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DE - Bedienungsanleitung
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ENGLISH

Contents Introduction

Thank wu for purchaing one of our products.
Before using the equipment you should carefully
read the instructions included in this manual. In
order to get the best perfanance from the
system and ensure that its parts last as long as
possible, you must strictlyfollow the usage
instructions and the maintenance regtibns
included in this manual. In the interest of custe
ers, you are recommended to have maintenance
and, where necessary, repairs carried out by the
workshops of our service organization, since they
have suitable equipment and specially trained
personnel available. All our machinery ands-sy
tems are subject to continual development. We
must therefore reserve the right to modify their
construction and propeties

Introduction 16

Description

New portable welding machas 220/270/320
MMA are designed as small and light highr-pe
formance digital thregphase inverters. New
generation digital controls ensure not only opt
mal setting of the welding characteristics, but its
dynamic adatation during the welding process as
well. This way a substantially higher quality weld
joint and simplification of welding process are
achieved. Significant benefits are new functions,
which help to keep the welding arc in an optimal
working area. Due to this arc control technology
excellent reslts may be achieved even by less
expetienced welders.

Digital and progressive hardware design enabled
significant reduction in weight, dimensions and
subsequently also in price of the new TIG itver
ers. The performance part itself is overdesigned
to ensue reliability, high performance and high
load capaity.

WARNINGIif machines work in a dusty enviro
ment, they need to be equipped with a dust filter.
Filter prevents the machine from being contam
nated with impurities, thus extending the interval
of cleaning itsinternal parts.

Warranty cannot be accepted if the machine is
damaged by excessive dustiness while the filter
is not properly mounted.

Technical data

The technical data are sunamised in table 1

-16-



Table 1

Technical data 220 MMA 270 MMA 320 MMA
Supply voltag@x50/60Hz 400 V +10%20% 400 V +10%20% 400 V +10%20%
Usable currenMMA 200A/100% 250A/80% 300A/40%
Usable currenMMA - 220A/100% 220A/100%
Usable currenTIG 200A/100% 250A/80% 300A/40%
Usable currenTIG - 220A/100% 220A/100%
Adjustable current 200A 250A 300A
Maximum current 300A 330A 380A
Incoming calg/slow protection 4x1,5mn?, 5m/16A| 4x1,5mm, 5 m/16A | 4x2,5mn% 5 m/25A
Adjustment fieldMMA 5 A- 200A 5A-250 A 5A-300 A
Adjustment fieldTIG 5 A-200A 5A-250 A 5A-300 A
Secondary voltage 65V 65V 65V
Dimensions of electrodes 1,5X p Inm M X p Xpnz n M X p XapnZ n
Diameters LxWxH 520x190x428 mm 520x190x428 mm 520x190x428 mm
Weight 17,5 kg 17,5 kg 17,5 kg
Protection class IP23S IP23S IP23S
Protection level | | |

Welding cables 35mn® x 3m 35mmE x 3m 35mnE x 3m
Temperature range ding welding vmnc/ G2 vmnc/ G2 mnc/ G2
Tempgrature range during tran Hpel G2 wpec/ G2 Hpel G2
portation and storage

Relative humidity G2 pm: | G2 pm: | G2 pm: |
Relative humidity 2 dm: | topez 2 dm:z |

Usage limits

Welding machines must be used faelding and
not for other improper uses. Never use the
welding machines with its removed covers. By
removing the covers the cooling efficiency is
reduced and the rachine can be damaged. In this
case the supplier does not take his respibility

for the damage incurred and for this reason you
cannot stake a claim for a guarantee repair. Their
use is permitted only by trained and experienced
persons. Please obey safety directions andrwar
ings contained in this nmaal!

tion with damaged cables may cause injury or
damage the machine. Cables may not touch sharp
edges or hot surfaces.

Insulate yourself from the circuit currenby
wearing proper protective clothing.

Avoid welding in wet clothing. Do not place the
TIG welding burner or welding cables on the
welding machine or other electrical equipment.

DANGERS WHILE WELDING AND SARETY |
STRUCTIONS FOR MACHINEERATORS ARE
STATE:

2{b np nc nmkmdodo {IFSie
6StRAY3 2F YSGlrtad 2{b np
PLEASE FOLLOW  OPERATING . .
INSTRATIONS rules for welding and plasma cuttingThe wetl

During welding it is necessary to &

use appropriate equipment and

tools for injury protection.

Welding inverters must be used exclusively for TIG
DC and MMA welding methods and may not be
used for any other inadequate purposes.

The equipment may be only ed in operating
conditions and sites specified by the manufaetu
er.

During operation the welding machine may not be
enclosed in a tight space (farstance in a box or
another container). Do not place the machine on
wet surfaces. Always control incomingcaweb-
ing cables before welding and immediatelg- r
place all damaged and unsuitable cables. @per
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ing machine must be checked through in regular
AyalLsSoiazya FOO0O2NRAyY3

Instructions for this cheelap, see Paragraph 3 Public
y24iA0S8 271t YydzZYo SNJ ny k mdy
mpnaYmogdn FyR 2{b npnconYmd

i 2

KEEP GENERAL FRREHTING REGATLONS!

Keep general firdighting regulations while
respecting local specific nditions at the same
time.

Welding is always specified as an activity with the
risk of a fire Welding in places with flammable or
explosive materials is strictly forliden. There
must always be fire extinguishers in the welding
place.



ATTENTIONSparks can cause an ignition many
hours after the welding has been finished, esp
cially in unapproachable places.

After welding has been finished, let the machine
cool down for at least ten minutes. If theachine
has not been cooled down, there is a high i
crease of temperature inside, whiclarc damage
power elements.

checked in regular intervals in order to ensure
compliane with the appropriate regations and
standards. Do not use the machine, when the
covers are removed or damaged. During parts
replacement (for instance in the burner) turn off
electrical supply with the main switch.

Repairs and maintenance may be perfoet
only while the equipment is diconnected from
electrical supply.

SECURITY OF WORK WHILE WELDING OF METALSAIl repairs, replacements and settings may be

CONTAINING LEAD, CADMIUM, ZINKRGURY

AND GLUCINUM

Make specific precautions if you weld tats

containing these metals:

1 Do not carry out welding processes on gas,
oil, fuel etc. tanksdven empty ones)drause
there isthe risk of an explosionWelding can
be carried out only according to specificge
ulations!!!

1 In spaces with the risk of an explosion there
are specific regations valid.

PREVENTION FROM ELECTRICALC
CURRENT INJURY

This machine is electrical ecqpH

ment, which presents serious
danger of injury or death as a result

of unprofessional interference with the equi
ment or as a result of negligence by people, who
come in contact with this equipment.

Welding machines must be opeea and serviced
by qualified and trained personnel only. The
operator must follow norm2 { b 9 b-land T n
all safety requiements in order to ensure his own
safety and the safety of third parties. All corre
tions must meet all current regulations and norms
2{b o &-B4n and laws concemng injury
protection.

This is a safety class | equipmb, which may be
supplied only from an electrical outlet equipped
with protective conductor, which must be ©e
nected to the machinery (it may be in no case
interrupted - for instance as in an extension cord).
In such case there would be a danger of arcele
trical current injury.

