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Bevezeto

K&szonjuk, hogy egy iIWELD hegeszté vagy plazmavdagd gépet vdlasztott és haszndl!

Célunk, hogy a legkorszeribb és legmegbizhatébb eszkdzokkel tdmogassuk az On
munkdjdt, legyen az otthoni barkdcsolds, kisipari vagy ipari feladat. Eszkdzeinket, gé-
peinket ennek szellemében fejlesztjik és gydrtjuk.

Minden hegesztégépink alapja a fejlett inverter technolégia melynek elénye, hogy
nagymeértékben csdkken a f6 transzformdtor ttmege és mérete, mikdzben 30%-kal
nd a hatékonysdga a hagyomdnyos transzformdtoros hegesztégépekhez képest.
Az alkalmazott technoldgia és a mindségi alkatrészek felhaszndldsa eredményekép-
pen, hegeszté és plazmavagd gépeinket stabil mikddés, meggydzé teliesitmény,
energia-hatékony és kérnyezetkiméld mikddés jellemzi. A mikroprocesszor vezérlés-
hegesztést tdmogatd funkcidk aktivaldsdval, folyamatosan segit a hegesztés vagy
vagds optimdlis karakterének megtartdsdban.

Kérjik, hogy a gép haszndlata elétt figyelmesen olvassa el és alkalmazza a haszndlati
Utmutatdban leirtakat. A haszndlati Utmutatd ismerteti a hegesztés-vagds kdzben
eléforduld veszélyforrdsokat, tartalmazza a gép paramétereit és funkcidit, valamint
t&dmogatdst nyUjt a kezeléshez és bedllitdshoz, de a hegesztés-vagds telies korl szak-
mai ismereteit nem vagy csak érintélegesen tartalmazza. Amennyiben az Utmutatd
nem nyUjt Onnek elegendd informdciét, kérjik bévebb informdcidért keresse fel a
termék forgalmazdjdt.

Meghibdsodds esetén vagy egyeb jotdlidssal vagy szavatossdggal kapcsolatos igény
esetén kérjik vegye figyelembe az ,,Altalénos garancidilis feltételek a jotdalldsi és sza-
vatossdgiigények esetén” cimU mellékletben megfogalmazottakat.

A haszndlati Utmutatd és a kapcsolddd dokumentumok elérhetéek weboldalunkon is
a termék adatlapjdn.

JO& munkdt kivdnunk!

IWELD Kft.

2314 Haldsztelek

Il. R&kodczi Ferenc Ut 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu



FIGYELEM!
A hegesztés és vagds veszélyes Uzem! Ha nem kérlltekintéen dolgoznak kénnyen bal-
esetet, sérllést okozhat a kezeldének illetve a koérnyezetében tartdzkoddknak. Ezért a
mUveleteket csakis a biztonsdgi intézkedések szigort betartdsdval végezzék! Olvassa el
figyelmesen jelen Utmutatdt a gép belzemelése és mUkddtetése eltt!

¢ Hegesztés alatt ne kapcsoljon mds Uzemmaddra,
mert drt a gépnek!

¢ Haszndlaton kivUl csatlakoztassa le a munkakdbe-
leket a géprdl.

¢ A f6kapcsold gomb biztositja a készUlék teljes
dramtalanitasat.

¢ A hegesztd tartozékok, kiegésziték sérilésmentesek,
kivald minéséglek legyenek.

e Csak szakképzett személy haszndlja a készUléket!

Az dramités végzetes lehet!

* Foldeléskdbelt — amennyiben szUkséges, mert nem
foldelt a hdlézat - az eldirdsoknak megfeleléen
csatlakoztassal ﬁfﬁ

¢ Csupasz kézzel ne érien semmilyen vezetd részhez
a hegeszté korben, mint elektréda vagy vezeték
vég! Hegesztéskor a kezeld viseljen szdraz védd-

keszty(t |
Kerilje a fist vagy gdzok belégzését! \\\\\\ /
* Hegesztéskor keletkezett fUst és gdzok drtalmasak —

az egészségre.
* MunkaterUlet legyen jél szell&ztetett!

Az iv fénykibocsatdsa art a szemnek és bérnek!

¢ Hegesztés alatt viseljen hegesztd pajzsot,
véddszemUveget és védboltdzetet a fény és a \
h&ésugdrzds ellen! _ \\\ /

¢ A munkaterUleten vagy annak kézelében tartdzko- "
ddkat is védeni kell a sugdrzdsoktol!

TUZVESZELY!

¢ A hegesztési froccsenés tizet okozhat, ezért a gyul-
ékony anyagot tdvolitsa el a munkatertletrdl!

o A t0zoltd készUlék jelenléte és a kezeld tlzvédelmi \\\ /
szakképesitése is szUkséges a gép haszndlatdhoz! '\&

Zaj: Arthat a hallasnak!

* Hegesztéskor / vagdskor keletkezd zaj drthat a
halldsnak, haszndljon fUlvédét!

Meghibdsodds:

e Tanuimdnyozza &t a kézikényvet.

* Hivja forgalmazdjdt tovdbbi tandcsért.

AZ ELEKTROMAGNESES KOMPATIBILITASRA VONATKOZO OVINTEZKEDESEK

1 Altaldnos megdllapitasok

A hegesztés elektromdgneses interferencidt okozhat.

Az ivhegeszté berendezések interferencia-kibocsdtdsa a megfeleld telepitési mddszerekkel és helyes
haszndlattal minimalizélhato.

Az ivhegeszté gépekre az A osztdly hatdrértékei vonatkoznak (minden alkalomra érvényesek, kivéve a
nyilvanos kisfeszUltségU elektromos hdldzatok dltal mUkodtetett lakdterlleteket).

Figyelmeztetés: Az A osztdlyd termék, kereskedelmi vagy ipari kdryezetben térténé haszndlatot jelent.
Nem alkalmazhatd kisfeszUltségU elektromos hdlézat dltal mUkddtetett lakott terUletekre, mivel az
elektromdgneses kompatibilitds e terlleteken nem garantdlhatd a vezetett és sugdrzott zavarok miatt.

2 Kérnyezet értékelési javaslatok

Az ivhegeszté berendezés belzemelése elbtt, a felnaszndldnak meg kell vizsgdinia a kérmyezetben elé-
forduld, potencidlis elektromdgneses zavarokat.

A kdvetkezd tényezéket kell figyelembe venni:

- Van-e a hegesztéberendezés alatt vagy annak kérnyékén szolgdlati kdbel, vezériékdbel, jel- és telefon-
huzal stb.

- Van-e radié és televizié adé- és vevéeszkdz;

- Vannak-e szamitbgépek és egyéb ellendrzé berendezések;

- Vannak-e olyan magas biztonsdgi szintl berendezések, mint példdul ipari védéberendezések;

- Vizsgdlidk meg a helyszinen dolgozd személyzet egészségi dllapotdval kapcsolatos kockdzatokat,
példdul ahol halldkészUlékkel vagy pacemakerrel dolgozdk vannak;

- Van-e a kézelben nagy pontossdgu mérd, kalibrdld vagy ellendérzé eszkodz;

- Ugyelien a t6bbi berendezés zajvédelmére.

A felhaszndlénak gondoskodnia kell arrdl, hogy a berendezés kompatibilis legyen a kérnyezd berende-
zésekkel, ami fovdbbi véddintézkedéseket igényelhet;

- Hegesztési vagy mds tevékenységek ideje;

A kérnyezeti tarftomdanyt az éplletszerkezet és az egyéb lehetséges tevékenységek alapjdn kell megha-
térozni, amelyek meghaladhatjdk az épllet hatdrait.

3 Az emisszié cs6kkentésére szolgdlé médszerek

- Kézizemi aramellaté rendszer

Az ivhegeszté berendezést a gydrtd dital ajdnlott mddszerrel, a nyilvdnos elektromos hdldzathoz kell
csatlakoztatni. Interferencia esetén tovabbi megelézé intézkedéseket kell hozni, - példdul sziré hasz-
ndlatdval térténd csatlakozds. A rogzitett ivhegesztd berendezéseknél a szervizkdbeleket fémcsével
vagy mds hatékony modszerrel kell drnyékolni. Az drnyékoldsnak azonban biztositania kell az elektro-
mos folytonossdgoft, és a hegesztégép fém burkolatdhoz kell kapcsolddnia annak érdekében, hogy
biztositva legyen a kdzottik 1€vE j6 elektromos érintkezés.

- ivhegeszt6 berendezések karbantartdsa

Az ivhegesztd készUléket rendszeresen a gydrtd dltal ajdnlott mddszer szerint kell karbantartani. Ha a he-
gesztéberendezés haszndlatban van, minden nyildst, kiegészité ajtdt és burkolatot zarni kell, és megfe-
leléen rogziteni. Az ivhegeszté berendezést semmilyen formdban nem szabad mddositani, kivéve, ha a
valtoztatds és bedllitds a kézikbnyvben megengedett. KUlonosen az ivgyujtd és ivstabilizdtor szikrakbzét
a gyartd javaslatai szerint kell bedllitani és karbantartani.

- Hegeszid kdbel

A hegeszté kdbelnek a lehetd legrovidebbnek, egymdshoz és a foldnéz lehetd legkdzelebb elhelyezke-
dének kell lennie.

- Ekvipotencidilis foldelés

Ugyelien arra, hogy a fémtargyak a kdmyezetben fdldelve legyenek. A fémtdrgy és a munkadarab
atfedése ndvelheti a munka kockdzatdt, mivel a kezeld egyidejlleg érintheti a fémtdrgyat és az
elektrédat. Az Gzemeltetéket minden ilyen fémtdrgytdl szigetelni kell.

- A munkadarab foldelése

Az elektromos biztonsdg vagy a munkadarab helye, mérete és egyéb okok kdvetkeztében a munkada-
rab nem foldelhetd, példdul a hajétest vagy a szerkezeti acélszerkezet. A munkadarabok foldelése
néha csdkkentheti a kibocsatdst, de nem minden esetben alkalmazhatd. Ezért ne felejtse el megaka-
ddlyozni az dramUtést vagy az egyéb vilamos berendezésekben okozott megrongdléddst a foldelt
munkadarabok miatt. SzUkség esetén a munkadarabot kdzvetlenUl a talajhoz kell csatlakoztatni. De
a kézvetlen foldelés néhdny orszdgban filos. llyenkor haszndljon megfelelé kondenzétort az orszdg
szabdlyai szerint.

- Arnyékolds

Szelektiven védije a kdrnyezd berendezéseket és egyéb kdbeleket az elektromdgneses interferencia
csOkkentése érdekében. KUlbnleges alkalmazdsokhoz az egész hegesztési terllet armyékolhaté.

5




1. F6 paraméterek

z

FUNKCIOK

z

PARAMETEREK

Cikkszdm

Inverter tipusa

fvgyujtés

THC - Magassagszabdlyozds

DUAL AIR SYSTEM - Beépitett kompresszor
Digitdlis LED kijelzd

CNC kompatibilitds

21/41

Tartozék plazmapisztoly

Vdghatd anyagvastagsdg (darabolds)- acél
szénacél

rozsdamentes acél

aluminium

vaghato
Anyagvastagsag

réz

Fdzisszam

Hdaldzati feszUltség
Max./effektiv dramfelvétel
Teljesitménytényezd (cos @)
Hatdsfok

Bekapcsoldsi idS (10 perc/40 °C)
Kimeneti dram
MunkafeszUltség

Uresjérati fesziltség
Szigetelési osztdly

Védelmi osztdly

Témeg

Méret (HXSZxM)

800CUTS50PT
IGBT
PILOT

X X X

X
PT40
18 mm
14 mm
14 mm
10 mm
8 mm

1

230V AC+10%
50/60Hz

33A / 14.7A
0.7
85%
40A@20% 20A@80%
20A - 40A
88V - 96V
375V
H
IP1S
6.4 kg
430 x 155 x 300 mm

2. BeUzemelés

. A kompresszor kimenetét csatlakoztassa a gép hdatuljan taldlhaté nyomds-
csdkkentd szelep bemenetére.
. Vagopisztoly rogzitéesavarjat csavarja rd az integrdlt kimenetre a gép elUlsé

részén és szoritsa meg éramutatd jardssal megegyezd irdnyban (gdzszivargds meg-
elézésére); a testcsipeszt a vago elUlsd részén 1év porzitiv kimenetre csavarja és szo-
ritsa meg a foglalatot.

. Vdagodpisztoly kapcsold dugdjdt dugja a panelen lévé vagodpisztoly csatlakozé-
jdba
. Csavarja az elektrédot a vagodpisztoly végére, gyengén szoritsa meg és aztdn

megfeleld sorrendben helyezze be a fuvokat és véddboritdt.

Bizonyosodjon meg arrdl, hogy a megfeleld vagodpisztolyt és testcsipeszt haszndlja,
kUlbnben a hegesztés mindsége romlik, és a gép kdrosodhat.

Vdagds elétt fontos a levegd nyomds pontos bedllitdsa. Kis nyomdsérték mellett az
ivgyujtds biztosabb de az olvadt anyag a vagdsi résbdl nehezebben tavozik ezért a
vagdsi felllet nem lesz sima. Nagy levegényomds érték mellett a gyujtds nehézke-
sebb, de ekkor a vagdsi felUlet sokkal simdbb lesz.

Haszndlja a berendezést a paramétertdbldzatban megadott nyomdsérték bedllitas-
sall

3. MUkodés

3-1. Kezel6panel elemei és csatlakozdsok




Vdagobpisztoly csatlakozd

Pozitiv kimenet - csatlakoztassa a munkadarabra

Hdalézati dramkdbel

Fékapcsold 1/O

SUritett levegd bemeneti csatlakozd - nyomdscsdkkentd nyomdsmérdvel
HGtéventilldtor

Aramerésség bedllitd gomb

Bekapcsolt dllapot jelzd: vilagit ha a gép bekapcsolt dllapotban van..

H&-és tuldramvédelem dllapot jelzé: vildgit ha a védelem mikddésbe 1épett.

0  Aktiv dllapot visszajelzd (DC indikator): ha a DC kimeneti kér aktiv, akkor a
l[dmpa vilagit.

11 RUN/SET: “RUN" dlldsban végezzUik a vagdst, SET dlidsban levegd dramids

tesztet végezhetlnk.

— N0 00 N O~ O AW N —

10

9 — QUICKSILVER

\l{i_u

25 OOGQQ 11

cAl A PILOT ARC CONTROL
CUT 50 PILOT

3-2. Vagas lépései

e Miutdn minden csatlakozdst ellendrzott, kapcsolja be a plazmavagd gépet;

o Allitsa be az dramer8&sséget a munkadarabnak megfeleléen;

e Nyomja meg a vagopisztoly kapcsoldjat, ekkor alevegd dramlani kezd a fuvokdan
keresztUl;

2 mp mulva az ériv begyujt;

Kdézelitse a pisztolyt a munkadarabhoz, ekkor az &riv atvalt vago ivre;

Ha a vagopisztolyt tavolitja a munkadarabtdl, akkor a vagod iv visszavdlt &rivre;
Végezze el a vagdst;

Engedie fel a vagdpisztoly kapcsoldjat, ekkor az iv kialszik;

A levegd ezutdn még 30 mp-ig dramlik a fuvokdn keresztUl.
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3-3 Megjegyzések

Mikor vagdshoz készUl, fogja a vagodpisztolyt (ne érintse a munkadarabhoz!) és nyomja meg a
vagopisztoly kapcsoldjdt. Ekkor a gyUjtdiv kialakul a fuvdkdan jelezve, hogy az elektréda, fuvo-
ka stb. helyesen csatlakoznak. Ha nincs iv vagy gyenge, azt jelzi, hogy az elektréda és a fuvdka
nem medgfeleléen csatlakoznak, ezért Ujra kell inditani ledllitds utan.

Mikor elkezd vagni, a fuvoka furat kilsé széle egy vonalban kell, hogy legyen a munkadarab
szélével. Nyomja be a vagdpisztoly gombjdt, hogy az iv &tUssén; ha ez nem térténik meg, en-
gedje el a gombot és nyomja meg Ujra. Sikeres ivatités utdn mozgassa dllandé sebességgel a
vagopisztolyt, hogy szabdlyos vagdst végezzen (mozgdssebesség vdltozik a lemezvastagsdg-
gal); ha szikra felfelé jon Ul gyors a mozgds és a darab nincs atvagva, ezért lassitani kell. Ha
a szikrdk f0ggdlegesen a darab felé mutatnak, a mozgds sebessége tUl lassu és salakosodds
néhet, ezért a sebességet ndvelni kell.

Ha froccsenés ragad a fuvékdra romlik a fuvdka hitéhatdsa, ezért idében el kell tavolitani.
Hasonléan a vagodpisztolyon lerakddott port és froccsenést is rendszeresen letakaritjuk, hogy a
j6 hékibocsatdast fenntartsuk.

A vagopisztoly tavtartdja biztositja a fuvoka és a munkadarab megfeleld tavolsdgdt. Vagds
alatt sose vegye le a tavtartédt, kUldnben nem garantdlt a fovéka megfeleld tavolsdga, hozzd-
érhet a munkadarabhoz és a pisztoly megéghet.

Cserélien elektrodat és fuvokat szUkség eseténl

Aldbbi esetekben idében cserélje ki a fuvokat és elektrédat:

1. 1,5 mm folotti elektrodafogyds mélység

szabdlytalanul deformdlt fvokanyilds

I&thatdan lassubb vagdsi sebesség és zold Iang az ivben
nehéz ivatités

A

ferde vagy szélesedd vagds




A CUT fesziltségosztd

A CUT tapegységek gydrilag telepitett, négy porzicids fesziltségosztoval vannak szerelve. Ezt nem Ugy tervez-
ték, hogy biztonsdgosan csatlakoztathatd szerszdmok nélkil. A beépitett feszUltségosztd biztosit csdkkentett
ivfeszUltséget 20: 1, 30: 1, 40: 1, és 50: 1 ardnyban (maximdlis kimeneti feszUltség 18V). Egy aljzat biztositja a
hozz&férést a csdkkentett ivfeszUltséghez és a jeleket az iv dtaddsdhoz és a plazma inditdshoz.

