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FIGYELEM!
A hegesztés és vagdas veszélyes Uzem, ha nem korUltekintéen dolgoznak kdnnyen bal-
esetet, sérllést okozhat a kezeldének illetve a kdérnyezetében tartdzkoddknak. Ezért a
mUveleteket csakis a biztonsdgiintézkedések szigort betartdséval végezzék! Olvassa el
figyelmesen jelen Utmutatdt a gép belzemelése és mUkddtetése eldtt!

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

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

¢ A f6kapcsold gomb biztositja a készUlék teljes
dramtalanitasdt.

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

e Csak szakképzett személy haszndlja a készUléket!

Az dramités végzetes lehet!

* Foldeléskdbelt — amennyiben szlkséges, mert nem
féldelt a hdldzat - az eldirdsoknak megfeleléen
csatlakoztassal

¢ Csupasz kézzel ne érien semmilyen vezetd részhez
a hegesztd kérben, mint elektréda vagy vezeték
vég! Hegesztéskor a kezeld viseljen szaraz véds-
kesztyUt |

Kerilje a fist vagy gazok belégzését!

e Hegesztéskor keletkezett fUst és gdzok dartalmasak
az egészségre.

e MunkaterUlet legyen jOl szell&ztetett!

Az iv fénykibocsatdsa art a szemnek és bérnek!

e Hegesztés alatt viseljen hegeszté pajzsot,
véddbszemUveget és védboltdzetet a fény és a
h&sugdrzds ellen!

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

TUZVESZELY!

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

o A t0zoltd készUlék jelenléte és a kezeld tUzvédelmi

szakképesitese is szUkséges a gép haszndlatdhoz! \\\/
Zaj: Arthat a halldsnak! —N\\

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

Meghibdsodds:

e Tanulmdnyozza &t a kézikdnyvet

¢ Hivja forgalmazdjdat tovdbbi tandcseért. @ m
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Bevezetés

El&szor is kdszOnjUk, hogy plazmavdagd gépinket vdlasztotta és haszndlja.

Vagdgép fejlett inverter technoldgidival készilt és a nagy frekvencidju, nagy teljesit-
ményU IGBT egyenirdnyitja az dramot, majd PWM haszndlataval a kimend egyend-
ramot nagy teljesitményl munkavégzésre alkalmassd teszi, nagyban csdékkentve a {6
transzformdtor tomegét és méreteit, 30%-al névelve a hatékonysdgot.

A gép hatékonysdga elérheti a 85%-ot ami 30%-0s energia-megtakaritdst eredmé-
nyez a hagyomdnyos transzformdtoros gépekkel 6sszehasonlitésban.

A vagogép plazmapisztollyal és megfeleld hosszisagu kdbelekkel rendelkezik.

Jelen plazmavagdgép ipari és professziondlis haszndlatra alkalmas, megfelel az
IEC60974 Nemzetkdzi Biztonsdgi Szabvdany eléirdsainak.

Vdasdrldstdl szamitott 1 év garancidt vdllalunk a termékre. A garancia kizdrdlag a
vasdrlds napjdn érvényesitett garancia jeggyel és az eredeti szdmldval érvényes! A
gép gydri sorszadmmal elldtott, kérjik gydz&djén meg arrdl, hogy ez a sorszdm mind a
garancia jegyre, mind a szdmla elsé példdnydra felkeriljon!

Kérjuk, hogy figyelmesen olvassa el és alkalmazza jelen Utmutatdt belzemelés és
mUkodés elbttl




1. F6 paraméterek

Névleges haldzati feszUltség (v)

Névleges dramfelvétel (A)

Névleges teljiesitmény (Kw)

Uresjarati fesziltség (V)

Vagoddram tartomdny (A)

Bekapcsoldsi idd

Vdaghaté anyagvastagsdg (darabolds)- acél (mm)
Acél

Vdaghatd )
anyagvastagsag ~ Rozsdamentes acel

(Mindsegivagds)  Aluminium
(mm)
Réz
ivgyujtés, ivkontroll
HGtés
Szigetelési osztdly
Védettség
T6meg (kg)

KUlsé méretek (mm)




2. BeUzemelés

. A kompresszor kimenetét csatlakoztassa a gép hdatuljgn 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 csatlakozd-
jdba
. Csavarja az elektroédot a vagopisztoly 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 el6tt fontos a levegd nyomds pontos bedillitdsa. 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. Mikodés