Make sure that the machine is properly grounded
and ground also the working area and the dvel
ment.

Do not weld in wet environment or in rain. Do not
weld with a welding burner, welding or supply
cables with insufficient diameter. Mays check
the welding burner and wding and supply cables
and make sure that their insulation is notrda
aged and that the conductors are not loose at
their connettions. Cables and sockets must be

-18-

performed only by service technicians authorized
by the producer. Parts that directly affect work
safety (for instance supply switches, trémners,
etc.) must be eplaced with original parts only.
After each replacement of such parts, safety tests
must be performed (visual checks, protective
conductor tests, insulation firmness measur
ment, measurement of circuit currents, funatio
ality teging).

and protect all body parts during A
welding! Aways use protective

clothing, shoes, shattgoroof glasses and prote
tive gloves. This protective equipment prevents
injury not only from hot metal spatting and hot
objects, but also from dangerous ultraviolet
radiation, which emanates during welding. @kr
violet radetion may cause very serious health
complications. Never wear clothing during el
ing, which is contaminated by paint or other
inflammable iquids.

Place the welding set into well
ventilated space. Electrical i

charges cause ozone formation, which in just
small concentration may cause irritation ofum
cous membranes and headaches. Ozone in high
concentgtions is a poisonous gas.

Always ventilate the work area well! Ensure clean
working area and exhaust ventilation of all gases
formed during welding, esgially in closed
spaces. If it is not possible to ensure clean air, use
respirators. If you do not hava good respirator
(chemical byproducts filter), do not weld metals
containing lead, grdpte, chrome, zinc, cadmium
and beryllium. Many otherwise harmless mater
als may become dangeroustmtances when they
come into contact with the weling arc.

Removeall paint, dirt and oil, which covers parts

designated for welding in order to prevent release
of toxic gases.

WELDING BURNS
Always use protective welding gear

SAFETY REGARDING DUEG
FUMES AND GAS




RADIATION ASSOCIATED WITH
THE ELERIC ARC

AVOIDANCE OF FLAMESND
EXPLOSIONS

During welding a wide raation - 1 Remove all combustibles from
spectrum is created, out of which = the workplace.
the ultraviolet radiation is the m&t dangerous. 9 Do not weld close to inflammable materials

Therefore protect your whole body with prate

tive equipment designated for weérs.

Try to reduce the radiation during welding to a i
minimum (protective screens, black ¢oey of the
welding box, etc.).

t NEGSOG @&2dzNJ Se&Sas mmsk
fitted with dark protective glass. When selecting
selfadjusting mask, pay attention to filter para
eters and especially to the adjustment speed. The 1

or liquids, or in environmentsaturated with
explosive gsses.
Do not wear clothing impgnated with oil
and grease, as sparks camB#iSNJ 2 FF Tl YS¢
1 Do not weld on recipients that have o
I & LgmedAidfidmmabl® substaMeES, or on mat
rials that can generate toxic and inflanabie
vapours vhen heated.

level of protection must correspond to the nature

of the job. Unsuitable protective dark glass must

be removed immediately.

Do not weld a recipient without first dete
mining what it has contained. Even small
traces of an inflammable gas or liquid can
cause an expkion.

Do not watch the welding arc without proper 1 Never use oxygen to degas antainer.
protective shield or mask. ] 1 Avoid gasorazing with wide cavities that
Do not start welding before making sure that all have not been mperly degassed.

the people in your vicinity are properlygiected. 1 Keep a fire extinguisher close to the wWer
Do not use contact lenses during welding. There is place.

a dange of sticking to the eye cornea. 1 Never use oxygen in a welding torch; use only

DANGER OF EXPLO

SION AND FIRE

1 During wetling
functional  h-

HANDLING AND STOC&INC®A-
PRESSED GASES

inert gases or mixtures of these.

) ; 1 Inert gas tank valves should be
spected fire .equment must be present fully opened during operation
near the welding area. ) ) and afer use or during manip
1 Fire can break out by electrical discharges, lation should be always closed.
spattering of hot metal, flying particles or 1 Always avoid contact between the welding
hotldgbjeas, which can become hot during cables and compressed gas tanks and their
welding. ) . storage systems. Do not attempt to fill the
1 There must not be any inflammable matter tanks with compressed gas; always useppro
als or objects present in the vicinity of the er regulators and prssure redutions.
welding area. 1 If you need to obtain further inforation,
1 Dotnqt \INeId containers that held flarrahle please see safety regulations pertaining to
materials.

1 Never weld near an operating oagetylene
welding machine.

1 Aways allow the weldment to cool down
before contact with flammable matels.

RISKS DUE TO ELEGIRGNETIC

compressed gases use according to standards
2{b n1t yo np I 2{b nr7

FIELD
1 Do not weld in rooms with flammable q Th?e magnetic field generated @
vapors or explosive dust conceation. by the machine can be da
1 Do not carry flammable materials objects gerous to people fitted with paemakers,
in your pockets. hearing aids and similar equipment. Such
I Check the working area 30 moites after people must consult their doctor beforeng
finishing of welding. Fire from sparks can ing neara machine in peration.
break out even several hours after welding 1 Do not go near a machine in option with

termination.

watches, magnetic data supports and timers
etc. These articles may suffer irreparable
damage due to the ngnetic field.

yp



MATERIALS ANDIPIOSAL

T These machines are builiith
materials that do not contain ﬂ
substances that are toxic or
poisonous to the perator.

1 During the disposal phase the machine
should be disassembled and its components
should be separated according to the type of

material they are made from.
|

DISPOSAL OF USED MAERY

1 Collecting places / banks
designed for back withdrawer
should be used for disposal of|
machinery put out of opration.

T 52yQiG GKNBg | gl& YIOKA
waste and apply the procedure mentioned
above.

PLACEMENT OF THEGHINE

When choosing the positio of the machine
placement, be careful to prevent the achine

from conducting impurities and getting them
inside (for example flying paces from the

grinding tool).

ATTENTIONWhen using the welding machine
with standby power supply, mobile power suppl
(generator), it is necessary to use a quality
standby supply with sufficient performance and
with quality regulation.

The performance of the machine mustneply with
the minimum value of supply on the label of the
machine for maximum load. If you do rexdhere to
this rule, there is a danger that theachine will not
weld in a quality way or will stop welding for the
given maximum welding current or that theam
chine will be damaged because of great decreases
and increases of the supply teje.

Descripton and installation

1 - Output clamp(+)

2 - Output clamp(-)

3 - Remote control connector
4 - Control panel

5 - Main switch

6 - Supply cable inlet

-20-

CONNECTION OF THE MACHINE TCIHEICAL
SUPPLY

The 220, 270 and 32MMA machines comply
with safdy class | requirements. This means that
all metal parts, which are accessible without the
necessity to take off the cover, are connected to
protective grounding of the electrical supply. The
machine can be connected to power supply only
by a cable with aocket equipped with a prote
tive ground contact. Always turn theachine on
and off with the main switch! Do not use for
turning off the terminating unit! The nessary
LINEGSOGAZ2Y A& tA&GSR
REGLé®



WELDING CABLES CONNECTIONS

Useonly welding burner and welding cables with
sufficient crosssection-& S8 i KyS\ Q8 f S QR |
chapter. The welding cables should be as short as
possible, close to each other and placed at the
floor level or near it.

