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Bevezetd

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

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

Minden hegesztégépUnk alapja a fejlett inverter technoldgia melynek elénye, hogy
nagymértékben csdkken a f6 transzformdtor témege és mérete, mikdzben 30%-kal
né a hatékonysdga a hagyomdnyos transzformdtoros hegesztégépekhez képest.
Az alkalmazott technolégia 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
tdmogatdst nyUjt a kezeléshez és bedllitdshoz, de a hegesztés-vagds teljes kord szak-
mai ismereteit nem vagy csak érintélegesen tartalmazza. Amennyiben az Utmutatd
nem nyUjt Onnek elegendd informdaciét, kérjik bévebb informdciéért keresse fel a
termék forgalmazdjat.

Meghibdsodds esetén vagy egyéb jotdlidssal vagy szavatossdggal kapcsolatos igény
esetén kérjik vegye figyelembe az , Altaldnos garancidlis feltételek a jotalidsi és sza-
vatossagi igények esetén” cimU mellékletben megfogalmazottakat.

A haszndlati Utmutatd és a kapcsolddd dokumentumok elérhetéek weboldalunkon is

a termék adatlapjdn.

J6& munkdt kivanunk!

IWELD Kft.

2314 Haldsztelek

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




FIGYELEM!
A hegesztés és vagdas veszélyes Uzem! Ha nem korUltekintéen dolgoznak kdnnyen bal-
esetet, sérllést okozhat a kezeldének illetve a koérnyezetében 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 Uzemmaddra,
mert drt a gépnek!

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

* A fékapcsold gomb biztositja a készUlék teljes g:, e
dramtalanitasat. —_—

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

» Csak szakképzett személy haszndlja a késziléket!

Az dramités végzetes lehet!

* Foldeléskdbelt — amennyiben szlkséges, mert nem
foldelt a hdldézat - az eldirdsoknak megfeleléen
csatlakoztassal

e Csupasz kézzel ne érien semmilyen vezetd részhez
a hegeszté kdrben, mint elekiréda vagy vezeték
vég! Hegesztéskor a kezeld viseljen szdraz védd-
keszty(t |

Kerilje a fist vagy gazok belégzését!

* Hegesztéskor keletkezett fUst és gdzok artalmasak
az egészségre.

¢ MunkaterUlet legyen j6l szell&ztetett!

Az iv fénykibocsatdsa art a szemnek és bérnek!

¢ Hegesztés alatt viseljen hegesztd pajzsot,
véddszemUveget és védboltdzetet a fény és a
h&sugdrzds ellen!

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

TUZVESZELY!

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

¢ A t0zolté készUlék jelenléte és a kezeld tizvédelmi
szakképesitése is szUkséges a gép haszndlatdhoz!

Zaj: Arthat a halldsnak!

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

Meghibdsodas:

e Tanulmdnyozza &t a kézikényvet

* Hivja forgalmazdjét tovdbbi tandcsért.




AZ ELEKTROMAGNESES KOMPATIBILITASRA VONATKOZO OVINTEZKEDESEK

1 Altaldnos megdllapitasok

A hegesztés elektromdagneses interferencidt okozhat.

Az ivhegesztd berendezések interferencia-kibocsatdsa a megfeleld telepitési mddszerekkel és helyes
haszndlattal minimalizélhato.

Az ivhegeszté gépekre az A osztdly hatdrértékei vonatkoznak (minden alkalomra érvényesek, kivéve a
nyilvénos kisfeszOltségl elektromos hdldzatok dltal mikddtetett lakdterlleteket).

Figyelmeztetés: Az A osztdlyU termék, kereskedelmi vagy ipari kdrnyezetben térténd haszndlatot jelent.
Nem alkalmazhaté kisfeszUltségU elektromos hdldzat dltal mikddtetett lakott terUletekre, mivel az
elektromdgneses kompatibilitds e terlleteken nem garantdihatd a vezetett és sugdrzott zavarok miatt.

2 Kérnyezet értékelési javaslatok

Az ivhegesztd berendezés belzemelése elétt, a felhaszndldnak meg kell vizsgdinia a kérnyezetben elé-
forduld, potencidlis elektromdgneses zavarokat.

A kovetkezd tényezbdket kell figyelembe venni:

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

- Van-e radié és televizid ado- és vevdeszkdz;

- Vannak-e sz&amitdgépek és egyéb ellendrzé berendezések;

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

- Vizsgdljdk meg a helyszinen dolgozdé személyzet egészségi dllapotdval kapcsolatos kockdzatokat,
példdul ahol hallékészilékkel vagy pacemakerrel dolgozdk vannak;

- Van-e a kézelben nagy pontossdgu mérd, kalibrdld vagy ellenérzé eszkdz;

- Ugyelien a tébbi berendezés zajvédelmére.

A felhaszndldénak gondoskodnia kell arrdl, hogy a berendezés kompatibilis legyen a kdrnyezd berende-
zésekkel, ami tovdbbi véddbintézkedéseket igényelhet;

- Hegesztési vagy mds tevékenységek ideje;

A kdrnyezeti tartomdnyt az épUletszerkezet és az egyéb lehetséges tevékenységek alapjdn kell megha-
tdrozni, amelyek meghaladhatjdk az épullet hatdrait.

3 Az emisszié csokkentésére szolgdlé modszerek

- K6ziizemi daramellaté rendszer

Az ivhegesztd berendezést a gydrtd dltal ajdnlott mddszerrel, a nyilv@nos elektromos hdldzathoz kell
csatlakoztatni. Interferencia esetén tovabbi megeldzé intézkedéseket kell hozni, - példdul sz0ré hasz-
ndlatdval térténd csatlakozds. A rogzitett ivhegeszté berendezéseknél a szervizkdbeleket fémcsével
vagy mds hatékony modszerrel kell drnyékolni. Az drnyékoldsnak azonban biztositania kell az elektro-
mos folytonossdgot, és a hegesztégép fém burkolatdhoz kell kapcsolddnia annak érdekében, hogy
biztositva legyen a kdzottUk 1€vE j6 elektromos érintkezés.

- ivhegeszté berendezések karbantartdsa

Az ivhegesztd készUléket rendszeresen a gydrtd dltal ajdnlott mddszer szerint kell karbantartani. Ha a he-
gesztéberendezés haszndlatban van, minden nyildst, kiegészitd ajtét és burkolatot zarni kell, és megfe-
leléen roégziteni. Az ivhegeszté berendezést semmilyen formdban nem szabad mddositani, kivéve, ha a
valtoztatds és bedllitds a kézikdnyvben megengedett. KUlondsen az ivgyUijtd és ivstabilizdtor szikrakdzét
a gydarté javaslatai szerint kell bedllitani és karbantartani.

- Hegesztd kdabel

A hegeszté kdbelnek a lehetd legrévidebbnek, egymdshoz és a f6ldhdz lehetd legkdzelebb elhelyezke-
ddének kell lennie.

- Ekvipotencidlis féldelés

Ugyelien arra, hogy a fémtdargyak a kdmyezetben féldelve legyenek. A fémtdargy és a munkadarab
atfedése névelheti a munka kockdzatdt, mivel a kezel$ egyidejlleg érintheti a fémtdargyat és az
elektréddt. Az Uzemeltetéket minden ilyen fémtdrgytdl szigetelni kell.

- A munkadarab foldelése

Az elektromos biztonsdg vagy a munkadarab helye, mérete és egyéb okok kévetkeztében a munkada-
rab nem foldelhetd, példdaul a hajotest vagy a szerkezeti acélszerkezet. A munkadarabok féldelése
néha csdkkentheti a kibocsatdst, de nem minden esetben alkalmazhatd. Ezért ne felejtse el megaka-
ddlyozni az dramitést vagy az egyéb villamos berendezésekben okozott megrongdldddst a foldelt
munkadarabok miatt. SzUkség esetén a munkadarabot kdzvetlenUl a talajhoz kell csatlakoztatni. De
a kdzvetlen foldelés nénhdny orszadgban tilos. llyenkor haszndljon megfelelé kondenzatort az orszag
szabdlyai szerint.

- Arnyékolds

Szelektiven védje a kdrnyezd berendezéseket és egyéb kdbeleket az elektromdagneses interferencia
csOkkentése érdekében. Kildnleges alkalmazdsokhoz az egész hegesztési terllet arnyékolhato.




