[ [ = [ o [
UoV ﬂm

]]ED- U1-230V I1max-27A

16,5-38 255V | 230V | 20,5V
[ Uo | 255V | 280V | 205V |

P21 | clLH | Refrig AF_

P21 | clLH | Refrig AF_

Technical data Mig 250 Technical data Mig 290
Current adjustment 10 positions Current adjustment 12 positions
Wire diameters 3 0.6 —1.0 mm Wire diameters ©0.6-1.0mm
Weight 64 Kg Weight § 68 Kg
Dimensions | —* 75 x 46 x T4 cm Dimensions | —+ . 75x46x 74 cm

Voltage board

Pos| 1 | 2 [ 3] a5 6l 7 8]0l

Voltage board

Pos] 1] 2]3]a]s]oe]7]8]o]o]uli]
[Volt][16.5][18.5][20.5][22.5][24.0][ 26.0][28.0][30.0][32.0][34.0][36.0][38.0]

Mig 300 C

—Dfi—
EN 60974 - 1
MIG/IMAG 30A/15,5V - 280A / 28V
Al ——T x | % | eon [ 100 |
UoV n

P2t | LK Refig.AF |

Technical data Mig 300
Current adjustment 12 positions
Wire diameters @0.6-1.0mm
Weight 70 Kg
Dimensions | —* /* 88 x 59 x 86 cm

Voltage board
Pos] 1] 2] a]a]s]6]7]6]o]w0]ull
D8 e S P [ P e 0 o 2 [
O




250C / 290C / 300C / 350C / 400C

Mig 350 C

== ISO/ CEI 974 -1
3—CDPH==
30A/ 15,5V - 300A / 29V - (350A / 28,4V)

—x [ o [ oo |
7 I T T
[ | oV | v

Mig 4 00 C

= | T T
m Uv| k| oA | 2n0a |
e orl oV | v

:D:D_ U1-230V | l1max - 40,0A m
3V50Hz | s - 400v m Heft - 18,0A

MIG/MAG

"

:D:D_ U1-230V | ltmax- 30,0A | lrefr - 23,0A
3V50Hz | Uq-400V | lmax-17,5A | lefi - 13,5A

P21 | clLH | Refrig AF_

Technical data Mig 350

= — Technical data Mig 400
CL_lrren_t adjustment 28 (7 x 4) positions Current adjustment 28 (7 x 4) positions
W|r¢ diameters 20.6-1.2mm Wire diameters 20.6-1.6mm
Weight . 102 Kg Weight 108 Kg
Dimensions | —+ ./ 88x59x 86 cm Dimensions | —+ / 88 x 59 x 86 cm

Voltage boa rd Voltage board
L I I PN N I N O

} |[17.0][ 18.7 ][ 20.7 |[ 22.7 ][ 25.8 || 29.4]| 33.7] A |[17.0][188][21.1][23.4][ 27.1 ][ 31.6][ 36.5]
\
\

|[17.4]] 19.3][ 21.3][ 23.3][ 27.0 ][ 30.7 ][ 35.1] B |[17.4][ 19.5][ 21.8 [ 24.1 ][ 285 ][ 33.2 [ 38.3]
[17.7][19.7][ 219 24.0][ 27.7][ 32.1 ][ 365] C |[17.8][19.9][ 22.5][ 24.8][ 29.4][ 34.9][ 40.1]
|[18.1][ 20.1][ 22.3][ 24.6 |[ 28.4 ][ 32.8 ][ 38.0] b |[18.2][2041[23.0] 25.6][ 30.3 ][ 35.8] 420]

g||O||m||>
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250C / 290C / 300C / 350C / 400C

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 and earth cable must be well tightened when connected to their plugs. Equal cares must be taken with the
connection of earth clamp to welding piece in order to maintain the good quality of the welding.

4 5

Fig.1

When positioning the wire coil on the coil holder (4-fig.1), it is necessary to verify the correct positioning of breaking hole (3-
fig.1) on the spindle (5-fig.1) of the holder (4-fig.1) in order to maintain the breakage system operationally.
- The wire feeder rolls (8-fig.2) and the tip of the torch (9) must correspond to the wire diameter.

The wire must be manually conducted a few centimetres through the rolls (8-fig.2) and the wire guide (7-fig.2). After this, close
the traction levers (6-fig.2) 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.

®
6 £ ® = S—-—
o] (o]
= |0l | O
7 ok (o)) -
: O !
6] 0
2 rolls motor Fig.2 4 rolls motor Fig.3

- After this, the wire coil breakage system must be adjusted, actuating on the screw (2-fig.1). The rotation movement of the
wire coil must stops at the same time as the motor.