Polarity choice in the MMA welding ethod

Insert connectors and tighten them by ting in
the clockwise direction.

You can change the polarity by switching the
welding cables at the output connectors (+) 9r (

Polarity is determined by th6 f S O NRUR S Q &

facturer or the method being uske

Grounding

Place the grounding clamp directly on the ded
part. The touching surface must be clean and as
big as possibleit must be cleaned from paint and
rust.

PROTECTIVE GAS AND GAS TA

NK
INSTALATION
Use inert gases (for example argon

helium or argorthelium mixture) as
a protection gas for TIG welding. Make sure
the reduction valve suites the type of ﬁs

are using.

that
ou

Gas tank installation

Always properly secure the gas tank in a vertical
position in a special holder on the wall ior the
cart. After you finish welding, do not forget to
close the gas tank valve

The following installation instructions apply for

most reduction valve types:

1. Step aside and open the gas tank valve (A)
for a moment. This way possible dirt part
cles areblown off the tank valve.

-21-

NOTICE! Watch for high gas psere!

2. Turn the pressure ragation screw (B) of

{ I éthe reduction valve until you feel the spring
pressure.

3.  Close the reddtion valve.

4. Put the redation valve on the tank over the
intake connectionseal and tighten the cap
nut (C) with a wrench.

5. Install the hose adapter (D) with the cap nut
(E) to the gas hose and secure it with a hose
clamp.

6. Connect one end of the hose to the redu

Y'Iloryvalve and the other end to the welding
machine. If the burnehad a builtin valve,
the hose could be part of the burner.

7. Tighten the cap nut with the hose to the
reduction valve.

8. Slowly open the tank valve. The tank gre
sure gauge (F) will show pressure in the
tank.

NOTICEE 2 y2i( dza$ Ittt GKS
Repace the tank when the pressure drops
to approximately 2 bars.

9.  Open the reduction valve.

Turn the regulation screw (Bntil the flow

meter (G) shows the required flow.

NOTICEWhen you are setting the gas flow in a
machine with a valve equipped bumeit is
necessary to release the valve regulation screw on
the burner. Close the tank valve after welding. In
case the machine will not be used for a long time,
loosen the pressure regulation screw.

Function panel

Control and signal elements on the digl panel

¢ description of functions

1. Inverter control light is on.The control light
is on in case the working part of theam
chine is operating.

2. Voltage/function display. During welding
and 3 seconds after its termination thesdi
play shows the weldg voltage value. After
welding termination this value remains on
the screen for approximately three seconds.
If we are working in the SET mode, ablirev
ation of the function currently set is sk
played.

3. Parameter setting mode SET ool light.

If it is an and display 2 does not show any
function, we can set the value of the wiel
ing current. If display 2 shows some in
tion abbreviation, we can set values for that
particular function. During welding it is po



10.

11.

12.

sible to set only the welding current in both
methods. Function values cannot be altered
during welding.

Control lights showing the dplay value
unit.

MMA method button. By pushing this
button we can choose the MMA welding
method.

TIG method button.By pushing this button
we can choose the TIG weldimethod.
Function parameter choice button SEThis
button enables entry to the mode where we
can adjust the particular function values.
We switch betweenfunctions by pushing
the SET button repeedly.

TIG method control lightLED initates TIG
method lection.

MMA method control light. LED indicates
MMA method election.

Power supply voltage control lightlf the
light is on, the voltage is outside theam
chine tolerance range.

Welding current and SET values t8eg
selector.

Temperature control light. LED indicates
overheating of the rachine.

.22-

13.

V.R.D. function control lightDuing MMA
method welding LED indicates that V.R.D.
function is on. During TIG method welding
this LED is automatically on. During welding
in both methods this control light will gdfp
because the voltage on output clamps is not
safe.

Welding current/value and status of fuer
tions display. During welding the welding
current value is displayed. After welding
termination it remains on for about 3 se
onds. In idle state the value of theelding
current is displayed. In the SET mode the
state of the selected function or its
value is diplayed.

14.

TEMPERATURE PROTECTION

The machines are equipped with protective
thermostats on all its performance parts. In case
of overheating (for example asresult of exceg-

ing the maximum allowed cycle), welding is
automatically interrupted and the temperature
control light will go on at the control panel and
GKS
overheating message disappears and thachine
is ready for operation.

RA &L |-Bo &g ALEFG SINE 202 2d A Y



After welding termination always let the machine
cool down. If the machine is shut off premagiy
and turned back on, the ventilator will not start
even if the machine is not apletely cooled off.

REMOTE CONTROL

part. General values are listed in table number 2.
Higher values apply to horizontal welding, med
um for welding above the head level and low for
vertical welding and welding of small preheated
parts.

Welding currat regulation remote control can be Table 1
attached to the welding machine. The A3neo WELDING THKBIESS g ELECRODE
nector locaed at the front side serves for the (mm) (mm)
remote control connection. The remote control is 1,5¢3 2
functional in both the MMA and TIG methods. The 3¢5 2,5
remote control connector conneittn is described 5¢12 _ 325 _
AY 0KS OKILIWSN) a5NrgAYy3Iged Ly OF Yy [0S dzgSR_Zyt e
gAGK NBY23GS 02y (iNRt nSljdA OISR B AGK 7 G TN )
tiometer. Table 2

. ELECTRODE CURRENT
Operation (mm) (A)
Welding in places where there is A 1.6 30-60
danger of explosion and fire is 2 40-75
prohibited! 2,5 60-110
Welding vapors may be harmful to your health. 3,25 95-140
Assuregood ventilation during welding! 4 140-190

5 190240

MMA WELDING METHOD 6 220330

NOTICEThe machine is equipped with fations,
which make it easier to weld with the MMA
method. These functions make it possible for
inexperienced welders to achieve high quality
welds even without preious welding expéence.

HOT START
It is used especially in the area of medium and
lower currents for improved burning of the
welding arc. The optimal setting is 8035%. In
case of burrthrough in thin materials welding it is
necessary to lower the ff OG A 2 y Q&
the function off.

ARC FORCE

This function helps to stabilize the arc and mai
tain an optimal distance of the welding arc. It also
helps to limit arc extinction and sticking of the
electrode. The optimal setting is appimately 25

¢ 40%. We chose thinner electrodes for low
values and stronger electrodes for higher values.