1. F6 paraméterek

MIG 280 SYNERGIC PULSE

Cikkszam 800MIG280CSP
sé Inverter tipusa IGBT
§ VizhOtés v
% Digitdlis kezeléfeltlet v
~(_CC§ Programhelyek széma 10
2 EMC v
Szinergikus vezérlés /
Impulzus méd Y
Dupla impulzus méd X
Polaritasvdltds x FCAW v
5 o 214 v
O = ost/ast v
5 SPOT v
Hordozhaté huzaltolé egység P d
Kompakt kivitel v
Huzaltolé gérgék széma 4
s UTaw v
§ HF AWI X
Impulzus DC AWI X
Arc Force \/
% Allithaté Arc Force v
Hot Start v
Tartozék hegesztépisztoly IGrip 240
Opciondlis hegesztépisztoly IGrip 360
Fazisszam ]
Halozati fesziltség 3x400V AC +10%, 50/60 Hz
MMA
Max./effektiv dramfelvétel
MIG
Teljesitménytényezé (cos @) 0.93
Hatdsfok 90 %
E Bekapcsoldsi idé (10 perc/40 °C) 129540 : g 16000?%’
fim] MMA 20A-250A
3 Hegesztédram
=z MIG 30A-250A
; MMA -
MunkafeszUltség
MIG 15V-27.5V
Uresjérati feszlltség 100-110V
Szigetelési osztdly F
Védelmi osztély IP21S
Huzalatmérd @0.8-1.2 mm
Huzaltekercs Gtméré @ 270 mm, 15kg
Témeg 55

Méret (HXxSZxM) 500 x 215 x 412 mm




2. Beiizemelés
2-1. HAlézatra csatlakozds

1. Csatlakoztassa a hdromfdzisu kdbelt a hdlézati csatlakozd-elosztd tdblahoz
2. A hdlézati kdbelt a megfeleléen féldelt hdldzati csatlakozdba kell bedugni!
3. Multiméterrel ellenérizzOk, hogy a feszUltség megfeleld sdvtartomdnyban van-e.
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1 | EURO kdzpont hegesztépisztoly csatlakozd

HGtéventilator

Pozitiv kimeneti csatlakozd (+)

Gdzmelegité egység csatlakozd 36V

Negativ kimeneti csatlakozd (-)

Kismegszakité - Fékapcsold

Gdz bemeneti csatalakozd

N 00| | o~

Haldzati kabel

AW iN

Foldeld csavar

2-2. Kimeneti vezetékek és a MIG hegeszté pisztoly csatlakozdsa.

1. Mindegyik gép gydri munkakdbellel kerll forgalomba, melyeknek két lengd csatlakozdja van,
amit a panelra csatlakoztathatunk. Ellendrizzik, hogy j6l csatlakozzanak a kdbelek, kildnben
mindkét oldal sérilhet, tUlmelegedhet vagy eléghet!

2. Az elektrédafogd-vezeték a negativ pdlushoz, mig a munkadarab (test) a pozitiv pdlushoz kap-

csolodik.

3. Figyelien oda az elekiréda vezetékre, mivel két mddja van az inverteres hegesztégép kapcso-
|&sdra: pozitiv és negativ csatlakozds. Pozitiv: elektrodatartd .-, mig a munkadarab a ,,+"-hoz.
Negativ: munkadarab -, , mig elektrédatarté ,,+" —-hoz kapcsolt. A gyakorlatnak megfeleld
modot vdlassza, mert hibds kapcsolds instabil ivet, illetve sok fréccsenést okozhat. llyenkor cse-
rélie meg a polaritést, hogy elkerUlie a hibds géphaszndlatot!

4. Ha a munkadarab tUl messze van a géptdl (50-100m) és a mdasodlagos vezeték tul hosszu, akkor
a vezeték keresztmetszetét ndvelni kell, hogy elkerUljuk a feszUltségesést.

5,. Fogyd elektrddds (MIG) Uzemmddban csatlakoztassa a hegeszté pisztolyt a kompakt centrdl
csatlakozdhoz és az izemmdd vdlasztd gombot dllitsa “MIG” dlldsba. A elektréda fogdt csat-

lakoztassa le a géprél!




3. Mikodés

3-1. KezelSpanel elemei és funkcidi
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A |Huzalellenérzé gomb. A gomb megnyomdsakor, a gyors huzalelétolds mikddésbe 1ép.

jve)

A bal oldali gomb a kévetkezd paraméterek bedllitdséra szolgdl: C, D, E, F

C |Ha ajelzés vilagit, akkor a kijelzd a huzalelétolds sebességét mutatja. A paraméter a ,,B”
gombbal bedllithaté.

D |Ha ajelzés vildgit, akkor a kijelzé a bedllitott hegeszté dramerdsséget, hegesztés kdzben
pedig a pillanatnyi dramerdésség értékét mutatja. A paraméter a ,,B” gombbal bedllithaté.

E |Ha ajelzés vildgit, akkor a kijelzé a lemezvastagsdg értékét mutatja. (mm) A paraméter a
»B" gombbal bedllithatd. Az 6sszefiggd paraméterek bedlliitdsa automatikusan megtorté-
nik.

F  |Ha ajelzés vildgit akkor a ,,mdsodlagos menU” paramétereit dllithatjuk be, melyek nem
érhetbk el kozvetlenUl a kezeldpanelen. A paraméterek a ,,B" gombbal bedllithatdak.

G |,Vdlasztd gombok”, a bedllitani kivant paraméterek, C, D, E, F (bal oldal) I, J, K, L, M (jobb
oldal) kivélasztasara szolgdil.

H |Adatkijelzbk. A hegesztési paramétereket és egyéb informdcidkat jeleniti meg. Bedllitdskor
a bedllitott értékeket, hegesztés kdzben a pillanatnyi, aktudlis értékeket mutatja.

| Ha ajelzés vilagit, akkor a kijelzd, az ivhossz bedllitdsat segiti. A paraméter a ,N" gomblbal
bedllithato.

J  |Ha ajelzés vilagit, akkor a kijelzd az induktancia vagy Arc-Force értékét mutatja, hegesztési
modtdl fuggbden. A paraméter a ,,N" gombbal bedllithatd.

K |Ha ajelzés vildgit, akkor a kijelzé a bedllitott hegeszté feszlltséget, hegesztés kdzben pedig
a pillanatnyi feszUltség értékét mutatja. A paraméter a ,N" gombbal bedllithatd.




L |JOB menU jelzés. Ha a jelzés vilagit, akkor a kijelzd, a mentés tarolds menit mutatja. A prog-

ramhely az ,,N" gombbal kivéalaszthatd. Réviden megnyomva az ,,U" gombot, eléhivhatjuk

az adott programhelyen tdrolt paramétereket. Hosszan nyomva eltdrolhatjuk a bedllitott

paramétereket a kivalasztott programhelyre.

M |Ha ajelzés vilagit, akkor a huzeleldtold motor drameréssée szabdlyozhatd.

N |A jobb oldaligomb a kdvetkezd paraméterek bedllitdsdra szolgdl: J, K, L, M

O |Gdzellendrzé gomb. A gomb megnyomdsakor a gdzszelep 30 mp-re kinyit és a gdzdramlds

elindul. A gomb Ujbdli megnyomdsakor a szelep elzdr és a gdzdaramlds megdill.

P |Huzaldtmérd kivdlasztdé gomb.

Q-R|Anyagmindség program kivdalasztd gomb.

S |Hegesztési mod kivdlasztd gomb. 2T/4T/SPOT/S2T/S4T

Hegesztési funkcid vdlasztdé gomb. MMA/AWI/MIG/impulzus MIG/dupla impulzus MIG

Program tdrolé és eléhivé gomb:

A programhely az ,N" gombbal kivdlaszthaté. Réviden megnyomva az ,,U" gombot, elé-

hivhatjuk az adott programhelyen tdrolt paramétereket. Hosszan nyomva eltdrolhatjuk a

bedllitott paramétereket a kivdlasztott programhelyre.