3-1. Kezel6panel elemei és csatlakozdsok




1 Aramer8sség bedllité gomb
Bekapcsolt dllapot jelzd: vilagit ha a gép bekapcsolt dllapotban van..

H&-és tuldramvédelem dllapot jelzé: vildgit ha a védelem mikddésbe 1épett.
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Vagodpisztoly hiba és alacsony levegd nyomds jelzé:
- rovidzdrlat az elektréda és a fuvoka kdzdtt

- hidinyzé elektréda, fuvoka vagy zdrdkupak

- alacsony levegddramlds vagy -nyomds

5 Aktiv dllapot visszajelzd (DC indikdtor): ha a DC kimeneti kor aktiv, akkor a
l[dmpa vilagit.

6 RUN/SET: “RUN" dlldsban végezzik a vagdst, SET dlidsban levegd dramlds
tesztet végezhetink.

7 Vdagodpisztoly csatlakozd

8 Tavvezérlés csatlakozdja (CNC)

9 Pozitiv kimenet - csatlakoztassa a munkadarabra

10  Sdritett levegd bemeneti csatlakozd - nyomdscsdkkentd nyomdsmérével
11 Halézati dramkdabel

12 FSkapcsold I/O

3-2. VAagas lépései

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

o Allitsa be az dramerdsséget a munkadarabnak megfeleléen;

e Nyomja meg a vagodpisztoly kapcsoldjat, ekkor a levegd dramlani kezd a fuvokdn
keresztUl;

2 mp mulva az ériv begyuit;

Kozelitse a pisztolyt a munkadarabhoz, ekkor az &riv atvalt vagé ivre;

Ha a vagdpisztolyt tavolitia a munkadarabtdl, akkor a vagd iv visszavdalt brivre.
Végezze el a vagdst,

Engedije fel a vagdpisztoly kapcsoldjat, ekkor az iv kialszik;

A levegd ezutdn még 30 mp-ig dramlik a fuvokdan keresztUl.




3-3. MUkddés paraméterei

- Arameré8sség: A vagddramot a paramétertdblazatban megadott tartomdnyon belll
, d munkavégzésnek megfeleld értére dllithatjuk be. Az dramerdsség fokozatmente-
sen dllithatd és értéke a kijelzérél leolvashato.

Plazmavdagds jellemzéi alacsony széntartalmi acélndl

Lemezvastagsdg Fuvokanyilds (mm)  Vagddram (A) Légdram (I/min)  V&gdsi sebesség
(mm) (m/min)
6 o1 30 8 0,24
10 21,2 40 70 0.3
Plazmavdagds jellemzéi rozsdamentes acélndl
Lemezvastagsdg Fuvokanyilds (mm) Vdagddram (A) Légdram (I/min)  Vdagdsi sebesség
(mm) (m/min)
6 21 30 8 0-2,5
10 212 40 70 0-2,5
Plazmavdagds jellemzdéi aluminium és Al-6tvozeteknél
Lemezvastagsdg Fuvokanyilds (mm)  Vagddram (A) Légdram (I/min)  Vagdsi sebesség
(mm) (m/min)
6 21,2 40 10 0-30
10 21,5 100 70 0-30

3-4 Megjegyzések

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

e Mikor elkezd vagni, a fuvéka furat kilsé széle egy vonalban kell, hogy legyen a munkadarab
szélével. Nyomja be a vagdpisztoly gombjdt, hogy az iv &tissén; ha ez nem térténik meg, en-
gedje el a gombot és nyomja meg Ujra. Sikeres ivatités utdn mozgassa dllandd sebességgel a
vagopisztolyt, hogy szabdlyos vagdst végezzen (mozgdssebesség vdltozik a lemezvastagsdg-
gal); ha szikra felfelé jon tUl gyors a mozgds és a darab nincs atvagva, ezért lassitani kell. Ha
a szikrdk fUggdblegesen a darab felé mutatnak, a mozgds sebessége 10l lassu és salakosodds
néhet, ezért a sebességet ndvelni kell.

e Ha fréccsenés ragad a fuvékdara romlik a fuvoka hitéhatdsa, ezért idében el kell tavolitani.
Hasonléan a vagodpisztolyon lerakddott port és froccsenést is rendszeresen letakaritjuk, hogy a
j6 hékibocsdatdast fenntartsuk.