Basic information concerning covered electrode
Connect the welding burner and the grounding

Holding and position of the electrode during the
welding

Table 3 shows vaéis for basic material prepar

St dng:S% Rﬁteﬁn@e tgeKdgggnsions from the illuatr

&

L
s a d h
(mm) (mm) (mm) 6co

N

Table 3

OFlotS G2 (KS Sk &aedbdtiesS Q3
St S OU NBk&S @yathe ldlanufacturer. Table
ydzZYoSNI m fAada 3ISySNIt
choice for common steel welding and low alloys.
The used current depends on the welding position
and the connection type; it increasegmkending
on the thickness and dimensiord the welded
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V.R.D. function
The V.R.D. safety system (VoltageReduce-
Devices) assures safe voltage value at tha m



OKAYySQa 2dziiLidzi @ ¢KS AYy@SNI prs
after the electrode touches the welded neatal

and it will switch off automatically at the ternan V A
tion of the welding process. In case the V.R.D. v = oo
function is advated and there is safe voltage at

the output, the V.R.D. control light is on. We use

this function mainly when working in areas where

there is heightened danger of electric current

injury. When using this function it may be harder

to ignite the wetling arc, because the voltage
tSpSt Aa t2¢ G GKS TFTANRG
the mateiial.

y 2yte

1-O0hd @Al

= MMA welding method
) a)  With the machine disconnected from power
-V A supply connect the electrode holder and
Heor o o grounding cable (welding cable) to clamps
I'm YR 'nd [/ K2248S8 G(KS §
for the particular electrode according to
manufeci dZNB Qa aLISOATAOI GAZ2Y
b)  Connect the machine to power supply.
c)  Turn on the main switch B1.
d)  Wait for the welding machine test to finigh
all control lights and displays will be on for
several sconds.
e) Switch the machine to the MMA method

The V. R. D. function is on. with button 5.

f)  Set the welding current. Set the desired
Turn off themachine with the main switch. Push value of the welding current with the rota
and hold the MMA button on the control panel ing selector (11). The value will show on
and turn the machine on with the main switch. display (14). At the same time the control
Hold the MMA button until a VRRON or VRIZ light in field 4 will be on showing thera
OFF sign appears, see the picture below. The pere value.

display will show the V.R.D. functiotatis for a
moment.

*
*-V HEE] A

BEElV  EER A

® seT

g) By pushing the SET (7) tart on the control
panel we can switch the individual functions
one by one. We can select the functiora-st
tus and its value with the rotating selector
(11). If needed, we can adjust the settings of
the HOT STARARC FORCinhd REMOTE
CONTROLfanctions.

_24-



HOT START function

This function is used to make it easier to ignite to
welding arc. This function automatically incsea
the welding current during the arc ignition. The
user can set the hot start intensity. The function
can be completly shut off, whichs used when
welding thin materials in order to prevent their
burn-through during arc ignition.

Push the SET (7) button on the control keyboard.
The display (2) will show thHéStsign. Choose the
desired hot style value (OFF up to 100%) with the
rotating selector (11). The status or the value will
be shown on the display (14). At the same time
the control light in field 4 will inform you that the
value is in percentage points.

ARC FORCE function

This function helps to stabilize the burning electric
arc during welding. It automatically regulates the
current and voltage in order to achieve maximum
stability of the arc and reduces the posstygilof
electrode sticking at the same time.

Push the SET (7) button on the control keyboard.
The display (2) i show the AFCsign. With the
rotating selector (11) choose the desired hot style

. 25-

value (OFF up to 100%). The status or the value
will be shown on the display (14). At the same
time the control light in field 4 will inform you
that the value is in peregage points.

REMOTE CONTROL function
Switching ON/OFF of remote control.

TIG WELDING METHOD

Basic TIG method welding information

Connect the welding burner to the minus clamp

and the grounding cable to the plus clamp.

Basic TIG welding methodles:

1. Cleanliness the welding area must be rid
of all grease, oil and other dirt. It is also
necessary to pay attention to cleanliness of
GKS YFGSNRFE yR 27
ing welding.

2. Filler material induction- in order to pe-
vent oxidation, he end of the filermaterial
must be under the protection of the gas
flowing from the tube.

3.  Type and diameter of wolfram elgrodes -
it is necessary to choose these according to
their polarity, current, basic material sort
and protection gas composition.

iKS



4.  Grinding of wolfram electrodes grinding of For welding by method TIG it is nesary to use
iKS St SOGNRRSQa (ALl aAdduziitRthe ity R,2996SThelayiount of the
lengthwise direli A 2 y @ ¢ KS & Y2 2 (i Kot Ndalib& dterinihddifciording to the tah
surface is, the steadier the electric arc and

the higher the life of the elgrode. Table 6

5. Protective gas- the size of the gas noez Welding A of Welding nozzle| Gas
and the gas flow is set according to die current | electrode | n A follow
current, type of weld and size of the ele A (mm) éc (mm) (Umin)
trode. A feasible flow is about 810 liters 670 1.0 25 6/8.0 56
per minute. If the flow is not agjuate, the 60140 16 |4/5/665/8.0/95] 67
weld could be porous. After termination of 120240 24 6/7 | 9.5/11.0 78

welding the gas must flow suffently long
(because of protection of material and the

wolfram electrode from oxidation). Holding of the welding burner during weling

Table 4 lists common welding current values and o N
wolfram electrodes with 2% thorium diameter (23 é{)
red making.
Table 4
Diameter of eletrode | Welding current (A) position w (PA) position h (PB)
(mm)
1,0 1575
1,6 60-150
2,4 130240 position s (PF)

Prepare the wolfram electrode by following

values in table 5 and the picture below: 20-30

15 - 40°
-~
>3
A ~—
~/ 10-30°] =
[ R N
Table 5
hgco Welding current (A) PREPARATION OF BASIC ERAAL
30 0-30 In table 7 there are given alues for preparing
6090 30120 material. Sizes shall be determinedcarding to
90120 120250 picture.
Sharpening of tungsten electrode Table 7
By the right choiceof tungsten electrode and its ‘ S a d “
preparation we can influence qualities of welding (mm) (mm) (mm) 0 c U
arc, geometry of the weld and durability/service 0-3
life of the electrode. It is nessary to sharpen the 3 0 0.5 (max) 0
electrode softly in the traverse/horizontal dire 4-6 1-1.5 1-2 60

tion according to miture.

@3 —< >
el
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Weldingin TIG method

a)  With the machine disconnectedom power
supply connect the electrode holder and
grounding cable (welding cable) to clamps
Al and A2.

b) Connect the gas line from the wahd
burner, which must be equipped with a
valve, to the argon gas tank through e-r
duction valve. Turn the gas on with the
valve on the gas tank.

c) Connect the machine to power supply.

d)  Turn on the main switch B1.

e)  Wait for the welding machine test to finish
all control lights and displays will be on for
several sconds.

f)  Switch the machine to the TIG method with
button (6).

g) Set the welding current. Set the desired
value of the welding current with the rota
ing selector (11). The value will show on
display (14. At the same time the control
light in field 4 will be on showing thera
pere value.

h) By pushing the button SET (7) on the control
panel we can switch the DOWBLOPE fun
tion.

DOWN;SLOPE function

Run down time from the set welding current to
the end current.

Push the SET (7) button, the display (2) will show
the dSL sign. With the rotating sektor (11)
choose the desired value (OFF, 0.1 s up to 10 s).
The status or the value will be shown on the
display (14). At the same time the control light
field 4 will inform you that the value is iesnds.
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Arc ignition in TIG method

Turn the gas on with the valve on the gas tank.
Touch the welded material with the efeode and
remove it. The welding arc will ignite.

