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PY Cnacu6o 3a npuobpemeHue Hawezo o6opydoearusi. O6opydosaHue KOmopoe 8kl MOSILKO Ymo npuobpenu, umeem psid
rpogheccuoHarnbHbIX NPeuMyu,ecms, 0OCHo8aHHbIX Ha bo2amom onbime 8 npou3sodcmee c8apo4yHO20 0bopydosaHusi, HapsiOy
¢ rnocnedHumu OocmuXeHUAMU 8 obracmu mexHOI02uu Ccunogol 3MeKMpPOHUKU. Mbi HacmosmenbHO pekomeHOyem
poyumamb 8HUMamersibHO 2naebl, Kacarowuecs mexHuku 6e3zonacHocmu u uHOusudyasnbHOU 3awumsl, 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.  MPABWMNA TEXHUKWN BE3OMACHOCTW ON1A PABOT NO AYrOBOW
CBAPKE

Mpepnucanna no TexHuke 6e3onacHoCTW, MpuBeAdeHHble B [aHHOM pykoBoAcTBe, obssaTenbHbl Ansa 6e3onacHocT u
npefoTBpaLLEeHUI0 HecYacTHbIX crydaes. [Jo ycTaHOBKM, BBOAA B 3KCMsyaTauuio M obCcnyxvBaHWs CBapo4yHOro ob6opyaoBaHus,
Heobxo0AVMO BHUMATENbLHO NPOYUTATb U MOHMMATL MpaBUia TEXHWKM 6e30nacHOCTM M NPeaoTBPALLEHNS HECHACTHbIX cnyyaes. B
nobom cnyyae, nepcoHar, y4acTBYHOLMA B UCMOMb30BaHUKM CBapo4HOro obopyaoBaHus, AomkeH ObiTb Hagnexawum obpasom
NMoAroToBfeH B CBSA3W C WMCMOMb30BaHMEM MalLMH U cobniofeHne OCHOBHbLIX MpaBwun cBapku. besonacHocTb niogen 3aBucuT OT
cobnogeHns 3TX MUHUManbHblX TpebosaHui. B cBoel koHuenuun, cneuudukaumm n3genuin u NPoM3BOACTBa, 3To obopygoBaHne
M3roTOBMIEHO B COOTBETCTBUWM C [EWCTBYIOLMM HOPMATMBHBLIM MOJIOXEHMEM, @8 MMEHHO EeBPOMEeNCKUMU U MeXOyHapOAHbIMM
ctaHgaptamu EN n IEC.

Mpn pa3paboTke 1 N3roTOBNEHUN NPUMEHSANUCH EBPONENCKNE ONPEKTUBBI «ONEKTPOMarHUTHasi COBMECTUMOCTb» U «Hu3koe
HanpsbkeHue», a Takke ctaHgapTtbl IEC 60974-1 / EN 60974-1 n IEC 60974-10 / EN 60974-10.

1.1. ANIEKTPOMAITHUTHAA COBMECTUMOCTb

Monb3oBaTenb HeceT OTBETCTBEHHOCTb 3a YCTAHOBKY W WMCMONb3oBaHWEe 0GOpyaoBaHWUS ANs OYroBOW CBapku B COOTBETCTBUU C

WHCTpYKUMeW 3aBoaa-usrotosutens. Ecnm 6yayT obHapyXeHbl 3MEeKTPOMarHUTHeIE NOMEXM, TO MoNb3oBaTenb 060pyA0oBaHMSA Ans

[YroBOW CBapKu JOMMKEH HECTWU OTBETCTBEHHOCTb MO YPErynMpoBaHUo CUTyauum Npy TEXHUYECKOW Noaaepxke npoussoauTens. B

HEKOTOPbIX Cry4yasx 3TO AEWCTBME MOXET ObiTb TaKMM e MPOCTbIM, Kak 3a3eMieHne CBapOYHOW Lenu. B apyrux cnydasx peyb

MOXET MATU O MOCTPOEHWUM 3MEKTPOMArHWTHbIX 3KPaHOB, BMELLAOLIMX MCTOYHMKA CBapOYHOro Toka, M paboTbl C MNOnHOM

YCTaHOBKOWN CBSA3aHHbLIX BXOAHLIX (bunbTpoB. Bo BCcex criydasx anekTpoMarHUTHbIE NMOMEXU AOMKHbI ObiTb CBEAEHbI K MUHUMYMY,

4YTOObLI N3GExaTb NOBPEXAEHUNA.

Mepen yctaHoBkoW oGoOpynoOBaHUSt ANS OYrOBOW CBapku MONb3oBaTernb [OMKEH MPOBECTM OLEHKY BO3MOXHbIX Npobrem B

npuneratoLert obnactu. Bo BHUMaHmne AomkHbl ObiTb NPUHSTHI CieayoLMe MOMEHTbI:

a) lMpoknagka cunoBbix kabenen, kabenen ynpasBneHUsi, CUrHanmu3auMnm U TenegoHHbIX kabenen Bbllle, HUXKE U PsSOoM C
obopyaoBaHuem Ans AyroBon CBapku;

b) YctaHoBka pagno 1 TENEBU3NOHHBIX NEPEAATYNKOB U NPUEMHUKOB;

C) YcTaHoBKa KOMMbIOTEPOB M ApYyroro 060pyaoBaHus;

d) BesonacHOCTb KpUTMYECKM BaxXHOro 060opyaoBaHuWsl, Hanpumep, oxpaHa NPOMbILLNEHHOro 060pya0BaHuMS;

€) 3[0poBbe OKPYXatoLLMX ftogel, HanpuMep, UCNONb30BaHNE KAPAMOCTUMYNATOPOB U CMYXOBbIX annapaTos;

f) YcTtaHoBka o6opyaoBaHue, UCMONb3yeMoe A KanvMbpoBKY UMK N3MEPEHUS;

g) 3awmta 0bopynoBaHUS U OKPYXatoLLeN cpeabl — NONb3oBaTENb AOMMKEH YOeaAUTbCS B COBMECTUMOCTM ApYyroro o6opyaoBaHus.
370 MOXeT NoTpeboBaTb AONOMHUTENbLHBIX MEP 3aLUMThI;

h) Pa6ouune yachbl, B KOTOpbIE BbINOMHATCA paboTbl MO CBApPKE.

1.1.1. MeToabl coKpaLLeHMs nomex

[NoakntoyeHre K aNeKTpUYecKon cetTn NUTaHns.

O6opynoBaHue Ans OYyroBOWM CBapkM [AOMKHO ObiTb MOAKMIOYEHO K 3MEKTPUYECKOW CeTM MUTaHusi B COOTBETCTBUM C
pekoMeHaauusMu 3aBofa-u3rotoButens. Mpu BO3HUKHOBEHWM MOMEX MPUHSITb OOMOIHUTENIbHbIE MEpbI, Hanpumep yCcTaHOBKa
hunbTpoB ceTn nutaHus. CrnefyeT o6paTuTb BHUMaHWe Ha 3KpaHUMpoBaHWe kabenei NUTaHWs CTaLMOHApPHO YCTaHOBMEHHOTO
o6opyLoBaHMs ANs OyroBOW CBapku Hanpumep, nomelleHve kabGenen B metannuyeckue TpyObl UMW roddpUpPOBaHHBIE LUMAHTU.
OKpaHUpOoBaHWe OOMKHO ObITh 3MIEKTPUYECKM HEMPEepbIBHLIM N0 BCEW €ro AnvHe. JkpaH AOMmkKeH GbiTb NOAKIIOYEH K CBAPOYHOMY
WCTOYHUKY NMUTaHWS ¢ 06ecneveHmemM XOpOoLLEro aMeKTPUYEecKoro KoHTakTa.

CBapouHble kabenu.

CBapoyHble kabGenu [OorkHbl OblTb Kak MOXHO Goree KOPOTKUMM W OOMKHbI ObiTb pacnonoxeHsl Onusko Apyr K Opyry,
pacronaraTbCsl Ha Moy U1 MakcUmarnbHO HUSKO.

YpaBHMBaHVEe NOTeHLUAaroB.

[ormkHbl BbITb NPOBEPEHbl COEANHEHNA MeTanIMYeckmx KOMMNOHEHTOB B CBAPOYHOM UCTOYHUKE MUTAHUSA. KOHTaKT MeTannmyeckux
AeTarnein cBapoYHON YCTAHOBKU C 3aroTOBKOW YBENMUYMT PUCK TOTO, YTO OMepaTop MOXET MOSyYnuTb MOpakeHUe 3reKTPUYECKUM
TOKOM, OJHOBPEMEHHO KOCHYBLUMCb 3TUX MeTarnyMyeckux aetanein u anektpoda. Onepatop AOMKEH ObITb M30MMPOBAH OT BCEX
MeTanIM4Yecknx KOMNOHEHTOB.

3aseMrneHune 3aroToBKu.