* A vdagopisztoly tavtartdja biztositjia a fuvdka és a munkadarab megfeleld tdvolsdgdt. Vagds
alatt sose vegye le a tavtartdt, kUldnben nem garantdlt a fuvéka megfeleld tdvolsdga, hozzd-
érhet a munkadarabhoz és a pisztoly megéghet.

e Cserélien elektrodat és fuvokat szUkség eseténl
Aldbbi esetekben idében cserélje ki a fuvokdat és elektrodat:
1. 1.5 mm folott elektrédafogyds melyseg
szabdlytalanul deformdlt fovokanyilds
I&thatdan lassUbb vagdsi sebesség és zold Iang az ivben
nehéz ivatités

o M 0N

ferde vagy szélesedd vagds




4.Ovintézkedések

4-1. Munkaterilet
1. A plazmavdgd késziléket pormentes, korrdzidt okozd gdzoktdl és gyulékony anyagoktdl men-
tes, maximum 90% nedvességtartalmu helyiségben haszndljal

2. Szabadban kerllje a hegesztést, hacsak nem védett a napfénytdl, esétél, hdtol; munkaterllet
hémérséklete -10°C és +40°C kdzbtt legyen.

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

4. Jolszell6z helyiségben végezze a hegesztést.

4-2. Biztonsagi kovetelmények

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 at a gépen, ezért természetes szellbzés nem elég a
gép hitéséhez! Biztositani kell a megfeleld hitést, ezért a gép és bdarmely kérUlotte 1€vE targy
kdzoti tavolsdg minimum 30 cm legyen! A j6 szellézés fontos a gép normdlis mikddéséhez és
hosszU élettartamdhoz!

2. Folyamatosan a hegesztédram 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! He-
gesztégép automatikusan kompenzdlja a feszlltséget, ami lehetévé teszi a feszUltség megen-
gedett hatdrok kozott tartdsdt. Ha bemeneti feszUltség tlllépné az eldirt értéket, kdrosodnak
a gép részeil

4. A gépet foldelni kelll Amennyiben a gép szabvdanyos, foldelt hdldzati vezetékrdl mikddik,
abban az esetben a féldelés automatikusan biztositott. Ha generdtorrdl, vagy kulféldén, isme-
retlen, nem féldelt hdldzatrdl haszndlja a gépet, szikséges a gépen taldihatd foldelési ponton
keresztUl annak féldelésvezetékhez csatlakoztatdsa az dramUtés kivédésére.

5. Hirtelen ledllds dllhat be hegesztés kdzben, ha tdlterhelés 1€p fel, vagy a gép tiimelegszik.
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.

.Karbantartas
. Aramtalanitsa a gépet karbantartds vagy javitds elét!
. Bizonyosodjon meg réla, hogy a féldelés megfeleld!

w N~ O

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

N

. Kezét, hajdt, laza ruhadarabot tartson tavol dramalatti részektdl, mint vezetékek, ventilator.

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 kerllne a gépbe megfeleléen szdritsa ki és ellendrizze a szigetelést! Csak ha mindent
rendben taldl, akkor folytassa a hegesztést!

8. Ha sokdig nem haszndlja a gépet, eredeti csomagoldsban szaraz helyen tdrolja.
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MANUAL DE UTILIZARE

Aparat de taiere cu plasma
tehnologie invertor IGBT.

CUT 80 CNC PILOT



ATENTIE!
Pentru siguranta dumneavoastrd si a celor din jur, va rugdm sa citifi acest manual
inainte de instalarea si utilizarea echipamentului. Va rugdm sa folositi echipament de
protectie in timpul sudarii sau tdierii. Pentru mai multe detalii, consultati instructiunile
de ufilizare.

¢ Nu frece la un alt mod in timpul suddrii!

e Scoateti din prizd atunci cdnd nu este in utilizare.

¢ Butonul de alimentare asigurd o intrerupere com-
pleta

* Consumabile de sudura, accesorii, frebuie sa fiie
perfecta

* Numai personalul calificat frebuie sa foloseasca

echipamentul

Electrocutarea - poate cauza moarteal

e Echipamentul trebuie sa fie impamantat, conform

standardului aplicat!

* Nu atingeti niciodatd piese electrizate sau baghe-
ta de sudurd electrica fard protectie sau purtdnd @

manusi sau haine ude!
¢ Asigurati-va cd dumneavoastrd si piesa de prelu-

crat suntefti izolafi. Asigurati-va cd pozitia dumnea- \\\\\/
voastra de lucru este sigurd. \\
Fumul - poate fi nociv sanatatii dumneavoastrall 4&
e Tineti-va capul la distantd de fum.
Radiatia arcului electric - Poate dauna ochilor si pielii
dumneavoastral % %%
e V& rugdm sa purtafi masca de sudurd corespunza-
toare, filtru siimbracdminte de protectie pentru a X\\ /
v& proteja ochii si corpul. e
¢ Folositi o mascd corespunzdtoare sau o cortind %
pentru a feri privitorii de pericol.
Incendiul
e Scanteia de sudurd poate cauza aparitia focului.
Va rugdm sa va asigurafi cd nu existd substante in-
flamabile pe suprafata unde se executd lucrarea \\\ /
Zgomotul excesiv poate dauna sanatdfiil e

¢ Purtati intfodeauna cdasti de urechi sau alte echipa-
mente pentru a va proteja urechile.