Megjegyzés:

A gydri bedllitds a feszlltségosztdn 20: 1. Ha modositani szeretné a feszlltségosztdt egy mdsik bedllitdsra,
olvassa el a kdvetkezd leirdst.

A gydrilag telepitett belsé fesziltségoszté maximum 18V fesziltséget ad iresjdrat alatt. Ez egy
impedancia védett, térpefesziltségl (ELV) kimenet a sokk elkerilésére, az energia, és a tiz
normdl kérilmények kozott a gép interfész edény alatt egyetlen hiba esetén a gép interfész
vezetékeket. A fesziltségoszté nem tolerdns és az térpefesziltségi kimenetek nem felelnek
meg a torpefesziltségi biztonsagi (SELV) kévetelményeknek, kdzvetlen kapcsolathoz a szami-
tastechnikai termékekkel.

Megjegyzés: Az alizat menetes burkolata megakaddlyozza, hogy a por és a nedvesség kdrositsa haszndlaton
kivUl. Ezt a burkolatot cserélje ki ha sérUlt.

A gép interfész kdbelének telepitését végezze szakember!
A telepités menete:

1. Kapcsolja ki a készUléket, és huzza ki a tdpkdbelt.

2. Vegye le a burkolatot az aljzatrdl.

3. Csatlakoztassa a gép interfész kdbelét a tdpegységhez.

feszlltségosztéd kimenet

Pisztoly-kapcsold jel

| A kis iv jelcsatlakozds

| A nagy iv jelcsatlakozas

Haszndlja az aldbbi tdbldzatot ha a rendszerhez csatlakoztat egy CUT vagopisztoly magassdg vezérlét vagy
CNC vezérlét a gép interfész kdbelén keresztUl.

Jel tipus leirdis 10 sz&m Szin

Alaphelyzetben nyitott.
18V DC Uresjdrati feszUltséget ad a START termindlokon.
SzUkség van a szdraz érintkezd zardsdra az aktivéldsdhoz.

Start beme-

8 (sarga)
(plazma inditds)|  net 8.9

9 (z8ld)

Atvitel 13 (kék)

N . Alaphelyzetben nyitott. )
(gép inditas)  fkimenet Szdraz érintkezd zdr amikor az iv &tit. 13. 14 14 (fehér)

Ground foldelés

CUT: csokkentett iv jel 20: 1,30: 1, 40: 1, 50: 1 (legfeliebb

feszUltség osztd |kimenet| 18V). 6(+), 71 6(voros)

7 (fekete)

A négy allasu fesziltségoszié bedllitasa

A gydri bedllitds a feszUltségosztdn 20: 1. Ha mddositani szeretné a feszlltségosztd egy mdsik bedllitds:
1. Kapcsolja ki a tapfesziltséget, és hizza ki a tdpkdbelt.

2. Vegye ki a plazmavdagd gép burkolatdat.

3. Keresse meg a tdpegység bal oldaldn a feszlltségosztd DIP kapcsoldt.

Megjegyzés: a tdbldzat mutatja a kapcsold dlldsat a kivdlasztott bedllitdshoz

X Scale
Dial number
20:1 30:1 40:1 50:1
1 ON 1 1 1
2 2 ON 2 2
3 3 3 ON 3
4 4 4 4 ON
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Ovintézkedések

Munkaterilet

1. A hegeszt6készileket pormentes, korrdzidt okozd gdz, gyulékony anyagoktdl mentes, maxi-
mum 90% nedvességtartalmu helyiségben haszndlja!

2. A szabadban kerllie a hegesztést, hacsak nem védett a napfénytdl, esétdl, hotdl.
A munkaterUlet hémérséklete -10°C és +40°C kdz6tt legyen!

3. Faltdl a késziléket legaldbb 30 cm-re helyezze ell

4. JOl szelléz6 helyiségben végezze a hegesztést!

Biztonsagi kévetelmények

A hegesztégép rendelkezik tulfeszUltség / tdldram / tiimelegedés elleni védelemmel. Ha bdr-
mely elébbi esemény bekdvetkezne, a gép automatikusan ledll. Azonban a tdlségos igény-
bevétel kdrositja a gépet, ezért tartsa be az aldbbiakat:

1. Szell6zés. Hegesztéskor erds dram megy &t a gépen, ezért természetes szellbzés nem elég a
gép hitéséhez! Biztositani kell a megfelel hitést, ezért a gép és barmely kérlldtte 1évé targy
kdzoti tavolsdg minimum 30 cm legyen! A j6 szellézés fontos a gép normdlis mikddéséhez és
hosszU élettartamdhoz!

2. Folyamatosan a hegesztéaram nem lépheti t0l a megengedett maximdlis értéket! Aram tilter-
helés roviditi a gép élettartamdt vagy a gép ténkremeneteléhez vezethet!

3. TUlfeszUltség tiltott! A feszUltségsdv betartdsdhoz kdvesse a fébb paraméter tdbldzatot!
Hegesztégép automatikusan kompenzdlja a feszUltséget, amilehetévé teszi a feszUlltség
megengedett hatdrok kdzott tartdsdt. Ha a bemeneti fesziltség tlllépné az elbirt értéket,
kdrosodnak a gép részeil

4. A gépet foldelni kelll Amennyiben a gép szabvdanyos, féldelt hdldzati vezetékrdl mikddik,
abban az esetben a féldelés automatikusan biztositott. Ha generdatorrdl vagy kilféldon, isme-
retlen, nem féldelt hdldzatrdl haszndlja a gépet, szikséges a gépen taldihaté féldelési ponton
keresztUl, annak foldelésvezetékhez csatlakoztatdsa az dramités kivédésére.

5. Hirtelen ledllds dlihat be hegesztés kdzben, ha tulterhelés 1€p fel vagy a gép tuimelegszik.
llyenkor ne inditsa Ujra a gépet, ne prébdljon azonnal dolgozni vele, de a fékapcsoldt se kap-
csolja le, igy hagyja a beépitett ventildtort megfeleléen lehlteni a hegesztégépet.

Figyelem!

Amennyiben a hegeszté berendezést nagyobb dramfelvételt igénylé munkdra haszndlja, példd-

ul rendszeresen 180A-t meghaladd hegesztési feladat és igy a 16A-es hdldzati biztositék, dugal

és dugvilla nem lenne elégséges, akkor a hdlézati biztositékot ndvelje 20A, 25A vagy akdr 32A-
rel Ebben az esetben a vonatkozé szabvdnynak megfeleléen, mind a dugaljat, mind a dugvillat
32A-es ipari egyfdazisra KELL cserélnil Ezt a munkdt kizardlag szakember végezheti ell

Karbantartas

1. Aramtalanitsa a gépet karbantartds vagy javitds elétt!

2. Bizonyosodjon meg réla, hogy a foéldelés megfelels!

3. Ellenérizze, hogy a belsé gdz- és dramcsatlakozdsok tokéletesek és szoritson, dllitson rajtuk, ha
szUkséges. Ha oxiddciét tapasztal, csiszoldpapirral tavolitsa el és azutdn csatlakoztassa Ujra a
vezetéket!

4. Kezét, hajdt, laza ruhadarabot tartson tavol dramalatti részektdl, mint vezetékek, ventildtor!

5. Rendszeresen portalanitsa a gépet tiszta, szdraz sdritett levegdvell Ahol sok a fUst és szennye-
zett alevegd a gépet naponta tisztitsal

6. A gdz nyomdsa megfeleld legyen, hogy ne kdrositson alkatrészeket a gépben.

7. Ha viz kerUlne, pl. es8, a gépbe megfeleléen szdritsa ki és ellendrizze a szigetelést! Csak ha
mindent rendben taldl, azutdn folytassa a hegesztést!

8. Ha sokdig nem haszndlja, eredeti csomagoldsban széraz helyen tdroljal
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Infroducere

Va multumim ca& ati ales si utilizati aparatul de sudare si de tdiere iWELD! Scopul nos-
tru este acela de a sprijini munca d-voastrd prin cele mai moderne si fiabile mijloace,
fie cd este vorba de lucrari casnice de bricolaj, de sarcini industriale mici sau mari.
Am dezvoltat si fabricGm aparatele si echipamentele noastre in acest spirit.

Baza functiondrii fiecarui aparat de sudurd este fehnologia invertoarelor moderne,
Avantajul tehnologiei este acela ca scad intr-un mod considerabil masa si dimensiu-
nile transformatorului principal, in timp ce randamentul creste cu 30% comparativ cu

aparatele de sudare cu transformator traditional.

Drept rezultat al utilizarii tehnologiei moderne si al componentelor de inalta calitate,
aparatele noastre de sudare si de tdiere sunt caracterizate de o functionare stabild,
de performante convingdtoare, de eficientd energetica si de protejarea mediului
inconjurator. Comanda prin microprocesor, cu activarea functiilor de suport pentru
sudare, faciliteaza pdastrarea caracterului optim al suddarii sau tdierii.

V& rugdm, cainainte de utilizarea aparatului, s& citifi cu atentie si s& aplicati informa-
fiile din manualul de ufilizare. Manualul de ufilizare prezintd sursele de pericol ce apar
n timpul operatiunilor de sudare si de tdiere, include parametrii si functiunile apara-
tului si oferd suport pentru utilizare si setare, continénd deloc sau doar intr-o foarte
micd mdasurd cunostintele profesionale exhaustive privind sudarea si taierea. Tn cazul
in care manualul nu va oferad suficiente informatii, va rugdm sa va adresati furnizorului
pentru informatii mai detaliate.

n caz de defectare siin alte cazuri legate de garantie, va rugdm s& avetiin vedere
cele stipulate in Anexa infitulatd ,,Conditii generale de garantie”.

Manualul de utilizare si documentele conexe sunt disponibile si pe pagina noastra de
internet din fisa de date a produsului.

Va dorim spor la treabd!

IWELD Kft.

2314 Haldsztelek

Il. R&kdczi Ferenc 90/B
Tel: +36 24 532 625
info@iweld.hu
octavian.varga@iweld.ro
www.iweld.ro




ATENTIE!
Pentru siguranta dumneavoastra si a celor din jur, va rugdm sa cititi acest manual
inainte de instalarea si utilizarea echipamentului. V& rugdm sa folositi echipament de
protectie In timpul sudadrii sau tdierii. Pentru mai multe detalii, consultati instructiunile
de ufilizare.

¢ Nu trece la un alt mod in timpul suddrii!

» Scoateti din prizd atunci c@nd nu este in utilizare.

* Butonul de alimentare asigurd o infrerupere com-
pleta

» Consumabile de sudura, accesorii, frebuie sa fiie ‘
perfecta L

* Numai personalul calificat trebuie sa foloseasca

echipamentul

Electrocutarea - poate cauza moartea! @‘

¢ Echipamentul trebuie sa fie impamantat, conform

standardului aplicat! D

¢ Nu atingeti niciodatd piese electrizate sau baghe- %
ta de sudurd electrica fard protectie sau purténd
manusi sau haine ude!

* Asigurati-va cd dumneavoastra si piesa de prelu-
crat sunteti izolati. Asigurati-va ca pozitia dumneao-

voastrd de lucru este sigurd.
Fumul - poate fi nociv sanatatii dumneavoastra!! \\\\\ /
* Tineti-va capul la distantd de fum. —
Radiatia arcului electric - Poate dauna ochilor si pielii

dumneavoastral
* V@ rugdm sa purtati masca de sudurd corespunza-
toare, filtru si imbracaminte de protectie pentru a
va proteja ochii si corpul.
e Folositi o masca corespunzatoare sau o cortind \\\\ /
pentru a feri privitorii de pericol. — &
Incendiul
e Scanteia de sudurd poate cauza aparitia focului.
V& rugdm sa va asigurati ca nu existd substante in-
flamabile pe suprafata unde se executd lucrarea
Zgomotul excesiv poate dauna sanatatiil \
 Purtati infodeauna casti de urechi sau alte echipao- \\\\ /
mente pentru a va proteja urechile. —=
Defectiuni

¢ V@ rugdm sd solutionati problemele conform indi-
catiilor 2 relevante din manual.
e Consultati persoane autorizate atunci cdnd aveti

63 %
probleme. m

PRECAUTII CU PRIVIRE LA COMPATIBILITATEA ELECTROMAGNETICA

1. Informatii generale

Sudura poate cauza interferentd electromagnetica.

Emisiile de interferenta ale echipamentului de sudurd cu arc electric pot fi reduse prin adoptarea unei
metode adecvate de instalare si a unei metode corecte de utilizare.

Produsele descrise In cadrul prezentului manual apartin limitei echipamentelor de clasd A (se aplicd in
toate ocarzile cu exceptia zonelor rezidentiale alimentate prin intermediul unui sistem electric public de
joasa tensiune)

Avertizare: Echipamentele de clasd A nu se aplica zonelor rezidentiale alimentate prin infermediul unui
sistem electric public de joasd tensiune. Deoarece compatibilitatea electromagneticd nu poate fi garan-
tatd in aceste zone din cauza perturbdrilor radiate si propagate.

2. Sugestii de evaluare de mediu

Tnainte de instalarea echipamentului de sudurd cu arc electric, utilizatorul va evalua problemele potentiale
de perturbare electromagneticd din mediul inconjurdtor. Urmdatoarele aspecte se vor luain considerare:

- Daca existd cabluri de serviciu, cabluri de control, cabluri de semnal si telefonie, etc, deasupra, dedesub-
tul sau Tn jurul echipamentului de sudurd.

- Daca exista dispozitive de receptie si fransmisie pentru radio sau televiziune

- Daca existd calculatoare sau alte tipuri de echipamente de comandd

- Dacd existd echipamente cu grad inalt de securitate, cum ar fi, de exemplu, echipament industrial de
protectie.

- Luatin considerare sandtatea personalului de la locul de muncad, de exemplu, in cazul in care exista
muncitori ce poartd pacemaker sau aparate auditive

- Daca existd echipamente utilizate pentru calibrare sau inspectie.

- Fiti atenti la imunitatea la zgomot a altor echipamente din jur. Utilizatorul trebuie s& asigure faptul ca
echipamentul este compatibil cu echipamentul din jur, fapt ce poate necesita mdsuri suplimentare de
protectie.

- Timpul alocat sudurii si altor activitati.

Limitele de mediu se vor stabili Tn conformitate cu structura cladirii si alte activitati posibile, ce pot depdsi
granitele cladirii.

3. Metode pentru reducerea emisiilor

- Sistem public de alimentare electrica

Echipamentul de sudurd cu arc electric se va conecta la sistemul public de alimentare cu energie electri-
cd, In conformitate cu metoda recomandatd de producdtor. Dacd apar interferente, se vor lua masuri
preventive suplimentare, cum ar fi, de exemplu, acces cu filtru in cadrul sistemului public de alimentare
cu energie electricd. Pentru echipamentul de sudurd fix cu arc electric, cablurile de serviciu vor fi ecra-
nate cu teava metalicd sau alte metode echivalente. Oricum, scutul va asigura continuitate electrica si
va fi conectat cu carcasa sursei de sudurd pentru a asigura un contact electric bun intre acestea.

- intretinerea echipamentului de sudurd cu arc electric

Pentru echipamentul de sudurd cu arc electric trebuie realizate activitati regulate de intretinere, in con-
formitate cu metoda recomandata de producator. Ih momentul in care echipamentul de sudurd cu
arc electric opereazd, usile auxiliare si sistemele de acoperire vor fiinchise si etansate in mod adecvat.
Echipamentul de sudurd cu arc electric nu va fi modificat sub nici o formd, cu exceptia cazuluiin care
modificarile si ajustarile sunt permise Tn manual. in special, intervalul disruptiv al aprinz&torului de arc si
stabilizatorului de arc vor fi reglate siintretinute conform sugestiilor producdatorului.

- Cablu de sudura

cablul de sudurd va fi cat mai scurt posibil si aproape unul de altul si de linia de impdmantare.

- imbinare echipotentiald

Acordati o atentie deosebitd Imbindrii futuror obiectelor metalice din mediul inconjurdtor. Suprapunerea
obiectului metdlic si a piesei de prelucrat poate duce la cresterea riscului de lucru, deoarece operatorii
pot suferi un soc electric Tn momentul in care ating obiectul metalic si electrodul simultan. Operatorii vor fi
izolati de toate aceste obiecte metalice.

- impdmantarea piesei de prelucrat

Din motive de sigurantd electricd sau locatie a piesei de prelucrat, dimensiune si alte motive, piesa de
prelucrat nu poate fiimpamantata, cum ar fi, de exemplu, piesele din otel structurale sau carcasa. Impa-
madantarea piesei de prelucrat poate reduce, uneori, emisia, dar nu infotdeauna. Astfel, asigurati faptul cd
preveniti cresterea riscului de soc electric sau deteriorarea altor echipamente electrice ca urmare aim-
pamantarii pieselor de prelucrat. Atunci cand este necesar, piesa de prelucrat poate fi direct conectatd
la sol. Dar Impdmantarea directd este interzisd in anumite tari. In astfel de caz, utilizati un condensator
adecvat, in conformitate cu regulamentele tarii respective.