V  |Allapotielzé fények:

- Work: hegesztés kdzben a jelzéfény vildgit

- Hold: a hegesztés befejezésekor ameddig a jelzéfény vildgit, a kijelzd a hegesztési folya-
mat atlag dramerdsség és feszlltség értékét mutatia. -

- Error: HIBA jelzd - a hegesztégép védelmi funkcidja mikddésbe 1ép vagy mds rendellenes-
ség bekdvetkezik akkor a jelzéfény vildgit.

3-2.  Mdasodlagos meni (kUl6nb6z6 hegesztési médokban kilénboéznek a
menipontok)

Vezérlési mdd (CNTR) LOCL (helyi)/REMT (tavvezérlés)
Hot start (HOTS) NO/OFF
ivgyuijté dramerésség (HOTI) 10 - 200A
Felfutdsi idé (UPSL) 0.1-10.0s
Gdz eldaramlds idé (GPR) 0.1-20.0s
Lassu elbtolds sebesség (FDC) 10 - 100%
Lassu eltolds idd (FDT) 0.1-1.0s
Kezd6 dramerdsség (I-S) 100% - 200%
Befejezd dramerdsség (I-E) 10% - 100%
Kezdd idé (T-S) 0.1-10.0s
Befejezés id6 (T-E) 0.1-10.0s
4T méd kréterfeltdltés dramerdsseg (CRAT) 10% - 100%
Lefutdsiidé (DWSL) 0.1-10.0s
Gd&z utddramlds idé (GPO) 0.1-20.0s
Visszaégés idd (BURN) 0.01-1.0s
Ponthegesztés id6 (SPOT) 0.1-20.0s
Gydri értékek visszadllitdsa (DFLT) NO/YES




3-3. Paraméterek bedllitdsa és kezelés

Vdlassza ki a kivant hegesztési moédot majd dllitsa be a paramétereket.
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Aramerésség, huzalelétolds sebesség és munkadarab lemezvastagsdg: ez a hdrom paraméter
interakcidban dll egymdassal. Barmelyiket megvdiltoztatjuk a hdrom kdzUl a mdsik ketté automati-
kusan megvdltozik. A hegesztégép egy intelligens rendszerrel rendelkezik amely egy felhaszndldi
adatbdzis alapjan automatikusan bedllitja a hegesztési paramétereket ha a hdrom érték kdzOl
valamelyiket megvdiltoztatjuk. Ezzel egyszerlbbé teszi a bedllitds egyébként komplex feladatdét.
A felhaszndlonk csak a hegesztési modot, 2T/4T médot, anyag tipust, huzaldtmérdt és drame-
résséget (vagy eldtoldsi sebességet, vagy lemezvastagsdgot ) kell kivalasztani, a hegesztégép
automatikusan kivdlasztja a legmegfelelébb paraméter kombindcid az adatbdzisbdl.

fvhossz: Az adatbdzis alapbedliitdsa az ivhossz értékre (0). A felhaszndld ndvelheti vagy csdk-
kentheti az ivhossz értékét az alapértékhez képest.

Induktancia: Az adatbdzis alapbedllitdsa az induktancia értékre (0). A felhaszndld névelheti
vagy csokkentheti az ivhossz értékét az alapértékhez képest.

Anyagtipus: a mdsodlagos menibdl a felhaszndld kivdlaszthatja a haszndini kivént hegesztéhu-
zal anyagdt.

Huzaldtméré: a mdasodlagos menUbdl a felhaszndld kivalaszthatja a vezérlési moédot. A hegesz-
tégép a kdvetkezd 6t vezérlési mdéddal rendelkezik.
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Ponthegesztés

e Befejezd dramerdsség (I-E) kraterfeltoltd fazis.

o Kezdd dramerdsség (I-S) , megemeli a hdbevitelt a hegesztés kezdetekor, ezzel elkerlive a
hegesztési hibdkat. Csak 2T mdédban szabdlyozhatd.

e Visszaégés id6 (BURN): a hegesztés befejezésekor fellépd visszaégés idétartama.

e Ponthegesztés id6 (SPOT): a ponthegesztés idétartama.

e Befejezd id6 (T-E): Befejezd dramerdsség ideje. Csak 2T mddban szabdlyozhaté.

o CsOkkenésiidd (DWSL): a kezdd dramerdsség lecsdkken a hegeszté dramerdsségre. Ennek a

csOkkenésnek az ideje szabdlyozhatd.

Anyag tipusok:

No Anyag tipus Véddsgdz tipus

1 Acél C0,20% - Ar 80%, C0,100%
2 AMg Ar 100%

3 AlSi Ar 100%

4 Al Ar 100%

5 CrNi 18 Ar98% - CO, 2%

) CrNi 19 Ar98% - CO, 2%

Felhaszndldi adatbdzis adatok




4. Huzaltolé gorgdk tipusai és alkalmazasuk

K0I6nbdz6 anyagu és atmérdéjli hegesztéhuzalok alkalmazdsakor az annak megfeleld toldgdrgd
és nyomoerd bedllitds szikséges a pontos huzaltovdbbitds érdekében.

A tdbldzat a nyoméberd bedllitd gombon taldlhaté skdla értékeit mutatja a huzaldtmérd és a
huzal anyaga fUggvényében. A megadott értékeket haszndlja referenciaként, a szUkséges
nyomoerd értékét befolydsolja a hegesztékdbel hossza, a hegesztépisztoly tipusa és a beren-
dezések dllapota és a hegesztéhuzal fajtdja is.

1. tipus: kemény huzalokhoz, acél és rozsdamentes acél hegesztésekor.
2. tipus: 1dgy huzalokhoz, aluminium és réz és 6tvdzeteik hegesztésekor.
3. tipus: bevonatos huzalokhoz.

Haszndlja a nyomderd bedllitd gombokat a tolégdérgdk nyomderejének bedllitdsdra, ugy hogy
a huzal egyenletesen, csUszds és elakadds nélkdl haladjon a huzalvezetdn keresztil egészen a
hegesztépisztoly dramdatadd furatdn keresztil.

Figyelem!

Ha a nyomoéeré nem megdfelelé a huzal deformdlédhat és a bevonata megsériilhet, a huzaltolé

gorgdk gyorsan elkophatnak és a huzaltolé ellendlldsa megndvekedhet rontva ezel a hegesztés

min&ségét!

Huzalaimers | o5 ) 8 @1.0 @?1,2 21,6
lologéia <kéla szerint
1 3 3 2,5 2,5
2 1.5 1.5 1.5 1.5
3 - - 2 2
— Il
— 07— lapos gérgd U-goérgé lapos gérgd

=i= 1

Nyomoderé szabdlyozd gomb beosztdsa

V-goérgé U-goérgd bordds gérgd

Type 1 Type 2 Type 3
4-1. Kézi huzaltovdbbitas és gdzellendrzés

Nyomja meg a kézi huzaltold gombot a huzaltovdbbitds elinditdsdhoz. Ekkor csak a huzaltold
motor Iép mUkddésbe. Az dramerdsség bedllitd gombbal bedllithatd a huzaltovdbbitds sebessé-
ge. A gomb elengedésekor a huzaltoldé motor megdill.

Nyomja meg a gdz ellenérzé gombot a gdzszelep megnyitdsdhoz. Ekkor a huzaltovdbbitds és
a hegesztégép nem lép mUkddésbe. Nyomja meg ismét a gombot, ekkor a szelep elzér és a
gdzdramlds megdill.
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5. Hibakodok

MUkddési rendellenesség esetén aktivalodik a hegesztégép automatikus védelmi
rendszere. A kijelz6n megjelend hibakddok értelmezését segiti az aldbbi tabldzat.

MMA hegesztéskor.

okoz rovidzdrat.