Welding process terminatiom the TIG mehod:
When the DOWBSLOPE function is set to the OFF
position, the welding process will be terminated
by remoing the welding electrode from the
material (the welding arc interruption).

Function DOWN/SLOPE OFF

Touching of the material wit
the electrode and removing th
electrodec arc ignition

A Remaing the elect
rode - arc extiretion
A

Welding currenfe.g. 90 A)

/

v

t(s)

When the DOWNSLOPE function is set to a time
value (0.1¢ 10 s), the welding process is term
nated by a short removal of the welding electrode
from the material about 10mm and sudxguent
approach. After that the welding current starts to
drop according to tB time set in DOWMLOPE
until full arc extinction.



Funktion DOWN/SLOPE (110 s)

Touching of the material witl
the electrode and removing th
electrodec arc ignition

Automatic arc
extinction

[Removing and subquen}

[
>

coming near with th

1(A) electrade

Welding currenie.g. 90 A) X

/

v

t(s)

Error message display

During machine operation some errors and
breakdowns may appear which will bareunced
by an-Err- sign and error code. Thelfowing ones
are important for the user:

Err-t- (TEMR; overheating)

Activation of the machine heat protection. Wait
till the machine cools down and then continue
your work

£

@ seT

= A

Errl (POWERSUPPE Yover/undervoltage in the
power supply).

The inputcl¥ LIA Q @2t G 38
outside the machine toleration.

60LJ2 6 SNJ ¢

Err 8(ERR OUT SHORT)

When turning the machine ogshort on the input
clamps (for instance the groding cable and
cable with the electrode holder are shorted, or it
can signify a mchine prdlem).

<= - (ANTISTICK)

ANTISTICK function activation. This function is
activated during welding by sticking of an @le
trode or during arc ignition in the TIG method.




Some error messages can be deleted only by
turning the machie on and off with the main
switch.

Problemns solving

Display is not on- no voltage is entering the

machine.

1 Check the main supply cable and replace
faulty parts.

The machine is not welding properly. During

welding the spatter is big, the weld is porous

1 Check the welding parameters setting or
reset them.

T Check the gas connection and attazent
of the gas hose.

1 Check the grounding clamp, make sure it is
properly attached and the grounding cable
is not damaged. Change the groundingipos
tion and replace daaged parts if nece
sary.

1 Check the welding burner cable andneo
nector. Tie connections and replace nda
aged parts.

1 Check replacement parts of the wléig
burner. Clean and replace damaged parts.

The welding machine is overheating and control

light is on

i Make sure that there is enough empty
space behind and in front of the machine,
which would ensure proper air circulation
needed for cooling of the machine.

1 Make sure the cooling grills are clean.

The MMA methodg the current is not constant

T If the ARGFORCE function is on, this is OK.
This function dynamically adjusts the value
of the welding current in order to stabilize
the arc and ensure maximum welding gual
ty.

Thin material is burned through during arc

ignition

1 Check the setting of the HOSTART fut
tion. Set it to a lower value or turn the fon
tion off.

Maintenance

Please pay attention to the main power supply!
It is necessary to disconnect it during any mani
ulation with the welding machine.
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During maintenance planning the frequency and
circumsta©Sa 2F GKS YI OKAySQa
considered. Considerate use and pretree
maintenance helps in avoidance of unnecessary
breakdowns and failures.

REGULAR MAINTENANCE AND GHECK

Perform the checlup according to CSN EN 60974

4. Always check the conditioof the welding and

supply cables before using the machine. Do not

use damaged cables.

Perform visual cheelap:

1) burner/electrode holder, the welding crent
clamp

2) power supply

3) welding circuit

4) covers

5) control and indicator elements

6) overall condition

EVERSIX MONTHS

Disconnect the machine from the electrical outlet
and wait for about two minutes (the charge inside
the machine condensers will dissipate). Then
remove the machine cover. Clean all dirty electr
cal connections and retie any loose ones.

Clean d internal parts from dust and dirt, for
instance with a soft brush or with a vacuum
cleaner.

NOTE:Be careful when using compressed air in
order to not damage any parts.

Never use solvents or thinners (for example
acetone etc.), because they may damagsastic
parts and signs on the front panel.

Only a technician with electrotechnic qualifie
tion may repair this machine.

STORAGE

The machine must be stored in a clean and dry
room. Protect the machine from rain and direct
sunlight.
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Vorwort

2AN) RFYy1Sy LKySy TNNJ RAS
Produktes. Vor der Anwendung der Anlage sind

die Gebrauchsanweisungen des vorliegenden
Handbuches auszunutzen zu lesen. Um die Anlage

am besten ausmutzen und de und einerlangen

[ S6SyaRIdzSNI AKNBNJ Y&YLRYSY
ten, sind die Gebrauchsanweisungen und die
Wartungsvorschriften dieses Handbuches zu
beachten. Im Interesse unserer Kundschaftpem
FSKtSy 6ANE FEfS8 2| Nldzy3 |
alle Reparatuarbeiten bei uneren Servicestellen
RAZNOKFNKNBY Tdz fFaasSysz 62
tBNGE 2y hp Y GiSta RSENI 35543
Anlage am péigen wird. Da wir mit dem neuesten

Stand der Technik Schritt halten wollen, behalten

wir uns das Recht vor, ueie Anlagen und deren

| dzZA NN a lndeyhd 1 dz N

Beschreibung

5AS8 GNI 36 NB 20270820 SIMAI 3 S NN
sind als kleine, leistungsstarke und leichte digitale
Dreiphaseninverter entworfen. Die digitald I

sung der neuen Generation stellt nun nicht nur
deoph YIS 9AyadStfdzy3s- RSNI {
tik, aber auch deren dynamische Adaptierung
RANB1G AY [ I dzF SssesRskher, { OK g
62RdINDOK SAyS o0SRSdziSyR KI

dzyﬁtﬁ%}gg,@%pfyévm dzy R SAy &u- + SNBA
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RSy {OKgSHIEH2 NAI y:
unumestrittener Beitrag sind auch die neuen
Funktionen, die dabei behilflich sind den Bogen im
optimalen Arbeitsbereich zu halten. Dank dieser
¢ SOKy2t23AS RSN . 23&yaisSdzs
ragende Ergebnisse auch von weniger leréaen
{ OK g SA 0 SNIErdeB.NNB A
Die digitale und fortschrittliche Konstruktion der
9f STUNBYA] 01 I NRgicht Ny K I (i
DS6AOKG dzyR RAS 1 6YSaadzy3as
senken. Die eigentliche Konstruktion des &ei
tungsteiles ist so vordimerwiiert, damit eine
Y% dz@ S dkkitNeind Mohe Leistung und ein hoher
Belastungsfaktor erreicht werden.