- Ecranare

Ecranati selectiv echipamentul inconjurdtor si alte cabluri pentru a reduce interferenta electromagnetica.
Pentru aplicatii speciale, infreaga zond de sudurd poate fi ecranatad.
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1. Paramethrii

FUNKTII

PARAMETRII

Nuar articol
Tip invertor
Aprindere arc

THC - de confrol al inalfimii

DUAL AIR SYSTEM -
compresorul incorporat

Afisaj digital LED
Conexiune CNC
2T/4T

Pistol de plasma printre accesorii

Grosimea maximd de material ce
poate fi tdiatd (maruntire) - ofel

otel carbon
otel inoxidabil

aluminiu

poate fi tdiatd
(tdiere de calitate

cupru

Grosimea maximd
de material ce

Numdarul de faze

Tensiune de alimentare
Curentul de intrare max/ef.
Factorul de putere (cos @)

Randament

Raport sarcina de durata
(10 min/40 °C)

Reglare curent de iesire
Tensiune de iesire nominald
Tensiune de mers In gol
Clasa de izolatie

Grad de protectie

Masa

Dimensiunile

800CUTS50PT
IGBT
PILOT

X X X

X
PT40
18 mm
14 mm
14 mm
10 mm
8 mm

1

230V AC+10%
50/60Hz

33A / 14.7A
0.7
85%
40A@20% 20A@80%
20A - 40A
88V - 96V
375V
H
IP1S
6.4 kg
430 x 155 x 300 mm

2. Punerea in functiune

Asigurati-va ca utilizati acest aparat de sudura cu pistolul de tdiere si clema de
impamantare specificate; in caz contrar, aceasta va afecta performantele de
sudura si poate duce la deteriorarea aparatfului.

e Conectati orificiul de intrare a aerului regulatorului de presiune la conducta de
presiune a compresorului.

* Conectati piulifa de cupru de pe pistolul de tdiere cu iesirea de pe partea fron-
tald a aparatului si stradngeti piulita in sensul acelor de ceasornic ( pentru a pre-
veni scurgerile de gaz ) ; conectati cupla rapidd a clemei de impdmantare cu
borna de iesire pozitivd de pe panoul frontal al aparatului si stréngeti priza .

e Conectati fisa comutatorului de pe pi§Tqu| de tdiere cu conectorul comutatoru-
lui de tdiere de pe panoul aparatului. Insurubati usor electrodul in torta de tdiere
pdnad la capdt apoi strangeti-l cu forta. Instalati in mod corespunzdator si in ordi-
nea corecta duza si capacul de protectie a duzei.

Este important sa setati presiunea corectd a aerului inainte de tdiere .

Folositi tabelul de parametri pentru setarea presiunii aparatuluil

3. Functionarea

3-1 Functii Panoul de control




1 Conector de pistolet de plasma 3-3. Comentarii
2 Born& pozitiva e Cand este gata sa taie, pistoletul va (nu in contact cu piesa de lucru in modelul HF) si apd-
) ) sati comutatorul pistolet. Apoi plasma este format din duza electrod indicator, duza, etc. sunt
3 Racord retea alimentare electrica. conectate corect. Dacd nu existd nici o sau sdrac este plasma, indicand faptul cd electrodul
4 Comutator principal si duza nu este conectat in mod corespunzator, aceasta ar trebui sa inceapd din nou dupd
o ) ) ) oprirea.
S De admisie a aerului comprimat Conector - manometru de suprapresiune * Candincepe sa faie marginea exterioard a gaurii duzei frebuie sa fie In linie pentru a deveni
6 Ventilator marginea piesei. Apdsati butonul de pe pistoletul la arc prezinta prin; Dacd acest lucru nu se
7 Buton de realare a intensit&tii curentului face, eliberati butonul si apdasati-l din nou. Dupd o miscare de succes la o vitezd constantd
9 ' perforarea pistoletul pentru a reduce desfasurarea ordonatd (schimbdari de vitezd de circulatie
8 Indicatorul de putere de grosimea pl&cii); dacd scanteie vine prea repede si miscarea piesei nu se taie, prin urmare,
9 Statut de protectie nevoie pentru aincetini. In cazul in care spectacolul scantei vertical la piesa, viteza de depla-
) P ] _ o ) ) sare este prea lent si zgurd poate creste, astfel incat ar trebui sa cresterea ratei.
10 Avertisment de fensiune: Daca apdasati comutatorul pistoletul tensiunea  Dacd stropi aderd la duza de efectul de rdcire duzd se deterioreazd, astfel incat timp trebuie
dezvoltd, luminile sunt aprinse. sa fie eliminate, cum ar fi praf si stropi este depus pe pistolet curdtd regulat pentru a mentine o
11 RUN / SET: pozitia “RUN”, reducerea se realizeazd, pozitia SET, test de debit buna disipare a caldurii
de aer poate fi efectuat. » Distantier pistolet oferd duza si distanta piesei de prelucrat. Nu scoateti distantierul in timpul
tdierii, sau fara-garantate de distantd chiar de la duza in contact cu piesa de lucru si arma
poate arde.
9 ~_ 1 0 « Schimbati duzele si electrodul
\i'{ — =} QUICKSILVERL Urmdtoarele cazur, in timp inlocuiti duza si electrodul:
1 Electrod pierderea in greutate pe prima addncime de 1,5 mm
/3}@ \%6 2 deschidere duzd neregulat deformate
e 30 3 prezintd o vitezd de taiere mai lent si curba verde flacard
8 OGQ 4 puterea arcului este grau
25 () @ - 1 1 5 t&iere oblicd sau largirea
[]35
ST
7/ — 20 40
CE A [ID]] A PILOT ARC CONTROL
CUT 50 PILOT )
3-2. Etapele de functionare

e Dupad verificarea tuturor conexiunilor , porniti aparatul de tdiere cu plasma

e Reglafi puterea in functie de grosimea materialului pe care intentionati sa-I
taiati .

e Apdsati comutatorul de taiere de pe pistolet. Aerul comprimat va iesi prin duza
in interval de 2 secunde, va fi aprins arcul pilot .

e Apropiati pistoletul de material; arcul pilot va fi comutat automat in arc de
tdiere.

e In momentul in care pistoletul este indepartat de material , arcul de tdiere va fi
comutat inapoi la arc pilot.

e Acum aparatul este gata de utilizare pentru tdiere .
e Cand eliberati comutatorul de taiere arcul va fi inchis imediat .

e Dupd oprirea arcului, timp de aproximativ 30 de secunde va continua fluxul de
aer din duza pentru a raci elementele fierbinti ale sistemului.
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Despre divizorul de tensiune CUT
Sursele de alimentare CUT sunt echipate cu un divizor de tensiune optional, instalat in fabrica, divizor cu patru pozitii

Masuri de precautie

care este proiectat pentru a fi conectat in sigurant, f4ra utilizarea de instrumente. Divizorul de tensiune incorporat este Spatiul de lucru
prevazut cu un arc de tensiune cu reducere la scara de 20:1, 30:1, 40:1 si 50:1 (putere maxima de 18 V). Un recipient 1. Aparatul de sudare se va utiliza intr-o incdpere fard praf, fard gaze corozive, fard materiale
optional pe partea din spate a sursei de alimentare asigura accesul la arcul de tensiune micsorat si semnalele pentru inflamabile, cu continut de umiditate de maxim 90%.
transferul arcului si pornirea plasmei. 2. Se va evita sudarea in aer liber, cu exceptia cazurilor in care operatiunea este efectuata ferit de
Nota: razele solare, de ploaie, de cdldurd; temperatura spatiului de lucru trebuie sa fie infre -10°C si
Fabrica preseteaza divizorul de tensiune la 20:1. Pentru a schimba divizorul de tensiune la o setare diferita, consultati +40°C.
sectiunea de pe pagina urmétoare. 3. Aparatul se va amplasa la cel putin 30 cm de perete.

Divizorul de tensiune intern instalat din fabrica furnizeazi un maxim de 18V in conditii de circuit 4. Sudarea se va realiza intr-o incapere bine aerisita.!

deschis. Aceasta este o tensiune de iesire de foarte joasa tensiune functionala protejata de im- Cerinte de securitate

pedanta (ELV — FJT) pentru a preveni socul, energia, si incendiul in conditii normale la priza de
interfata a masinii si in conditii de defectare simpla cu cablajul de interfata al masinii. Divizorul
de tensiune nu are toleranta la erori si iesirile ELV nu sunt in conformitate cu cerintele de securi-
tate de joasa tensiune (SELV — CSJT) pentru conectarea directa la produsele informatice.

Aparatul de sudare dispune de protectie fatd de supratensiune / fatd de valori prea mari ale cu-
rentului / fatd de supra-incalzire. Daca survine orice eveniment mentionat anterior, aparatul se
opreste in mod automat. Dar ufilizarea in exces dduneazd aparatului, astfel ca este recoman-
dat sa respectati urmatoarele:

Nota: Capacul prizei de pe interfata aparatului impiedica praful si umezeala sa deterioreze priza atunci cand nu este in 1. Ventilare. In timpul sudarii aparatul este parcurs de curenti mari, astfel ca ventilarea naturald nu

exploatare. Acest capac ar trebui sa fie nlocuit daca este deteriorat sau pierdut. este suficientd pentru récirea aparatului. Este necesar sa se asigure récirea corespunzdtoare,

Instalarea cablului de interfata al aparatului trebuie sa fie efectuata de un tehnician calificat de service. Pentru instalarea astfel c& distanta dintre aparat si orice obiect va fi de cel putin 30 cm. Pentru functionarea

cablului de interfata al aparatului: = . s ax . = . =
) - ) ) corespunzatoare si durata de viatd a aparatului este necesard o ventilare buna.
1. OPRITI alimentarea si deconectati cordonul de alimentare. P 2 . e

2. Indepartati capacul prizei de interfatd a aparatului de pe partea din spate a sursei de alimentare. 2. Nu este permls.ccl volooreﬁo intensitafii purenfulw de sudare SO_ dep0§eoscq 'nand permongnf

3. Conectati cablul de interfata al aparatului la sursa de alimentare. valoarea maxima permisa. Supra-sarcina de curent scurteaza durata de viatd a aparatului sau
poate conduce la deteriorarea aparatului.

3. Este interzisa supratensiunea! Pentru respectarea valorilor tensiunii de alimentare, consultati
tabelul de parametri de functionare. Aparatul de sudare compenseazd in mod automat tensiu-
nea de alimentare, ceea ce face posibild aflarea tensiunii in domeniul indicat. Dacd tensiunea

lesire divizor ! - . | - N A
de infrare depadseste valoarea indicatd, componentele aparatului se vor deteriora.
Conexiune semnal arc Conexiune semnal comutator 4. Aparatul este necesar sa fie legat la pamant. In cazul in care aparatul functioneazd de la o
de curent mic retea legatd la pdmant, standard, legarea la pdmant a aparatului este asiguratd in mod
Conexione arc de corert 42 @ automat. Dacd aparatul este utilizat de la un generator de curent, in strdindtate, sau de la o
mare retea de alimentare electricd necunoscutd, este necesard legarea sa la masa prin punctul de
Tmpdmantare existent pe acesta, pentru evitarea unor eventuale electrocutari.
Consultati urmatorul tabel atunci cand conectati sistemul CUT la dispozitivul THC (dispozitiv de control automat al inalti- 5.In timpul suddarii poate apdrea o intrerupere brusca a functiondrii, atunci cénd apare o supra-
mii) cu un cablu de interfata al aparatului. sarcind, sau dacd aparatul se supraincdlzeste. Intr-o asemenea situatie nu se va porni din nou
Semnal Tip Instructiune Pin Nr. | Capat cablu aparatul, nu se va incerca imediat continuarea lucrului, dar nici nu se va decupla comutatorul

Doschis n mod nommal Tensiune creutt deschis de 18v DG 1o 5 (galbon) At pr|FC|I|ooI, IGsénd ventilatorul incorporat sa raceascd aparatul de sudare
Intrare | terminalele de PORNIRE. Necesitd activarea unui sistem de 8.9 9 (verde) T en.le: o . . . ) ) )
inchidere contact gresit. In cazulin care utilizati instalatia de sudare pentru lucrari ce necesitd curenti mai mari, de exem-
Transfer . i . i plu pentru sarcini de sudare ce depdsesc in mod sistematic intensitatea curentului de 180 de
(miscare pomire| lesire | D8sChis n mod normal. Sistem de inchidere contact gresit 13,14 | 13 (albastru) Amperi, si, ca afare, siguranta de retea de 15 Amperi, dozele si prizele nu ar fi suficiente, cresteti
aparat) atunci cand arcul de fensiune transferd. 14 {alb) siguranta de la retea la 20, 25 sau chiar la 32 de Amperil in acest caz se vor inlocui in mod co-
Masa Masd respunzator, atét dozele, cat si prizele in unele monofazate de 32 de Amperil Aceastd lucrare
Divizor de fen- | [ CUT: Semnal divizat arc de fensiune de 20:1, 30:1, 40:1, 50:1, [ 6(+), 6(rosu) Tni?é’ﬁﬁ:‘;g‘amumo' de cafre un specialist!
siune (furnizeazd un maximum de 18V) 7(-) 7(negru) . 3
1. Incinte de orice operatie de intretinere sau de reparatie, aparatul se va scoate de sub tensiune!
2. Se va verifica sa fie corespunzatoare legarea la padmant.

Pornire
(plasma pornire)

Setarea divizorului de tensiune cu cinci pozitii de pe CUT
Fabrica preseteaza divizorul de tensiune la 20:1. Pentru a schimba divizorul de tensiune la o setare diferita:

1. OPRITI sursa de alimentare si deconectati cablul de alimentare. 3.Se va verifica sa fie perfecte racordurile interioare de gaz si de curent sise vor regla, strdnge daca
2. Indepértati capacul sursei de alimentare. este necesar; dacd se observa oxidare pe anumite piese, se va indeparta cu hartie abraziva,
3. Localizati comutatoarele DIP (comutator de faza actionat de picior) ale divizorului de tensiune de pe partea stanga a dupd care se va conecta din nou conductorul respectiv.
sursei de alimentare cu energie. 4, Feriti-va mainile, parul, partile de vestimentatie largi de partile aparatului aflate sub tensiune, de
Nota: tabelul de dedesubt pentru selectare comutare si scara conductoare, de ventilator.
Scale 5. Indepartati in mod regulat praful de pe aparat cu aer comprimat curat si uscat; unde fumul este
Dial number o] 01 o 0] prea mult iar aerul este poluat aparatul se va curdta zilnic!
- - - - 6. Presiunea din aparat va fi corespunzatoare, pentru a evita deteriorarea componentelor acestuia.
! ON ! ! ! 7. Dacda in aparat patrunde apd, de exemplu cu ocazia unei ploi, aparatul se va usca in mod co-
2 2 ON 2 2 respunzator si se va verifica izolatia sa!l Sudarea se va continua numai dacd toate verificarile au
3 3 3 ON 3 confirmat ca totul este in ordine!
8. Dacd nu utilizati aparatul o perioadd indelungatd, depozitati-l in ambalajul original, infr-un loc
4 4 4 4 ON uscat.
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Furnizorul:

Produsul:

Standardele aplicate (1):

CUTTING EDGE WELDING
RO

CERTIFICAT DE CONFORMITATE
CERTIFICAT DE CALITATE

IWELD Ltd.

2314 Haldsztelek

Strada Il. RAkdczi Ferenc nr. 90/B
Tel: +36 24 532-625
info@iweld.hu

www.iweld.ro

CUT 50 PILOT
Aparat de taiere cu plasma
tehnologie invertor IGBT

EN 60204-1:2005
EN 60974-10:2014,
EN 60974-1:2018

(1) Referire la legile, standardele si normativele aflate in vigoare la momentul actual.
Prevederile legale conexe cu produsul si cu utilizarea sa este necesar sa fie cunoscute,

aplicate sirespectate.

Producdatorul declard cd produsul definit mai sus corespunde tuturor standardelor indica-
te mai sus li cerintelor fundamentale definite de Regulamentele 2014/35/EU, 2014/30/EU,

2006/42/EU si 2011/65/EU

Serie de fabricatie:

Haldsztelek, 14. 03. 2020

www.iweld.ro
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o |
Director Executiv
Bodi Andrds

info@iweld.hu
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V prvom rade sa chceme podakovat, ze ste si vybrali IWELD zvdracie alebo rezacie
zariadenia.

Nasim cielom je podporovaf Vasu prdcu s najmodernej§imi a spolahlivymi ndstrojmi
pre domdce qgj priemyselné poutzitie. V tomto duchu teda vyvijame nase zariadenia
a ndstroje. Vietky nase zvdracie a rezacie zariadenia su na bdze pokrocilej invertoro-
vej technolégie, pre znizenie hmotnosti a rozmerov hlavného transformdtora.

V porovnani s klasickymi transformd&torovymi zariadeniami je UCinnost tychto zariadeni
o vyssia o vyse 30%. Vysledkom poutzitej technoldgie a pouzitych kvalitnych si&iastok
je dosiahnutie stabilnych viastnosti vyrobku, vysokého vykonu, a zabezpecuje ener-
geticky U¢inné a environmentdine priatelské poutzitie.

Mikroprocesorom riadené ovlddanie a podporné zvdracie funkcie neustdle pomdha-
jU udrziavat optimdine charakteristiky zvdrania a rezania.

Prosime o pozorné precitanie tohto ndvodu na pouZivanie este pred uvedenim zaria-
denia do prevadzky!

Ndvod na pouzivanie popisuje zdroje nebezpecenstiev pocas zvdrania, obsahuje
technické parametre, funkcie, a poskytuje podporu pre manipuldciu a nastavenie,
ale nezabudnite, Ze neobsahuje znalosti zvaranial

Ak vdm ndvod neposkytuje dostatocné informdcie, obratte sa na svojho distribUtora
o daldie informdaciel

V pripade akejkolvek chyby alebo inej zédru¢nej udalosti dodrzujte ,,Vieobecné zaruc-
né podmienky™”.

Ndvod na pouzivanie a suvisiace dokumenty suU k dispozicii aj na nasej webovej strédn-
ke v produktovom liste.

IWELD Kft.

2314 Haldsztelek

Il. R&kdczi Ferenc 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.sk




POZOR!

Zvdranie a rezanie moze byt nebezpelné pre pouzivatela stroja i osoby v okoli stroje.