Hibajelzés Jelenség A hiba oka Megoldds
A kezel6panel tdrold | Kapcsolja ki a hegesz-
ERR 1000 Tarold chip hiba funkciéja nem ma- tégépet és cserélie ki
kodik. a kijelzé panelt.
Kapcsolja ki a hegesz-
Kimeneti szigetelés A hegesztépisztoly tégépet és ellendrizze
ERR 0100 . - . . e,
hiba kimeneti csatlakozdsa. | a pozitiv pdlus csatla-
kozdsdt.
A motor dramerdsség | A huzalelétolds ellen- | Ellendrizze a huzaltold
ERR 0200 . oz ; o 1 2
nagyobb mint 5A alldsa tul nagy gorgdk bedllitdsat
ERR 0300 A motor dramerésség | A huzalelétolds ellen- | Ellenérizze a huzaltold
nagyobb mint 3A dlidsa tul nagy gorgdbk bedllitdsat
Sebesség visszajelzés | A visszajelzd vezetéke | Ellendrizze a visszajelzd
ERR 0400 o - N L
hibds megtort vagy hibds vezetékét
Azinverter t0imeleg- | A hegesztégép tuime- | Elendrizze a hitdven-
ERR 0001 ; vimeleg gesziogep 1u tilatort és a termikus
szik legedett
szelepet.
ERR 0002 Fazishiba A hor.orpfomsu beme- EJI(—;nopZZ(a a hdaromfa-
net hibds zisU kdbelt
ERR 0003 TUl hosszy Uresjdrat TUl hosszy Uresjdrat Eﬂenonzze a hegeiz:
t&pisztoly kapcsoldjat
HosszU idejU kimeneti | HosszU idejU kimeneti | Ellendrizze a hegesztd
ERR 0004 N . e o p "
révidzar aramkari révidzar. aramkort
ERR 0005 VRD hiba A VRD dramkér hibdja | Elendrizze a feszllség
visszajelzd vezetékét
ERR 0006 Hegesztégép hiba Kezelési hiba Ir?,d”,sa Ujra a hegesz-
t6gépet.
. . Az elektréda lerago- P
ERR 0007 Elektréda leragadds dds 10l hossz0 ideig Inditsa Ujra a hegesz-

tégépet.




Ovintézkedések

Munkaterilet

1. A hegesztékésziléket pormentes, korrdzidt okozd gdz, gyulékony anyagoktdl mentes, maxi-
mum 90% nedvességtartalmu helyiségben haszndljal

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

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

4. Jolszell6z6 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 kérUlotte 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 maximdilis 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 feszUltséget, ami lehetévé teszi a feszUltség megen-
gedett hatdrok kéz6tt tartdsdt. Ha bemeneti fesziltség tlllépné az eldirt értéket, kdrosodnak
a gép részeil

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

5. Hirtelen ledllds dllhat be hegesztés kdzben, ha tdlterhelés 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 hegesztégépe

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, dugalj
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 egyfdzisra KELL cserélnil Ezt a munkdt kizardlag szakember végezheti ell

Karbantartas

1. Aramtalanitsa a gépet karbantartds vagy javitdas elétt!

2. Bizonyosodjon meg réla, hogy a foéldelés megfelels!

3. Ellenédrizze, 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!

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

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

6. A gdz nyomdsa megfelelé 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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termékre a vdsarldstdl szdmitott 12 hdnapig kotelezd jotdlldst vdllalunk a jogszabdly szerint. A jotdlids lejdrta utdn 3 évig biz-
tositjuk az alkatrész utdnpotidst.
Vasarlaskor kérje a termék prébgjat!

Eladé tolti ki:

A vasdrld neve:

Lakhelye:

Vasarlds napja: EV HO NAP

Eladd bélyegzéje és aldirdsa:
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Ev HO NAP
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Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A j6tallds Uj hatdrideje:
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Ev HO NAP
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Figyelem!
A garancia jegyet vasarldskor érvényesiteni kell a készUlék gydri szamdnak feltintetésévell A garancia kizdrélag
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Infroducere

Va multumim c& ati ales si utilizati aparatul de sudare si de tdiere iWELD! Scopul nos-
fru este acela de a sprijini munca d-voastrd prin cele mai moderne si fiabile mijloace,
fie ca este vorba de lucrari casnice de bricolaj, de sarcini industriale mici sau mairi.
Am dezvoltat si fabricAm 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
Tnconjurator. Comanda prin microprocesor, cu activarea functiilor de suport pentru
sudare, faciliteaza pastrarea caracterului optim al sudarii sau tdierii.

Va rugdm, cainainte de utilizarea aparatului, s& citifi cu atentie si s aplicati informa-
fiile din manualul de utilizare. Manualul de ufilizare prezintd sursele de pericol ce apar
in 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 masurd cunostintele profesionale exhaustive privind sudarea si taierea. Th cazul
in care manualul nu va oferad suficiente informatii, va rugdm sa va adresati furnizorului
pentru informatii mai detaliate.

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

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

V& dorim spor la treabadl

IWELD Kft.

2314 Haldsztelek

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




ATENTIE!
Pentru siguranta dumneavoastrd 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 suddrii sau tdierii. Pentru mai multe detalii, consultati instructiunile
de ufilizare.

¢ Nu trece la un alt mod in timpul suddarii!

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

* Butonul de alimentare asigurd o infrerupere com- 7 /
pleta g e

¢ Consumabile de sudura, accesorii, frebuie sa fiie
perfecta

* Numai personalul calificat trebuie sa foloseasca

echipamentul

Electrocutarea - poate cauza moarteal

¢ Echipamentul trebuie sa fie impamantat, conform

standardului aplicat!

* 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 cd pozitia dumneao-
voastra de lucru este sigurd.

Fumul - poate fi nociv sanatatii dumneavoastra!l

¢ Tinefi-va capul la distanta de fum.

Radiatia arcului electric - Poate dauna ochilor si pielii

dumneavoastral

¢ V@ rugdm sa purtati masca de sudurd corespunza-
toare, filtru siimbracdaminte de protectie pentru a
va proteja ochii si corpul.

* Folositi o masca corespunzatoare sau o cortind
pentru a feri privitorii de pericol.

Incendiul

e Scanteia de sudurd poate cauza aparitia focului.
Va rugdm sa va asigurati ca nu existd substante in-
flamabile pe suprafata unde se executd lucrarea
Zgomotul excesiv poate dauna sanatdafiil

* Purtatiinfodeauna cdsti de urechi sau alte echipa-
mente pentru a va proteja urechile.

Defectiuni

¢ V@ rugdm sa solutionati problemele conform indi-
catiilor 2 relevante din manual.

* Consultati persoane autorizate atunci cand aveti
probleme.




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
joasd 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

- Dacd 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 fi inchise 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 metdalic 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-
mdantarea 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 Impdamantarea 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.




1. Paramethrii

MIG 280 SYNERGIC PULSE

Numar articol 800MIG280CSP

Tip invertor

IGBT

< Racitor de apa v
% Controlul digital v
O Numarul de program 10
EMC v
Sinergic controlat v
Mode de puls v
Mode de dublu-puls pd
Polaritate inversa - FCAW v
O O 214 v
< = 251/48T v
e SPOT v
Unitate de alimentare sarmad portabil X
Design compact v
Role pentru sarma 4
0 LIFTTIG v
o HFTIG x
O PULSEDCTIG X
« ArcForce v
> Reglabild ARC force v
= Hot Start v
Accesoriu MIG iGrip pistolet IGrip 240
Optional MIG ipistolet IGrip 360
Numarul de faze 3
Tensiune de alimentare 3x400V AC +10%, 50/60 Hz
MMA
Curentul de intrare max/ef.
MIG
Factorul de putere (cos ) 0.93
Randament 90 %
= Raport sarcina de durata 250A @ 60%
o (10 min/40 °C) 194A @ 100%
> o MMA 20A-250A
<C Reglare curent de iesire
[a% MIG 30A-250A
§ . e L MMA =
Tensiune de iesire nominald
MIG 15V-27.5V
Tensiune de mers in gol 100-110V
Clasa de izolatie F
Grad de protectie IP21S
Diametrul sGrmei @0.8-12 mm
Diametrul bobina de sérma @ 270 mm, 15kg
Masa 55

Dimensiunile

500 x 215 x 412 mm



2. Instalare

2-1. Conexiunea cablurilor de alimentare

1. Fiecare dispozitiv este echipat cu cablu de alimentare primar, in conformitate cu tensi-
unea de intrare, va rugdm sa conectati cablul primar al clasa adecvatd de tensiune.

2. Cablul primar trebuie conectat in priza corespunzdtoare pentru a evita oxidarea.
3. Utilizati multimetrul pentru a vedea dacd valoarea tensiunii variaza in limitele date.
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1 | Conector central EURO Ventilator de racire

Mufa de iesire pozitiva (-) Mufa cablu de alimentare

Mufa de iesire negativa (-) Comutator

O |00 | | o~

Conector admisie gaz Cablu de alimentare de intrare

Gl W |IN

Punct impamantare

2-2. Conectarea cablurilor de iesire.