Ecnu cBapuBaemoe n3fenve He CBS3aHO ¢ 3emrieli No TpeboBaHUAM 3/1eKTpo6e30MacHOCTM 13-3a CBOMX Pa3MEPOB U MOSIOKEHUS
(HanpuMep, kopnyca CyAOB WNW CTPOUTENbCTBO METASNOKOHCTPYKLUMI), 3a3eMIeHUe 3aroTOBKM MOXET COKpaTUTb BbIGPOCH! B
HEKOTOpPbIX, HO He BO Bcex cryyasix. CrneayeT NposiBsiTb OCTOPOXXHOCTb, MOMHS, YTO 3a3eMIIEHNE 3arOTOBKU YBENMYMBAET PUCK
TpaBMbl NMOSIb30BATENS WUIM NMOBPEXAEHUS APYroro anekTpootopyaoBaHus. Tam, rae Heo6XoaumMo, Npy CoOeAMHEHNN 3aroTOBKU Ha
3eM0 JOMKHO ObITb CAenaHo NpsiMoe MOAKMIYEHNe K 3aroTOBKE HO B HEKOTOPLIX CTpaHax, rae npsiMoe MnoaknoveHne He
[onyckaeTcsl, coeAMHeHne OOMKHO BbiTb OCTUIHYTO MyTem COOTBETCT-BYHOLLEN MepOonpusTAM B COOTBETCTBUM C HALMOHATbHLIMM
npasunamu.

3KpaHI/IpOBaHI/Ie 1 3awinTa.

BbiGop 3KpaHUMpoBaHWA W 3alWmThl ApyrMx kabenei u oGOpyoOBaHUS B OKPECTHOCTAX MOXET MpefoTBpaTUTh MOMEXH.
OKpaHUpoBaHue BCeli CBapOYHOW YCTAHOBKM MOXET BbITb PACCMOTPEHO AN crneumansHbIX NPUMEHeHNUI.
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1.2. QNEKTPUYECKAS BE3OMACHOCTb

1.2.1. MNoaxkntoyeHne K ceTu NUTaHus.
Mepepn nogkntoyeHnem obopyaoBaHUs, Bbl JOIMKHbI YOeaMThCs, YTO:

a) 3awuTHble YyCTPOWCTBA OT NeperpyskM No TOKY COBMECTUMbIE C MAKCUMAarbHOM MOLLHOCTM W HaNPsKeHWUs NUTaHUs NCTOYHMKA
CBapoyHOro Toka (cm. Tabnuuy Ha 3agHeln naHenn yCTaHOBKW);

b) MopknioveHne k opgHodasHoW wMNU TPEéxdasHOW INEKTPUYECKOW CEeTU MUTAHUSA OCYLLECTBAETCS BUIKOM WUNU PasbEMOM
nMTaHus;

c) 3asemneHue pa3béma CeTu NMTaHus He ByaeT OTKITHYEHO;

d) Bebiknoyatenb NUTAHNSA CBApPOYHOIO MCTOYHMKA BbIKITIOYEH.

1.2.2. QnekTpnyeckun paspsig

MopaxeHns aNeKTPUYECKUM TOKOM MOTYT ObITb Bbl3BaHbl HanpsikeHnem 110 B nnu meHbLie. Cepbe3HOCTb 3TOro NOpaxeHns

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

a) He ponyckainTe KOHTaKTa KOXu C MeTannyeckummn aneMeHTaMmm Unmn Ucnosib3oBaHNs MOKPOW UK BRaxHoW ogexabl. Hocute
TOSbKO XOPOLLIO Cyxue nep4aTtku;

b) Mpu BbINONHEHUN cBapoO4YHbIX PaboT BO BMAXHbLIX MeCTax onepaTopbl AOMKHbI HOCMTb OYEHb XOPOLUO Cyxue nepyatku,
pesvHoBble GOTUHKM Mnn canorn. Takke HeobxoanMo obecneunTb Cyxoe NOoKpbITME nona, 4Tobbl onepatop 6bin M3oNMPOBaH
OT 3IEKTPNYECKOro TOKa;

c) CaapoyHblii annapat JoSmkeH BbiTb OCHALLEH COOTBETCTBYIOWNM AnddepeHumanbHbiM 3a3emneHnem. MNMogknioyeHne [oOmKHO
BbIMOMHATLCA B COOTBETCTBMM C HOPMaMM 3f1EKTPUYECcKon besonacHocTu;

d) He ucnonb3ynte ona ceBapku noBpexaeHHble kabenu. He neperpyxante kabenu. KabGenbHble coeAMHEHUs OOMkHbI ObiTb
BCeraa XopoLuo U30nMpoBaHbl;

e) Hewucnonb3yemoe obopyaoBaHue JOMKHO ObiTb BbIKIMOYEHO, MOTOMY YTO CMyYalHbIA SMEKTPUYECKUIA paspsia MOXET NpuUBecTU
K neperpesy 1 CnpoBOLMPOBATL NoXap;

f) He 3akpyuuBaiiTe kabenv BOKpyr Tena;

g) OG6paTHbliii kKabenb (kabenb «3emnsi») AOMmKeH ObITb MOOKMIOYEH K CBapUBAEMON AeTanM Kak MOXHO Grivke Kk MecTy cBapku. He
UCMonb3ynTe B Ka4ecTBe 06paTHOro NPoBoAa MeTannnyeckme KOHCTPYKLUMK, KaHaTbl, TPOChI U T.4.

1.2.3. Pabo4yas obnacTb.

Mcnonb3oBaHue AyroBoii CBapku npeanosnaraeT cTporoe cobnogeHne npaeun 6e3onacHOCT B OTHOLLIEHUM 3NEKTPUYECKOTO ToKa.
Hago yGe-aMTbCsA, YTO HUKakMe MeTannuyeckue 4acTu, OOCTYMHble onepatopy M KX MOMOLUHMKAM, He MOTyT Hanpsmyto
KOHTaKTUpoBaTb C (ha3HbIM NMPO-BOAOM W HEWTpanbi CeTU MuTaHusi. B criyyae HeonpeneneHHOCTV 3Ta MeTannuMyeckasi 4acTb
OyOeT MOAKMYEHa K 3a3eMJSIEHVI0 MPOBOAHWKOM, UMEIOLEM, MO KpalHeln Mepe, 3KBUBallEHTHOE CeYeHMe MO CPaBHEHWUD C
MaKcMMarnbHbIM asHbIM NPOBOAOM.

Y6eanTech, YTO NpPaBWUIbHO 3a3eMJIeHbl BCE MeTaslIMyeckue 4YacTu, KOTOPbIX OMepaTtop MOXET KOCHYTbCS HEW3O0JIMPOBaHHbIMU
YacTsaMu cBoero Tena (rofioBa, pyks 6e3 nepyaTok, U T.4.); 3a3eMIIEHWE [OMMKHO BbIMOMHATLCS MPOBOAHWMKOM, MMEOLWMM, MO
KpaliHeil Mepe, 9KBMBANEHTHOE CeYEeHWEe MO CPaBHEHWIO C MakcMMarbHbIM OGpaTHbIM MPOBOAOM WM CBapOYHOM MPOBOAOM
rOpernku.

ObpalyaiiTe ocoboe BHMMaHWe Ha paboTy CBapoYyHOrO OGOpPYAOBaHUS Ha OTKPLITOM BO34yXe, BO BIAXHbIX WK
HenpoBeTPUBaEMbIX MOMELLEHMUSIX, ECIIM UCTOYHMK NMUTaAHUSI HAXOAUTCS BHYTPY .

1.3. MPEOOTBPALLEHNE NMOXAPOB

Mpwn cBapke cyLuecTByeT ONacHOCTb NoXapa Unu B3pbiBa. Bbl 4omkHbI 06paTMTh BHUMaHWe Ha noxapHyto 6e30nacHoOCTb.

MoaTtomy:

a) Ypanute roproune Matepuanbl kKak MOXHO Aanblue oT paboyero mecta. Ecnv 310 BO3MOXHO, roptoune matepuanbl JOSKHbI
ObITb 3aKPbITbl HErOPHOYMMM KpbIWKamMu. ITM MaTepuarnbl BKMIOYAKT LWEePCTb, oAexay, ONUIKU, NPUPOAHbLIN ras, aueTuneH,
nponaH n nogobHele MaTepua-nol;

b) Wckpbl 0T cBapku MOryT MPOHMKAaTL B CTEHY MW NOM Yepes3 TPeLMH U Bbi3BaTb CKPbITOE ropeHue;

c) Caapka, peska unu niobblie ropsyme onepaumn Henb3s NPOBOAUTL B KOHTEMHepax, EMKOCTSX, KOTOpble He Oblnu TaTensHO
OYULLEHbI OT BELLECTB, KOTOPble MOTYT MPOM3BOAUTL TOKCUYHbBIE UMW FOpIoYne napbl;

d) Ans 3awmTbl OT OrHA Heganeko OT MecTa npoBedeHus paboT AOSKHbl ObiTb PacnonoxeHbl CPeAcTBa NOXAPOTYLUEHUS:
OrHeTyLUUTENb, LUMAHr C BOAOW, NECOK,;

€) [llocne okoHYaHWs cBapO4HbIX paboT paboyas 30Ha AOMKHbI OblTb MpoBepeHa, YTobbl rapaHTMpoBaTb OTCYTCTBME CKPLITOrO
rOpPeHns, YTO MOXeT MPUBECTU K AalbHeNLemy noxapy.