V pripade ked je stroj nesprdvne pouzivany moze spdsobit nehodu. Preto pri pouzivani

musia byt prisne dodrzané vietky prislusné bezpecnostné predpisy. Pred prvym zapnu-
tim stroja si pozorne precitajte tento ndvod na obsluhe.

e Prepinanie funk&ného rezimu pocas zvdrania mdze

viest k poskodeniu stroja.

e Po ukonceni zvdrania odpojte kdbel a drziaky elek-
trod.

e Hlavny vypinac Uplne prerusi privod elektrického pru-
du

do stroja.

e Pouzivajte len kvalitné a bezchybné zvdracie ndstroje

a pomocky.

e Pouzivatel stroja musi byt kvalifikovany v oblasti zva-
rania.

URAZ ELEKTRICKYM PRUDOM: mbie byt smrtelny.

e Pripojte zemny kdbel podla platnych noriem.

e Pocas zvdrania sa nedotykajte holymi rukami zvdra-
cej elektrédy. Je nutné, aby zvdrac pouzival suché

ochranné rukavice.

e Pouzivatel stroja musi zaistit, aby obrobok bol izolo-
vany.

Pri zvdrani vznik& mnozstvo zdraviu skodlivych plynov.

Zabrarite vdychnutiu zvaracieho dymu a plynov!

e Pracovné prostredie musi byt dobre vetrané!

Svetlo zvdracieho oblika je nebezpeéné pre oéi a po-
kozku.

e Pri zvdrani pouzivajte zvaracsku kuklu, ochranné zva-
racské

okuliare a ochranny odev proti svetlu a Ziareniu!

e Osoby v okoli zvaracského pracoviska tiez musia byt

chrdnené proti Ziareniu!

NEBEZPECIE POZIARU

e [skrenie pri zvdrani mdze viest ku vzniku poZiaru, preto

zvdrajte len v poziaru odolnom prostredi.

e Vzdy majte plne nabity hasiaci pristroj v blizkostil

Hluk: Mo6ze viest k poraneniu ucha.

e Hluk vzniknuty pri zvdrani / rezani méze poskodit sluch,

preto pouZivajte ochranné slichadld.

Porucha stroje:

e Dokladne precitajte ndvod na obsluhu.

Obrdaftte sa na distribUtora zariadenia.

PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

The interference emission of arc welding equipment can be minimized by adopting proper installa-
fion method and correct use method.

The products described in this manual belong to the limit of class A equipment (applies to all occo-
sions except the residential areas powered by public low-voltage power system).

Warning: Class A equipment does not apply to the residential areas powered by public low-voltage
power system. Because the electromagnetic compatibility cannot be guaranteed in these areas
owing to conducted and radiated disturbances.

2 Environmental assessment suggestions
Before installing the arc welding equipment, user shall assess the potential electromagnetic distur-
bance problems in the surrounding environment. The following matters shall be considered:

- Whether there are other service cables, control cables, signal and telephone wires, etc. above,
under or around the welding equipment;

- Whether there are radio and television transmitting and receiving devices;

- Whether there are computers and other control equipment;

- Whether there are high-security level equipment, such as industrial protective equipment;

- Consider the health of staff af the site, for example, where there are workers wearing hearing aid or
pacemaker;

- Whether there are equipment used for calibration or inspection;

- Pay attention to the noise immunity of other equipment around. The user should ensure that the
equipment is compatible with the surrounding equipment, which may require extra protective
measures;

- Time for welding or other activities;

The range of environment shall be determined according to the building structure and other possible
activities, which may exceed the boundary of building.

3 Methods to reduce emission
- Public power supply system
The arc welding equipment shall be connected to the public power supply system according to
the method recommended by the manufacturer. If there is interference, additional preventive
measures shall be taken, such as access with filter in the public power supply system. For fixed arc
welding equipment, the service cables shall be shielded by metal pipe or other equivalent meth-
ods. However, the shield shall ensure electrical continuity and shall be connected with the case of
welding source to ensure the good electrical contact between them.

- Maintenance of arc welding equipment

The arc welding equipment must be regularly maintained according to the method recommend-
ed by the manufacturer. When the welding equipment is running, all entrances, auxiliary doors

and cover plates shall be closed and properly tightened. The arc welding equipment shall not be
modified in any form, unless the change and adjustment are permitted in the manual. Particularly,
the spark gap of arc striker and arc stabilizer shall be adjusted and maintained according to the
manufacturer’s suggestions.

- Welding cable

The welding cable shall be as short as possible and close to each other and to the ground line.

- Equipotential bonding

Pay attention to the bonding of all metal objects in surrounding environment. The overlapping of
metal object and workpiece can increase the risk of work, as operators may suffer from electric
shock when touch the metal object and electrode simultaneously. Operators shall be insulated from
all these metal objects.

- Grounding of the workpiece

For electrical safety or workpiece location, size and other reasons, the workpiece may not be
grounded, such as the hull or structural steelwork. Grounding of workpieces sometimes can reduce
the emission, but it is not always the case. So be sure to prevent the increasing risk of electric shock
or damage of other electrical equipment caused by grounded workpieces. When necessary, the
workpiece should be directly connected with the ground. But direct grounding is forbidden in some
countries. In such case, use appropriate capacitor in accordance with regulations of the country.

- Shielding

Selectively shield the surrounding equipment and other cables to reduce the electromagnetic inter-
ference. For special applications, the whole welding area can be shielded.
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1. Hlavné parametre 2. Instalacia

- Pripojte hadicu so stlacenym vzduchom na reduk&ny ventil umiestneny na zadnej

- Pripojte rezaci hordk do vonkajSieho konektoru umiestnenom na prednej Casti zaria-

Obj. €. 800CUT50PT denia, na hordku je potrebné riadne dotiahnUt skrutkovl maticu v smere hodinovych
ruciciek ( pre zabezpecenie tesnosti konektorov aby nedochddzalo k Uniku vzduchu

Typ invertoru IGBT )
Zapalovanie PILOT - umiestnite rezaciu elekirédu do hordku, jemne dotiahnite, a v adekvatnom poradi
W THC umiestnite gj rezaciu trysku a hubicu.
c;) DUAL AIR SYSTEM - Presvedcte sa, Ze pouZivate vhodny rezaci hordk a uzemnovaci kdbel k potrebnému
Z  Vstavany vzduchovy kompresor x rezaciemu vykonu. Nespravny hordk a kdble mézu spdsobif nekvalitny rez a posko-
©  Digitalny LED ukazovatel x denie zariadenia.
CNC privoien « Pred rezanim je potrebné nastavit sprdvny prietok stlaceného vzduchu. Pri nizSom
pripojenie nastavenom tlaku sa lahsie zapaluje pilotny obluk, ale na druhej strane mbze spbsobit
2T/47 X nedostatocné odfUkavanie roztaveného kovu a nehladky rez. Vysoky tlak vzduchu
i i ; zas zhoriuje zapalovanie pilotného oblUka, ale kvalita povrchu rezu je vyssia.
Dodany plazmovy hordk PT40 - . .. ) ) .
: Pouzite nastavenie tlaku stlaceného vzduchu podla tabulky s parametrami.
Max. hrdbka rezu 18
( deliacirez ) - ocel mm ,
. uhlikova ocel 14 mm 3. Prevadzka
N @
O < z
= nerezova ocel 14 , ,
o = mm 3-1. Ovladaci panel a konektory
2% hinik 10 mm
= >
T X
— med 8 mm
Pocet fdz 1
— - 230V AC£10% Y
Napdjacie napdtie 50/60Hz [
E Max. / efektivny odber produ 33A/ 14.7A
w
E Ucinnik (cos @) 0.7
o
< Ucinnost 85%
Dovoleny zataZovatel
(10 min/40 °C) 40A@20% 20A@80%
Rozsah zvdracieho pridu 20A - 40A
Pracovné napdtie 88V - 96V i
Napdtie naprdzdno 375V 6
Trieda ochrany H
Krytie IP1S
Hmotnosft 6.4 kg
Rozmery (HXSZxM) 430 x 155 x 300 mm




1 Konektor pre pripojenie rezacieho hordku

2 Kladnd& svorka — uréené pre pripojenie uzemnovacieho kdbla

3 Pripojny sietovy kdbel

4 Hlavny vypinac

5 Pripojenie stlaceného vzduchu - redukény ventil s manometrom

6 Vetrdk

7 Potenciometer pre nastavenie velkosti rezacieho pridu.

8 Svetelny indik&tor zapnutého zariadenia.

9 Svetelny indik&tor prehriatia a zvyseného pridu ( rozsvieti sa v pripade
aktivécie ochrany )

10 Indik&tor aktivneho stavu ( DC indikdtor ): Ak je DC vystupny okruh aktivny,

tak LED svetlo svieti.

RUN/SET: V ,,RUN" polohe vykondvame rezanie, v ,,SET" polohe mézeme
skontrolovat prietok plynu

j—
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CUT 50 PILOT

3-2. Postup rezania

- Skontrolujte vietky pripojenia a zapnite zariadenie

- nastavte pozadovany rezaci prid na zdklade rezaného materidlu a hribky

- stlacte tlacidlo na hordku, zacne prudit stlaceny vzduch cez trysku.

- pilotny oblUk sa zapdili v priebehu 2sekind

- priblizte hordk k rezanému materidlu, vtedy sa pilotny oblUk prepne na rezaci obluk
- ak sa hordk oddiali od materidlu, tak sa oblUk prepne spét na pilotny

- vykonajte rezanie

- uvolnite tlacidlo na hordku, obluk vtedy zhasne

- prud vzduchu este prudi po dobu 30 sekind

8

3.3. Poznadmky

- Pred pripravou k rezaniu, uchytte rezaci hordk ( nedotknite sa rezaného materidlu ) a potlacte
flacidlo na hordku. Vtedy sa md vytvorit piloty oblik, ¢o je znakom, ze elekiréda a tryska sU
sprdvne pripevnené a v dobrom stave. Ak sa nevytvori pilotny obluk, alebo je slaby, to znamend,
Ze elektréda a fryska nie sU sprdvne pripojené, preto ich treba skontfrolovat.

- Pre zacatie rezanie umiestnite hordk na okraj materidlu alebo vyvitanej diery, stlacte tlacidlo na
hordku pre zapdlenie obluka. Ak nedojte k zapdleniu, skiste uvolit a stlacit este raz. Po vytvo-
reni oblUka rezte materidl s konstantnou rychlostfou pre vytvorenie pravidelného rezu ( hrdbkou
materidlu sa znizuje rychlost rezania ). Ak sa iskry prebijaju naspdt dohora, to znamend, ze reza-
cia rychlost je priliz velkd a nedochddza k prepalu materidlu, vtedy je potrebné znizit rychlost
rezania. Ak iskry padaju velmi kolmo nadol, vtedy je rychlost pomald a je potrebné ju zvysit.

- Na konci rezania, ked uz rezand cast md spadnuf, znizte rychlost rezania. Uvolnite tlacidlo na
hordku.

- Prilepené Ciastocky roztaveného kovu na dyzu vplyvaju na jej chladenie, preto je potrebné ich
odstrédnenie. Hordk sa md& pravidelne Cistit od prskancov a prachu aby bol dodrzany chladiaci
efekt.

- KrdZzok na plazmovom hordku zabezpedluje potrebny konstantnd vzdialenost hordku od materi-
dlu. Nikdy ho neodstrariujte pocas rezania, pretoze sa bez neho negarantuje potrebnd vzdiale-
nost a v pripade kontaktu dyzy s materidlom mbze déjst k jeho poskodeniu.

- Vymente elekirédu a dyzu v pripadoch:

1) Ubratie ( vyhorenie elekirédy ) do hibky 1,5mm

2) Nepravidelnd, deformovand dyza

3) Nizsia rychlost rezania nez je obvykld, zelené plamene od oblUku

4) Tazké zapdlenie oblika

5) Sikma alebo roziirend drdzka




O deli¢i napdatia v CUT

Plazmové stroje CUT sU §tandardne vybavené §tvor polohovym napé&tfovym deli€om, navrhovany pre bezpeé-
né pripojenie bez ndstrojov. Vstavany napatovy deli¢ poskytuje zmensenie napétia na obliku v rozsahu 20:1,
30:1, 40:1 a 50:1 ( maximdlny vystup 18V ) Konektor na prednej strane zariadenia poskytuje pristup k deli¢u
napdtia a k prenosu signdlov oblUka a zaciatku rezania.

Pozndmka:
Zariadenie je prednastavené na deli¢ napdatia v pomere 20:1. Pre zmenu pomeru postupujte podla tohto
ndvodu.

V zdvodnom nastaveni je instalovany vnitorny napétovy deli¢ poskytujici maximdine 18V
napdtia naprdzdno. Je to velmi nizke napdtie (ELV) kvdli ochrane

pred Urazom elekirickym pridom a poskodenim pred poziarom. Deli¢ napdtia nie je odolny
voéi chybdm a ELV vystup pripojenia nespliia podmienky pre priame

pripojenie k pocéitacovej sieti s bezpe€nym velmi nizkym napdtim ( SELV ).

Pozndmka:
Kryt na konektore zariadenia chrdni konektor pred prachom a vihkosfou, ked nie je prave pouzivany. Ak sa
kryt poskodi alebo strati, je potrebné ho nahradif za novy.

Instaldciu kdbla rozhrania méze vykonaf len kvalifikovand osoba. Pred instaldciou kdbla rozhrania:
1. Vypnite napdjanie a odpojte napdjaci elektricky kabel.

2. Odstrante kryt z konektoru
3. Pripojte kdbel rozhrania k zdroju.

| Vystup delica

— , — Pripojenie signdlu zapnutia
Pripojenie malého signda- horéku

lu obltka

Pripojenie velkého signd-
lu obltka

Na zdklade nasledovnej tabulky pripojte zariadenie CUT k zariadeniu na riadenie vysky hordku alebo k CNC
riadeniu pomocou kdbla rozhrania.

Signdl Typ InStrukcie Cislo pin | koniec kdbla
Start Normdine otvorené. 8 (1té)
(§tart plazmy ) Vstup | 18V DC napdtie naprdzdno na START termindly 8.9 9 (zelené)
P Y VyZaduje uzavretie kontaktu pre aktivaciu.

Prenos Normdine otvorené. Vyzaduje uzavretie kontaktu pri pre- 13 (modré)
(zaciatok pohybu | Vystup | nose oblUku. 120V AC/TA maximum na reldtku zariadenia 13,14 14 (biele)

stroja ) alebo na spinacom zariadeni ( dodané zdkaznikom ).

Uzemnenie

L . , CUT: Deleny signdl oblUku v pomere of 20:1,30:1, 40:1, 50:1 | é(Cervené)

Delic napdtia f Vystup ( dodané maximdine 18V ) 6(+). 7) 7(Cierne)

Nastavenie deli€¢a napétia na zariadeni CUT do 5 poléh. Tovdrensky je nastaveny pomer 20:1.
Pre zmenu pomeru vykonajte:

1. vypnite zariadenie CUT a odpojte napdjaci kdabel.

2. Odstrante kryt zariadenia.

3. Ndjdite napdafovy delic a na nom vnutorné prepinace ( DIP switch ) na lavej strane napdjacie-

:gzzr:::ﬁrrc:iit.:: nizsie uvedend tabulka pre volbu rozsahu a nastavenie poléh prepinaéov.
Volacie ¢islo Rozsah
20:1 30:1 40:1 50:1
1 ON 1 1 1
2 2 ON 2 2
3 3 3 ON 3
4 4 4 4 ON
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Opatrenia
Pracovisko

Zaistite, aby pracovisko bolo suché, chrdnené pred priamym sine¢nym Ziarenim, prachom a
kordznym plynom. Maximadlna vihkost vzduchu musi byt pod 80 % a teplota okolia v rozmedzi
-10°C az +40 °C.

Bezpeénostné pozZiadavky

Zvdraciinvertor poskytuje ochranu pred nadmernym napd&tim, prddom a prehriatim. Ked nastane
niektoré z uvedenych udalosti, stroj sa automaticky zastavi. Nadmerné zatazenie poskodzuije
stroj, preto je nutné dodrzat nasledujuce pokyny:

. Vetranie: Pri zvdrani prechddza strojom silny prid, takze prirodzené vetranie nezabezpedi
dostatocné chladenie. Aby ste zaistili dostato&né chladenie, musi byt medzi strojom a stenou
alebo inou prekdzkou aspon 30 cm volny priestor. Dobré vetranie je nevyhnutné pre normdinu
funkciu a dihu Zivotnost stroja.

2. Zvdéraci prdd nesmie prekrocit maximdinu pripustnd hodnotu. Nadmerny prdd méze skratit Zivot-
nost stroja alebo poskodif ho.

3. Neprefazujte stroj! Vstupné napdtie musi zodpovedat pozadovanému napdtiu, ktoré je uve-
dené v technickych parametroch. Potom zvdraci invertor automaticky vyrovndva napdtie a
zaistuje, aby zvdraci prid nepresiahol maximdlnu hodnotu. Ked vstupné napdtie prekroci ma-
ximdlnu hodnotu, méze dojst k poskodeni stroja.

4. Stroj musi byt uzemnén! Ked pouzivate standardni uzemnenl AC zdsuvku, uzemnenie je au-
tomatické. Ked pouzZivate elektrocentrdlu alebo nezndmy zdroj elekirickej energie, uzemnite
zvaraci invertor pomocou uzemnovacieho kdbla s minimdlnym prierezom 10 mm, aby ste za-
brdnili Uderu elektrickym prddom.

5.V pripade pretazenia alebo prehriatia stroj sa okamzite zastavi. Po vypnuti ho hned opd&t neza-
pinajte. Pockajte, kym ho ventildtor poriadne ochladil
Upozornenie!

V pripade, ked sa zvdracie zariadenie pouziva so zvaracimi parametrami vyssimi ako 180 Am-
pér, v tom pripade standardnd 230V elektrickd zdsuvka a vidlica na 16 Ampérovom isteni
nepostaci na pozadovany odber prddu, je potrebné zvdracie zariadenie napojit na 20A, 25A
alebo aj na 32A priemyselné istenie!