1. Toate dispozitivele au doud mufe, conectati fisa Tn mufd, pe panou si fixafi-o si asigurati
faptul cd este bine conectatd deoarece, In caz contrar, poate cauza deteriorarea
fisei si mufei.

2. Cabilul portelectrodului este conectat la terminalul negativ, in timp ce piesa de prelu-
crat este conectatd la terminalul pozitiv; conectati un ferminal al clemei de impdman-
tare in priza de aerrosie, si fixati cu o cheie cu cap hexagonal pentru a conectain mod
adecvat cablul secundarin priza de aer, iar, in caz conftrar, priza de aer se poate arde.

3. Fiti atenti la electrodul cablului. In general, existd doud cdi de conexiune a aparatului
de sudurd cu curent contfinuu: conexiune pozitiva si negativa. Pozitiva: portelectrodul
la, In timp ce piesa de prelucrat la "+". Negativa: piesa de prelucrat Ia, in timp ce por-
telectrodul la "+". Alegeti varianta in conformitate cu cerintele practice, iar alegerea
gresitd poate duce la un arc instabil si improscare mare, etc. In acest caz, reinnoiti
rapid priza de aer pentru a schimba polii.

4, Dacad piesa de prelucrat este prea departe fatd de dispozitiv (50 — 100 m), iar cablul
secundar este prea lung, sectiunea cablului ar frebui sa fie mai mare pentru a reduce
tensiunea cablului.

5. Puteti gasi un conector central MIG pentru a conecta lampa MIG. Deconectati porte-

lectrodul in momentul in care realizati activitati de sudurd MIG.




3. Operare

3-1.

A

Panou de comanda
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Tastd inspectie cablu. Apdsati aceastd tastd pentru a alimenta cablul rapid si intrerupeti
apdsarea pentru a opri alimentarea.

Butonul st@ng este utilizat pentru a regla parametrii pentru C, D, Esi F.

Indicator al vitezei de alimentare a cablului, ce faciliteazd reglarea vitezei (m/min.)

Indicarea curentului setat de sudurd si a curentului actual in cadrul sudurii.

m{o[O]®

Indica grosimea placii piesei de prelucrat, facilitdnd setarea grosimii (mm) iar parametrii
relevanti pof fi reglati automat

Indicator de meniu secundar pentru prezentarea altor parametrii care nu se afld pe panou

O_l'l

Taste de selectie pentru afisajul parametrilor, ce pot afisa parametrii indicatorilor C, D, E si F
(dreapta)sil, J, K, Lsi M (dreaptal).

Afisarea datelor, prin care se afiseazd valoarea setatd, parametrii actuali si alte informatii.

Indicd lungimea setatd a arcului iar valoarea negativa indica arcul scurt.

Indicator de inductanta / fortd a arcului, diferitele moduri de sudurd (transfer metalic, forta
pulverizare arc si rigiditate arc) au functii diferite.

Afisarea valorii tensiunii

Indicator activitate, ce afiseazd nr. de activitate curentd. Rotiti butonul parametrilor de
tensiune la activitatea relevantd. Afiseaza si canalul de stocare, ce poate fi schimbat prin
reglarea butonului relevant. Apdsati scurt tasta de stocare pentru a solicita parametrii ca-
nalelor corespunzatoare. Apdsati lung tasta de stocare pentru a stoca parametrii relevanti
la nr. corespunzator de canal.




M |Indica curentul motorului de alimentare a cablului, pentru a stabili netezimea canalului de

alimentare cablu.

N |Butonul drept este utilizat pentru a regla parametrii J, K, L si M.

O |Tastd inspectie gaz. Apdsati aceastd cheie pentru a permite gazului sa tfreacd timp de 30

s. si apdasati din nou aceastd tastd pentru aintrerupe.

P |Buton pentru selectarea diametrului cablului

Q-R|Tip material. Utilizatorul poate selecta fipul corespunzator de material din meniul de selec-

tare a materialului, pe baza materialului metalului de baza si a firului electrodului.

S |Bufon de selectare a modului de sudurd: in mod circular la tasta de functie a sudurii in

mediu de gaz protector, asa cum este prezentat in imaginea de mai jos, indicatorul cores-

punzator se aprinde.

T  |Bufonul de selectare a modului de sudare. 2T / 4T / SPOT / S2T / S4T

Tasta pentru salvare / anulare

Salvare: Selectati parametrul ce trebuie salvat, utilizati "G” pentru a trece la sub-meniul

de activitate, rotiti codificatorul de tensiune pentru a alege canalul de memorare, tineti

apdsata tasta de salvare U mai mult de 3 secunde si eliberati-o, si tubul digital din stdnga
incepe sa lumineze, finaliz&nd, astfel, operatia de salvare.

Anulare: Utilizati U pentru a frece la sub-meniul de activitate, rotiti codificatorul de tensiune
pentru a alege canalul de memorare, apdsati tasta de salvare U si eliberati-o rapid, si va
apdrea stergerea parametrilor.

V  |Sectiunea indicatorilor de status

- Operare: in cadrul procesului de sudurd, indicatorul este pornit.

- Oprire: Indicatorul de oprire — de fiecare datd cénd activitatea de sudurd este finalizata,
acest indicator va fi pornit si se va afisa curentul mediu si valoarea tensiunii procesului de

sudurd.
- Eroare: Indicator defect —in momentul in care echipamentul de sudurd se defecteaza,

acest indicator va fi pornit.

3-2. Lista meniului secundar (diverse moduri de sudura au diverse elemente
de meniv)

Mod comandd (CNTR) LOCL (comanda IOCOtISLt/éR)EMT (comanda Ta dis-
Arc electric fierbinte (HOTS) Pornit / dprif
Curent arc (HOTI)) 10 - 200A
Timp ridicare curent (UPSL) 0.1-10.0s
Timp pre-flux gaz (GPR) 0.1 -20.0s
Vitezd scdzutd de alimentare (FDC) 10 - 100%
Timp redus de alimentare (FDT) 0.1-1.0s
Curent de pornire (I-S) 100% - 200%
Curent finalizare (I-E) 10% - 100%
Timp pornire (T-S) 0.1-10.0s
Timp finalizare (T-E) 0.1-10.0s
{Cé)éeArTw]T final arc elecftric in pafru frepfe 10% - 100%
Intrerupere curent (DWSL) 0.1-10.0s
Timp post-fux gaz (GPO) 0.1-20.0s
Timp ardere (BURN) 0.01-1.0s
Timp sudurd electrica prin puncte (SPOT) 0.1-20.0s
Resetare la setdrile din fabrica (DFLT) NU / DA




3-3.  Punere in functiune si operare

Reglati metoda de sudurd la cea cerutd (sudurd in mediu de gaz protector, sudurd in mediu de
gaz protector pulsatd) si apoi reglati alti parametrii.
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Parametri reglabili pentru sudura in mediu de gaz protector, sudura in mediu de gaz

protector pulsata

Curentul, viteza de alimentare a electrodului si grosimea pldcii: Acesti trei parametri
sunt legati unul de celdlalt, ceea ce inseamnd cd reglarea unuia va duce la reglarea
corespunzatoare a celorlalti doi. De fapt, avénd in vedere cd acest aparat de sudurd
are un sistem expert incorporat, dacd oricare dintre acesti trei parametri se schimbad,
majoritatea datelor detaliate corespunzatoare vor fi selectate automat din baza de
date, acest lucru reducand, In mare masurd, complexitatea operdrii. Utilizatorul trebui
doar sa seteze metoda de sudurd, modul de operare, tipul de material, diametrul firului
electrodului si curentul (sau viteza de alimentare a electrodului sau grosimea pldacii), si
apoi, automat, aparatful de sudurd va gasi cei mai buni parametri din baza de date
expertd. In prezent, aparatul de sudurd detine cea mai cuprinzdtoare, de incredere si
cea mai infeligentd bazd de date.

Lungimea arcului electric: baza de date expertd furnizeazd deja o lungime standard a
arcului electric (=0) iar ufilizatorul poate sa creascd sau sd reducd valoarea pe baza
nevoilor curente ale procesului.