1.4. BEHTUNALUNA
Bcerga nmente Hagnexallyo BEHTUNALMIO B MeCTax CBapKu NOCPeACTBOM €CTECTBEHHOW UMW NPUHYAUTENbHON BEHTUASALNN.
a) He npon3soanTe CBapkKy OUMHKOBAHHbIX MaTtepuanos, KaaMua, CcBMHLUaA, 6epvmn|/|$| 6e3 Heob6XoaUMON BEHTUNALMM,

He npoussoamTb cBapky B6NM3KU MecTa cofepaHusi NapoB xriopa, yrnesofopoaos. Mpy peakumm naposB pacTBopuTenen ¢
b) Tennom anekTpu4eckoi AyroBo cBapku MoryT 06pa3oBaTbCsl TOKCUYHbIE UMW pa3apaxatoLlme rasbl;

PaspgpaxeHue rnas, Hoca unv ropna B nNpoLecce CBapku 03HayaeT, YTo cUcTemMa BEHTUNSAUMM He paboTaeT npaBuibHO.
c) OcTaHOoBUTbL OMepaLny CBapKu.
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1.5. TEXHWYECKOE OBCITYXXMBAHVNE OBOPYJOBAHNA

KauecTBO cBapku 3aBUCUT OT XOPOLLIEro COCTOSIHUSI CBapoYHOro oGopyaoBaHus. YTobbl nogaepkmBaTb ero Xxopollee CoCTOsIHUE,

HeoBXxoauMO NepuoanYecky NPOBOANUTL TEXHUYECKOe obcnyxuBaHue. Moatomy:

a) YcTaHoBky 0GOpynoOBaHWs U TeXHUYECKoe OBCMNyXMBAHWE [OMKHbI BbIMOMHATHCS KBANMMULUMPOBaHHbIE chneumanuctbl. He
npucTynanTe K PeMOHTY 3MeKTpUYeckoro oGopyaoBaHus 6e3 HeobxoanMon KBanudukaLum;

b) Mepepn Hauyanom NGOro TEXHNYECKOro OGCNYXMBAHUS CBAapPOYHOTO 060pYA0BaHUS OTKIMHOYUTE €0 OT CETU NUTaHUS;

c) KaGenb nuTaHusa u cBapouHble kabenu [omkHbl BbiTh B XOPOLIEM COCTOSIHUY;

d) [Oepxute ceapo4yHoe 0GOpyAOBaHWE Aaneko OT WCTOYHWMKOB Tenna. He pacnonaraiite ofGopyfoBaHWe BO BraHbIX U
arpeccuBHbIX cpefax. He fonyckalite nonagaHus Ha o6opyfoBaHWe Bnaru, Macna Unv cMasodHbIX MaTepuarnos;

e) VcnonbayiTe cBapouHoe 060pyA0BaHUE TOMBKO MO HA3HAYEHMIO.

1.6. UICTOJIbSOBAHUE TASOBOIO OEOPYAOBAHUA

a) OnepaTop cBapo4HOro o6opynoBaHns JOIKEH 3HaTb crieunduyeckne oCOGEHHOCTM UCMONb30BaHUS ra3oBoro 06opyoBaHus;
[JaBrneHue rasa 4OMmKHO BbiTb YCTAHOBIIEHO B COOTBETCTBUM C PEKOMEHAALMSIMU MPOU3BOACTBA;

KpenneHusi cBapoYHbIX rOpenok, LUNaHroB U peayKTOPOB AOMKHbI ObiTh XOPOLUO 3aTSAHYTbI, OYULLEHBI U CBOGOAHEI OT Macna wunu

cMmasku;

d) PepykTopbl AaBneHUs AOMKHbI UCMONb30BaTLCS B COOTBETCTBUM C yKa3aHUsMU NpousBoauTens. He vcnonbayiiTe ycTaHOBKY
6e3 Hapnexa-LuX knanaHoB 6e30nacHoCTY;

e) lMepuognyeckn npoeepsiiTe ra3oBoe o6GoOpyaoOBaHWe AnNs OGHAapYXeHUst BO3MOXHbIX YTeuek rasa wunu Apyrux AedekTos.
OGcnyXMBatoLLMiA NepcoHan JOMKeH BhIMOMHATL TEXHUYECKoe 0GCnyXuBaHue.

1.7. "HOMBUAOYAINBHAA SALLNTA

CBapoyHas ayra npov3BoauT ynbTpaduroneToBoe n nHdpakpacHoe usnyverme. OHM MOryT NOBpPeaAUTb rnasa 1 Bbi3BaTb 0XOru

KOXW, eCrn ornepaTopbl He 3aluLleHbl Haanexawmm obpasom.

a) Csapwuk gomkeH 6biTb 04T B 3aLUMTHYIO O4eXay B COOTBETCTBUE C BbINONHAEMON paboTo;

a) CsapLyk gomkeH orpagnTb cebst OT O4HOBPEMEHHOTO KOHTaKTa 3aroTOBKU U 3eMNéEN;

b) Yb6egutecb, 4TO CBapwuKk He MOXeT KOHTaKTUpPOBaTb C MeTanIMYecKUMU YacTsamMu, OCOBEHHO MNOAKMIYEHHBIMU K
3MeKTPUYECKO ceTu;

c) Caapluk JomkeH Bceraa HoCUTb 3alUMTHYIO OAexay U CpedcTBa MHAMBMAOYaNbHOM 3alnTbl — NepyaTtky, hapTyku, 3alUMTHYO
0byBb — KOTOpble MpeAnaralT AONOMHUTENbHbIE NpenMyLlecTBa ANs 3aluTbl onepaTtopa OT OXOroB ropsiyMm MeTarnsiom,
Hpbisramy 1 T.4. y6eamMTecb B XOpPOLLEM COCTOSIHUM OAEXAbl U CPEACTB MHAMBMAOYANbHON 3alWTbl; 3aMeHsIATe UX No Mepe
HeobxoaMMoCTH;

d) Wcnonb3yiite Heroptoune nepyaTku, pybaLlkv ¢ ANMHHBIMK pykaBamu, 6ptoku 6e3 cknagok, canoru, cBapoyHble Macku, hapTyk
W rofnoB-HOW y6op Ans 3awmTbl BOMOC;

e) He nucnonbayiiTe ogexagy ¢ KapMaHaMu UNK cknagkamu, Tak Kak Kannm ropsyero meTanna MoryT nonacTb B CKIMNaAKN OAEXAb;

f)  Bawwmwante rnasa oT M3nydeHus ayru;

g) S3awmwante BoONochl U NMUO OT UCKP.

h) CsapoyHas macka unu LWUTOK AOSMKHbI BbiTb BbIOpaHbl B COOTBETCTBME CO CBApOYHbIM TOKOM. [Ins 3almMThl aBTOMaTUYECKMX
CBETOUMLTPOB PEKOMEHAYETCS YCTAHOBUTL 3aLUMTHOE CTEKMO B MepedHen YacTu CBapOYHON Macku nimm wmutka. CeapoyHble
Macky C aBTOMaTUY4ECKUMU 3aLUUTHLIMW CBETOMUMLTPAaMN MOXHO BbiGMpaTb B COOTBETCTBME C PEeKOMeHAauusaMu Tabnuubl
(NF S 77-104 — by A 1.5)

MeTog cBapku Intensidade da corrente em Amp.
052510/ 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 — «Tskénble» meTansbl 10 11 12 13 14
MIG — «nérkue» meTansbl 10 11 12 13 | 14 15
TIG 9 |10| 11 12 13 14
MAG 10| 11 | 12 13 | 14 15
Bos,qyu.mo:u,yroaaﬂ CTpOXKa 101111121314 15
rco/Ar
[MnasmeHHas peska 9 10 11 | 12 | 13

B 3aBucumocTn ot yCﬂOBVIl7I ncnonb3oBaHuA, MOryT ObITb UCNOSb30BaHbI HOMepa crneayrowmnx
BbICOKMX UJITN HU3KNX KaTeropm7|
Bblpa)KeHI/Ie «TSHKENble MeTanmnbl» BKNKOYaeT cTanu, nernpoBaHHble CTanu, meab 1 €€ cnnasbl.

Bblpa)KeHI/Ie «NErkne MeTansbl» BKNOYAET antoMUHUEBLIE U MarHMEBbLIE CMnaBbl

3aTeHEHHble Yy4acTKu NpeacTaBndaloT NPpUNoXeHua, rae ceBapo4vHble npouecchbl B HacTosLee
BpemMsa 00bIYHO He NCNOJ1b3YyKTCA

ﬂpumeanue: MCHOﬂb3yl7m€ bornee 8bICOKYH CmerieHb dJunbmpoe, €CJlu ceapKa I'I,DOUSGOOUmCFI 8 I1/10X0 0CB8EWEHHBIX TOMEUWeHUSIX.