V tomto pripade je potrebné vymenit pri dodrzani vietkych platnych predpisov vidlicu a pouzit
na istenie 32A zdsuvku s pouzitim jednej fazy.

TUto pracu moéze vykonat len zodpovednd osoba s platnymi osvedceniamil

Udrzba
1. Pred Udrzbou alebo opravou vzdy vypnite stroj!
2. Uistite sa, Ci je stroj riadne uzemneny!

3. Uistite sa, Ci suU vietky pripojky utiahnuté, v pripade potreby ich dotiahnite. Ked pripojky vykazuju
zndmky oxiddcie, odstrdnte to brisnym papierom a ndsledne pripojky opdt zapojte.

. Nemajte ruky, viasy a volny odev v blizkosti kdblov pod napdatim a ventildtora stroja.

. Stroj pravidelne Cistite pomocou stlaceného vzduchu. Pri pouziti v prasnom prostredi Cistite stroj
kazdy den.

6. Tlak vzduchu nastavte tak, aby nedoslo k poskodeni stroja.

7. Ked sa do stroja dostane voda, pred pokracovanim prdce nechajte ho poriadne vyschnuf.

.V pripade nepouzivania stroja uskladnite ho v origindlnom baleni v suchom prostredi.

(SN

o)
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Infroduzione

Grazie per aver acquistato il ns prodotto

1. La garanzia per tuttile componenti € di 1 Anno, escluse le parti di consumo e
ricambio.

2. Il cliente non & in alcun modo autorizzato ad intervenire o sostituire componenti,
causa la cessazione di responsabilitd da parte del produttore.

I nostri inverter sono fabbricati con le pib avanzate tecnologie. L'inverter, per pri-

ma cosa stabilizza la frequenza dilavoro a 50/60 Hz DC, poi la eleva ad un elevato
fattore di potenza IGBT (fino a 15 KHz),dopo di che la rettifica nuovamente, ed utilizza
PWM per erogare corrente DC ad elevata potenza. Cosi riducendo notevolmente il
peso e il volume del trasformatore direte. In questo modo I'efficienza € aumentata
del 30%.

Le principali caratteristiche sono la riduzione notevole del peso, dei consumi di ener-
gia, una maggior efficienza ed una riduzione della rumorositd.

La tecnologia IGBT & considerata una rivoluzione nel mondo degli impianti per salda-
tura.

Le caratteristiche della serie MMA sono: funzioni perfette per soddisfare tuttii tipi di
necessitd di saldatura, Luoghi che richiedono saldature di alta qualitd, ad es. Pipes,
Boiler, Pressure Vessel, efc...

Grazie per aver scelto i nostri prodoftti, e per tfrasmetterci le vostre impressioni e sugge-
rimenti al fine di migliorare i nostri generatori ed il servizio.

IWELD Kft.

2314 Haldsztelek

Il. R&kodczi Ferenc Ut 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu
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ATTENZIONE!
La saldatura & un processo pericoloso. L'operatore e le altre persone presenti
nell’area dilavoro devono seguire le seguenti regole di sicurezza e sono obbli-
gate ad indossare gli idonei dispositivi di sicurezza individuali.

¢ Lo spegnimento dell’apparecchio durante la fase dilavo-
ro pud danneggiare I'impianto.
¢ Dopo saldatura scollegare sempre il cavo di supporto

eletfrodo dallimpianto. AN
18 ., ®
* Collegare sempre I'impianto ad una rete elettrica protet- | '— "
ta e sicura. | =

e Utilizzare cavi ed accessori in condizioni perfette.

e L'operatore deve essere qualificato!

Shock elettrico

e Collegare il cavo di messa a terra in accordo con le
normative standard. ([

e Evitare il contatto a mani nude di tutte le componenti

attive del circuito elettrico, elettrodo e filo di saldatura. E

necessario che I'operatore indossi guanti idonei mentre
esegue le operazioni di saldatura.

¢ L'operatore deve mantenere il pezzo da lavorare, isola-
to da se stesso.

Fumo e gas generati durante la saldatura o il taglio —

possono essere dannosi per la salute

* Evitare direspirare gas e fumi di saldatura.
* Mantenere sempre ben areata la zona di lavoro.

Radiazioni nocive di saldatura sono pericolose per \
gli occhi e la pelle. \§\
e Indossare un adeguato casco per saldatura con ="-§

filtro per radiazioni luminose e abbigliamento

adeguato durante le operazioni di saldatura.

e Occorre inoltre adottare misure per proteggere
gli altri nell’area di lavoro.

Pericolo di incendio! \\\\ /
e Le proiezioni di saldatura possono dare origine ad )A%
incendi. Accertarsi di imuovere tutti i materiali infiamma-

bili dall’area di lavoro.
¢ Tenere nelle vicinanze un estintore in caso di emergenza.
Malfunzionamento

e Consultare il manuale (FAQs)
e Consultare il rivenditore di zona

PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

The interference emission of arc welding equipment can be minimized by adopting proper installa-
fion method and correct use method.

The products described in this manual belong to the limit of class A equipment (applies to all occo-
sions except the residential areas powered by public low-voltage power system).

Warning: Class A equipment does not apply to the residential areas powered by public low-voltage
power system. Because the electromagnetic compatibility cannot be guaranteed in these areas
owing to conducted and radiated disturbances.

2 Environmental assessment suggestions
Before installing the arc welding equipment, user shall assess the potential electromagnetic distur-
bance problems in the surrounding environment. The following matters shall be considered:

- Whether there are other service cables, control cables, signal and telephone wires, etc. above,
under or around the welding equipment;

- Whether there are radio and television transmitting and receiving devices;

- Whether there are computers and other control equipment;

- Whether there are high-security level equipment, such as industrial protective equipment;

- Consider the health of staff af the site, for example, where there are workers wearing hearing aid or
pacemaker;

- Whether there are equipment used for calibration or inspection;

- Pay attention to the noise immunity of other equipment around. The user should ensure that the
equipment is compatible with the surrounding equipment, which may require extra protective
measures;

- Time for welding or other activities;

The range of environment shall be determined according to the building structure and other possible
activities, which may exceed the boundary of building.

3 Methods to reduce emission
- Public power supply system
The arc welding equipment shall be connected to the public power supply system according to
the method recommended by the manufacturer. If there is interference, additional preventive
measures shall be taken, such as access with filter in the public power supply system. For fixed arc
welding equipment, the service cables shall be shielded by metal pipe or other equivalent meth-
ods. However, the shield shall ensure electrical continuity and shall be connected with the case of
welding source to ensure the good electrical contact between them.

- Maintenance of arc welding equipment

The arc welding equipment must be regularly maintained according to the method recommend-
ed by the manufacturer. When the welding equipment is running, all entrances, auxiliary doors

and cover plates shall be closed and properly tightened. The arc welding equipment shall not be
modified in any form, unless the change and adjustment are permitted in the manual. Particularly,
the spark gap of arc striker and arc stabilizer shall be adjusted and maintained according to the
manufacturer’s suggestions.

- Welding cable

The welding cable shall be as short as possible and close to each other and to the ground line.

- Equipotential bonding

Pay attention to the bonding of all metal objects in surrounding environment. The overlapping of
metal object and workpiece can increase the risk of work, as operators may suffer from electric
shock when touch the metal object and electrode simultaneously. Operators shall be insulated from
all these metal objects.

- Grounding of the workpiece

For electrical safety or workpiece location, size and other reasons, the workpiece may not be
grounded, such as the hull or structural steelwork. Grounding of workpieces sometimes can reduce
the emission, but it is not always the case. So be sure to prevent the increasing risk of electric shock
or damage of other electrical equipment caused by grounded workpieces. When necessary, the
workpiece should be directly connected with the ground. But direct grounding is forbidden in some
countries. In such case, use appropriate capacitor in accordance with regulations of the country.

- Shielding

Selectively shield the surrounding equipment and other cables to reduce the electromagnetic inter-
ference. For special applications, the whole welding area can be shielded.
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1. Principali parametri

Art No
Tipo inverter
Arc Ignition

THC - Controllo altezza torcia

DUAL AIR SYSTEM -
Compressore d'aria incorporato

FUNZIONI

Display digitale
CNC Compatibilita
21/41

Accessori Torcia

Max. spessore di taglio (taglio a scarpa) in
acciaio al carbonio

Acciaio al carbonio

Acciaio inossidabile

Alluminio

Spessore di taglio
ottimale (taglio
della superficie di
qualita

Rame

Numero di fase

Tensione direte

Corrente assorbita massima/effettiva
Fattore di potenza (cos o)

Efficienza

DATA TECNICI

Ciclo di lavro (10 min/40 °C)
Gamma corrente di taglio
Gamma tensione di taglio
Tensione a vuoto

Classe isolamento

Grado di protezione

Peso

Dimensioni (lung. x larg. x alt.)

800CUTS50PT
IGBT
PILOT

X X X

X
PT40
18 mm
14 mm
14 mm
10 mm
8 mm

1

230V AC+10%
50/60Hz

33A / 14.7A
0.7
85%
40A@20% 20A@80%
20A - 40A
88V - 96V
375V
H
IP1S
6.4 kg
430 x 155 x 300 mm

2. Installazione

Raccomandiamo di utilizzare il generatore per taglio plasma con la specifica torcia
da taglio e la pinza di massa collegata correttamente onde evitare possibili malfun-
zionamenti o cali di prestazioni.

Collegare I'aria compressa all’innesto posto sul regolatore di pressione.

Collegare la torcia da taglio all'attacco centralizzato e serrare girando la ghiera in
senso orario fino in fondo. Collegare il cavo massa al polo positivo, serrando energi-
camente I'aftacco a baionetta in senso orario.

Avvitare I'elettrodo fino in fondo e stringere leggermente, seguentemente montare
in posizione corretta I'ugello e 'ugello esterno. E importante impostare al giusto
valore la pressione dell’aria compressa prima di cominciare le operazioni di taglio.
Operando con basse pressioni il taglio risulterd molto piu difficile e sporco in quanto
il materiale non verrd evacuato dalla zona di taglio correttamente. Operando con
alte pressioni, invece, renderd difficoltoso I'innesco. Usare la tabella dei parametri
per settare la corretta pressione di taglio.

3. Comandi

3-1 Pannello frontale
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Attacco cenfralizzato - torcia plasma

Connettore positivo

Ingresso alimentazione — collegamento alla linea

Interruttore ON/OFF

Ingresso aria compressa — manometro con regolatore di pressione
Ventilatore

Potenziometro regolazione corrente di taglio

Led alimentazione

NV 00O N O AWN

Led allarmi (sovra-temperatura, sovra-tensione). Questa lampada si
accende quando le protezioni infervengono

10 Lavoro - led acceso quando il circuito DC & attivo

11 RUNY/SET — Per procedere al taglio, posizionare su RUN, per testare la
pressione aria posizionare su SET

10

9.
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PILOT ARC CONTROL

3-2. Fasi di tagl

e Dopo aver verificato lo stato delle connessioni, accendere il generatore.

e Regolare I'intensitd di corrente in relazione allo spessore da tagliare.

e Alzare la sicura e premere il pulsante di innesco sulla torcia. L'aria compressa co-
mincia a fluire ed entro due secondi si ha I'innesco dell’arco pilota.

e Avvicinando la forcia al pezzo da tagliare, I'arco pilota commuta automaticamen-
te in arco da taglio.

e A fine taglio, allontanando la torcia dal pezzo, I'arco commuta nuovamente in
arco pilota.

e Mantenendo attivo I'arco pilota & possibile realizzare un nuovo taglio, ripetendo le
azioni dei precedenti due punti.

e Rilasciando il pulsante I'arco pilota si spegne immediatamente.

e Per un tempo di 30 sec dopo lo spegnimento dell’arco, I'aria compressa fluisce
dalla torcia per assicurare un corretto raffreddamento della stessa.

8

3-3. Avvertenze per il taglio

Durante la preparazione al taglio, mantenere la torcia distante dal pezzo (la torcia non va
appoggiata al pezzo nei modelli con arco pilota) e premere il pulsante di innesco. A questo
punto si osserva l'innesco dell’arco pilota, indicazione del corretto montaggio delle parti con-
sumabili (elettrodo, ugello, ...). Nel caso in cui non si verifichi I'innesco dell’arco pilota verificare
il corretto montaggio delle parti consumabili.

Il corretto posizionamento nella prima fase di taglio prevede che I'ugello si trovi in posizione
perpendicolare alla piastra da tagliare ed accostato al bordo per cica i 1/3 del diametro
dell'ugello (accensione arco pilota). A questo punto, avvicinandosi al bordo, si ha la commu-
tazione automatica in fase di taglio attraverso I'innesco dell’arco principale. A questo punto
si comincia ad avanzare ad una velocitd costante (la velocitd varia in base allo spessore).

Al fermine del taglio e ad avvenuto distacco della parte tagliata, allontanare lentamente la
torcia dal pezzo e lasciare il pulsante per spegnere I'arco. Gli spruzzi di materiale fuso che ade-
riscono all'ugello ne compromettono il corretto raffreddamento. La regolare pulizia fa si che la
capacitd di taglio non venga compromessa (pulizia del taglio e potenza erogatal).

La rimozione del distanziale dalla torcia provoca un deterioramento delle parti consumabili
dovute ad una distanza di lavoro dal pezzo errata.
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Partitore di tensione

| generatori CUT sono equipaggiati di serie con un Partitore di tensione a quattro posizioni progettato per
essere collegato in sicurezza senza attrezzi. Il partitore di tensione incorporato fornisce una tensione d'arco
ridotta di20: 1, 30: 1, 40: 1 € 50: 1 (uscita massima di 18 V). Un connettore opzionale fornisce I'accesso alla
tensione d'arco ridotta e ai segnali per il frasferimento dell’arco e I'avvio del plasma.

Nota:

Tll partitore & preimpostato di fabbrica al valore di 20:1. Per modificare I'impostazione, seguire le indicazioni a
ie di pagina.

Il partitore di tensione installato fornisce un massimo di 18V in condizioni di circuito aperto.
Questa uscita a bassa tensione (ELV) é protetta da un’impedenza che evita il rischio di shock
elettrico. Le uscite a bassa tensione ELV non sono conformi alle normative di sicurezza per il
collegamento diretto di apparati informatici.

Nota:

L'installazione del cavo diinterfaccia della macchina deve essere eseguita da un tecnico qualificato. Per
installare un cavo di interfaccia macchina:

1. Spegnere il generatore e scollegare dalla linea di alimentazione
2. Rimuovere il coperchio dell’'interfaccia
3. Effettuare il collegamento come indicato

Divider output

Gun switch signal connection

The small arc signal
connection

The large arc signal
connection

Fare riferimento alla seguente tabella quando si collega il sistema CUT ad un regolatore di altezza torcia o
CNC con un cavo diinterfaccia macchina.

Signal Type Instruction Pinnr. | Cable end
Normally open.
start Input | 18V DC open circuit voltage at START terminals. 8.9 8 (vellow)
(start plasma) f . 9 (green)
Requires dry contact closure to activate.
Transfer
(start machine Normally open. Diry contact closure ‘Wh_en the arc transfers. 13 (blge)
) Output [ 120V AC/TA maximum at the machine interface relay or 13, 14 14 (white)
motion) s . h
switching device (supplied by the customer).
Ground Ground
L CUT: Divided arc signal of 20:1,30:1, 40:1, 50:1 (provides a . 6(red)
Voltage divider| Output maximum of 18 V). 6(+), 7(-) 7(black)

Settaggio del partitore di tensione a quattro posizioni

Il partitore di tensione & settato di fabbrica sul valore 20:1. Per modificare I'impostazione seguire
le indicazioni di seguito riportate:

1. Spegnere il generatore e scollegare dalla linea di alimentazione

2. Togliere il coperchio del generatore

3. Individuare gli interruttori DIP del partitore di tensione sul lato sinistro dell’alimentatore

Note: the table below for the shift and scale selection

. Scale
Dial number
20:1 30:1 40:1 50:1
1 ON 1 1 1
2 2 ON 2 2
3 3 3 ON 3
4 4 4 4 ON
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PRECAUZIONI

Postazione di lavoro

1

3.
4.

. Mantenere I'impianto pulito e libero da polveri metalliche al suo interno.
2.

Nel caso venga utilizzato all’aperto, assicurarsi non venga colpito da raggi solari
diretti, pioggia o neve. La temperatura nell’ambiente di lavoro non deve uscire dall
range -10°C - +40°C.

Mantenere il generatore ad una distanza di aimeno 30cm da qualsiasi ostacolo.
Mantenere I'area di saldatura correttamente e sufficientemente ventilata.

Requisiti di sicurezza
| dispositivi di protezione del generatore intervengono in caso di: sovratensione, sovra-

corrente e surriscaldamento. In ogni caso, per evitare guasti o anomalie di servizio
dell'impianto, seguire queste indicazioni:

. Ventilazione. Durante il processo di saldatura il generatore viene attraversato da

grosse quantitd di energia, e non essendo sufficiente la ventilazione naturale, si
raccomanda di hon posizionare nessun ostacolo in un raggio di aimeno 30cm fut-
to attorno. Una buona ventilazione € indispensabile per un corretto funzionamento
e per una garanzia di servizio dell'impianto.

. I sovraccarichi di corrente possono danneggiare ed abbreviare la vita dell'impian-

to.

.l generatore "deve" essere collegato alla messa a terra. Operando in condizioni

standard, collegando quest'ultimo alla linea di alimentazione AC, la messa a terra

e garantita dalla linea e dall'impianto mentre, frovandosi a dover operare avendo
I'impianto collegato ad un generatore portatile di corrente, si necessita di un colle-
gamento a terra dedicato per proteggere operatore ed impianto.

. Nel caso in cui si interrompa il processo per cause da imputare a sovra-temperatu-

re del generatore, non spegnere né riavviare lo stesso. Lasciare che la ventola di
raffreddamento riporti la temperatura ad un livello idoneo alla ripresa del proces-
sO.