Defectiuni

* V& rugdm sa solufionati problemele conform indi-

catiilor 2 relevante din manual. @
e Consultati persoane autorizate atunci cénd aveti

probleme.




CUPRINS




Introducere

Mai intai de toate, va multumim pentru alegerea si utilizarea aparatelor noastre de
plasma!

Sudarea folosind tehnologia avansata si un invertor de nalta frecventa, un curent
rectificat IGBT de mare putere IGBT, iar apoi, folosirea curentului de iesire PWM, face
ca aparatul sa fie potrivit pentru munca de inaltd performanta, reducand greutatea si
dimensiunile transformatorului principal si crescand cu 30% eficienta.

Eficienta aparatului pana la 85% rezulta o economie de energie de 30%, in comparatie cu
aparatele conventionale cu transformator.

Aparate plasma cu tehnologia inverter sunt mai usoare, mai inteligente si mai

eficiente decat predecesoarele. Tehnologia cu dublu inverter ofera o unda rectangulara,
dreapta, caldura concentrata, iar curatarea acestora le face mai puternice, arcul este
mai mare, iar calitatea este excelenta.

Aparate plasma are un cablu de lungime corespunzatoare.

Acest aparate plasma este potrivit pentru utilizare industriala si profesionald, in conformitate
cu cerintele standard de siguranta internationale IEC60974.

Garantie de un an de la achizitionarea produsului. Garantia este valabila doar pana la
data facturii originale si a certificatului de garantie stampilat la cumparare! Aparatul
are un numar de serie, asigurati-va ca numarul de serie, garantia si factura se afla pe
primul exemplar!

Va rugam sa cititi si sa folositi acest manual Tnainte de instalare si folosire!




1. Paramethrii

Tensiune de alimentare (V)
Curent nominal de intrare
Putere absorbita (Kw)
Tensiune in gol (V)

Reglare curent de iesire (A)
Raport sarcina de durata (%)

Max. Grosimea de taiere - Otel (mm)

Otel
Optim grosimea de taiere NOX
- calitativ (mm) Aluminiu
Cupru

Arc de aprindere

Racire

Clasa de izolatie

Grad de protectie
Masa (kg)

Dimensiuni exterioare (mm)




2. Punerea in functiune

Asigurati-va ca utilizati acest aparat de sudura cu pistolul de taiere si clema de impa-
mantare specificate; Tn caz contrar, aceasta va afecta performantele de sudura si poate
duce la deteriorarea aparatului.

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

» Conectati piulita de cupru de pe pistolul de taiere cu iesirea de pe partea frontala a
aparatului si strangeti piulita in sensul acelor de ceasornic ( pentru a preveni scurgerile
de gaz ) ; conectati cupla rapida a clemei de impaméntare cu borna de iesire pozitiva de
pe panoul frontal al aparatului si strangeti priza .

» Conectati fisa comutatorului de pe pistolul de taiere cu conectorul comutatorului de
taiere de pe panoul aparatului. in$urubati usor electrodul Tn torta de taiere pana la capat
apoi strangeti-I cu forta. Instalati in mod corespunzator si in ordinea corecta duza si
capacul de protectie a duzei.

Este important sa setati presiunea corecta a aerului Tnainte de taiere .
Folositi tabelul de parametri pentru setarea presiunii aparatului!

3. Functionarea

31 Functii Panoul de control
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3-2.

Buton de reglare a intensitatii curentului
Indicatorul de putere
Statut de protectie

Eroare lanterna si avertizare presiune scazuta a aerului:
- Un scurtcircuit intre electrod si duza

- Lipsa electrod, duza sau de inchidere

- Debit de aer scazut sau - Presiune

Avertisment de tensiune: Daca apasati comutatorul pistoletul tensiunea dezvolta,
luminile sunt aprinse.

RUN / SET: pozitia “RUN”, reducerea se realizeaza, pozitia SET, test de debit de aer
poate fi efectuat.

Conector de pistolet de plasma

Conector Control de la distanta (CNC)

Borna pozitiva

De admisie a aerului comprimat Conector - manometru de suprapresiune
Racord retea alimentare electrica.

Comutator principal

Etapele de functionare

e Dupa verificarea tuturor conexiunilor , porniti aparatul de taiere cu plasma

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

e Apdasati comutatorul de taiere de pe pistolet. Aerul comprimat va iesi prin duza in inter-

val de 2 secunde, va fi aprins arcul pilot .