2 - Ceapo4Hblii npoyecc Mig/Mag
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Smu ceapoYHble riosiyaemomamal npedHaaHaqub/ ons ceapku ceapquoEI ﬂpOSOﬂOKOEI 8 cpeOeaaLuumHoeo 2asa. UHepmHoeo

apaoHa (MIG npouecc) unu akmueHbix 2a3o8, kak CO, (MAG npouecc).
o cpasHeHuro ¢ CO,, cmecb Ar + CO, umeem npeumyujecmea — 60MbWyr0 cmabuibHOCMb C€8apOYHOU Oyau, HU3Koe

pa36pb/3aueaHue, boriee ebICOKOE ripornnasrieHue,

fydwee Kayecmeo ceapku. [ns rnpuMeHeHuUsi 2a308biX cmecel

ﬂpOKOHcyﬂmepyamer c I'I,OOUSSOOUITIGHGM mexHuU4ecKux ea3oe usu eocnonbaydmer peKOMeHOaL(UFIMU mabnuuypl HUXe:

CBAPUBAEMbIN METAJIT

SALNTHBIN TA3

Yenepoducmaﬂ U HU3KO/eeupoeaHHas cmallb

100% CO2 (Carbon dioxide)

80% Ar (Argon) + 20% CO2

85% Ar +15% CO2

Hepxxaserowas cmarib

98% Ar + 2% CO2

95% Ar + 5% CO2

AnomuHuessill crinas AlSi

100% Ar

AnromuHuesslli crinas AIMg

100% Ar

lMalika oyuHKosaHHbIXx cmasel (npososioka CuSi)

85% Ar + 15% He (Helium)

ﬂponnaeneHue makKkxe MOXHO peeyriupogsamsb UHameUSHOCInbiO C8apO4YHO20 KOHMypa:

I A

Csapka 100%CO2 u e cmecu Argon/CO2
(3anonHsawWuUe sanuku — no3uyus uHOykmueHocmu Nel)

I AN

Csapka 100%CO2 u e cmecu Argon/CO2
(06n1uyo8oYHbIE 8anuKU — No3uyusi UHOyYkmueHocmu Ne2)

Puc.1 - [Jea uHOyKmMu8HbIX 8bix00a

2.1 - OnucaHue

Ceapqub/e nonyasmomamabl C 8bIHOCHbIM 6510koM rnodayu npoesosioKU

lNepedHss naHenb

Puc.2 — BHewHuti eud
c8apoyYHOR20 annapama




1 - Kamywka ¢ rpoeosnokol U 3auyumHbil Yexorn

2 - [lep>xamernb 20persiku
3 - lHOukamop HanpsKeHust

4 - Boikmoyamers numanusi (ON/OFF)

350/ 450/ 550

10 - LWimyyep 8005iHO20 oxnax0eHuUsi ceapoYHOU
eoperku

11 - anueHas 2coprnosuHa bioka oxnaxxoeHusi

12 - MMacnopmHasi mabnu4yka ¢ napamempamu

13 - imyyep 800siHO20 oxnax0eHus1 ceapoyHoU
aoperku

5 - Cunosoli pa3bém kabernb-nakema (power) 14 - Uimyuep nodknoyeHuUs 3aljumHoa0 2asa

6 - PyyHou depxxamernb 6rioka nodayu

7 - BbiHOCHOU 6510k nodayvu rpoeosioKu

8 - lMaHenb yrnpasneHusi

15 - He300 nodknroyeHuUs: kabensi-nakema (Wmekep
yrpaesneHus)

16 - BeHmunsyuoHHas pewemka
17 - MHAykmuseHbIl paszbem Ne 2

9 - Paszbem 01151 nodknoyeHus 2operiku MIG 18 - MHAykmueHbIl pa3bem Ne 1

19
20

21
22

23

24
25
26
27
28

30

Cmp.3 — 3adHss naHesnb

Biok noda4u nNpoeosioKu

3adHsas naHenb

19 — I'He300 rnodkio4eHus1 kabens-nakema (Wmekep yrnpasneHus)
20 — Limyuep noOKMoYeHUs1 3aUuUumHo20 ea3a

21 — llimyuep 800siHo20 oxnaxd0eHus kaberb-nakema

22 — Curnosoli pa3beM kabernb-nakema

23 — KpenneHue kabenb nakema

24 — BeHmurnisiyuoHHas pewemka (paduamop oxnaxoeHust)
25 — llimyuep nodknoyeHus 3auumHo20 2a3a (8x00)

26 — lNpedoxpaHumerb (mpaHcgopmamop)

27 — lNpedoxpaHumerb (MumaHue dguaameris)

28 — lMpedoxpaHumens (onyusi)

29 — Kabernb numaHusi

30 — BenmunsayuoHHasi pewemka (8xo0 8030yxa)

Kabenb nakem o

31 — Kabernb ynpasneHusi

32 — Cunosol kaberb (ceapoyHbIl)
33 — [a3oebIl wnaHe

34 — Ycunusatowutl KoMneHcamop
35 — 3awumHnil yexon

Cmp.4 — Kabenb-nakem

Puc.5 — briok nodayu rnpoeosioku

1 — KHorika “wire inch” - Tecm npososioku 0r1s py4HoU nodayu npoeosioku 6e3 moka u easa.
2 — KHorika “test gas” — lMoO0aya 2a3a 01t mecma pabombl 22308020 KfianaHa U OYUCMKU KaHaoe 20pesiku, MoemopHoe

Haxkamue 0r1s npekpaweHus nodayu a2asa
3 — MexaHu3am rnodayu ripogosioku (2 | 4 ponuka)

4 — Kamywka ¢ npososiokol

5 — PasMomoyHbIl MexaHU3M C MPYXUHOU MOPMOXEHUST
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2.2 NaHenb
ynpaeneHusi
1 — lHOukamop owubok - Er 2, Er 3 UEr 4 13 — IHOukamop pexuma 2T (2 times)
2 — UHAukamop nepezpesa Er 1 14 — lNepekmoyamerns napamemposg Mecapulse/Spot/4T/2T

15 — L{ugbpoeol ducnnel. HanpsxeHue cemu (8onm) u

3 — HOukamop numaHusi
rioKka3aHusi 8pEMEHHbIX PEXUMO8

4 — Hugpposoti ducnneli. Ckopocmpb nodayu rpososioku, 16 — lepeknroyamens napamempos Volt, up-slope, burn
Mecapulse u ceapoyHbie npozpammbl. CeapoYHbIlU MOK. back, spot time, post-gas

5 — V- UHOukamop HacmpoUKu 17 — IHOukamop Post-gas

6 — V+ MHOuKamop Hacmpoliku 18 — UHAukamop Spot time

7 — MHAuKkamop ceapoyHO20 moka A 19 — MHAukamop Burn-back

8 — MHOUKamop ceapOYHbIX NPo2paMm 20 — MHAukamop Up-slope

9 — lNepeknoyamerns napamempos Mecapulse / CeapoyHsbili 21 - MHdukamop Welding voltage

mok | CeapoyHble npoepammab!

22 — OcHoeHol peeynssimop Welding voltage u epemeHHbIx
PEXUMOB 8bI6PaHHLIX Mapamempos

23 — OcHoeHol peeynsimop - Ckopocmb noda4yu, Mecapulse
U 8bI60p C8aPOYHBIX PoepamMm

10 — MHdukamop pyHkyuu Mecapulse

11 — MlHdukamop pyHKyuu Spot time ceapka moykamu

12 — MlHdukamop pexuma 4T (4 times)
1 - UHOukamop owubok—Er 2, Er 3 uEr 4

2 — Undukamop nepezpeea (Er 1 ) - [Mpu akmusayuu o3Hadaem, 4mo MepMOEbIKIioYamerib akmueuposaH
nepeapyskol, komopasi He nossosisem pabomame. TepMO8bIK/ItoYame b pa3MeuieH Ha UeHmpasbHoU kamyuwke
2/1a8Ho20 mpaHcgopmamopa.

3 — MHAukamop numaHus — [pu akmueayuu 03Ha4Yaem, 4Ymo 8biK/IloYamersib NUMaHUs 8KITIOYEH U HarnpskeHue
numaxusi nodaHo

4 — Hugppoeoli ducnneli — OmobpakeHue rnokasaHull ceapoYHO20 moka, rnokasaHusi chyHkyuu "Mecapulse",ckopocmb
rnodayu rpoeosioKu.

- yugbposoli ducrineli nokasbieaem 3Ha4eHUe C8apOYHO20 MoKa

- yugbpoeoli ducnel rnokasbigaem cKkopocmb sriekmpodauzamernisi 0guzamersisi MIMUH, ocsie HacmpouUKu pe2yisimopom
23, asmomamuyecku 8o3epalwaemcsi 3Ha4eHUe ceapoyHO20 MOoKa.