Inductantd: Baza de date expertd oferd o inductantd standard de 0 iar utilizatorul poate
sd creascd sau s reducd valoarea pe baza nevoilor curente ale procesului. Diversele
metode de sudurd corespund diferitelor functii de inductania.

Tip material "Q, R": Utilizatorul poate sa selecteze tipul de material corespunzator din

cadrul meniului de selectare a materialului, pe baza materialului metalului de bazd si a

firului electrodului.

Diametrul firului electrodului "P": 0.8, &1.0,01.2
Mod de operare "S": Aparatul de sudurd are 5 moduri de operare , asa cum este pre-

zentat in imaginea de mai jos:
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Sudare electrica prin puncte

e Curentul de final (I-E) asa cum este prezentat in imagine, actioneazd in scopul stingerii
freptate a arcului

e Curentul de pornire (I-S), asa cum este prezentat in imagine, actioneazd pentru
cresterea aportului de caldurd la inceputul activitatii de sudare pentru a evita in mod
eficient defectele de sudurd ce pot fi cauzate de pornirea arcului electric.

e Durata curentului de pornire utilizatd doar pentru S2T.

e Timp de ardere (BURN): Este utilizat pentru a regla efectul de finisare la finalizarea
sudurii.

e Timp sudurd prin puncte: se referd la durata sudurii prin puncte

e Timp finalizare arc (T-E): se referd la durata finalului de arc electric si se utilizeazad doar
pentru S2T.

e Timp de tranzitie (DWSL): se referd la perioada de franzitie dintre curenti, cum ar fiintre
curentul de pornire si curentul de sudurd.

Lista de materiale pentru sudura in mediu de gaz protector si sudura in mediu de gaz protector
pulsata:

No Material Gaz protector

1 Otel C0,20% - Ar 80%, C0,100%
2 AlMg Ar 100%

3 AlSi Ar 100%

4 Al Ar 100%

5 CrNi 18 Ar 98% - CO, 2%

6 CrNi 19 Ar98% - CO, 2%




5. Specificdtii si instalarea rolei de alimentare a electrodului

Scara de presiune a alimentarii electrodului de sudurd se afld pe maneta de reglare a presiunii
si electrozii de sudurd din materiale diferite si cu diametre diferite au relatii diferite de presiune,
asa cum este aratat in Tabel siimagine.

Valorile din tabel sunt furnizate doar in scop de referintd, si specificatiile actuale de reglare a
presiunii trebuie realizate in conformitate cu lungimea cablului si arzatorul de sudare, tipul de
arzator de sudare, conditia de alimentare electrod si fipul de electrod.

Tipul 1 de arzator de sudare trebuie sa utilizeze un electrod de sudurd dur, cum ar fi otel carbon
solid si electrod de sudurd din otel inoxidabil.

Tipul 2 de arzator de sudare frebuie sa utilizeze un electrod de sudurd moale, cum ar fi cel din
aluminiu si aliajele sale si cupru si aligjele sale.

Tipul 3 de arzator de sudare frebuie sa utilizeze un electrod de sudurd placat.

Utilizati maneta de reglare a presiunii pentru a regla presiunea rolelor de alimentare electrod
pentru a alimenta uniform electrodul de sudurd si pentru a permite electrodului sa aibd o forta
de fr&nare aftunci cand iese din tfubul de contact, astfel incat sa se asigure faptul ca electro-
dul nu aluneca pe role.

Atentie! Daca presiunea este prea mare, electrodul se va aplatiza, stratul de acoperire se va
deterioraq, rolele se vor uza mai repede si rezistenta alimentarii electrodului va creste.

dametl 108 |@10 | @12 |@Lé
limite de

tip de rola presiune

1 3 3 2,5 2,5

2 1.5 1.5 1.5 1.5

3 - - 2 2
—1—
— 2 I Rold plata Roldin U Rold plata
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Scala butonului de reglare a presiunii

RoldTn VvV RoldTn U Rol& cu bordurd

Tipul 1 Tipul 2 Tipul 3
4-4,  Alimentare manuala electrod si inspectie gaz
Apdsati butonul de alimentare manuald pentru a porni sistemul de alimentare si doar motorul
va alimenta electrodul. Butonul de reglare a curentului poate fi utilizat pentru a regla viteza de
alimentare a electrodului. Eliberati butonul de alimentare manuald pentru a opri alimentarea.
Apdsati butonul de inspectie gaz pentru a deschide supapa de gaz timp de 30s fard a porni

sistemul de alimentare electrod si echipamentul de sudurd. Apdsati din nou butonul pentru a
opri gazul de alimentare.




6. Coduri de alarma
Protectia automatd se va declansa in cazul aparifiei unor situatii anormale ale apao-
rafului de sudurd@, afisénd codul de alarmd, cauza si solutia, asa cum este prezentat

n Tabel:

Cod de
alarma

Defect

Cauza

Solutie

Defect

Probleme ale chip-ului de
memorie

Problemad a functiei de
memorie a afisajului

Oprire, inlocuire a afisa-
jului.

ERR 0100

Defectarea izolatiei de
iesire

Electrodul pozitiv al
arzatorului de sudura
conectatd la carcasa

dispozitivului

Oprirea aparatului de

sudurg, verificati daca
electrodul pozitiv este
conectat la carcasd

ERR 0200

Curentul motorului mai
mare de 5A

Rezistentd excesiva a
alimentdarii electrodului

Verificati daca alimen-
tarea electrodului de la
tambur este uniforma

ERR 0300

Curentul motorului mai
mare de 5A

Rezistentd excesiva a
alimentarii electrodului

Verificati dacd alimen-
tarea electrodului de la
tambur este uniforma

ERR 0400

Linia de feedback a
detectiei de viteza nu este
corecta

Linia de feedback a
detectiei de vitezd a
dispozitivului de alimentare
electrozi este defectd sau
incorectd

Verificati linia de feedback
a detectiei de viteza

ERR 0001

Supraincdlzirea invertorului

Supraincalzirea aparatului
de sudura

Verificati daca ventilator-
ul se roteste normal sau
dacd comutatorul tfermic
este infrerupt.

ERR 0002

Lipsa fazei de intrare

Lipsa fazei curentului alter-
nativ trifazic

Verificati daca lipsa fazei
are loc la cablurile de
alimentare

ERR 0003

Putere in gol pe o perio-
adad lunga

Puterea in gol persista

Verificati comutatorul
arzatorului de sudurd

ERR 0004

Scurtcircuit de lunga
duratd

Scurtcircuit de lunga
duratd

Verificati circuitul de
sudurd

ERR 0005

Defectare VRD

Defectarea sursei de
putere VRD pe panoul de
comandd

Verificati linia de feedback
a tensiunii

ERR 0006

Operarea erorilor aparatu-
lui de sudura

Eroare operare personald

Oprire si repornire

ERR 0007

Electrodul se lipeste de
piesa de prelucrat in cad-
rul sudurii manuale

Electrodul si piesa de pre-
lucrat se afla in scurtcircuit
de mult timp

Oprire si repornire




Masuri de precautie

Spatiul de lucru

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

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

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

4. Sudarea se va realiza intr-o incdpere bine aerisitd.!

Cerinte de securitate

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:

1. Ventilare. Tn timpul sudarii aparatul este parcurs de curenti mari, astfel cd ventilarea naturald nu
este suficientd 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 viatd a aparatului este necesard o ventilare buna.

2. Nu este permis ca valoarea intensitatii curentului de sudare s depdseascd in mod permanent
valoarea maxima permisd. Supra-sarcina de curent scurteazd 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
de infrare depadseste valoarea indicatd, componentele aparatului se vor deteriora.

4. Aparatul este necesar sa fie legat la pamant. In cazul in care aparatul functioneazd de la o
retea legatd la pdmant, standard, legarea la pdmant a aparatului este asiguratd in mod
automat. Dacd aparatul este utilizat de la un generator de curent, in strdindtate, sau de la o
retea de alimentare electricd necunoscutd, este necesard legarea sa la masa prin punctul de
Tmpdmantare existent pe acesta, pentru evitarea unor eventuale electrocutari.