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

e In momentul in care pistoletul este indepartat de material , arcul de taiere va fi comutat

Tnapoi la arc pilot.

e Acum aparatul este gata de utilizare pentru taiere .

e Cand eliberati comutatorul de taiere arcul va fi inchis imediat .

e Dupa oprirea arcului, timp de aproximativ 30 de secunde va continua fluxul de aer din

duza pentru a raci elementele fierbinti ale sistemului.




3-3. Parametrii de functionare

- Current: interiorul gama de putere de taiere a parametrilor de masa specificat Lucrarea
trebuie sé fie valoarea corecta. Curentul este infinit reglabil si ecranul este lizibil.

Taiere cu plasma Ofel

Grosime (mm) Duza (mm) Curent (A) Aerul (I/min) Taiere viteza
6 o1 30 8 0,24
10 21,2 40 70 0,3
Taiere cu plasma Inox
Grosime (mm) Duza (mm) Curent (A) Aerul (I/min) Taiere viteza
6 o1 30 8 0-2,5
10 21,2 40 70 0-2,5
Taiere cu plasma Aluminium
Grosime (mm) Duza (mm) Curent (A) Aerul (I/min) Taiere viteza
21,2 40 10 0-30
10 21,5 100 70 0-30
3-4. Comentarii

» Cand este gata sa taie, pistoletul va (nu in contact cu piesa de lucru in modelul HF) si apasati comutato-
rul pistolet. Apoi plasma este format din duza electrod indicator, duza, etc. sunt conectate corect. Daca
nu exista nici o sau sarac este plasma, indicand faptul ca electrodul si duza nu este conectat in mod
corespunzator, aceasta ar trebui sa inceapa din nou dupa oprirea.

» Cand incepe sa taie marginea exterioara a gaurii duzei trebuie sa fie in linie pentru a deveni marginea
piesei. Apasati butonul de pe pistoletul a la arc prezinta prin. Daca acest lucru nu se face, eliberati
butonul si apasati-l din nou. Dupa o miscare de succes la o viteza constanta perforarea pistoletul pentru
a reduce desfasurarea ordonata (schimbari de viteza de circulatie de grosimea placii); daca scanteie
vine prea repede si miscarea piesei nu se taie, prin urmare, nevoie pentru a incetini. In cazul in care
spectacolul scantei vertical la piesa, viteza de deplasare este prea lent si zgura poate creste, astfel incat
ar trebui sa cresterea ratei.

» Daca stropi adera la duza de efectul de racire duza se deterioreaza, astfel incat timp trebuie sa fie eli-
minate, cum ar fi praf si stropi este depus pe pistolet curata regulat pentru a mentine o buna disipare a
caldurii

» Distantier pistolet ofera duza si distanta piesei de prelucrat. Nu scoateti distantierul in timpul taierii, sau
fara-garantate de distanta chiar de la duza in contact cu piesa de lucru si arma poate arde.

» Schimbati duzele si electrodul

Urmatoarele cazuri, in timp Tnlocuiti duza si electrodul:

1 Electrod pierderea in greutate pe prima adancime de 1,5 mm

2 deschidere duza neregulat deformate

3 prezinta o viteza de taiere mai lent si curba verde flacara

4 puterea arcului este grau

5 taiere oblica sau largirea




4. Masuri de precautie

5-1. Spatiul de lucru

1. Aparatul de sudare se va utiliza intr-o incapere fara praf, fara gaze corozive, fara materiale inflamabile,
cu continut de umiditate de maxim 90%.

2. Se va evita sudarea in aer liber, cu exceptia cazurilor in care operatiunea este efectuata ferit de razele
solare, de ploaie, de caldura; temperatura spatiului de lucru trebuie sa fie intre -10°C si +40°C.

3. Aparatul se va amplasa la cel putin 30 cm de perete.

4. Sudarea se va realiza intr-o incapere bine aerisita.!

4-2. Cerinte de securitate

Aparatul de sudare dispune de protectie fatd de supratensiune / fata de valori prea mari ale curentului / fata
de supra-incalzire. Daca survine orice eveniment mentionat anterior, aparatul se opreste in mod auto-
mat. Dar utilizarea Tn exces dauneaza aparatului, astfel ca este recomandat sa respectati urmatoarele:

1. Ventilare. In timpul sudérii aparatul este parcurs de curenti mari, astfel ca ventilarea naturala nu este su-
ficienta pentru racirea aparatului. Este necesar sa se asigure racirea corespunzatoare, astfel ca distanta
dintre aparat si orice obiect va fi de cel putin 30 cm. Pentru functionarea corespunzatoare si durata de
viata a aparatului este necesara o ventilare buna.