5 — V- Mecapulse — MHAukamop spemeHuU Hapacmarusi ckopocmu rodayu "Mecapulse” V- (HuxHUl yposeHb ckopocmu
nodayu nposorsioku). lNpu akmusayuu hyHKyuu "Mecapulse" nossonsem peaynuposame 8peMs HapacmaHusi CKopocmu
dsueamersi nodayu npoeosioku do docmuxkeHUs 8blbpaHHoU ckopocmu nodayu; peaynuposka 0,1 - 0,5 cek.
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6 — V+ Mecapulse — MHOukamop epemeHu HapacmaHusi ckopocmu rodayu "Mecapulse" V+ (8epxHuli ypogeHb ckopocmu
nodayu npoesonoku) MNpu akmusayuu yHkyuu "Mecapulse" nozsonssem peaynuposame epems pabomel Ha 8bICOKOU
ckopocmu rnodayu fMpososioKU; peaynuposka cocmasssem 0,1 - 0,5 cex.

7 — 12 — MIHOukamop ceapo4Ho20 moka (Ammnep) — OmobpakeHue nokaszaHuli ceapoYHO20 moka Ha oucrisiee.

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

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

10 — Mecapulse - lpu akmusayuu o3Hayaem, 4mo MawuHa Haxooumcs 8 pexxume Mecapulse, npu 3mom cKkopocmb
riodayu rpoesosioku Kosiebremcsi Mexoy dgymsi yposHaMU V + u V- 8 meueHue 08yx peayiupyemMbix rnepuodos 8
OuanasoHe om 0,1 do 0,5 cekyHO (cm. Ne 5 u Ne 6). @yHkyust Mecapulse ocHogaHHa Ha UMy ibCHOU nodavye ceapoyHoU
npoesonoku. Obecrne4yusaem KOHMPOIb C8AaPOYHOR0 rNpoyecca, npedomepawaem fpoxoau U nposasbsi Memarna rnpu

ceapKe MOHKOJIUCMO8bIX Mamepuarsioge U CMbIKO8 C yees/lu4eHHbIM 3a300P0M.

11 — Spot time — [Npu akmueayuu o3Ha4Yaem, 4Ymo MaluHa Haxodumcs 8 peXUMe ceapka moykamu, aemomamuyecku
rpepbieasi ceapKy 8 KOHUe ycmaHOo8/1eHHOo20 repuoda (8 cekyHdax).

12 — 4 T — iHOukamop pexxuma ynpasneHusi 2opesiku 4 makma. lNpu ceapke NPOMSXKXEHHbLIX WEO8 Orepamop Moxem
Haxkxamb U omiTycmumb KHOMKY 20pesiku 0nsi Mpodo/mKeHUsI ceapKu. Haxmume u omrycmume KHOMKY 071 0CmaHOo8KU

ceapkKu.
Welding current l I

| pOst-|

1
| | Jaz
Gas flow I T g_l
1 1
Torch trigger /6 /6
N N
1st/2nd times 3rd/4th times
push/release push/release

13 — 2 T — MHOukamop pexuma ynpaeneHusl 20pesiku 2 makma. HenpepbigHasi ceapka ¢ MoCMOsIHHbIM HaXamuemM KHOIMKU

2opesiKu
Welding current l I

| post-,

1
| 1 Jaz.
Gas flow I u g_l
1
Torch trigger ,’6 ,’@
t '
1st time / push trigger 2nd time - release trigger

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

15 — Hugppoeoli ducnneli — OmobpaxeHue riokasaHuli (HanpsikeHue V, Up-slope epewmsi, Burn-back epewms, Spot spems
u Post-gas epewms). Bo spemsi ceapku yughposoli ducnnell nokasbieaem 3Ha4YeHUsi C8apOYHO20 HarpPsXKEeHUSI.

16 — lMepeknroyamens ebibopa hyHKYul: post-gas, spot, burn-back, up-slope u ceapoyHoe HanpsixeHue V.

17 — Post-gas : ®yHkyus Pre-Gas/Post-Gas — nodaya 2a3a om 0 do 10 cek. do ceapku u rocre 0ns1 3aljumsl c8apoyHoU
8aHHbI OM OKUCIeHUSs U Onisi OXnax0eHusi

18 — Spot time : @yHKYUST pexuMe ceapka movykamu, asmomMamuyecku rpepbleasi CeapKy 8 KOHUE yCmaHO8IeHHO20
nepuoda (8 cekyHoax).

19 — Burn-back : @yHkyuss nosgonsem peaynuposambs OMXXu2 MPO8OSIOKU 8 KOHUE CeapKu. Bpemsi omxuza MOXHO
ompeeaynuposams 8 npederiax om 0,1 do 1 ceKyHObI.

20 — Up-slope motor speed: @yHKYUsS M0380/19em C MOMOWbIO KHOMKU peaysuposKu peaynupoeams epemMsi epauieHust
Odsuzamernsi 00 MomeHma docmuxeHusi 3a0aHHOU CKOPOCMU C y4emoM HapacmaHusi moka 8 Havase yukna ceapku. Eeo
Heobxodumo ompeaynuposame & rpedesiax om 0,1 0o 1 ceKyHObI.

21 — U2 Ceapoy4Hoe HanpsixkeHue — VIHOUKamop ykasbleaem, 4mo HarpsikeHue ceapku omobpaxaemcsi Ha Uugposom
oucninee.

22 — OcHoeHoll peaynisimop. Hacmpausaem speMeHHbIe pexuMbl 8bI6paHHbIX Napammempos (post-gas, spot, burn-Back, up-
slope u HanpspkeHue ceapku)

23 — OcHoeHoll peaynsimop. Hacmpausaem ebibpaHHoe 3HauyeHuUe napamempa (spems cpabamsigaHusi Mecapulse,
rpozpaMMbl C8aPKU U CKOPOCMb nodayu npososioKU). PeaynupoeKku oCywecmensiomces epaujeHuem peayrsmopa, CKopocmb
anekmpodsugamerns peaynupyemcsi mexdy 0,5 u 30 M/ MuH, ¢ MokazaHussMU Ha yughposom ducriniee 4.
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2.3 — CoobueHust 06 owubkax:

Bo epewmsi pabombi MawuHbl Ha yughposom ducrsiee Mo2ym omobpaxambcsi coobuweHus1 06 owubkax:

Er 1 - Ykasbieaem, 4mo UcCmOYHUK NUMaHuUs agmomMamuyecKu OMKITIOYUIICA U3-3a rpesbilueHus1 paboyeao yukna.
lMonyaemomam GomxeH ocmbimeb.

Er 2 - Ykasbisaem Ha HU3Koe OasrnieHue unu omcymcemeue xiadoazeHma 8 b6510ke 8005H020 oxnaxoeHus (05151 eepculi ¢
800s1HbIM oxnaxodeHuem) Mposepums:

- Pabomy 6rioka 80051H020 oxnax0eHUsl.

- YposeHb oxniadumernsi 8 6ake 6110ka 8005IHO20 OX/TaXXOeHUS,.

- Paduamop 6roka 6005iHO20 oxJiaxk0eHus1 U 800sIHbIE Wi/laHaU c8apoOYHOU 20pesiKuUHa Ha Hanudue rnepeaubos.
Er 3 - Ykasbieaem Ha crnyqaliHyro akmueayuto KHOMKU eopersiku 0o nodayu numaHus 6 annapam.
Er 4 - Ykasbigaem Ha cb6ou cesi3u MexOy MaHesbio yrpasneHus U yrnpasisouuM MpoyeccopoMm rniambl yrnpasieHusl.
HormxHbl 6bimb MpogepeHbl HeUCnPasHOCMU 8 aIeKmpuYyeckux KoHmaxkmax. [pu Heobxodumocmu nnama ynpasneHusi Go/mKHa
b6bImb 3aMeHeHa K8anuguyuposaHHbIM Crieyuanucmom.

2.4 — CeapoyHble rnpospaMMbl

Beibepume Prog # (lpoepammbl ceapku, 8 - Puc.5) ¢ nomouwibto kHorku 9 - Puc. 5 u ebibepume xenaemyro rnpospammy ¢
nomowbto peaynsmopa 22 - Puc. 5.

Mpumeyvarue: Ne PO (Mpoepamma ceapku 0), MOXHO ompezyniuposams npou3eosibHbie napamMmempb! C8apKuU.

MIG 350 MIG 450 / MIG 550

PROGRAM MIG 350 PROGRAM MIG 450 / 550

1

==

o
=

PT

[3]a]=]a]alz]alalz

P13

B pamkax npoepamm MOXHO peayruposeams C8apoYHOe HarnpsiXeHue, CKopocmes nodayu npoeosioku bydem peaynuposamscsi
asmomamuyecku. Peaynsmop 22 - puc.5 ebl Moxeme ompeaynupogams CKopocmbk rnodaydu rpososoku om -30% 0o + 30%
om yKka3aHHoU ckopocmu nodayu rpososioKU.