5.Tn timpul sudarii poate apdrea o intrerupere brusca a functiondrii, atunci cand apare o supra-
sarcind, sau dacd aparatul se supraincdlzeste. Intr-o asemenea situatie nu se va porni din nou
aparatul, nu se vaincerca imediat continuarea lucrului, dar nici nu se va decupla comutatorul
principal, I&sénd ventilatorul incorporat sa rdceascd aparatul de sudare

Atentie!

Tn cazulin care utilizati instalatia de sudare pentru lucrari ce necesitd@ curenti mai mari, de exem-
plu pentru sarcini de sudare ce depdsesc in mod sistematic infensitatea curentului de 180 de
Amperi, si, ca atare, siguranta de retea de 15 Amperi, dozele si prizele nu ar fi suficiente, cresteti
siguranta de la retea la 20, 25 sau chiar la 32 de Amperil In acest caz se vor inlocui in mod co-
respunzator, atét dozele, cat si prizele in unele monofazate de 32 de Amperil Aceastd lucrare

~ se vgefectua numai de catre un specialist!

Intretinerea

1. Inainte de orice operatie de intretinere sau de reparatie, aparatul se va scoate de sub tensiunel

2. Se va verifica sa fie corespunzatoare legarea la padmant.

3. Se va verifica sa fie perfecte racordurile interioare de gaz si de curent si se vor regla, strange dacd
este necesar; dacd se observd oxidare pe anumite piese, se va indepdrta cu hartie abraziva,
dupd care se va conecta din nou conductorul respectiv.

4, Feriti-va mdainile, parul, partile de vestimentatie largi de partile aparatului aflate sub fensiune, de
conductoare, de ventilator.

5. Indepartati 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. Dacd in aparat patrunde apd, de exemplu cu ocazia unei ploi, aparatul se va usca in mod co-
respunzator si se va verifica izolatia sal Sudarea se va continua numai dacd toate verificarile au
confirmat ca totul este in ordine!

8. Dacd nu utilizati aparatul o perioadd indelungatd, depozitati-l in ambalajul original, infr-un loc
uscat.

14




RO
CERTIFICAT DE CONFORMITATE
CERTIFICAT DE CALITATE

Furnizorul: IWELD Ltd.
2314 Haldsztelek
Strada Il. Rdkdczi Ferenc nr. 90/B
Tel: +36 24 532-625
Fax: +36 24 532-626

Produsul: MIG 280 SYNERGIC PULSE
Tehnologia IGBT, confrolat de microprocesor Apa-
rate de sudare MIG, MMA

Standardele aplicate (1): EN 60742 (VDE 0551)
EN 61588-1(VDE 0570)

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

First of all, thank you for choosing an IWELD welding or cutting machine!

Our mission is to support your work with the most up-to-date and reliable tools both for
DIY and industrial application.

We develop and manufacture our tools and machines in this spirit.

All of our welding and cutting machines are based on advanced inverter technolo-
gy, reducing the weight and dimensions of the main transformer.

Compared to traditional fransformer welding machines the efficiency is increased by
more than 30%.

As aresult of the technology used and the use of quality parts, our welding and
cutting machines are characterized by stable operation, impressive performance,
energy efficient and environmentally friendly operation.

By activating the microprocessor confrol and welding support functions, it continuous-
ly helps maintain the optimum character of welding or cutting.

Read and use the manual instructions before using the machine please!

The user's manual describes the possible sources of danger during welding, includes
technical parameters, functions, and provides support for handling and adjustment
but keep in mind it doesn’t contain the welding knowledge!

If the user's manual doesn’t provide you with sufficient information, contact your dis-
tributor for more information!

In the event of any defect or other warranty event, please observe the ,,General
Warranty Terms”.

The user manual and related documents are also available on our website atf the
product data sheet.

IWELD Kft.

2314 Haldsztelek

Il. R&kdczi Ferenc street 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.

e 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- @ﬁg‘\

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, anfi-radiation glass
and work clothes while the welding operation is per-
formed!

* Measures also should be taken to protect othersin 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
e Surface noise generated by welding can be disturb-

ing and harmful. Protect your ears if needed!
Malfunctions
¢ Check this manual first for FAQs.

e 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 at 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 enfrances, 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.




1. The main parameter

MIG 280 SYNERGIC PULSE

Art. Nr. 800MIG280CSP
Inverter type IGBT
< Water Cooling System v
% Digital Control v
G Number of Programs 10
EMC v
Synergic Control v
Pulse v
Double Pulse X
Reverse Polarity - FCAW v
% o 2141 v
A v
3 sPOT v
Portable Wire Feeder Unit X
Compact Design v
Number of Wire Feeder Rolls 4
o UTe v
Q HFTIG X
Pulse DC TIG X
Arc Force v
s Adjustable Arc Force v
= Hot Start v
Accessories MIG Torch IGrip 240
Optional MIG Torch IGrip 360
Phase number 3
Rated input Voltage 3x400V AC +10%, 50/60 Hz
Max./eff. input Current MMA
MIG
Power Factor (cos ¢) 0.93
Efficiency 90 %
2 Duty Cycle (10 min/40 °C) 1295::@?16&7;0
z ' MMA 20A-250A
§ Welding Current Range e AT
g MMA -
Output Voltage
MIG 15V-27.5V
No-Load Voltage 100-110V
Insulation F
Protection Class IP21S
Welding Wire Diameter @08-12 mm
Size of Coil @ 270 mm, 15kg
Weight 55

Dimensions (LxWxH) 500 x 215 x 412 mm




2. Installation
2-1. Connections of the power wires

1. Each machine is equipped with primary power wire, according to the input voltage, please
connect the primary wire to the suitable voltage class.

2. The primary wire should be connected to the corresponding socket to avoid oxidization.
3. Use multimeter to see whether the voltage value varies in the given range.

© ~——— MIG 280 SYNERGIC PULSE—— ©

2 3
1 | EURO central connector 6 | Cooling Fan
2 | Positive output socket (-) 7 | Gas heater power cable socket
AC36V
Negative output socket (-) 8 | Air switch
Gas Inlet connector 9 | Input power cable
Earth Point

2-2.  Connection of output wires

1. Al machine has two air sockets, connect the plug to the socket on the panel board, and tight-
en it and make sure that it's well-connected, or it may cause the damage of both the plug
and socket.

2. The electrode holder wire is connected to the negative terminal, while the work piece is con-
nected to the positive ferminal; connect one terminal of the earth clamp to the red air plug,
and tighten it with hexagon spanner fo make the secondary wire well connected to the air
plug, or the air plug may get burned.

3. Pay attention to the electrode of the wire. Generally, there are two ways of the DC welder
connection: positive connection and negative connection. Positive: electrode holder to ,while
work piece to " + " ; Negative: work piece to, while electrode holder to “+" ; Choose the way
according to the practical requirements, and wrong choose may cause unstable arc and big
splash, etc. Under this circumstance, renew the air plug rapidly in order fo change the poles.

4. If the work piece is too far away from the machine (50-100m), and the secondary wire is too
long, the section of the cable should be bigger to reduce the lower of the cable voltage.

5. You can find a MIG central connector to connect your MIG torch. Disconnect the electrode
holder when welding in MIG mode.




3.

Operation

3-1. Control Panel

A
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Wire inspection key. Press this key to feed wire quickly and release the key to stop feeding.

The left knob is used to adjust the parameters of C, D, E, and F

Indicator of wire feeding speed, facilitating to set the feeding speed (m/min).

Indicate the set welding current and the actual current during welding.

molo[® >

Indicator of thickness of workpiece plate, facilitating to set the thickness (mm) and relevant
parameters can be automatically adjusted.

Indicator of secondary menu to indicate other parameters not on the panel.

O_FI

Selection keys of display parameters, which can display the parameters of C, D, E, and F
(right) and I, J, K, Land M (right) indicators.

Data display, which displays the set value, actual parameters and other information.

Indicate the set arc length and the negative value indicates the short arc.

Indicator of inductance/arc force, different welding modes (metal fransfer, arc spray force
and arc stiffness) have different function.

Display the voltage value.

JOB indicator, which displays the current job No.. Rotate the voltage parameters knob to
relevant JOB. I also displays the storage channel, which can be changed by regulating
the right knob. Short press the storage call key to call the parameters of corresponding
channels. Long press the storage call key fo store relevant parameters to corresponding
channel No..




M |Indicate the current of wire feeder motor, so as to judge the smoothness of wire feeding
channel.