2. Nu este permis ca valoarea intensitatii curentului de sudare sa depaseasca in mod permanent valoarea
maxima permisa. Supra-sarcina de curent scurteaza durata de viata 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 compenseaza in mod automat tensiunea de alimentare,
ceea ce face posibila aflarea tensiunii Tn domeniul indicat. Daca tensiunea de intrare depaseste valoa-
rea indicata, componentele aparatului se vor deteriora.

4. Aparatul este necesar sé fie legat la pamant. In cazul in care aparatul functioneaza de la o retea legata
la pamant, standard, legarea la pamant a aparatului este asigurata in mod automat. Daca aparatul este
utilizat de la un generator de curent, in strainatate, sau de la o retea de alimentare electrica necunoscu-
ta, este necesara legarea sa la masa prin punctul de impamantare existent pe acesta, pentru evitarea
unor eventuale electrocutari.

5. In timpul sudarii poate apé&rea o intrerupere bruscé a functionarii, atunci cand apare o suprasarcing, sau
daca aparatul se supraincalzeste. Intr-o asemenea situatie nu se va porni din nou aparatul, nu se va
incerca imediat continuarea lucrului, dar nici nu se va decupla comutatorul principal, Iasand ventilatorul

incorporat sa raceasca aparatul de sudare

5. intretinerea

1. Tnainte de orice operatie de intretinere sau de reparatie, aparatul se va scoate de sub tensiune!
2. Se va verifica sa fie corespunzatoare legarea la pamant.

3. Se va verifica sa fie perfecte racordurile interioare de gaz si de curent si se vor regla, strange daca este
necesar; daca se observa oxidare pe anumite piese, se va indeparta cu héartie abraziva, dupa care se
va conecta din nou conductorul respectiv.

4. Feriti-va mainile, parul, partile de vestimentatie largi de partile aparatului aflate sub tensiune, de conduc-
toare, de ventilator.

5. indepértat,i in mod regulat praful de pe aparat cu aer comprimat curat si uscat; unde fumul este prea mult
iar aerul este poluat aparatul se va curata zilnic!

6. Presiunea din aparat va fi corespunzatoare, pentru a evita deteriorarea componentelor acestuia.

7. Daca in aparat patrunde apa, de exemplu cu ocazia unei ploi, aparatul se va usca in mod corespunzator
si se va verifica izolatia sa! Sudarea se va continua numai daca toate verificarile au confirmat ca totul
este n ordine!

8. Daca nu utilizati aparatul o perioada indelungata, depozitati-l in ambalajul original, intr-un loc uscat.




CERTIFICAT DE CONFORMITATE
CERTIFICAT DE CALITATE

Furnizorul: IWELD Ltd.
2314 Haldsztelek
Stragda ll. Radkdczi Ferenc nr. 90/B
Tel: +36 24 532-625
Fax: +36 24 532-626

Produsul: CUT 80 CNC PILOT
Aparat de taiere cu plasma
tehnologie invertor IGBT

Standardele aplicate (1): EN ISO 12100:2011
EN 50199:1998 si EN 55011 2002/95/CE
EN 60974-10:2014/A1:2015 -05
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(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 si respectate.
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mai sus li cerintelor fundamentale definite de Regulamentele UE 2004/108 / Ce si 2006/95 /
CE.
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USER’S MANUAL

Manual Plasma Cutting Machine with
IGBT Inverter Technology

CUT 80 CNC PILOT



WARNING!
Welding and cutting is dangerous to the operator, people in or near the working area,
and the surrounding, if the equipment is not correctly operated. Therefore, the perfor-
mance of welding/cutting must only be under the strict and comprehensive obser-
vance of all relevant safety regulations. Please read and understand this instruction
manual carefully before the installation and operation.

¢ The switching of function modes is possibly damaging to
the equipment, while the welding operation is performed.
¢ Do disconnect the electrode-holder cable with the
equipment, after the performance of welding.

¢ A safety switch is necessary to prevent the equipment
from electric-leakage.

¢ Welding tools should be of high quality.

¢ Operators should be qualified.

ELECTRIC SHOCK: It may be fatal

e Connect the earth cable according to standard reg-
ulation.

* Avoid all contact with live components of the welding
circuit, electrodes and wires with bare hands. It is nec-
essary for the operator to wear dry welding gloves while
he performs the welding task.

¢ The operator should keep the working piece insulat-
ing from himself/herself.

Smoke and Gas generated while welding or cutting:
harmful to people’s health.

¢ Avoid of breathing the smoke and gas of welding or 4&
cutting.