TpumeyaHue: Omu ceapoyHbie rMpoepaMmMbi 8MSHOMCS npedsapumesibHbIMU U O0/MKHbI bbimb adanmuposaHsbl K peasbHbIM
ycnosusiM ceapku. Ymobbi usmeHUMBb unu co3fames HO8bIE napamempbl C8apKu, noxarylcma, CesXKUumech C HalluM MECMHbIM
oucmpubbomopom.

10
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3 — TexHu4Yeckue xapakmepucmukxu

MIG 350 MIG 450/ MIG 450 W

IEL. IEN 60974 -

=
-mm

IEC / EN 60974 -
IEC / EN 60974 -2

MIGIMAG 35A ] 15,EW - 400A [ 34V

A B e o
: ﬂ

:DED_ \Y Hm 18A BA
| P21 | CLH | Refrig. AF |

-m- Refrig. AF

Huamemp npososnoku @0.6-1.2mm Juamemp npoeosnoku @ 0.8—1.6mm
Macca (McmoyHuk + briok Macca (MemouHuk + Bnok 1375 K
rnodayu) 128 Kr rnodayu) ="
Macca (McmoyHuk + Briok Macca (McmoyHuk + Brok
rnodayu + briok oxnaxoeHus) 141,5 Kr nodayu + B1I0K oxnaxoeHus)) 151 Kg
Macca (kabernb-nakem) 5Kr Macca (kabenb-nakem) 5 Kg

*
ra6apumer | —+ / 1390 x 410 X 940MM ra6apumsi | — / 1390 x 410 x 940MMm

MIG 550 / MIG 550 W

IEC ! EN 60974 - i
IEC ! EN 60974 -

MIGIMAG 15,8V - 500A f 39V
=

3”50 Hz

Luamemp rposgosnoku @ 0.8—-2,4mm
Macca (Mcmoy4Huk + Briok nodayu) 149,5 Kg
Macca (McmoyHuk + Briok nodayqu +

610k oxnaxoeHus) 163 Kg
Macca (kabesib-niakem) 6,5 Kg
Fa6apumsi | —+ / 1390 x 410 x 940 MM

11
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4 — YcmaHoeka u nodkstoveHue

3Omu ceapoyHbIe UCMOYHUKU numaHusi 00/KHbI 6bimb MOOKIYeHb! K mpéxgha3Hol cemu anekmpuyeckoz2o numaxusi 400 B,
¢ yacmomoli 50/60 'y + 3emrnsi cemu numaHusi ¢ OMKIoHeHuUsIMU +10%;

- lModkntoyeHue domkHo obecrevyusampb nepedayy 3M1eKmpuYeckol MOWHOCMU CoalacHO mexHu4eKol crieyughukayuu;
- lNpu ycmaHoeke c8apoYyHO20 UCMOYHUKa numaHus criedyem cnedums 3a mem, Ymobbl 8eHMUNAYUOHHbIE OKHa Kopriyca bbiiu
OMKpbIMBbI,
- Cemu numaHusi O0mKHbI bbIMb 3aWuUeHbI NPedoXpaHUMesIsIMu Uiu agmomMamu4yecKkuMU 8bIKiiroYyamesissMu 8 CoOomeemcmauu co 3Ha-
YeHueM 3hheKmueHO20 mokKa, yKa3aHHbIX 8 XapakmepucmuKax UCMOYHUKa Numaxusi,
- [ns obecneyeHusi besonacHocmMu oriepamopa HacmosimesibHO cogemyeM UcCronb308amb OugghepeHyuanbHyo 3awumy.

Puc. 7 — [depxxamenb npo8osioku

- lNpu ycmaHoeke kamywKu ¢ rpoeosiokoll Ha depxamernb (103. 4, Puc. 7) Heobxo0umo rnposepums pagusibHOCMb MO3UUUOHUPOBAHUS
Hanpasnsowez2o omeepcmusi (no3. 3, Puc. 7) Ha wnuHdenb Oepxxamensi (no3. 5, Puc. 7);

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

- lposonoka OomkHa 6bimb npogedeHa 6PYyYHYH Ha HECKONIbKO caHmumempos 4Yepe3 easnku (ro3.8-puc.8 u 9) u Hanpaenswowas 0ns
nposonoku (no3.7-puc.8 u 9). lMocrne amozo 3akpolme mseosbie pbidazu (M03.5/6-puc.8 u 9), u nNposepbme npPaguUIbLHOCMb PAaCrONOXEHUs
POBOJIOKU Ha KaHaeKax posiuka rnooayu.

- OkoH4YameribHyt0 peaynuposKy ycunus fpuxuma mexaHudma nodayu rpoeonoku (no3.5-puc.8 u 9) nposodume 80 epemsi pabomsi
dsuzamernsi nodayu (rMpososioka Oo/mKkHa nodasambcs 6e3 CKonbXeHus). YcmaHasenuealime MUHUMarbHOe ycurue fpuxuma 8 uyessx npedom-
8pawieHusi 0eghopmayuu rnPo8osIoKU

- Ompeeynupylime ycunue MOPMOXEHUsT KamywKu MPWKUMHbIM euHmomM (r103.2, Puc. 7) — epawieHue kamywku OO/MKHO rpekpawamscs
00HOBPEMEHHO C 0OCmaHoeKol dguzamerisi modayu;,

- Bknroyume nonyasmomam u Haxxumaume kHorky "Wire inch" ("Tecm nposonoku") (no3. 1, Puc. 5) do mex nop, noka rnpogosioka He ebilidem
3a HaKOHeYHUK 2opesiku (r1o3. 9, Puc. 9). lNpu Heobxodumocmu omeuHmume HaKOHeYHUK 20Pesiku;.

- Omkpolime seHmurib 2a308020 bassioHa u Haxmume kHorky "Test gas" ("Tecm ea3a") (mos. 2, Puc. 5);
- Ompeeynupytime pacxod ea3a & npedenax 6 - 12 n/lmuH, npu Heobxodumocmu pezynupytime pacxod 2asa 80 8peMsi C8apKU;

- Nonyasmomam 2omos 0515 ceapku. Npu Heobxodumocmu reped HavyaroMm ceapoyHbIX pabom, nposepbme napamempb! c8apKu Ha obpa3suax.
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350/ 450/ 550

5 — Onekmpuyeckas cxema 350/450/500 (3x 230/400V)

wire inch
ADJUSTMENT AND DISPLAY
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C.I. LTRONIC FRONT REV 1.0
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o ‘_’ o o J 8-
g W : 4 K W o ®5: L}
| S[ELEEE i : s
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| Pay,, |
3 T, E 5 *g
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" BENNELE =
7 2] .
- £ $
Lt % &
§ : §
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-
o] % y i
3 s
4o Al - Main switch
33 e G B Cl1 - PC Board (C.I. LTRONIC
= CONTROL REV1)
Al = 5 CI2 — PC Board (C.I. LTRONIC FRONT
2 REV1.0)
T1 - Main transformer
QH T2 - Auxiliary transformer
E T3 - Inductance
- PB — Voltage selector board
E M1 - Motor fan
3 - M2 - Wire feed motor
= EV - Solenoid valve
[ A FE - Toroidal ferrite
A=) “ PU - Push-Pull (option)
i é MS - Micro-switch
R SH - Sensor hall
X PR1 — Main rectifier bridge
PR2 - Aux rectifier bridge
F1 - General fuse 5A
= F2 - Fuse wire feeder motor 16A
£ - 1 TO — Torch with adjustment and display
g W N i - (option)
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Anekmpuyeckas cxema 450 / 550 with Torch Cooling Unit (3x 230/400V)
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350/ 450/ 550

o
TO

Torch with adjustment

and display

Hart Q 7-Female

Wire feeder
St

LIYCY9x0,75+T

lntercmuﬁt.'on cable

Hart Q 7-Male

Machine
. Interconnection cable

A1l - Main switch

CI1 - PC Board (C.l. LTRONIC
CONTROL REV1)

CI2 — PC Board (C.I. LTRONIC FRONT
REV1.0)

T1 - Main transformer

T2 - Auxiliary transformer

T3 - Inductance

PB - Voltage selector board

M1 - Motor fan

M2 - Wire feed motor

M3 — Water pump motor

RL1- Auxiliary relay (12V DC)

EV - Solenoid valve

FE - Toroidal ferrite

PU - Push-Pull (option)

MS - Micro-switch

SH - Sensor hall

PR1 — Main rectifier bridge

PR2 - Aux rectifier bridge PTH 50 SN
F1 - General fuse 5A

F2 - Fuse wire feeder motor 16A

F3 — Fuse water pump 5A

TO — Torch with adjustment and display
(option)
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350/ 450/ 550