N [The right knob is used to adjust the parameters of J, K, L, and M

O |Gas inspection key. Press this key to enable the gas pass for 30 s and press this key again to
interrupt

P |Wire diameter selection knob.

Q-R|Material type The user may select corresponding material type in the material selection
menu based on the material of the base metal and the electrode wire.

Welding mode selection knob. 2T/4T/SPOT/S2T/S4T

Welding function selection knob.: in a circular manner to the function key of pulse gas-
shielded welding as shown in th e figure below, the corresponding indicator lights up

U |The key for save/recall.

Save: Select the parameter to be saved, use “G” to turn to JOB sub-menu, rotate the voli-

age encoder to choose the memory channel, hold down the save key “U" for more than

3 seconds and release it, and the digital fube at the left start to flash, thus completing the

save operation.

Recall: Use “U” to turn to JOB sub-menu, rotate the voltage encoder to choose the

memory channel, press down the save key “U" and release it quickly, a prompt of param-

eter recall shows up.

V  |Status indicators section:

- Work: during the welding process the indicator is on.

- Hold: HOLD indicator - each fime the welding finishes, this indicator will be on and the
display will display the average current and voltage value of the welding process.

- Error: FAULT indicator - when the welding equipment fails, this indicator will be on.

3-2. Secondary menu list (different welding modes have different menu
items)

Confrol mode (CNTR) LOCL (local control)/REMT (remote control)
Hot arc (HOTS) ON/OFF
Striking arc current (HOTI) 10 - 200A
Current rise time (UPSL) 0.1-10.0s
Gas pre-flow time (GPR) 0.1-20.0s
Slow feeding speed (FDC) 10 - 100%
Slow feeding time (FDT) 0.1-1.0s
Start current (I-S) 100% - 200%
End current (I-E) 10% - 100%
Start time (T-S) 0.1-10.0s
End time (T-E) 0.1-10.0s
Four-step arc end current (CRAT) 10% - 100%
Current down time (DWSL) 0.1-10.0s
Gas post-flow time (GPO) 0.1-20.0s
Burn-back time (BURN) 0.01-1.0s
Spot welding fime (SPOT) 0.1-20.0s
Reset to defaults (DFLT) NO/YES




3-3. Commissioning and operation

Adjust the welding method to the required one (gas-shielded welding, pulse gas-shielded weld-
ing) and then adjust other parameters.

O ——— MIG 280 SYNERGIC PULSE—— ©
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Adjustable parameters of gas-shielded welding and pulse gas-shielded welding:

e Current, electrode feeding speed and plate thickness: These three parameters are interlocked,
that is, adjustment of one of them wiill lead to the corresponding adjustment of the other two.
In fact, since this welder has a built-in highly intelligent expert system, if any of these three
parameters changes, most of the detailed corresponding data will be called out automatically
from the database, thus greatly reducing the operation complexity of operator. The user only
needs to set the welding method, operation mode, material type, electrode wire diameter
and current(or electrode feeding speed or plate thickness), then the welder will automatically
find out the best parameter set from the expert database. The welder owns the most compre-
hensive, the most authoritative and the most intelligent expert database at present.

e Arc length: the expert database already provides a standard arch length (=0) and the user
can increase or decrease the value based on the actual needs of the process.

e Inductance: The expert database provides a standard inductance of 0 and the user can
increase or decrease the value based on the actual needs of the process. Different welding
methods correspond to different inductance functions.

e Material type "Q,R": The user may select corresponding material type in the material selection
menu based on the material of the base metal and the electrode wire.

e Elecfrode wire diameter "P": 0.8, @1.0, @1.2.

eOperation Mode "S": The welder has 5 torch operation modes as shown in the figure below:
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Spot welding mode
e Arc ending current(l-E) as shown in the figure works for the purpose of crater filling.
e Start current(l-S), as shown in the figure, works to increase the heat input at the start of welding
so as fo effectively avoid the welding defect that may be caused at the arc starting.
The duration of starting current used only for S2T.
e Burning Time(BURN): If is used fo adjust the finishing effect at the ending of welding.
e Spot Welding Time: It refers to the duration of spot welding.
e Arc ending Time(T-E): it refers to the duration of arc ending and is used only for S2T.
e Transition Time (DWSL) refers to the transition time between currents, such that between the
start current and the welding current.

List of materials for gas-shielded welding and pulse gas-shielded welding:

No Material Shielding Gas

1 Steel C0,20% - Ar 80%, C0,100%
2 AlMg Ar 100%

3 AlSi Ar 100%

4 Al Ar 100%

5 CrNi 18 Ar 98% - CO, 2%

6 CrNi 19 Ar98% - CO, 2%




5. Specifications and installation of wire feed roll

The pressure scale of wire feeding is on the pressure regulating handle and the welding wire of
different materials and diameters have different pressure relationships, as shown in Table and
figure.

The values in the table are provided for reference only, and the actual pressure regulating speci-
fications must be adjusted according to the cable length of welding torch, type of welding
torch, wire feeding condition and wire type.

The type 1 of welding torch should use hard welding wire, such as solid carbon steel and stainless
steel welding wire.

The type 2 of welding torch should use soft welding wire, such as welding wire of aluminium and
its alloys and copper and its alloys.

The type 3 of welding torch should use coated welding wire.

Use the pressure regulating handle to adjust the pressure of wire feed rolls to evenly feed the
welding wire to the conduit and allow the welding wire to have some braking force when
coming out from the contact tube, so as to ensure the welding wire does not slid on the wire
feed rolls.

Attention! If the pressure is too great, the welding wire will be flattened, the coating will be dam-
aged, the wire feed rolls will be quickly worn and the wire feeding resistance will increase.

Diameter of | o () § @1,0 1,2 1,6

welding wire

Type of pressure scale
wire feed roll
! 3 3 2,5 2,5
2 1.5 1.5 1.5 1.5
3 - - 2 2
—2— Flat wheel U-type wheel Flat wheel

— M I 0

Pressure regulating handle scale

V-type wheel U-type wheel Knurl wheel

Type 1 Type 2 Type 3
4-4. Manual wire feeding and gas inspection
Press manual wire feeding button to start the wire feeder and only the motor of wire feeder will
feed the wire. The current adjusting knob can be used to adjust the wire feed speed. Release

the manual wire feeding button to stop feeding.

Press the gas inspection button to open the gas valve for 30 s without starting the wire feeder
and welding equipment. Press the button again to stop feeding gas.

12




6. Alarm codes
Automatic protection will be tfriggered in case of abnormal situation happens with
the welder, displaying alarm code, indication, cause and solution as shown in Table:

Alarm Malfunctions Cause Solution
code
Problem of Problem of the memory Shutdown, replacement
ERR 1000 - . . -
memory chip function of display panel of display panel
Shutdown the welder,
Failure of outout Welding torch output check whether the output
ERR 0100 - outp connected with the ma- positive electrode is con-
insulation . . :
chine casing nected with the welder
casing
Motor current Excessive resistance Check whether the wire
ERR 0200 . . . feeding from the wire reel
higher than 5A of wire feeding .
is smooth
Motor current Excessive Check whether the wire
ERR 0300 . resistance of wire feeding from the wire reel
higher than 3A : .
feeding is smooth
. The speed detection
The speed qetgchon feedback line of electrode Check the speed
ERR 0400 feedback line is not - T - .
feeding machine is broken | detection feedback line
correct.
or not correct.
Inverter Check whether the blower
ERR 0001 . Welder overheating rotates normally or wheth-
overheating - .
er thermal switch is cut off.
Input phase Phase missing of Check whether phase
ERR 0002 L= missing happens with
missing three-phase AC
the power cables.
Long time no-load No-load output Check the switch of weld-
ERR 0003 . .
output persists ing forch
ERR 0004 Long fime oufput Long fime output Check the welding circuit
shortcircuit shortcircuit
ERR 0005 VRD failure Failure of control panel Check the vo.ITcge
VRD power source feedback line
ERR 0006 Operation of Perspnctl Shutdown and
errors of welder operation error restart
Electrode sticks to the The electrode and work- Shutdown and
ERR 0007 | workpiece during manual | piece are short circuit for a restart
welding long time




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 o 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 furn 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.

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

w

o~

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

~N

. 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.
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