MANUTENZIONE

1.

Prima di riparare o eseguire manutenzione il generatore, sospendere I'alimentazio-
ne elettrica scollegandolo dalla linea.

. Assicurarsi della corretta messa a terra
. Verificare che le connessioni gas ed elettriche siano efficienti ed in buono stato.

Procedere al ripristino nel caso si riscontrino difetti Disossidando con appositi pro-
dotti le connessioni elettriche e ricollegare corretftamente.

. Mani, capelli e vestiti devono essere tenuti lontano da componenti eleftriche o

meccaniche quali ventola di raffreddamento, fraina filo...

. Pulire regolarmente il generatore, con aria compressa, da polveri metalliche e resi-

dui di officina. Si consiglia diripetere I'operazione giornalmente.

. Nel caso in cui, acqua o umiditd penetrino all'interno del generatore, asciugare

perfettamente e verificare le condizioni di isolamento prima di procedere con la
saldatura.

. Se non utilizzato per lunghi periodi, riporre il generatore in luogo asciutto e ben

riparato.
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IWELD
EN

CERTIFICATE OF EUROPEAN STANDARD

Manufacturer: IWELD Ltd.
2314 Haldsztelek
Il. Rakdcezi Ferenc street 90/B
Tel: +36 24 532-625
info@iweld.hu
www.iweld.hu

ltem: CUT 50 PILOT
IGBT inverter technology
plasma cutting power source

Applied Rules (1): EN 60204-1:2005
EN 60974-10:2014,
EN 60974-1:2018

(1) References to laws, rules and regulations are to be understood as related fo laws, rules
and regulations in force at present.

Manufacturer declares that the above specified product is complying with all of the above
specified rules and it also complying with the essential requirements as specified by the
Directives 2014/35/EU, 2014/30/EU, 2006/42/EU and 2011/65/EU

Serial No.:
Haldsztelek (Hungary), 14/03/20
o |l
Managing Director:
Andrds Bodi

www.iweld.hu info@iweld.hu
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INHALT

EINLEITUNG

ACHTUNG

TECHNISCHEN DATEN

INBETRIEBNAHME & EINSTELLUNG

BETRIEB

VORSICHTSMABNAHMEN & INSTANDHAL-
TUNG

Einleitung

Danke, dass Sie sich fur eine iIWELD SchweiBmaschine oder Plasmaschneidanlage
entschieden haben!

Unser Ziel ist, Innen die aktuellsten und zuverlassigsten Werkzeuge zur Verfugung zu
stellen, um lhre Arbeit zu unterstUtzen, sei es hausgemacht, handwerklich oder indust-
riell.

Wir entwickeln und fertigen unsere Gerdte und Maschinen in diesem Sinne.

Alle unsere SchweiBgerate basieren auf einer fortschrittlichen Inverter-Technologie,
bei der der Hochfrequenz-IGBT den Strom gleichrichtet.

Dank der modernen Technologie sind das Gewicht und die GréBe des Haupttransfor-
mators viel geringer, damit ist es viel ergonomischer und seine Effizienz im Vergleich zu
herkdmmlichen TransformatorschweiBmaschinen um 30% héher.

Durch die eingesetzte Technologie und den Einsatz von Qualitatsbauteilen zeichnen
sich unsere SchweiB- und Plasmaschneidmaschinen durch einen stabilen Betrieb, eine
beeindruckende Leistung, einen energieeffizienten und umweltfreundlichen Betrieb
aus.

Durch die Aktivierung von Mikroprozessor-Steuerungsfunktionen hilft es kontinuierlich,
den optimalen Charakter des SchweiBens oder Schneidens beizubehalten.

Bitte lesen und befolgen Sie die Anweisungen in diesem Handbuch sorgfdltig, bevor
Sie das Gerat benutzen.

Das Benutzerhandbuch beschreibt die beim Schweien auftretenden Gefahren,
einschlieBlich der Maschinenparameter und -funktionen, und bietet Unterstitzung
bei der Handhabung und Anpassung, beinhaltet jedoch nicht oder nurin geringem
Umfang das umfassende Fachwissen Uber das Schneiden von Schweindhten.

Wenn der Leitfaden keine ausreichenden Informationen enthdélt, wenden Sie sich an
Inren Handler, um weitere Informationen zu erhalten.
Im Falle eines Fehlers oder einer anderen Garantie beachten Sie bitte die ,,Allgemei-
nen Garantiebedingungen fUr Garantieanspriche*.

Das Benutzerhandbuch und die zugehdrigen Dokumente sind ebenfalls auf unserer
Produktseite verfigbar.

Wir winschen lhnen gute Arbeit!

IWELD Kft.

2314 Haldsztelek

Il. Rdkdcezi Ferenc Ut 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu



ACHTUNG!
FUr Inrer Sicherheit und der Sicherheit der Personen aus lhrer Umgebung bitten wir Sie,
sie sollen diese Bedienungsanleitungen vor dem Installieren und der Benutzung der
AusrUstung lesen. bitte benutzen Sie die Schutzausristungen wahrend der SchweiB3-
und Schneidearbeiten. Fir mehrere Details lesen die die Benutzungsanleitungen.

e Stellen Sie nicht auf einer anderen Arbeitsweise wah-
rend dem Schweien um!

e beschalten von dem Versorgungsnetz wenn nicht
benutzt.

e Der Startknopf sichert eine vollstGndige Abschaltung |8

e Die Verbrauchsmaterialien, die Zubehdre fir Schwei-
Ben muUssen perfekt sein

e Die AusrUstung wird nur von Fachpersonal benutzt

Ein elekirischer Schlag kann Tod verursachen!

e Die AusrUstung muss ein Erdschluss haben, gemdaB
dem Angewendeten Standard.

e BerUhren Sie nie elekirisierte Teile oder den elekt- @)
rischen SchweiBstab ohne Schutz oder mit nassen %
Handschuhen oder Kleidungssticken!

e Versichern Sie sich, dass Sie und der bearbeitete Teil
isoliert sind. Versichern Sie sich, dass lhre Arbeitspositi-
on sicher ist.

Der Rauch kann lhre Gesundheit beschddigen!! \

e Halten sie Ihren Kopf weg vom Rauch \i\\\\ /

Die Radiation des elektrischen Bogens kann lhre Au- —=
gen und Haut beschadigen!

e Benutzen Sie bitte entsprechende SchweiBmaske,
Filter und Schutzkleidung, um Augen und Kérper zu
schitzen.

e Benutzen Sie eine entsprechende Maske oder Schut- \\
zelemente, um die anderen Personen von der Gefahr \\\\ /
zu schitzen. o

Brandfall

e Der SchweiBfunke kann Brandfdlle verursachen. Bitte
versichern Sie sich, dass sich keine entzindbaren
Substanzen auf der Bearbeitungsoberfldche befin-
den. AuBerordentlicher Ladrm kann der Gesundheit \\\/
schaden! \\

e Benutzen sie immer Ohrschitze oder andere Elemen-
te die die Ohren schitzen.

Defekte

e Bitte erledigen sie die Probleme gemdaB den relevan-
ten Hinweise 2 aus den Bedienungsanleitungen.

e In Falle von Probleme setzen sie sich in Verbindung
mit Fachleuten

PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

The interference emission of arc welding equipment can be minimized by adopting proper installa-
fion method and correct use method.

The products described in this manual belong to the limit of class A equipment (applies to all occo-
sions except the residential areas powered by public low-voltage power system).

Warning: Class A equipment does not apply to the residential areas powered by public low-voltage
power system. Because the electromagnetic compatibility cannot be guaranteed in these areas
owing to conducted and radiated disturbances.

2 Environmental assessment suggestions
Before installing the arc welding equipment, user shall assess the potential electromagnetic distur-
bance problems in the surrounding environment. The following matters shall be considered:

- Whether there are other service cables, control cables, signal and telephone wires, etc. above,
under or around the welding equipment;

- Whether there are radio and television transmitting and receiving devices;

- Whether there are computers and other control equipment;

- Whether there are high-security level equipment, such as industrial protective equipment;

- Consider the health of staff af the site, for example, where there are workers wearing hearing aid or
pacemaker;

- Whether there are equipment used for calibration or inspection;

- Pay attention to the noise immunity of other equipment around. The user should ensure that the
equipment is compatible with the surrounding equipment, which may require extra protective
measures;

- Time for welding or other activities;

The range of environment shall be determined according to the building structure and other possible
activities, which may exceed the boundary of building.

3 Methods to reduce emission
- Public power supply system
The arc welding equipment shall be connected to the public power supply system according to
the method recommended by the manufacturer. If there is interference, additional preventive
measures shall be taken, such as access with filter in the public power supply system. For fixed arc
welding equipment, the service cables shall be shielded by metal pipe or other equivalent meth-
ods. However, the shield shall ensure electrical continuity and shall be connected with the case of
welding source to ensure the good electrical contact between them.

- Maintenance of arc welding equipment

The arc welding equipment must be regularly maintained according to the method recommend-
ed by the manufacturer. When the welding equipment is running, all entrances, auxiliary doors

and cover plates shall be closed and properly tightened. The arc welding equipment shall not be
modified in any form, unless the change and adjustment are permitted in the manual. Particularly,
the spark gap of arc striker and arc stabilizer shall be adjusted and maintained according to the
manufacturer’s suggestions.

- Welding cable

The welding cable shall be as short as possible and close to each other and to the ground line.

- Equipotential bonding

Pay attention to the bonding of all metal objects in surrounding environment. The overlapping of
metal object and workpiece can increase the risk of work, as operators may suffer from electric
shock when touch the metal object and electrode simultaneously. Operators shall be insulated from
all these metal objects.

- Grounding of the workpiece

For electrical safety or workpiece location, size and other reasons, the workpiece may not be
grounded, such as the hull or structural steelwork. Grounding of workpieces sometimes can reduce
the emission, but it is not always the case. So be sure to prevent the increasing risk of electric shock
or damage of other electrical equipment caused by grounded workpieces. When necessary, the
workpiece should be directly connected with the ground. But direct grounding is forbidden in some
countries. In such case, use appropriate capacitor in accordance with regulations of the country.

- Shielding

Selectively shield the surrounding equipment and other cables to reduce the electromagnetic inter-
ference. For special applications, the whole welding area can be shielded.
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1.

Technischen Daten

FUNKTIONS

PARAMETER

Artikelnummer
Inverter typ
Z0ndung

THC - Héhenkontrolle

DUAL AIR SYSTEM -
Eingebautem Kompressor

Digital LED display
CNC kompatibel
2T/4T

Zubehor schneidbrenner

Max. Schneidbare Materialdicke
(ZerstUckelung)- Stahl

[0}
093 Stahl
g0 2
95 ¢ Edelstahl
S35 9
o< L -
£29  Aluminium
0035
fNZ=3
& Kupfer
Phasenzanhl
Netzspannung

Max./Eff. Eihgangsstrom
Leistungsfaktor (cos @)
Wirkungsgrad

Einschaltdauer (10 min/40 °C)
Ausgangstrom
Arbeitsspannung
Leerlaufspannung
Isolationsklasse

Schutzklasse

Gewicht

MaBe

800CUTS50PT
IGBT
PILOT

X X X

X
PT40
18 mm
14 mm
14 mm
10 mm
8 mm

1

230V AC+10%
50/60Hz

33A / 14.7A
0.7
85%
40A@20% 20A@80%
20A - 40A
88V - 96V
375V
H
IP1S
6.4 kg
430 x 155 x 300 mm

2. Inbetriebnahme

¢ Verbinden Sie den Ausgang vom Kompressor in das hintere Teil vom Plasmaschnei-
der.

¢ Nehmen Sie die Schraube vom Schneidebrenner und befestigen Sie es auf der in-
tegrierten Ausgang auf der Vorderseite von der Maschine, ziehen Sie die Schraube
der Uhrzeigersinn fest . Gegen Gasaussickerung . Befestigen , Schrauben Sie die Kor-
perklamme auf dem Positiven Ausgang , was sich auf der AuBenseite vom Schneider
befindet .

* Verbinden sie den Stecker vom Schneidebrenner in das Panel, wo sich das Anschluss
befindet.

» Schrauben sie die Elektrode an das ende vom Schneidebrenner, Dricken sie leicht
dagegen und setzen Sie die DUsen und die SchutzhUlle in der richtigen Reihenfolge
ein.

Vergewissern Sie sich , dass sie den richtigen Schneidebrenner und Test-Clip benutzen,
ansonsten wird die Qualitét vom SchweiBen schlechter, und Die Maschine wird be-
schdadigt.

Sie vor dem schneiden den Luftdruck richtig einstellen.

Vor dem schneiden ist es wichtig, dass sie den Luftdruck richtig einstellen. Neben klei-
neren Luftdruckwert ist die Arc zUndung sicherer aber das verschmolzene Material
verschwindet schwieriger aus der Ritze und somit wird die Schneidefldche nicht glatt.

Neben héheren Luftdruckwerten ist die ZUndung schwieriger, dafir wird die Schneide-
fidche glatter.

Nutzen sie die Einrichtung nach den Druckwerten wie es auf der Parametertabelle zu
sehen ist!

3. Betrieb

3-1. Bedienungspanel Elemente und Verbindungen
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Schneidebrenner Anschluss
Positives Anschluss
Netzwerkstromkabel
Hauptschalter I/O

Luftdruck Eingangs Anschluss - Druckreduzierer mit Druckmesser.

KOhlventilator
Stromstarke Einstellungsknopf

Einschaltungs anzeiger: Leuchtet wenn die Maschine eingeschaltet ist.
warme-und Uberstromschutz Anzeiger: Leuchtet wenn der Schutz in Betrieb

ist.

die Lampe.

Aktiv Status Melder (DC Indikator): wenn der DC Ausgang akfiv ist, leuchtet

RUN/SET: Bei ,,RUN" Fangen wir das schneiden an, Bei SET kbnnen wir

Luftstrdomung Test ausfUhren.

9o

\l{l_u

10

QUICKSILVER

7/ 20

=0 11

PILOT ARC CONTROL

CUT 50 PILOT

3-2. Schritte des Schneidens

e Nach dem Sie alle Verbindungen Gberprift haben, schalten Sie den Plasma-

schneider ein.

e Stellen Sie die Stromstdrke des WerkstUckes richtig ein.
Dricken sie auf das Knopf auf dem Schneidebrenner, dadurch geht die Luft

durch das DUsen.
2 Sek spater zindet der Arc

Tun sie die Pistole an das WerkstUck n&her, somit wird aus Arc Schneide arc.
Wenn sie die Pistole vom WerkstUck entfernen, wird aus Schneide arc, Arc.

Vollenden sie das Schneiden,

Schalten sie den Knopf nach oben auf der Pistole, so erlischt der Arc.
Die Iuft stromt noch 30 Sekunden danach durch die DUsen.

8

3-3 Anmerkungen

Wenn sie anfangen zum Schneiden, die Gebldse hat einen Bohrloch an der Seite das muss
in einer Linie, mit der Seite von dem WerkstUck seien.Dricken sie den Knopf auf dem Schnei-
debrenner, so dass der Arc durchschldgt; wenn das nicht passiert, lassen Sie den Knopf los
und drUcken Sie erneut dagegen. Nach einer erfolgreichen Arcdurchschlag bewegen sie mit
einem dauerhaften Geschwindigkeit den Schneidebrenner, so dass es einen RegelmdBigen
Schnitt ergibt. (Bewegungsgeschwindigkeit dndert sich mit der Blechdicke)

Wenn die Funke nach oben kommt ist die Bewegung zu groB und das Stick ist nicht durcht-
rennt worden, deshallb mUssen sie es langsamer machen. Wenn Die Funken Senkrecht zum
StUck zeigen, ist die Bewegung zu langsam und es wird schlackig,deshallb muss die Geschwin-
digkeit schneller werden.

Wenn die Spritzer auf die DUsen kleben bleiben wird die AbkUhlung schlechter, deshalb mUssen
Sie es rechtzeitig entfernen. Dasselbe mussen wir auf dem Schneidebrenner durchfihren, da
die Warmeausstrahlung bleiben sollte.

Der Abstandhalter vom Schneidebrenner stellt sicher dass der Abstand zwischen der DUsen
und WerkstUckes richtig ist. Solange Sie schneiden entfernen sie den Abstandhalter nicht, weil
es nicht Garantiert ist dass der Abstand zum DUsen entsprechend ist , es kann vorkommen dass
es die Pistole berUhrt und es verbrennt.

Wenn es noétig ist, tauschen sie Die gebldse und die Elektrode.

In der folgenden Situationen tauschen sie die DUsen und Elekirode aus.

1.5 mm oder héher bei Elektrodentiefe

Unregelmd&Big deformierteres Gebl&sedffnung

Sichtbar verlangsamtes Schnitfgeschwindigkeit und grine Flamme im Arc
Schwerer Arcdurchschlag

Schrég oder breitere Schnitte

o M 0N~




About the CUT voltage divider

The CUT power supplies are equipped with an optional, factory-installed, four-position voltage divider that is
designed to be safely connected without tools. The built-in voltage divider provides a scaled down arc volt-
age of 20:1, 30:1, 40:1, and 50:1 (maximum output of 18 V). An optional receptacle on the rear of the power
supply provides access to the scaled down arc voltage and signals for arc transfer and plasma start.

Note:
The factory presets the voltage divider to 20:1. To change the voltage divider to a different setting, refer to the
section on the next page.

The factory-installed internal voltage divider provides a maximum of 18V under open circuit
conditions. This is an impedance-protected functional exira low voltage (ELV)output to prevent
shock, energy, and fire under normal conditions at the machine interface receptacle and
under single fault conditions with the machine interface wiring. The voltage divider is not fault
tolerant and ELV outputs do not comply with safety extra low voltage (SELV) requirements for

direct connection to computer products.

Note:

The cover on the machine interface receptacle prevents dust and moisture from damaging the receptacle
when not in use. This cover should be replaced if damaged or lost.