6 — TexHu4Yeckoe o6cyxueaHue

Ob6opydoeaHue 0Ons Oyzo8ol ceapKu OO/MKHO peeyrisipHO obcryx)XusambCs 8 coomeemcmeauu ¢ pekoMeHOauusmu rpoussodumenel. Bce
dsepu u KpblwKu Onsi docmyna u obcrnyxueaHusi O0MKHbI bbimb 3aKpblimbl U OO/MKHbIM 06pa3oM 3akpersieHbl 8 mo epems, Koeda
obopydosaHue Haxodumcs 8 3Kcrnyamayuu.
B obopydosaHue He OO/MKHO BHOCUMbLCS HUKaKuXx U3MEeHeHUl, 3a UCKIMIOYEeHUeM mex U3MeHEeHUU U KOpPeKmupo8oK, KOmMopbie
rnpedycMompeHbl 8 UHCMPYKYuu npoudsodumerns. B yacmHocmu, uckpoebie pa3psdHuku Onsi 3axueaHusi Oyau u cmabunusu-pyroujue
ycmpoticmea 0ommKHbl bbimb ompeaynuposaHbl U 0b6cryKueambCs 8 COOM8EMCMBUU ¢ peKkoMeHOauusiMu 3ago0a-u320moeumeris.
lNeped ebinonHeHueM obbiX 8HYMPEHHUX MPOBEPOK UU PEeMOHMHbIX pabom, ybedumech, 4YmMO UCMOYHUK MUMAaHUsi OMKIIIOYEeH om
anekmpuyeckol cemu. Obecrieybme omcymcemeue criyqaes crly4alHo2o nodkmoyYeHuUss 060pydo8aHus K cemu nMumaHus.
Ob6opydosaHue mpebyem pezynspHo20 mexHu4yeckoz20 obcryxueaHusi. Kaxodble 6 mecsues (unu vyawe npu pabome 8 ycriogusix noebIuLEeHHOU
3arblnéHHOCMU) 8blinosHalme credyroujue onepayuu:

- [podysatime ucmMOYHUK NUMAaHUsI CyXUM CXambiM 8030yXOM, He codepxaujumM mMacra,

- lposepsitime yenocmHOCMb 8CeX areKmpu4yecKux coeOUuUHeHUU,

- lpoeepsitime nodknoyeHue kabenel,

- [Nposepstime KpenneHue naHeneul Kopryca.
lposepsiime cocmosiHue u30nauyuu U MOOKIIHYeHUss ece2o obopydoeaHusi U 3MeKmpuyecKux coeduHeHul: pasbém u kabenu numaHus,

KaHarbl, pa3béMbl, yOnuHumenu, pasbémbl UCMOYHUKa NumaHusi, pasbémbl 06pamHo20 Kabesis u ceapo4yHoe20 Kabers.

BameHslime ece deghekmHble akceccyapbl.

lMepuoduyecku nposepsitime 3amsiXKKy U HagpesaHue 8CeX 31IeKmpu4eckux coeOUHeHUU.
TexHu4eckoe obcnyxusaHue anekmpoobopydosaHusi dormkHa bbimb 803/10KEHO Ha KeanuguyuposaHHbIX crieyuanucmos.

6.1 — Bo3MoiKHbIe noepexxoeHust

HEWNCIPABHOCTb MPNYNHA OENCTBUA
MonyasTomar He BkNtoYaeTcsa Npu| OTCYTCTBYEST HANPSKCHUE TTUTAHUS [IpoBepbTe HAMPSKCHUE CETH U 3aIUT-
BKITHOYEHHOM BblKtoyarene nuta- HBIX 2JIEKTPUYECKUX HEeTeH
HUA Ileperopen riaBHbIH MPEIOXPAHUTEID [IpoBepbTe U 3aMeHUTE, €CIIH HEO00XO-

JIIMO
OOpbIB KaOeJIsT MUTaHMS [IpoBepbTe U 3aMeHUTE, €CIIH HE00XO0-
JIIMO
HeperynapHas nopjaya cBapOYHOW | [ToBpexaéH wiK B MI0XOM COCTOSIHUH O4ucTUTe HAIJICKAIUM o0Opa3oM u
NPOBOJIOKN KaHaJI IOJaqH IPOBOJIOKH 3aMEHHUTE, eCiIi He00X0IUMMO

JuameTp poJMKOB MOJauu HE COBMaja-
€T C AWaMETPOM IPOBOJOKU

3aMeHUTE POIMKAMU COOTBETCTBYIOIIIE-
ro Auamerpa

CnuirkoM 0OJBIIOE YCHIIAE TOPMOXKE-
HUSI KATYIIKA C TPOBOJIOKOH

OtperynmupyiTe  HEOOXOIUMOE YCHIIUE

TOPMOKEHHS

TloBpexxaeHune KaTyuku ¢ MpoOBOJIOKOU
WIN OOPBIB IPOBOJIOKH

[TpoBepbTe 1 3aMEHHUTE, €CJIH HEOOXO0-
JIMO

MNoBbiWeHHas NOPUCTOCTb MNMpwn cBap-
Ke

Her noJadyu 3alllMTHOI'O I'a3a

ITpoBepbTe MaBiicHUE B ra30BOM 0ayuio-
He U paboTy ra30BOro peayKkropa

3a6J'IOKI/IpOBaH 3J'IeKTpOMaI‘HHTHLIfI KJa-
IIaH 1mogavu rasa

[TpoBepbTe M 3aMEHUTE, €CIIH HE00XO0-
JIIMO

CiumkoM OO0JBIION pacxo 3a1uTHOIrO
ra3a

Otperynupyiite
rasa

noaavy 3alllUTHOI'O

Cormo TOPCJIKU B IJIOXOM COCTOSAHUUN

OunCTUTE WM 3aMEHUTE COILIO ropei-
K1

CBapI/IBaeMLIe ACTaJIk 3arpA3HCHbI UJIN
BJIA’)KHBIC

Ouuncrure CBAapMBACMBbIC ITOBEPXHOCTU

Huskoe kauyecTBO CBapKu

HeucnpaBHb! 251eKTpUUeCKUE KOHTAKTBI
cBapo4Hoi ropenku win EBpopazpéma

[IpoBepbTe KOHTAKTHI CBapOYHOW rO-
penku u EBpopasnéma, oOpaTHBIN TIpo-
BOJI (KabeJsib «3eMJIs»)

HOBp CIKACHHUC DJICKTPUICCKUX KOHTAK-
TOB

Ouuncrure SJICKTPUUCCKUEC KOHTAKTDI

HOBpe)KILGHI/IG MOCTOBOI'O BBIIPSIMHUTC-
I

[TpoBepbTe U 3aMeHUTE, €CIIM HE0OXO0-
JIIMO

OTKa3 nmuTaHus JABUTATCJIA ToAa4u Ipo-
BOJIOKH

[TpoBepbTe 1 IpH HEOOXOAUMOCTH 3a-
MCHUTE MpPEAOXPAaHUTENb  JBHUTATENs
MOJ]a4Y¥ MPOBOJIOKH, IPOBEPHTE KOHTAK-

ThI IBUT'AaTCIIA TOJA4YU IMPOBOJIOKH

Ortka3 METOK ABUTATEIIS MOJauu npo-
BOJIOKH

3aMeHuTe METKU

15



350/ 450/ 550

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;
- Always have sufficient fire fighting equipment;
- Fire can break out from sparks even several hours after the welding work has been finished.
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350/ 450/ 550

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
0,5‘2,5‘10‘20‘40‘80‘ 125 ‘ 175 ‘ 225 ‘ 275 ‘ 350‘ 450 ‘

Welding process 1 5 15 3I0 6IO lIOO liO 2(I)0 ZiO 300 4CI)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 ] 13| 14 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

350/ 450/ 550

This semi-automatic arc welding process under shield gas uses 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)

Comparing with CO2, the use of mixed Ar+CO2 increases more stability to the welding arc with low spatters and a better
finishing of the welding job. The use of other mixed gases like helium or oxygen increases penetration for specialized welding jobs.

For special welding jobs, a consult to gas producers is advised.

I A

CO2 or Mix Argon/CO2 seam
(penetration - Earth plug # 1)

I A

CO2 or Mix Argon/CO2 seam

(filling — Earth plug # 2)

Fig.1 — Inductance positions

2.1 - Description

These machines are equipped with separated wire feeder, with coil holder and 4 rolls protected by a lateral door.

Front panel

18

Fig.2 — Front panel




1 — Wire coil protection

2 — Torch support

3 — Machine under voltage indicator

4 — Main switch (ON/OFF)

5 — Interconnection cable plug (power)
6 — Wire feeder handle

7 — Wire feeder

8 — Welding parameter controller

9 — Mig torch adapter

19
20
21
22

23

24
25

27
28

30

Fig.3 — Rear panel

Wire feeder

350/ 450/ 550

10 - Cooling fluid plugs

11 - Cooling fluid tank cover

12 — Technical data sticker

13 - Interconnection cable quick plugs (cooling fluid)
14 - Interconnection cable plug (gas)

15 - Interconnection cable plug (control)

16 - Cooling air inlet

17 - Earth plug # 2 filling

18 - Earth plug # 1 penetration

Rear panel

19 — Interconnection cable plug (control)
20 — Interconnection cable plug (gas)

21 - Interconnection cable quick plugs (cooling fluid)
22 — Interconnection cable plug (power)
23 — Interconnection cable clamp

24 — Cooling fluid air outlet

25 — Gas plug

26 — Fuse (aux. transformer)

27 — Fuse (feeding motor)

28 - Fuse (water cooling unit optional)
29 — Input cable holder

30 — Cooling air outlet

Interconnection cable

31 — Control cable

32 — Power cable

33 — Gas tube

34 — Cable holder spring
35 — Protective sleeve

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 flow meter. 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 caoll
5 — Coil breakage system
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Ltronic controller

350/ 450/ 550

Fig.5 — Ltronic controller

1—Erroralarm-Er 2, Er 3 orEr 4
2 — Thermal surcharge alarm Er 1

3 — Machine under voltage indicator

4 — Digital display. Wire speed, Mecapulse and welding jobs
adjustment. Welding current reading.