ACHTUNGBei Einsatz von Maschinen in staub

gem Umfeld ist ihre Ausstattung mit Staubfilter

dzy SNI Na at A Okumgs{ 9i1 yizo ¥ R{OKS A
Schmutddzy R CSAyaidl dzo rn@erS| G A O
eine zu schnelle Verschitaung der Maschine

dzy R SNXI 3t AOKG | dzZF RAS&S
gungsintervalle bei der Instandhaltung deraM

schine.



Tabella 1

Technische Bten 220 MMA 270 MMA 320 MMA
Eingangsspannur@x50/60Hz 400 V +10%20% | 400 V +10%20% | 400 V +10%20%
BelastungMA 200A/100% 250A/80% 300A/40%
BelastungMA - 220A/100% 220A/100%
Belastungdr1G 200A/100% 250A/80% 300A/40%
Belastundr'iG - 220A/100% 220A/100%
Einstellbarer Strom 200A 250A 300A
Maximaler Strom 300A 330A 380A
Zuleitungskabel/Langsame Siching 4x1,5mn?- 5m/16A |4x1,5mn%-5m/16A| 4x2,5mn? - 5m/25A
{OKgSAGAa(lMRAGSNBAC 5 A-200A 5A-250 A 5 A-300 A
{OKgSAGAUMBYOSNBA(Q 5 A200A 5A-250 A 5 A-300 A
Leerspannung 65V 65V 65V
Abmessungen der Elektroden MZIpXpZ/ MIpXpZ MEIpXpZ
Abmessung LxWxH 520x190x428 mm | 520x190x428 mm 520x190x428 mm
Gewicht 17,5 kg 17,5 kg 17,5kg
Schutzstufe IP23S IP23S 1P23S
Schutzklasse | | |
{OKgSAG1lo6St 35mne x 3m 35mn? x 3m 35mne x 3m
1'dzZaYlFd RSNJ ¢ SYLISN N _ N
isy -mnc/ O0Ad -mnc/ OA -Mmnc/ 0AZ
1 dz&AYFOd RSNJ ¢ SYLISNI > > »
port und bei der Lagerung apes POl mpey e mpes Lo
Relative Luftfeuchtigkeit 0OAd pE: 0OAd pmw: 0OAd pE:
Relative Luftfeuchtigkeit 0OAd QUE: 0OAad QUE: 0Ad s

sprechenden Verwendungsthoden verwendet

werden.

5Fa DSNNG RI N¥vomyHiastkledzy G S NJ
spezifizierten Betriebsbedingungen und Orten
verwendetweden¢ 514 {OKgSAOGISNNI
9 A y al U | 0 S a O K NJ\| y 1n eﬁen geschlossenen Raum (z.B. in einer

Die vorliegenden Produkte sind a#sOKt A St X®&kUS 2RSENI SAySYy | yRSNByYy
Tdzy {OKsSAGSY dzy BnsaghgOK (i WeﬁieaniawlﬁhaéyN S Rra {OKgSADS
Y N G SAfecken anzuwenden.Nie bitte die nast Sy~ | v i S KdathlieyeR Sefimmer die

Technische Eigenschian
Die wichtigsten Technischen Eigendtéa oder
Anlage sind inder Tabelle 1ansy Sy 3S¥ i G @

Schwelimaschine _benutzen mit _entfernten ZU|eiEU"‘QSAdZY,R {OK#SAG1I0St @2NJ)
Decken. Entfeten von Decken verkleinert dzy R SYUFTSNYSYy &aAsS gnéed OKNRA
Wirksamkeitg2 y RSNJ Y NKf dzy 3 dzyﬁ/l 10|Syfy AR F2 NI o 9 A y . SUNRSHS
I_dzy So#in Ko Ber Maschine. Lieferant in 1t PYFNEES 2RSNI SAyS (|
RASASY CLtf VAYYd yAOK vew@mw@@mmw i*‘ps I SKE¥q ac
entstenRSyY S { OKI RSY dzoy R Aad YY¥@8yY FRENIKEAGS:¢8AE8 o8
RASASY DNHz/R | dzZOK | \aa LINHOX2 (FARSNEY na S 1 §AOKE g2Y {0
tur erheben{ A S RNNJF Sy ultnizNdd @2 y Venm@adgng von ordentlichen Schileidungen.
erfahrenem Persnal bedient werdenHalten sie {OK8SAGSY &AS yAOKG Ay Yyl a&
sich an die Sicherheitsanweisungen und War RSy ¢LD { OKsSAGONBYYSNI 2 Rf
KAYysSAasdsy RAS Ay RAS&ASN] lnlyaufsc}a% iy 71 WEH%N:WKN%Rﬁwa

NR Yy A KS DS NNuUS®
HALTEN SIE DIE BEDJEGSA-
WEISBIGEN EIN GEFAHR BEI DEM SCHSBEN UND SIOGRE
.SAY {OKgSAGSY &aéy IRA&{ ! b29L{ | bBEDENUNG «SIND
entsprechenden  Behelfe  und GENANNT: L o 3}
Hilfsmittel verwendet werden, die 2{b np nc{ AOKSWEPBA U & IS NE NF
G2NJ ! yFiénf Sy aO0KN Lichtbogeschwelen von Metallen. 2{b np nc
578 {OKSSADA y €SNt SN 1 R W OB/ 1998%igheK S A (1 & 02 NB Q KNGGTSIALYS v 7
{OKsSAGSY YAG RSNI adikz R Plagmagchiden  dzy R RS NJ
aSiK2RS aa! dzyR yAOkiG FNN FyRSNB yAOKi Sy
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Die Schweimaschine muss gehen durch den
periodisch Kontrolleny I OK  2{ b oo
27t . 6dny KMy H aoodvx
050630:199Abteil 7.3.

EINHALTEN ALLGEMEBRANDVORSCHHREN!
Einhalten allgemeine Brandvorsdten bei der

94 KIyRStd &aAO0OK dzy SAy DSI

M p dags i guep deb Steckdose des Bimetzes mit
2 { b einemo angepchlosdened dSTiLitzleRef bgespeist

6ANRIZ RSNJ | yYescidssen wer@edN G |
muss (dieser darf auf keinen Fajendwo unte-

3S3SYysNNI A ISy icherh gdedifisch dzy I O NRIF & OKt NI S

Bedienungen.Schweissung ist spezificiert immer
gAS
RSNJ t t NGT S YAl
ist streng verbotenAuf dem{ OK ¢ SStahddr
mdza a
ACHTUNGCdzy 1 Sy
dung vielen Stunden nach Abschluss \&amwe-

0 SwbrallemaufdenunANyY 3f A OKSy
Nach dem Abschuss vgnO K ¢ Slas§eB e die
Maschine mindsi Sy & wmn

Maschine, kommt drin zurdd N2 i_ZL‘ﬁNﬁchs von
Temperatur, die die Leistungselemente bdstigt
kann.

ARBEITSSCHUTZ BEIMDECHWEISSEN VON

METALLEN ENTHALTENBLEI,
CADMIUM, ZINK, QUESKBER

UND BERYLUM

Mache/ { A S 1 dza Ngiing, R

wenn Sie Metallerda OK ¢ S &ié Sy

enthaltenddiesenMetallen:

T BSA ¢l y1Sy IdzZF DFa&as
(auch leere) nicht machen die Schweissarbe
ten, denn droht sich Explosionsgefahr.