Installation of the machine interface cable must be performed by a qualified service technician. To install a
machine interface cable:

1. Turn OFF the power and disconnect the power cord.

2. Remove the machine interface receptacle’s cover from the rear of the power supply.

3. Connect the machine interface cable to the power supply.

Divider output

Gun switch signal connection

The small arc signal
connection

The large arc signal
connection

Refer to the following table when connecting the CUT system to a torch height controller or CNC controller
with a machine interface cable.

Signal Type Instruction Pinnr. | Cable end
Normally open.
start Input | 18V DC open circuit voltage at START ferminals. 8.9 8 [yellow)
(start plasma) g . 9 (green)
Requires dry contact closure to activate.
Transfer
(start machine Normally open. D_w contact closure .wh‘en the arc fransfers. 13 (blge)
- Output [ 120V AC/1A maximum at the machine interface relay or 13,14 14 (white)
motion) . . h
switching device (supplied by the customer).
Ground Ground
L CUT: Divided arc signal of 20:1,30:1, 40:1, 50:1 (provides a : 6(red)
Voltage divider| Output maximum of 18 V). 6(+). 7() 7(black)
Setting the five-position voltage divider on the CUT
The factory presets the voltage divider to 20:1. To change the voltage divider to a different setting:
1. Turn OFF the power supply and disconnect the power cord.
2. Remove the power supply cover.
3. Locate the voltage divider DIP switches on the left side of the power supply.
Note: the table below for the shift and scale selection
) Scale
Dial number
20:1 30:1 40:1 50:1
1 ON 1 1 1
2 2 ON 2 2
3 ON
4 4 4 4 ON
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VorsichtsmaBnahmen
Arbeitsplatz

1. Der SchweiBapparat wird in einem Raum ohne Staub, korrosiven Gasen, brennbare Materialien
benutzt, welches eine Feuchtigkeit von héchstens 90% haben soll.

2. Das SchweiBen im Freien muss vermieden werden, mit Ausnahme der Fdlle in welchen Die Ar-
beiten geschitzt von Sonnenstrahlen, Regen, Hitze durchgefUhrt werden; die Raumtemperatur
muss zwischen -100C und +400C sein.

3. Das Apparat muss wenigstens 30 cm von der Wand entfernt sein.

4. Die SchweiBarbeiten mUssen in einem gut gelUfteten Raum durchgefGhrt werden.

Sicherheitsanforderungen:

Der SchweiBapparat ist mit einem Schutz gegen Uberspannung / zu hohen Stromwerten / Uber-
hitzung vorgesehen. Wenn ein o. g. Ereignis erscheint, wird der Apparat automatisch Einge-
stellt. Das Ubertriebene Benutzen schadet dem Apparat, so dass wir das Einhalten folgender
Hinweise empfehlen:

. Beliftung wahrend den SchweiBarbeiten benutzt das Apparat hohen Strom, so dass die na-
tUrliche BelUftung nicht fUr das abkUhlen des Apparates ausreichend ist. Es muss eine entspre-
chende BelUftung gesichert werden, so dass der Abstand zwischen den Apparat und jedem
Gegenstand wenigstens 30 cm sein soll. FUr das entsprechendes Funktionieren und einer
guten Lebensdauer des Apparates muss eine entsprechende BellUffung gesichert werden.

2. Es ist nicht erlaubt, dass der Wert der Intensitat des SchweiBstromes stdndig den maximal zu-
gelassenen Wert Ubersteigen soll. Die Uberlastung kirzt die Lebensdauer des Apparates oder
kann zu dessen Beschddigung fUhren.

3. Die Uberspannung ist verboten! FUr das Beachten der Werte der Versorgungsspannung lesen
Sie die Tabelle der technischen Daten. Der Apparat reicht automatisch die Versorgungsspan-
nung, was eine Spannung in den Sicherheitsgrenzen ermdglicht. Wenn die Eingangsspan-
nung den angezeigten Wert Uberschreitet, werden die Teile des Apparates beschadigt.

4. Der Apparat muss eine Erdung haben. Wenn das Apparat mittels eines Netzes mit Erdung
benutzt wird, ist die Erdung des Apparates automatisch gesichert. Wenn wir das Gerat mit ei-
nem Generator benutzen, oder von einem Raum wo die Elektrische installation unbekannt ist,
muss der Anschluss an der Masse ndtig durch den Erdungspunkt, damit eventuelle elekirische
Schldge vermeiden werden sollen.

5. Wahrend den SchweiBarbeiten kann eine plétzliche Unterbrechung des Funktionierens
erscheinen, wenn der Apparat Uberlastet oder erhitzt ist. In einer solchen Situation wird die
Arbeit nicht erneut begonnen, wird der Apparat nicht erneut gestartet, aber auch nicht be-
schaltet, damit der Ventilator die KUhlung weiter sichern soll.

Instandhaltung

1. Vor jeder Instandhaltungsarbeit oder Reparatur wird der Apparat vom Strom abgeschaltet.

2. Die entsprechende Erdung wird Uberpruift.

3. Man Uberprift ob Innengasanschluss StromanschlUsse perfekt sind, diese werden geregelt
und festgezogen, wenn ndtig; wenn bestimmte Teile oxidieren, werden diese mit Glaspapier
gereinigt, nachdem wird die entsprechende Leitung wieder angeschlossen.

4. Schitzen Sie Hande, Haare, weite Kleidungssticke von dem Apparat unter Spannung, leitun-
gen, Ventilator.

5. Beseitigen Sie regelmdBig den Staub vom Apparat, mit frockenen und reinen Luftkompressor,
wo viel Rauch und unreine Luft ist, muss der Apparat téglich geputzt werden!

6. Der Druck des Apparates muss entsprechend sein, damit die Teile nicht beschadigt werden.

7. Wenn Wasser im Apparat eindringt, wegen Regen, muss der Apparat entsprechend entrock-
net werden und die Isolierung Uberprift werden! Die SchweiBarbeiten kénne emeut begon-
nen werden, nur wenn alle Uberprifungen einen korrekten Zustand des Apparates zeigen!

8. Wenn der Apparat eine Iangere Zeit nicht benutzt wird, muss diese in einen frockenen Raum
gelagert werden, in seiner Originalverpackung.
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Einleitung

Danke, dass Sie sich fur eine iIWELD SchweiBmaschine oder Plasmaschneidanlage
entschieden haben!

Unser Ziel ist, Innen die aktuellsten und zuverlassigsten Werkzeuge zur Verfugung zu
stellen, um lhre Arbeit zu unterstUtzen, sei es hausgemacht, handwerklich oder indust-
riell.

Wir entwickeln und fertigen unsere Gerdte und Maschinen in diesem Sinne.

Alle unsere SchweiBgerate basieren auf einer fortschrittlichen Inverter-Technologie,
bei der der Hochfrequenz-IGBT den Strom gleichrichtet.

Dank der modernen Technologie sind das Gewicht und die GréBe des Haupttransfor-
mators viel geringer, damit ist es viel ergonomischer und seine Effizienz im Vergleich zu
herkdmmlichen TransformatorschweiBmaschinen um 30% héher.

Durch die eingesetzte Technologie und den Einsatz von Qualitatsbauteilen zeichnen
sich unsere SchweiB- und Plasmaschneidmaschinen durch einen stabilen Betrieb, eine
beeindruckende Leistung, einen energieeffizienten und umweltfreundlichen Betrieb
aus.

Durch die Aktivierung von Mikroprozessor-Steuerungsfunktionen hilft es kontinuierlich,
den optimalen Charakter des SchweiBens oder Schneidens beizubehalten.

Bitte lesen und befolgen Sie die Anweisungen in diesem Handbuch sorgfdltig, bevor
Sie das Gerat benutzen.

Das Benutzerhandbuch beschreibt die beim Schweien auftretenden Gefahren,
einschlieBlich der Maschinenparameter und -funktionen, und bietet Unterstitzung
bei der Handhabung und Anpassung, beinhaltet jedoch nicht oder nurin geringem
Umfang das umfassende Fachwissen Uber das Schneiden von Schweindhten.

Wenn der Leitfaden keine ausreichenden Informationen enthdélt, wenden Sie sich an
Inren Handler, um weitere Informationen zu erhalten.
Im Falle eines Fehlers oder einer anderen Garantie beachten Sie bitte die ,,Allgemei-
nen Garantiebedingungen fUr Garantieanspriche*.

Das Benutzerhandbuch und die zugehdrigen Dokumente sind ebenfalls auf unserer
Produktseite verfigbar.

Wir winschen lhnen gute Arbeit!

IWELD Kft.

2314 Haldsztelek

Il. Rdkdcezi Ferenc Ut 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu




WARNING!

Welding is a dangerous process! The operator and other persons in the working
area must follow the safety instructions and are obliged to wear proper Personal
Protection Items. Always follow the local safety regulations! Please read and

understand this instruction manual carefully before the installation and operation!

* The switching of the machine under operation can
damage the equipment.

* After welding always disconnect the electrode holder
cable from the equipment.

* Always connect the machine to a protected and
safe electric network!

* Welding tools and cables used with must be perfect.

¢ Operator must be qualified!

ELECTRIC SHOCK: may be fatal

e Connect the earth cable according to standard

regulation.

¢ Avoid bare hand contact with all live components of
the welding circuit, electrodes and wires. It is neces-
sary for the operator to wear dry welding gloves while
he performs the welding tasks.

¢ The operator should keep the working piece insulated
from himself/herself.

Smoke and gas generated while welding or cutting can
be harmful to health.

¢ Avoid breathing the welding smoke and gases!

¢ Always keep the working area good ventilated!

Arc light-emission is harmful to eyes and skin.

e Wear proper welding helmet, anti-radiation glass
and work clothes while the welding operation is per-
formed!

* Measures also should be taken to protect others in the
working area.

FIRE HAZARD

¢ The welding spatter may cause fire, thus remove flam-
mable materials from the working area.

¢ Have a fire extinguisher nearby in your reach!

Noise can be harmful for your hearing

¢ Surface noise generated by welding can be disturb-
ing and harmful. Protect your ears if needed!

Malfunctions

e Check this manual first for FAQs.

* Contact your local dealer or supplier for further ad-
vice.

PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

The interference emission of arc welding equipment can be minimized by adopting proper installa-
fion method and correct use method.

The products described in this manual belong to the limit of class A equipment (applies to all occo-
sions except the residential areas powered by public low-voltage power system).

Warning: Class A equipment does not apply to the residential areas powered by public low-voltage
power system. Because the electromagnetic compatibility cannot be guaranteed in these areas
owing to conducted and radiated disturbances.

2 Environmental assessment suggestions
Before installing the arc welding equipment, user shall assess the potential electromagnetic distur-
bance problems in the surrounding environment. The following matters shall be considered:

- Whether there are other service cables, control cables, signal and telephone wires, etc. above,
under or around the welding equipment;

- Whether there are radio and television transmitting and receiving devices;

- Whether there are computers and other control equipment;

- Whether there are high-security level equipment, such as industrial protective equipment;

- Consider the health of staff af the site, for example, where there are workers wearing hearing aid or
pacemaker;

- Whether there are equipment used for calibration or inspection;

- Pay attention to the noise immunity of other equipment around. The user should ensure that the
equipment is compatible with the surrounding equipment, which may require extra protective
measures;

- Time for welding or other activities;

The range of environment shall be determined according to the building structure and other possible
activities, which may exceed the boundary of building.

3 Methods to reduce emission
- Public power supply system
The arc welding equipment shall be connected to the public power supply system according to
the method recommended by the manufacturer. If there is interference, additional preventive
measures shall be taken, such as access with filter in the public power supply system. For fixed arc
welding equipment, the service cables shall be shielded by metal pipe or other equivalent meth-
ods. However, the shield shall ensure electrical continuity and shall be connected with the case of
welding source to ensure the good electrical contact between them.

- Maintenance of arc welding equipment

The arc welding equipment must be regularly maintained according to the method recommend-
ed by the manufacturer. When the welding equipment is running, all entrances, auxiliary doors

and cover plates shall be closed and properly tightened. The arc welding equipment shall not be
modified in any form, unless the change and adjustment are permitted in the manual. Particularly,
the spark gap of arc striker and arc stabilizer shall be adjusted and maintained according to the
manufacturer’s suggestions.

- Welding cable

The welding cable shall be as short as possible and close to each other and to the ground line.

- Equipotential bonding

Pay attention to the bonding of all metal objects in surrounding environment. The overlapping of
metal object and workpiece can increase the risk of work, as operators may suffer from electric
shock when touch the metal object and electrode simultaneously. Operators shall be insulated from
all these metal objects.

- Grounding of the workpiece

For electrical safety or workpiece location, size and other reasons, the workpiece may not be
grounded, such as the hull or structural steelwork. Grounding of workpieces sometimes can reduce
the emission, but it is not always the case. So be sure to prevent the increasing risk of electric shock
or damage of other electrical equipment caused by grounded workpieces. When necessary, the
workpiece should be directly connected with the ground. But direct grounding is forbidden in some
countries. In such case, use appropriate capacitor in accordance with regulations of the country.

- Shielding

Selectively shield the surrounding equipment and other cables to reduce the electromagnetic inter-
ference. For special applications, the whole welding area can be shielded.
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1. The main parameter

FUNCTIONS

PARAMETERS

Art. Nr.
Inverter Type

Arc Ignition

THC - Torch Height Conftrol

DUAL AIR SYSTEM -
Built-In - Air Compressor

Digital LED Display
CNC Compatibility
2T/4T

Accessories Plasma Torch
Max. cutting thickness (Scarp cutting)

Carbon Steel
Carbon Steel

Stainless Steel

Aluminum

thickness (quality
surface cutting)

Optimal cuttin

Copper
Phase Number

Rated Input Voltage
Max./eff. Input Voltage
Power Factor (cos @)

Efficiency

Duty Cycle (10 min/40 °C)

Cutting Current Range
Cutting Voltage Range
No-load Voltage
Insulation

Protection Class
Weight

Dimensions (LxWxH)

800CUTS50PT
IGBT
PILOT

X X X

X
PT40
18 mm
14 mm
14 mm
10 mm
8 mm

1

230V AC+10%
50/60Hz

33A / 14.7A
0.7
85%
40A@20% 20A@80%
20A - 40A
88V - 96V
375V
H
IP1S
6.4 kg
430 x 155 x 300 mm

2. Installation

Be sure to use this welding machine with the specified cutting gun, earth clamp
together; otherwise, it will affect the welding performance and may damage the
machine.

¢ Connect the compressor's pressurized pipe to the air inlet of the pressure regulator.

¢ Connect the copper nut on the cutting gun with the output terminal on the front of
this machine, and tighten this nut clockwise (to prevent gas leakage); connect the
rapid socket on the earth clamp with the positive output terminal on the front panel
of the cutter and tighten the socket.

¢ Connect the switch plug on the cutting gun with the switch connector of the cut-
ting gun on the panel. Screw the electrode into the cutting torch to the end, slightly
tighten them with force and then properly install the nozzle and protection coverin
a proper order.

Important to set the correct air pressure before cutting. At low pressures the arc con-
fident but the molten material of the cutting gap is therefore more difficult to leave
the cut surface will not be smooth. At high air pressure in the ignition more difficult,
but at the cutting surface is smoother.

Use the machine parameter table given pressure setting!

3. Operation Instruction
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Cutting gun connector: connected to the cutting machine

Positive connector: connected to the workpiece

Main cable: connected to the appreciate power supply

Power switch: turn on or off the power source

Air inlet connector - Pressure regulator with manometer

Fan

Cutting current regulator: it is used to regulate the current when cutting.
Power pilot lamp

NV 00 N O 0 O —

Alarm pilot lamp (over-heat, over-current): This pilot lamp on, when the pro-
tection of the machine has been activated.

10 READY (DC indicator): indicator is ON when DC output circuit is active.

11 RUN/SET: when cutting the workpiece, turn to the “RUN"; when doing gas
test, turn to the “SET".

N

QUICKSILVER

10

9~ o . .
—WELD
/Q\%Qg@

5 (P 11
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S

7/ — 20 40
CE & []D]] A PILOT ARC CONTROL
CUT 50 PILOT
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3-2. Operation steps of cutting

e After checking all connections, turn on the plasma cutting machine.

e Adjust the power to the thickness you intend to cut.

e Press the cutting switch on the torch, you shall have compressed air coming out of
the nozzle: within 2 seconds the pilot arc will be ignited.

e Get closer to the material, then the pilot arc will be switched automatically to cut-
fing arc.

e As you pull away the torch from the metal sheet, the cutting arc will be switched
back to pilot arc again.

e Now the machine is ready to use for cutting.

e When you release the cutting switch the arc will be shut down immediately.

e After the arc stopped for about 30 sec you will still have air flow from the nozzle to
cool the hot system elements.
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3-4. Notices to Cutting

* When preparing for cutting, hold the cutting gun (the cutting gun does not contact
the workpiece for a model of non-contact arc striking) and press the gun switch; at
this time, plasma arc will eject from the nozzle hole, indicating the electrode, noz-
Zle, etc., are installed correctly. If there is no plasma arc or only weak plasma arc
ejected from the nozzle hole, it indicates the electrode and nozzle are installed im-
properly, so reinstallation is necessary after power-on.

* When cutting starts, the outer edge of the nozzle hole should be aligned fo the edge
of the workpiece. Press the cutting torch switch to strike the arc; if the arc is not
struck, release the switch and press it again. After successful arc striking, move the
cutting torch at a constant speed to conduct normal cutting (the moving speed
should vary from different plate thicknesses; if the sparks upturn, it indicates the mov-
ing speed is too fast and the workpiece is not cut through, and the moving speed
should be slower. If the sparks splash vertically to the workpiece, it indicates the mov-
ing speed is foo slow and the adhering slags may increase, and the speed should
be improved properly.

¢ At the end of the cutfting, when the workpiece will be cut off, the cutting speed
should be slowed down, release the cutting forch switch to complete the cutting.