- Switch on the machine and press the torch trigger (models 250C/290C) or the “wire inch” key button (models
300C/350C/400C) until the wire appears outside the torch tip (9-fig.3). 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.
After this, regulate the gas flow between 6 and 12 Its/min. During welding, revise gas flow.

- Machine is ready to weld. If necessary, before start the welding job, test welding parameters on a sample. Before welding,
analyze personal and environmental security conditions.
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5 - ELECTRICAL SCHEMA ( 250C / 290C / 300C) — 3x400V

250C / 290C / 300C / 350C / 400C
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A1l - Main switch

A2 - Voltage selector switch (coarse adjustment)
A3 - Voltage selector switch (fine adjustment)

Cl - PCBoard

CT - Contactor

EV - Solenoid valve

F1 - General fuse

F3 - Wire motor fuse

F4 - Gas plug fuse (optional)

M1 - Motor fan
M2 - Wire feed motor

MS - Torch micro-switch

PR - Rectifier bridge

SH - Shunt ampermeter

T1 - Main transformer

T2 - Auxiliary transformer

T3 - Inductance

T4 - Pre-heater gas plug (optional)

TOC - Thermal switch

F3-10/16A
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ELECTRICAL SCHEMA 250C /290C /300C (3x230/400V)

250C / 290C / 300C / 350C / 400C
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voltage selector

A2 - Voltage selector switch (coarse adjustment)
Cl - PCBoard

EV - Solenoid valve

F3 - Wire motor fuse

M1 - Motor fan

MS - Torch micro-switch

SH - Shunt ammeter

T2 - Auxiliary transformer

T4 - Pre-heater gas plug (optional)

Al - Main switch

A3 - Voltage selector switch (fine adjustment)
CT - Contactor

F1 - General fuse

F4 - Gas plug fuse (optional)

M2 - Wire feed motor

PR - Rectifier bridge

T1 - Main transformer

T3 - Inductance

T°C - Thermal switch
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250C / 290C / 300C / 350C / 400C

ELECTRICAL SCHEMA 350C /400C (3x400V)
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Al - Main switch A2 - Voltage selector switch (coarse adjustment)
A3 - Voltage selector switch (fine adjustment) Cl - PCBoard
CT - Contactor EV - Solenoid valve
F1 - General fuse F3 - Wire motor fuse
F4 — Gas plug fuse (optional) M1 - Motor fan
M2 - Wire feed motor MS - Torch micro-switch
PR - Rectifier bridge SH — Shunt ammeter
T1 - Main transformer T2 - Auxiliary transformer
T3 — Inductance T4 — Pre-heater gas plug (optional)

T°C - Thermal switch
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ELECTRICAL SCHEMA 350C /400C (3x230/400V)
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250C / 290C / 300C / 350C / 400C
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Al - Main switch

A3 - Voltage selector switch (fine adjustment)
CT - Contactor

F1 - General fuse

F4 - Gas plug fuse (optional)

M2 - Wire feed motor

PR - Rectifier bridge

T1 - Main transformer

T3 - Inductance

T°C - Thermal switch

voltage selector

400 V

a

230V

A2 - Voltage selector switch (coarse adjustment)

Cl - PCBoard

EV - Solenoid valve
F3 - Wire motor fuse

M1 - Motor fan

MS - Torch micro-switch

SH - Shunt ammeter

T2 - Auxiliary transformer

T4 - Pre-heater gas plug (optional)



6 — SPARE PARTS LIST 250C /290C /300C /350C / 400C

250C / 290C / 300C / 350C / 400C
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250C / 290C / 300C / 350C / 400C