AYYSNI aSay aRh S CS dzS NimpehudK bdedl lieiNRegenfall.
11 yySy @S NHzNBA OBy YO yENy SY

t t NahdittS aten.

. 8

m t SEFomntetd Bekenrit i§t2 T F S

brochen seing T ®. ® RdzNODK Say + SNI
bel). In diesem Fall droht eine Ung@fahr durch
+SNES6AEASNY &AS &aA0OKI RE

Rgke8t mit Risikb Brand{ OK ¢ Sih 0 Sy geerdet ist und verbinden sie auch die Arbelgsft
ONBYYol N QRS NAnSE LR 128 AP0 kg SIASINAT N Bl Y

{OKgSAGSY aAasS yAOKi AY Cé
Schiivdy aA$
{ OederSA 006
Versorgungskabeln, die einen zu geringen Que
Kontrollieren sie immer den

{OKsSAGONBYY SNE \eRddhing{ OK 4 S A

NE

a A Yildaii Sy kyidel@iidistillen sie sicher, dass deren ésotig
Wenn kommt nicht zum Nat NKt Sy @2y y REGM

6 SAO0OKNRAZIG Aaidn- 2RSNJ
dungen nicht locker sind. Die Kabel und Steekd
aSy YNaaSy Ay NBISt ENGAISY

tASNI ¢SNRSy>z 206 RAB4&S RS
heitsvorschriften und Normen entspchen.
+tSNBSYRSy &AS léi\y DS NN G

0 Sa0OKNRAZGSY ! 6RS0O1dzy3aSyo
.8SAY ¢l dza OK 2y +SNEOKf S
{CKQSAGDNSVVSNJJ a0KHfGSy 3
ades Hauptschalters aus.

wS LI NI Gdz2NBY dzy R Ifehanirt y RK I £
RIyy RdzZNOK3ISFNKNI raé Réy

dzy a ¢ @
Jedwede Reparaturen, Tausche und Eihstgen
RNNFSyYy ydaNJ @2y { SNBAOSYAlL

{OKgSABdzy Y1 3t A OK Y OK S ywerdgndztig won dem Pioduzenten dazu aitor

sNGT t AOKSsalll+2 NBR OKNA siert wurden. Teile, die eine Auswirkumgf die
T Ly RSy wNdzZ¥Sy YAl O9ELISKleKSYEISBAKNISNS!IINDYySA G YAl

T dza NG frsshdfeSy £ 2 61 . ® bSGT a0OKIfGSNE ¢NI yaT

nur durch Originalersateile ersetzt werden.

STROMSCHLAGVORBENG bl OK 2SRSY ¢ daOK SAySa a:
5A5aS8a DSNNG A& f)\ /S SSicigek 6§ NA A KB T dzy ISy RAZNDK 3§
Anlage mit einer ernsthaften (visuelle Kontrolledes Schutzleiters, Messung der
Verletzungs oder Todegefahr in

Folge nicht fachlicher Eingriffe in

Isolationsfestigkeit,
Funktiorstest).

Messung des Kriechstroms,

dieA/t 135 2RSNJ Ay Cieh®dS G2y bl OKE NadaArA3l$S

t SNE2YSys RAS YAl
men.
5AS {OKgSAGIASNNGS

zierten und geschulten Personal vemdet
werden.Die Bedienpei 2y Ydzad RAS
EN 609741 und jedwede Sicherheitsanordngen
so einhalten, damit ihre Sicherheit und die Siehe
heit von dritten Seiten sichergestellt werden. Alle
Aa OKEt NaasS YNaaSy RSy
2{ b o &-B4Normen und den Gesetzenm

{ OKdzli T llehntshrecifen.N
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R&NJ | yBEIMI SCHWRISSEN NENTEDEN VERBRE

NUNGEN

RNNF Sy =+ Sfl‘diih@mw ééﬁy@vaqaﬂa )\fOKdzuI

dzy R aO0KNGT Sy arsS o6S8SAY {OKsg

b 2VeoweBdgn gig Istets Schutzkleidung, Schuhe,

splitterfreie Brillen und Schutzhandschuhe. Diese
{ OKdziT YAGGSE aO0OKNGT Sty yAOK
1Sy @2y KSAGSY 9A&Sys KSAI

3 § vofi dey Gefalrr dew Stm@atesn SteatyuRg, die

0SAY { OKg SA D6 YV Skahiigakans K (
sehr ernste Gesundheitskomplikationen veaxs



OKSy® {OKsSAGSY 4AS yAS +BANBSYRERIHAS RESY ROMNEKS A 0

Farben und weitere brennbare Stoffe vereinigt sen. Es besteht die Gefahr, dass sich diese an der
ist. Hornhaut des Auges fedeben.

SCHUTZ GEGEN SCHWEISSRAUCH UNDSSCHWEI

SGAS EXPLOSIONS UND

ttLGT ASNBY &kde RA
Ay 3dzi 065t ADiIrdG Sy,
elektrische Entladogen entsteht muss sich in der
Ozon, das bereits in geringen bNKS

Y2yT SyidNI GA2ySy { OKffR-SA YKNdzuc&;Kz@H\fuu th swd’? AiBWtE S Sy
GOKYSNI Sy OSNHNEIF OKibd Ly Kavidistal&ahdsch@zgintiuyiglbéfihdén

nen ist szn ein giftiges Qas. R R 1 Ein Brand kann durch die Einwirkung von

[ NFGSy aAS RAS | NieS sigi & NN dzYefektrisdhén lEmIadElhgén Hurch mrSVers-prl

{ OK & BRANDGEFAHR
NdzyS § . SAY {OKgj

die Sauberkeit@2y ! NDSAGATINOKSY [ Slgf RG2FAKSAGSY aSiltts F
9y it NTidzyd 25RESRSNI DI &S &4 OKEBR S RATSIR GNFSAM weliderR S &
{OKgSAOSyazx Ay&ao0Saz2yRSNB RMS aamo%fsammwmybsyssw |

wNdzYSy SyiadSKSy aAQKSNIPq2 Byy RSNY S vyGNhasgyal diSN0 { OK 5
FdzKNJ yAOKG YI ItAOK paidsz @sigmmaryglysya;\am@ “yv§7ajc@ NJolNJS)f)/
ren. Wen,nAsie keine qualitativen Respiran I dZOK 1SAYS ONBYYyoINBYy D
OCAEtGSNI FNNJ OKSYAAaO0OKS ! 063lggnS0 KFoSys &0KgSAOSY

sie keine Metalle, die Blei, Grafit, Chrom, Zinn, 1 {C)Kgé,\ﬂéy aAr8 IS}\ yé . SK

I§adrr)ium und Beryllium en}haltgn. Vi(-.ile Stoffe 3 FNNKSNJ 6 NSBn/ggbadrt NidBded. ( 2

RAS dz2yal yAOkKiensiekidétt A OK @AAWRTA Iy aAS lyASYI;fé A
- SNNKNHzy3 YAl RSY { OK&SAUORdiRnhen AdfogedadiEghl K NI A OK S

Stoffe vervandeln. 1T [taasSy &AS Rha {OKsSAGA
Entfernen sie jedweden Lack, Unreinheiten und . SNNK NHzy 3 YA i o NB VYOI NB)
cSitid @2y RSN Tdz aOKsSAGSY R@ﬁ(l,ﬁmsg)pg a2z RI-YXU

eine Freisezung von toxischen Gasen verhindert 9 {OK8SAGSY 4AS VYAOKG Ay

wird. Konzentration aus brennbaren Gaseder
explosivem Staub.