» Keep the working area in good ventilation
Arc light-emission: harmful to people’s eyes and skin

* Wear the welding helmet, anti-radiation glass and

work clothes while the welding operation is performed. X\\ /

* Measures also should be taken to protect people in or é&
near the working area.

FIRE HAZARD

e The welding splash may cause fire, thus remove flam-
mable material away from the working place.

* Have a fire extinguisher nearby, and have a ted fire \\\
person ready to use it. \\ /

Noise: Possibly harmful to peoples’ hearing.
e Surface noise is generated while welding/cutting, the
hearing aids is necessary in some cases.

Machine Fault: @
e Consult this instruction manual.
* Contact yourlocal dealer or supplier for further advice.
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Introduction

First of all, thank you for choosing our cutting equipment and uses.

Cutting using advanced technology and a high-frequency inverter , high power IGBT
recftified current, and then by using the PWM output direct current makes it suitable
for high-performance work , greatly reducing the weight and dimensions of the main
fransformer 30% increase in efficiency.

The efficiency of the machine up to 85% resulting in 30 % energy savings in comparison
with conventional fransformer machines .

The cutting machine inverter technology for lighter , smarter and more efficient pre-
decessors . Double Inverter technology provides a square wave , which is straight ,
concentrated heat , cleaning makes them stronger and wider the arc , with excel-
lent quality.

Cutting machine gun has a proper length cable and hose connection for water cool-
ing .

In this cutting machine is suitable for industrial and professional use , complies with the
I[EC60974 international safety standard requirements.

Warranty for one year after purchase of the product. The guarantee is only valid to the
original invoice and ticket validated date of purchase warrantyl A machine with a
serial number, please make sure that the serial number and the warranty and the bill
is placed on the first copy |

Please read and use this manual before installation and operation !




1. The main parameter

Input power voltage (V)
Rated input current(A)
Rated input power (KW)
No-load voltage (V)
Cutting current range (A)
Duty cycle(40C*10 min)

Max. cutting thickness
(Scarp cutting)- Carbon Steel (mm)

Carbon Steel

Optimal cutting thickness Stainless Steel
(quality surface cutting) (mm)  Ajuminium

Copper
Arc confrol method
Cooling
Insulation class
Protection class
Weight (Kg)

External dimensions (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-
fing gun on the panel. Screw the electrode into the cutting forch 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

3-1 Front Panel




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

3 Alarm pilot lamp (over-heat, over-current): This pilot lamp on, when the pro-
tection of the machine has been activated.
4 Cutting gun improper installation and air pressure low alarm
(T)when short circuit occurred between the electrode and the nozzle for
normal reasons, the lamp on , air feeds intermittently.
(2)when cutting gun with no electrode and nozzle installed, the lamp on, air
feeds intermittently.
(3)when the Shield Cup is not installed, the lamp flashes.
(4)when the air low, the lamp on .

5 READY (DC Indicator): Indicator is ON when DC output circuit is active.

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

7 Positive output cable: connected to the workpiece

8 Cutting gun connector: connected to the cutting machine

9 Remote control plug: Connection to CNC plug.

10 Air inlet connector - Pressure regulator with manometer
11 Main cable: Connected to the appreciate power supply

12 Power switch: turn on or off the power source

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 infend 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 Geft closer to the material, then the pilot arc will be switched automatically to cut-
ting 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 sfill have air flow from the nozzle to

cool the hot system elements.




3-3. Working Parameters of Cutter

- Given current : The cutting power within the specified range of the parameter table, the
corresponding value for the work must be adjusted. The current is adjustable and the
display shows.

Air plasma cutting specs for low-carbon steel

Plate Conduction Cutting Airflow Cutting
thickness nozzle current (I/min) speed
(mm) aperture (A) (m/min)
(mm)
6 o1 30 8 0,24
10 21,2 40 70 0.3
Air plasma cutting specs for stainless steel
Plate Conduction Cutting Airflow Cutting
thickness nozzle current (I/min) speed
(mm) aperture (A) (m/min)
(mm)
6 o1 30 8 0-2,5
10 21,2 40 70 0-2,5
Air plasma cutting specs for aluminium and aluminium alloy
Plate Conduction Cutting Airflow Cutting
thickness nozzle current (I/min) speed
(mm) aperture (A) (m/min)
(mm)
6 21,2 40 10 0-30
10 21,5 100 70 0-30

3-4. Notices to Cutting

* When preparing for cutting, hold the cutting gun (the cutting gun does not contact the work-
piece 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, nozzle, 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 improperly, so reinstallation is necessary after power-on.