_ Codes
Nr | Description 250 C 290 C 300 C 350 C 400 C
1 Control box PF105013 PF105013 PF105014 PF105014 PF105014
2 Right/left handle PF104823 PF104823 PF104823 PF104825 PF104825
3 Button C0102616 C0102616 C0102616 C0102616 C0102616
4 Torch connector C0105021 C0105021 C0105021 C0105021 C0105021
5 Main switch CO0DB2A321622S1Q CO0DB2A321622S1Q CO0DB2A321622S1Q CO0DB2A32162251Q CO0DB2A32162251Q
7 Quick plug CO9NSF05050 CO9NSF05050 C0105021 C0105021 C0105021
8 Castor CO8WP08011126 CO8WP08011126 CO8WR125155036 CO8WR125155036 CO8WR125155036
9 Wire holder C0104292 C0104292 C0104292 C0104292 C0104292
10 Wire feed motor cpl CO8JR024401SFP CO8JR024401SFP C0104500 C0104500 C0104500
(see following pages)
Main transformer PFK3105023023405 PFK3105028023405 PFK3105028023405 PF101802 PF103065
11 Coil trio U/V/W PFB14CT1E052302S PFB14CT1E052802S PFB14CT1E052802S PF101803 PF103066
Repair coil PF101095 PF100875 PF100875 PF104549 PF100610
12 Inductance PF104424 PF104424 PF104424 PF104425 PF104425
13 Fan CO8JV230100ELV C0O8JV230100ELV CO8JV230100ELV CO8JV230340ELV COB8JV230340ELV
14 Wheel CO8VE2002044 CO8VE2002044 CO8VN2002058 COB8VN2002058 COB8VN2002058
15 Controller PF108334 PF108334 PF108334 PF108334 PF108334
16 Contactor COOE305512024AC3 COOE305512024AC3 COOE305512024AC3 COOE311025024AC3 COOE311025024AC3
17 Auxiliary transformer CO0TA4041500 CO0TA4041500 CO0TA4041500 CO0TA4123000 CO0TA4123000
Auxiliary transformer for machines with gas
heater plug
C0106291 C0106291 C0106291 C0106292 C010629192
18 Gas connection C0101329 C0101329 C0101329 C0101329 C0101329
Fuse holder C0O0Z1M063 C0O0Z1M063 C0O0Z1M063 C0O0Z1M063 C0O0Z1M063
Fuse 2A CO0H1502002000RP CO0H1502002000RP CO0H1502002000RP
19 Fuse 5A COO0H1502005000RP COO0H1502005000RP
Fuse 10A CO0H1502010000RP CO0H1502010000RP CO0H1502010000RP
Fuse 16A CO0H1502016000RP CO0H1502016000RP
20 Security chain PFD2SAS40X16407 PFD2SAS40X16407 PFD2SAS40X16407 PFD2SAS40X16407 PFD2SAS40X16407
21 Cable holder CO7IR0000 CO7IR0000 CO7IR0000 CO7IR0000 CO7IR0000
Gas heater plug CO00OES016 CO00OES016 CO00OES016 COO0OES016 COO0OES016
22 Input cable PFB4A108190234S PFB4A108190234S PFB4A108190234S PF103387 PF103387
23 Coarse voltage selector CO0B2M610 CO0B203M12 C0O0B203M12 C0103154 C0103154
24 Fine voltage selector | | mmmeeeeeeee e e CO0B323M04 CO0B323M04
25 Polycarbonate deflector PF100326 PF100326 PF100327 PF100327 PF100327
26 shunt ] e e C08Y2500120 C08Y3000120 C08Y4000125
27 Rectifier bridge C0O1JT02000DOP0O0 C0O1JT02400D0P00 C0O1JT02400D0OP0O0 C0O1JT02900D0OP00 C0O1JT03500D0P00
28 Casing
Front panel PF104604 PF104604 PF104733 PF104633 PF104633
Rear panel PF104607 PF104607 PF104729 PF104637 PF104637
Gas bottle holder PFL2295S0000 PFL2295S0000 PFL2295S0000 PFL2295S0000 PFL2295S0000
Upper cover PF104645 PF104645 PF104646 PF104646 PF104646
Upper left cover PF104616 PF104616 PF104644 PF104644 PF104644
Lower left cover PF104614 PF104614 PF104642 PF104642 PF104642
Lower right cover PF104613 PF104613 PF104641 PF104641 PF104641
Mobile cover PF104615 PF104615 PF104643 PF104643 PF104643
Accessories kit
Gas hose MP101607 MP101607 MP101607 MP101607 MP101607
Earth cable PF101737 PF101738 PF101738 PFB4M105300234S PFB4M105300234S
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2 rolls motor (Mig 250C/290C):

250C / 290C / 300C / 350C / 400C

Description

2R Board

Axe

Traction

Pressure adjustment screw

1
2
3
4 Spring
6
8

24V/50W motor

Roll 0,8/1,0 mm

Roll 1,0/1,2 mm

11 Roll screw

12 | Inlet wire guide

4 rolls motor (Mig 300C/350C/400C):

9 1

] 26

5

i}

Nr. Description
1 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
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250C / 290C / 300C / 350C / 400C

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 PROCEEDING
The machine does not weld when Failure on main voltage Check main supply voltage and protective
connected the main switch. electrical circuits.
Blown 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 on 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 MAINTAIN THIS APPLIANCE BEFORE REA D THIS USER'S GUIDE.
THE EQUIPMENT MUST BE INSTALLED, OPERATED OR MAINTAINED ONLY BY QUALIFIED PERSONS.
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