* Splashes adhering to the nozzle surface will affect the cooling effect of the nozzle,
so they should be removed in time, and dust and splashes on the cutting gun head
should be removed regularly so as to maintain a good heat emission effect.

* The cutting torch rack ensures the distance from the nozzle to the plate. Never re-
move the cutting torch rack during cutting; otherwise the normal distance from the
nozzle to the plate can not be guaranteed, thus causing the nozzle to touch the
plate so as to lead to the gun burned.

* Replace the electrode and nozzle. In case of the following cases, be sure o replace
the electrode and nozzle in time.

1) above 1.5 mm electrode consumption depth;

2) iregularly deformed nozzle aperture;

3) obviously slower cutting speed and green flames occurring for arc

4) difficult arc striking;

5) Slanting kerf or widening kerf




About the CUT voltage divider

The CUT power supplies are equipped with an optional, factory-installed, four-position voltage divider that is
designed fo be safely connected without tools. The built-in voltage divider provides a scaled down arc volt-
age of 20:1, 30:1, 40:1, and 50:1 (maximum output of 18 V). An optional receptacle on the rear of the power
supply provides access to the scaled down arc voltage and signals for arc transfer and plasma start.

Note:
The factory presets the voltage divider fo 20:1. To change the voltage divider to a different setting, refer to the
section on the next page.

The factory-installed internal voltage divider provides a maximum of 18V under open circuit
conditions. This is an impedance-protected functional extra low voltage (ELV)output to prevent
shock, energy, and fire under normal conditions at the machine interface receptacle and
under single fault conditions with the machine interface wiring. The voltage divider is not fault
tolerant and ELV outputs do not comply with safety extra low voltage (SELV) requirements for
direct connection to computer products.

Note:

The cover on the machine interface receptacle prevents dust and moisture from damaging the receptacle
when not in use. This cover should be replaced if damaged or lost.

Installation of the machine interface cable must be performed by a qualified service technician. To install a
machine interface cable:

1. Turn OFF the power and disconnect the power cord.

2. Remove the machine interface receptacle’s cover from the rear of the power supply.

3. Connect the machine interface cable to the power supply.

Divider output

The smalll arc signal
connection

The large arc signal
connection

Refer to the following table when connecting the CUT system to a torch height controller or CNC controller
with a machine interface cable.

Gun switch signal connection

Signal Type Instruction Pinnr. | Cable end
Normally open.
Start Input | 18V DC open circuit voltage at START terminals. 8,9 8 [yellow)
(start plasma) . . 9 (green)
Requires dry contact closure to activate.
Transfer f
(start machine Normally open. Dry contact closure ‘wh<v—3n the arc transfers. 13 (blge)
N Output [ 120V AC/1A maximum at the machine interface relay or 13, 14 14 (white)
motion) o . :
switching device (supplied by the customer).
Ground Ground
. CUT: Divided arc signal of 20:1,30:1, 40:1, 50:1 (provides a : 6(red)
Voltage divider| Output maximurm of 18 V). 6(+). 7(-) 7(black)
Setting the five-position voltage divider on the CUT
The factory presets the voltage divider fo 20:1. To change the voltage divider to a different setfting:
1. Turn OFF the power supply and disconnect the power cord.
2. Remove the power supply cover.
3. Locate the voltage divider DIP switches on the left side of the power supply.
Note: the table below for the shift and scale selection
i Scale
Dial number
20:1 30:1 40:1 50:1
1 ON 1 1 1
2 2 ON 2
3 3 3 ON 3
4 4 4 4 ON
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Precautions

Workspace

1. Welding equipment free of dust, corrosive gas, non-flammable materials, up to 90% humidity
for usel

2. Avoid welding outdoors unless protected from direct sunlight, rain, snow, work area tempera-
ture must be between -10 °C and +40°C.

3. Wall to position the device at least 30 inches away.

4. Well-ventilated area to perform welding.

Safety requirements

Welding provides protection against overvoltage / overcurrent / overheating. If any of the
above events occurs, the machine stops automatically. However, over- stress damage to the
machine , keep the following guidelines :

1. Ventilation . When welding a strong current going through the machine , so the machine is
not enough natural ventilation for cooling . The need to ensure adequate cooling, so the
distance between the plane and any object around it at least 30 cm . Good ventilation is
important to normal function and service life of the machine.

2. Continuously , the welding current does not exceed the maximum allowable value. Current
overload may shorten its life or damage to the machine .

3. Surge banned | Observance of tension range follow the main parameter table . Welding ma-
chine automatically compensates for voltage , allowing the voltage within permissible limits
of law. If input voltages exceed the specified value , damaged parts of the machine .

4. The machine must be grounded! If you are operating in a standard, grounded AC pipeline in
the event of grounding is provided automatically . If you have a generator or foreign , unfo-
miliar , non-grounded power supply using the machine , the machine is required for ground-
ing connection point earth to protect against electric shock .

5. Suddenly stopping may be during welding when an overload occurs or the machine over-
heats . In this case, do noft restart the computer, do noft fry to work with it right away, but do
not turn off the power switch , so you can leave in accordance with the built-in fan to cool
the welding machines .

WARNING!

If the welding equipment is used with the welding parameters above 180 amperes, the standard
230V electrical socket and plug for 16 amp circuit breaker is not sufficient for the required cur-
rent consumption, it is necessary to use the welding equipment with 20A, 25A or even to the 32A
industrial fuses! In this case, both the plug and the plug socket fork have to be replaced to 32A
single phase fuse socket in compliance with all applicable rules. This work may only be carried
out by specialists!

Maintenance

1. Remove power unit before maintenance or repair!

2. Ensure that proper grounding!

3. Make sure that the internal gas and electricity connections are perfect and tighten, adjust if
necessary, if there is oxidation, remove it with sandpaper and then reconnect the cable.

4. Hands, hair, loose clothing should be kept away under electric parts, such as wires, fan.

5. Regularly dust from the machine clean, dry compressed air, a lot of smoke and polluted air to
clean the machine every day!

6. The gas pressure is correct not to damage components of the machine.

7. If water would be, for example. rain, dry it in the machine and check the insulation properly!
Only if everything is all right, go after the welding!

8 When not in use for a long fime, in the original packaging in a dry place.
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CERTIFICATE OF EUROPEAN STANDARD

®
Y — U_ CUTTING EDGE WELDING
EN

Manufacturer: IWELD Ltd.
2314 Haldsztelek
Il. Rakdcezi Ferenc street 90/B
Tel: +36 24 532-625
info@iweld.hu
www.iweld.hu

ltem: CUT 50 PILOT
IGBT inverter technology
plasma cutting power source

EN 60204-1:2005
EN 60974-10:2014,
EN 60974-1:2018

Applied Rules (1):

(1) References to laws, rules and regulations are to be understood as related fo laws, rules
and regulations in force at present.

Manufacturer declares that the above specified product is complying with all of the above
specified rules and it also complying with the essential requirements as specified by the
Directives 2014/35/EU, 2014/30/EU, 2006/42/EU and 2011/65/EU

Serial No.:

Haldsztelek (Hungary), 14/03/20
@éou |
Managing Director:
Andrds Bodi

www.iweld.hu info@iweld.hu
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ALTALANOS GARANCIALIS FELTETELEK A JOTALLASI ES SZAVATOSSAGI IGENYEK ESETEN

1. 12 hénap kotelezd jotdllas
helyezést a vdllalkozds vagy annak megbizottja végzi, az Uzembe helyezés napjdval kezdddik.

Nem tartozik j6tdlids ald a hiba, ha annak oka a termék fogyasztd részére vald ataddsdt kdvetben Iépett fel, igy példdul, ha a
hib&t

- szakszerUtlen Uzembe helyezés (kivéve, ha az Uzembe helyezést a vdilalkozds, vagy annak megbizottja végezte el, illetve ha a
szakszerGtlen Uzembe helyezés a haszndlati-kezelési Utmutatd hibdjara vezethetd vissza)

- rendeltetés-ellenes haszndlat, a haszndlati-kezelési Utmutatéban foglaltak figyelmen kivil hagydsa,

- helytelen tdrolds, helytelen kezelés, rongdilds,

- elemi kdr, természeti csapds okozta.

Jotdllas keretébe tartozd hiba esetén a fogyasztod - elsésorban - vdlasztdsa szerint — kijavitast vagy kicserélést kdvetelhet, kivéve,
ha a vdlasztott jotdlidsi igény teliesitése lehetetlen, vagy ha az a vdllalkozdsnak a mdsik jotdlidsi igény teljesitésével dsszeha-
sonlitva ardnytalan tobbletkdltséget eredményezne, figyelembe véve a szolgditatds hibdtlan dllapotban képviselt értékét, a
szerz6désszegés sulyat és a jotdalldsi igény teljesitésével a fogyaszténak okozott érdeksérelmet.

- ha a vdllalkozds a kijavitdst vagy a kicserélést nem vdllalta, e kotelezettségének megfeleld hatdridén belul, a fogyasztéd érde-
keit kimélve nem tud eleget tenni, vagy ha a fogyaszténak a kijavitdshoz vagy a kicseréléshez fiiz6dé érdeke megszint, a
fogyaszto eldlihat a szerz8déstdl. Jelentéktelen hiba miatt eldlidsnak nincs helye.

A fogyasztd a vdlasztott jogdrdl masikra térhet at. Az Gttéréssel okozott koltséget kdteles a vdllalkozdsnak megfizetni, kivéve, ha
az &ttérésre a vdllalkozds adott okot, vagy az attérés egyébként indokolt volt.

A kijavitdst vagy kicserélést — a termék tulajdonsdgaira és a fogyasztd dltal elvarnatd rendeltetésére figyelemmel - megfeleld
hatdridén belll, a fogyaszté érdekeit kimélve kell elvégezni. A vdllalkozdsnak térekednie kell arra, hogy a kijavitdst vagy kicse-
rélést legfeliebb tizendt napon beldl elvégezze.

A kijavitds sordn a termékbe csak Uj alkatrész kerUlhet beépitésre.

Nem szdmit bele a jotdlidsi idSbe a kijavitasi idének az a része, amely alatt a fogyasztd a terméket nem tudja rendeltetésszerlen
haszndlni. A jotdlidsi idé a terméknek vagy a termék részének kicserélése (kijavitasa) esetén a kicserélt (kijavitott) termékre
(termékrészre), valamint a kijavitas kdvetkezményeként jelentkezd hiba tekintetében Ujodl kezdbdik.

A jotdlldsi kotelezettség teliesitésével kapcsolatos koltségek a vdllalkozdst terhelik.

A jotdlias nem érinti a fogyasztd jogszabdlybdl eredd - igy kUlondsen kellék- és termékszavatossdgi, illetve kartéritési — jogainak
érvényesitését.

Fogyasztdi jogvita esetén a fogyaszté a megyei (févdarosi) kereskedelmi és iparkamardk mellett mikddé békéltetd testilet
elidrdsat is kezdeményezheti. A jotdlidsi igény a jotdlldsi jeggyel érvényesithetd. Jotalldsi jegy fogyaszté rendelkezésére bocsd-
tasénak elmaraddsa esetén a szerz6dés megkdtését bizonyitottnak kell tekinteni, ha az ellenérték megfizetését igazold bizony-
latot - az dltaldnos forgalmi adorél szold térvény alapjdn kibocsatott szamldt vagy nyugtdt - a fogyasztdé bemutatja. Ebben az
esetben a j6tallasbdl eredd jogok az ellenérték megdfizetését igazold bizonylattal érvényesithetéek.

A fogyaszté jotdlldsi igényét a vdllalkozdsndl érvényesitheti.

2. Kiterjesztett garancia

Az IWELD Kft. a Forgalmazokkal egyUttmikddve, az 1 éves kellékszavatossdgi kotelezettségét +1 évvel kiterjeszti (2 évre) a kdvet-
kezbkben felsorolt hegesztégépekre az aldbbi feltételekkel:

minden GORILLA® hegesztégép, ARC 160 MINI, HEAVY DUTY 250 IGBT, HEAVY DUTY 315 IGBT

A garanciavdllalds sordn a Polgdri Torvénykonyv 6:159. § (hibds teljesitési vélelem) nem alkalmazhatd, és a kiterjesztett garan-

ciavdllalds a Polgdri Torvénykonyv 6:159. § - 6:167. § meghatdrozott kellékszavatossagi jellegu felelésségvallaldst jelent az aldbbi

feltételekkel.

A kiterjesztett garancia feltételei fent felsorolt hegesztégépek esetében:

- Szdrmazds igazoldsa (eredeti szamla, tulajdonos vdltozds esetén adds-vételi szerzédés) A végfelhaszndldonak meg kell rizni a
kiterjesztett garancia ideje alatt végig a vasdarldst igazold szamldat!

- Kitéltétt garancia jegy

- Maximum 12 havonta szakszerviz dltal elvégzett karbantartds, ami az atvizsgdldson és érintésvédelmi ellendrzésen tUl a teljes
burkolat eltdvolitdsa utdni szakszer( takaritésbdl kell, hogy dljon!

- Karbantartdst igazold szamldk és karbantartdsi jegyzékényv
A sz&dmldknak és egyéb dokumentumoknak mindenképpen tartalmaznia kell a berendezés tipusdt (tipusszam, modell) és
szériaszdmat (Serial no.)!

A kiterjesztett garancia tartalma:

A kiterjesztett garancidt alkatrész, tényleges javitds, vagy csere formdjdban biztositjuk. Amennyiben a javitds nem lehetséges,
Ugy a hibds eszkdz cseréjét biztositjuk.

A kiterjesztett garancia sem tartalmazza a berendezés postdzdasat, orszagon bellli szdllitdsat! A termék forgalmazdja, sz0ksége
estén, (kotelezettség nélkll) segitséget nyUjt a berendezés szakszervizbe vald eljuttatdsdban!

A kiterjesztett garancidilis javitdsokat sajat szakszervizinkben a cég telephelyén végezzik:

IWELD Kft. 2314 Haldsztelek Il. Rdkoczi Ferenc Ut 90/B

Tel.: +36 24 532 625
szerviz@iweld.hu
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7 Ve Ve Forgalmazé:
JOTALLASI JEGY WELD K.
2314 Haldsztelek

Il. Rakdczi Ferenc Ut 90/B
Tel: +36 24 532-625

Fax: +36 24 532-626

IWELILD

Sorszdm:

tipusu gydari szdmu
termékre a vasdrldastdl szdmitott 12 honapig kodtelezd jotdlldst vallalunk a jogszabdly szerint. A jotdllds lejarta utdn 3 évig bizto-
sitiuk az alkatrész utdnpotidst.
Vésarlaskor kérje a termék prébgjat!

SK

7 ~ Vi DistribUtor:
ZARUCNY LIST WELD K.
2314 Haldsztelek

Il. Rakdczi Ferenc Ut 90/B
Tel: +36 24 532-625

Fax: +36 24 532-626

Eladé tolti ki:

A vdsdrld neve:

Lakhelye:

Vésarlas napja: EV HO NAP

Eladd bélyegzéje és aldirdsa:

Poradové &islo:

Vyrobok: Typ: VYrobné Cislo: ....ovouieereeeieieeeeieeeens
Na tento vyrobok plati zaruka 12 mesiacov od kipy podla platnej legislativy. Na uplatnenie zruky je nutné predlofzit origindl-
ny ndkupny doklad! Po uplynuti zdruénej doby 3 roky Vdm zabezpeé&ime prisun ndhradnych dielov.

Pri kipe tovaru poZiadajte o rozbalenie a kontrolu vyrobku!

Vyplni predajca:

Meno kupujuceho:

Bydlisko:

Ddatum zakUpenia: den: ... mesiac: rok:

Peciatka a podpis predajcu:

Jotdllasi szelvények a kételezd jotdlldsi idSre

ZARUCNE KUPONY

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A jotallds Uj hatdrideje:

A szerviz neve: Munkaszém:

EV HO NAP

aldirds

Dd&tum nahldsenia:

Ddatum odstrdnenia vady:

Nahldsend vada:

Novd zdruénd doba:

Nd&voz servisu: Cislo prace:

Den: mesiac: rok:

Podpis

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A jotallds Uj hatdrideje:

A szerviz neve: Munkaszém:

EV HO NAP

aldirds

Dd&tum nahldsenia:

Ddatum odstrdnenia vady:

Nahldsend vada:

Novd zdruénd doba:

Nd&voz servisu: Cislo prace:

Den: mesiac: rok:

Podpis

Figyelem!

A garancia jegyet vasarldskor érvényesiteni kell a készUlék gydri szdmdnak feltintetésévell A garancia kizarélag

azonos napon, kidllitott gydri szdmmal ellétott szamldval egyUtt érvényes, ezért a szamidat érizze meg!




IWELD

RO . . Distribuitor:
Certificat de gara ntle IWELD KFT.
2314 Haldasztelek

Str. I.lRAkSczi Ferenc 90/B

Ungaria

Tel: +36 24 532-625

Fax: +36 24 532-626

Numar:

tipul numar de serie
necesare sunt garantate timp de 12 luni de la data de produse de cumparare, in conformitate cu legea. La trei ani dupd
expirarea garantiei oferim piese de aprovizionare.
La cumparaturi incercati produsul!

Completat de catre Vénzator:

Numele clientului:

Adresa:

Data de cumpdrare: An Lund Zi

Stampila si semndatura vénzatorului:

Sectiuni de garantie a perioadei de garantie

Data raportului:

Data incetdrii:

Descriere defect:

Noul fermen de garantie:

Numele serviciului: Cod de locuri de munca:

An Luna Zi

semnatura
Data raportului:
Data incetdrii:
Descriere defect:
Noul fermen de garantie:
Numele serviciului: Cod de locuri de munca:
An Luna Zi
semnatura
Atentiel

Garantia trebuie sa fie validate la timp de cumpdrare a biletului fabrica numarul! Garantie numai pe aceeasi
zi, cu o facturd poartd numarul de eliberat este valabil pentru o fabrica, deci proiectul de lege sa-I pdstratil
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