5 — V- adjustment indicator

6 — V+ adjustment indicator

7 — Welding current selected indicator

8 — Welding programs selected indicator

9 — Selector Mecapulse / Welding current / Welding programs
10 — Mecapulse mode indicator

11 - Spot welding time adjustment indicator

12 — 4T (4 times) torch mode indicator

1-Alarm—- Er 2, Er 3 orEr 4

13 — 2T (2 times) torch mode indicator

14 — Mecapulse/Spot/4T/2T selector

15 — Digital display. Welding voltage and time adjustment.
Welding voltage reading.

16 — Selector welding voltage, up-slope, burn back, spot time,
post-gas

17 — Post-gas adjustment indicator

18 — Spot time adjustment indicator

19 — Burn-back time

20 - Up-slope time

21 - Welding voltage adjustment indicator

22 — Adjustment button. Welding voltage and time adjustment

23 — Adjustment button. Wire speed, Mecapulse and welding
jobs adjustment

(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, welding programs (see programs description
on this user’s guide) and wire speed adjustment). During welding:

- the digital display indicates welding current value

- when the button 23 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 lower speed time.

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

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

8 — Welding programs (see welding programs description on this user’s guide).
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350/ 450/ 550

9 — Selector key button — Selects to adjust Mecapulse times, welding programs and to display welding current reading.

10 — 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.

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

12 - 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

| post-

1
| | gaz
Gas flow I T H_l
1 1
Torch trigger /’6 /ﬁ
e i
N N
1st/2nd times 3rd/4th times
push/release push/release

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 I

| post-,

1
| 1 Jaz.
Gas flow I u H_l
1
Torch trigger ,’6 ,’@
t '
1st time / push trigger 2nd time - release trigger

14 — Mecapulse/Spot/4T/2T key button selector.

15 — 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.

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

17 — 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.

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

19 — 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.

20 — 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.

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

22 — Adjustment button — Adjusts the selected parameter value (post-gas, spot, burn-back and up-slope time and
welding voltage).

23 — Adjustment button — Adjusts the selected parameter value (Mecapulse times, welding programs and wire speed

adjustment). When this button is rotated, it adjusts the wire motor speed between 0,5 and 30 m/min as showed on the digital display
4. This parameter is continuous active.
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2.2 — Error messages:
During machine running, several error messages can be showed at the digital display:

Er 1 - This indicates that machine is automatically stopped by thermal surcharge due to exceeding of duty cycle. Machine
must cools to reset.

Er 2 - This indicates that machine is automatically stopped due to cooling fluid failure. Check:

- the regular functioning of fluid cooler.
- the level fluid of cooler tank.
- twists and bottlenecks of torch cooling tubes.

Er 3 - Thisindicates that, when machine is switched on, the torch trigger is accidentally activated.

Er 4 - This indicates that there are failures of communication between frontal and interface PCBoards. Electrical contacts
failures must be checked out. If necessary, PCBoards must be changed.

2.3 - WELDING PROGRAMS

Select Prog # (Welding programs, 8 —Fig. 5) with key button 9 — Fig. 5 and select the desired program with rotating button 22
— Fig. 5.
Note: With PO (Welding Program 0), it is possible to adjust all welding parameters freely.

MIG 350 MIG 450 / MIG 550

PROGRAM MIG 350 PROGRAM MIG 450 / 550

i
G
H

o
=

0
[

PT

Within the programs, it is possible to adjust welding voltage and the wire speed will adjust automatically. Though, by rotating button

22

— Fig. 5 you can adjust wire speed from -30% to +30% of the indicated wire speed.

Note: These pre-settled programs must be adapted to the several welding jobs. To modify or create new welding parameters,
please contact your local distributor or the manufacturer.
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3 — TECHNICAL DATA

MIG 350

IEL. IEN 60974 -

=
-mm

:DED_ \Y Hm 18A BA
| P21 | CLH | Refrig. AF |

Wire diameters 0.6 —1.2mm
Weight (Machine + Wire feeder) 128 Kg
Weight (Machine + Wire feeder +

Cooling unit) 141,5 Kg
Weight (interconnection cable) 5 Kg
Dimensions | —* /* 139 x 41 x 94 cm

MIG 550 / MIG 550 W

[ D= | e
T
- =mm
.n

DD-

—m-— Refrig. AF

350/ 450/ 550

MIG 450/ MIG 450 W

IEC / EN 60974 -
IEC / EN 60974 -2

A mm
e Jaoon [ T on

-m- Refrig. AF

Wire diameters F08—1.6mm
Weight (Machine + Wire feeder) 137,5 Kg
Weight (Machine + Wire feeder +

Cooling unit) 151 Kg
Weight (interconnection cable) 5 Kg
Dimensions | —* /* 139 x 41 x 94 cm

Wire diameters @ 0.8—-2,4mm
Weight (Machine + Wire feeder) 149,5 Kg
Weight (Machine + Wire feeder +

Cooling unit) 163 Kg
Weight (interconnection cable) 6,5 Kg
Dimensions | —* /* 139x41 x 94 cm
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350/ 450/ 550
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

‘ !—‘—\
&= 0 O

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 400 Mig 500

- 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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350/ 450/ 550

5 - ELECTRIC SCHEMA 350/450/500 (3x 230/400V)

wire inch
ADJUSTMENT AND DISPLAY

FE;

st gas

\‘ 16
14
12
C.. LTRONIC FRONT REV 1.0
3| 5] 6 8
nfE
4 T
-
NS B
T
TO
TORCH WITH

%
A : ;
A :
., & & - = : :
o ‘_’ o o J 8-
g 3 : FIFIFR o ®5: L]
| S[ELEEE i : s
F T ok 5
| Pay,, |
3 T, E 5 *g
HRRRRAREE gl 5 g
" BENNELE =
7 2] .
- £ $
Lt % &
§ : §
g
-
o] % y i
3 y
4o Al - Main switch
33 e G B Cl1 - PC Board (C.I. LTRONIC
= CONTROL REV1)
Al = 5 CI2 — PC Board (C.I. LTRONIC FRONT
2 REV1.0)
T1 - Main transformer
QH T2 - Auxiliary transformer
E T3 - Inductance
- PB — Voltage selector board
E M1 - Motor fan
3 - M2 - Wire feed motor
= EV - Solenoid valve
4|, A FE - Toroidal ferrite
A=) “ PU - Push-Pull (option)
i é MS - Micro-switch
R SH - Sensor hall
X PR1 — Main rectifier bridge
PR2 - Aux rectifier bridge
F1 - General fuse 5A
= F2 - Fuse wire feeder motor 16A
£ - 1 TO — Torch with adjustment and display
g W N i - (option)
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ELECTRICAL SCHEMA 450 / 550 with Torch Cooling Unit (3x 230/400V)
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350/ 450/ 550
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A1l - Main switch

CI1 - PC Board (C.l. LTRONIC
CONTROL REV1)

CI2 — PC Board (C.I. LTRONIC FRONT
REV1.0)

T1 - Main transformer

T2 - Auxiliary transformer

T3 - Inductance

PB - Voltage selector board

M1 - Motor fan

M2 - Wire feed motor

M3 — Water pump motor

RL1- Auxiliary relay (12V DC)

EV - Solenoid valve

FE - Toroidal ferrite

PU - Push-Pull (option)

MS - Micro-switch

SH - Sensor hall

PR1 — Main rectifier bridge

PR2 - Aux rectifier bridge PTH 50 SN
F1 - General fuse 5A

F2 - Fuse wire feeder motor 16A

F3 — Fuse water pump 5A

TO — Torch with adjustment and display
(option)



6 — MAINTENANCE

350/ 450/ 550

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
connected the main switch.

Failure on main voltage

Check main supply voltage and
protective 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 and

necessary.

properly replace, if

Diameter rolls do not match with wire
diameter.

Replace rolls with the adequate
diameter.

Wire coil breakage system too much
tightened.

Adjust with the adequate pressure

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 zone.

Protect the welding zone from wind or
adjust up 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 torch.

Well tighten the earth clamp and torch.
Check the earth cable.

Failure on electrical contactor.

electrical
replace

clean
possible,

and
not

Disassemble
contactor. If
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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