* When cutting starts, the outer edge of the nozzle hole should be aligned to 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 forch at a constant
speed to conduct normal cutting (the moving speed should vary from different plate thick-
nesses; if the sparks upturn, it indicates the moving 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 work-
piece, it indicates the moving speed is too slow and the adhering slags may increase, and the
speed should be improved properly.

* At the end of the cutting, when the workpiece will be cut off, the cutting speed should be
slowed down, release the cutting torch 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 fime, and dust and splashes on the cutting gun head should be removed regu-
larly so as to maintain a good heat emission effect.

* The cutting forch rack ensures the distance from the nozzle to the plate. Never remove the cut-
fing torch rack during cutting; otherwise the normal distance from the nozzle to the plate can
not be guaranteed, thus causing the nozzle to fouch the plate so as to lead to the gun burned.




* Replace the electrode and nozzle. In case of the following cases, be sure to replace the elec-
frode and nozzle in fime.

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

4. Precautions
4-1. Working environment

1. Welding equipment free of dust, corrosive gas, non-lammable materials, up to 0% humidity
for usel

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

3. The position of the device to the wall at least 1 m.
4. Well-ventilated area is necessary fo perform welding.

4-2 . Safety requirements

Welding provides protection against over-voltage / over-current / overheating. If any of the
above events occurs, the machine stops automatically. However, over- stress damage fo 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-
heafts . In this case, do noft restart the computer , do noft fry to work with it right away, but do
noft furn off the power switch , so you can leave in accordance with the built-in fan to cool
the welding machines.

5. 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 fighten, 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 time, in the original packaging in a dry place.




CERTIFICATE OF EUROPEAN STANDARD

Manufacturer:

[fem:

Applied Rules (1):

IWELD Ltd.

2314 Haldsztelek

Il. Radkdcezi Ferenc street 90/B
Tel: +36 24 532-625

Fax: +36 24 532-626

CUT 80 CNC PILOT
IGBT inverter technology
plasma cutting power source

ENISO 12100:2011

EN 50199:1998

EN 55011 2002/95/CE

EN 60974-10:2014/A1:2015 -05 CLASSE A
EN 60974-1:2013

(1) References to laws, rules and regulations are to be understood as related to laws, rules
and regulations in force at present.
Manufacturer declares that the above specified product is complying with all of the abo-
ve specified rules and it also complying with the essential requirements as specified by the
Directives 2004/108/CE and 2006/95/CE

Serial No.:

Haldsztelek (Hungary),

www.iweld.hu

16/02/16

q

@céou I

Managing Director:
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7 7 7 Forgalmazé:
JOTALLASI JEGY L
2314 Haldsztelek

II. R&kdczi Ferenc Ut 90/B
Tel: +36 24 532-625

Fax: +36 24 532-626

Sorszdim:

tipusu gyari szdmu
termékre a vasdrldstol szamitott 12 hénapig kdtelezd jotdlidst vdllalunk a jogszabdly szerint. A jotdlids lejarta utdn 3 évig biz-
tositjuk az alkatrész utdnpdtidst.
Vdséarlaskor kérje a termék prébajat!

Elado tolti ki:

A vdsarld neve:

Lakhelye:

Vasards napja: EV HO NAP

Eladd bélyegzéje és aldirdsa:

v

Jotdllasi szelvények a kételezé jotdllési idSre

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A jotdllds U hatdrideje:

A szerviz neve: Munkaszdm:

EV HO NAP

aldirds

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A jotdllas Uf hatdrideje:

A szerviz neve: Munkaszdm:

Ev HO NAP

aldirds

Figyelem!
A garancia jegyet vasdridskor érvényesiteni kell a készUlék gydri szdmdnak feltintetésévell A garancia kizérélag
azonos napon, kidllitott gydri szammal ellétott szémldval egyUtt érvényes, ezért a szamlat rizze meg!
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RO . . Distribuitor:
Certificat de gara nhe IWELD KFT.
2314 Haldsztelek

Str. Il.lRAkdczi Ferenc 90/B

Ungaria

Tel: +36 24 532-625

Fax: +36 24 532-626

Numdar:

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

Completat de catre Vanzator:

Numele clientului:

Adresa:

Data de cumpdrare: An Luna Zi

Stampila si semnatura vénzatorului:

Sectiuni de garantie a perioadei de garantie

Data raportului:

Data incetdrii:

Descriere defect:

Noul termen de garantie:

Numele serviciului: Cod de locuri de munca:

An Luna Zi

semndtura
Data raportului:
Data incetdrii:
Descriere defect:
Noul termen de garantie:
Numele serviciului: Cod de locuri de munca:
An Luna Zi
semndtura
Atentie!

Garantia trebuie sa fie validate la timp de cumparare a biletului fabrica numarull 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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