DEN ELEKTRISCHEN [BOG BEGLEITENDE ¢ ¢ N3 3§ y & g 6SAY {OKsSAGS
STRAHLUNGEN {i2FTFS .dn DS3B muNilﬁS A
- SAY {O[(’?VSVLJSV S)/uausSK “ Tﬁ"%ntr&f@*@nxgl adle{Alf’b%‘illss fe 9206
spekudzY 2  RS&4Sy 3 SiEMgKdEL A OK'a mal nuten .nach dem Ende des
ultraviolette iste  { OKNGT Sy aAsS RS aq )\Am kann ein Feues-s
\Ellefsiclﬁe\; UIsii >/die Y\/Ierg‘r];lz:wslﬁgg ﬁdiaufe d\;;{ACI oK gﬁr}‘rHeﬁ'&lgDStunden hach dem den der

) N e A ph s KzSA INﬁSA Sy, SyiatsSks:
{OK6SAGSYa &2 3SNRYy3I o4 QK4 SK 2 0 'éff Y |
(Schutzblenden, schwarzer Anstridar Schwei Tt EXPLOSIONS FLANAME

box usw.).
{OKNGT Sy aArsS AKNS 'IlerszIS)/ Y%B ,g?ﬁl
(OKB6SATKSEYS RSNJ YAl SAyS ot é} e f 5
ausgestattet ist. Wenn sie einen sel_bstvemeiu_ 7 b So Sy syu T NyREAOKSY {d27
kelnden Helm verwenden, achten sie auf die : A = a ; = X 5 <
- - ) G6Sy 2RSNJ AYy @2y O9ELX 24A:
Filterparameter und insbesalere dann auf die & S x X s A oA
A ; wNdzYSy YyAOKU aOKgSAUSYy®P
Verdurkelungsgeschwindigkeit. Die Schutzstufe A A p S & hS A ;
: 1T YSAYS YAl mt NamRSiMIngy§ &G |
muss dem Charakter der Arbeit entsphen tra a2 sie die Funken in Brand setzen
Entfernen sie sofortungegf S8 Rdzy 1t S Df @)}\I;}g
Blicken sie nicht ohne einen geeigneten Sehut
AOKAtR 2RSNI | Sdgen. Ay RSY {“OF % "V 'SKN“I’SN“VIf'haOK”S
{OKsSAGSY &4AS yAS ndNKSNE %?‘ °9§ Ma @\‘E”‘ welche
AAOKSNI aAyRI REaa yAOKi |t%'|% R a3y G NERG A
388A3ySi ISAOKNGT G AAYR® y .
1 YSAys . SKNf GSN) 80K SAGSY
maligen Inhalt erher zu kennen. Sogar ein
1t SAYSN) wNOladGlryR @2y DI

U 20¢ ax
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HANDHABUNG UND LAGERU
VON BRSEN

il

GEFAHREN AUS ELEKTROMAGN

f AOKSNI Ct NaaAI | SAlGall yy & sofen e badi demn AVaghial @iBgutbitNE

chen. werden.
bAS {FdzSNBRG2FF o6ShY .SKNtGSNByGa¥FSaasSy |
wenden. ABSCHAFFUNG VON GEBBHTENENAAGE

Ddzaa G NO1S YAl oONBAESY:s TyCOKD ! a2 RBENIMFININISS (13t | 3 ¢
0SSy 12t NNdzy @ySyymh OK(§ & OK ¢ Sie aus den Annahmenstellen bestimmt zum
«0 SN LSWAWI | 8 OKSilum A Y | Bez®mebrauchtene Elektrdagen

AYYSNI gSNFN3ISyo 1 Gebrauchtene Anlage nicht einwerfen in
YSAYSY {IdSNEG2FFT Y {OKBISHANGNEFSENY 6 YbBigandzyR 6
den, sondern nur Schutzgas oder Mischungen obenstehend.

von Schutzasen.

STANDORT VON DER NZASNE

.84 RSY ! dA6I Kt @2y t2aA07
der Maschine geben Sie bitte Acht, dass nicht zum

Die Ventile der Flaschen ded Einbrhgung von leitende Verunreinigungein die

inerten Gases sollten bei deren Maschine kommen konnte (z.B. abfliege
Verwendung 2 f f &G Ny+RA 3 3 S| ¥ Teilchenvon das Abrasionswerkzeug).

net sein und nach der Verwendung lezi

il_

hungsweise bei der Manipuian mit ihnen HINWEISE! _ _
0ST ASKdzy3asSAasS YAk RS Be Beduzs®yavora eNRahweiasmaschine auf
te sie geschissen sein. Ersatzquelle Einspeisung, Mobilquelle elektrischer

Verhindern sie stets einen Kontakt zwischen ~ Strom (GeeNI G 2NL T Aadd yl GA3 6 ¢
RSy {OKgSAOG1lIo6Sty dzyR Enﬁa;tzguelle:mlrﬂaso’rd@yssfﬁﬁu [ SAaddzy3
dem verdichetem Gas und deren Lagessy lj dzt t A G Nulatio@2 y " w$ 3

temen. Versuchen sie nicht die Flaschen mit Leistung von der Quelle muss entsprechen imin

RSY @SNRAOKG S Snfenden & 1 M@l WeR yordg fFingangsistung genaren auf

AAS ai0S8048 RAS T dzASKI NIRPIY 9WBR&A 0 G2 @gy RAM al a oK

Druckeduktionen. Bei Nichteinhti dzy 3 RA S & S DNMzy Ra N u i
Im Fall, dass sie weitere Informationen  die Maschineg ANR y A OK{ ljdzl £ AGNG
erhalten wollen, konsultieren sie die Bé- a OK g S muf Sayfgegebene max{ OKgSA USY

heitsanweisungen, die die Verwendung von &4 NI Y568y FlLtta 1Fyy | dOK 1
GSNRAOKGSGSY DFasSy 3S8yNm dgg digschine kom@en agsi GGUEINE G Sy
AT yo np dzyRehaddeb. nT yp Ahsqkerbund Zuwachs von defnO K éstom

Installationskeschreibung
TISCHEN HBERN

MATERIALIEN UND VERSCHEN

il

erzeugte elektromagnetische
CStR 1 yyeFRNKNE pd2éécd SA Y
al 1{SNEZ hKNLINRGKSaSy 21
sie sollen ihren Arzt bedgen, bevor sie sich
SAYSNI £ dFSYRSyNgnOK g SA i
Keine Uhren, keine magnetischen Datéhtr

ger, keine Timer u.s.w. im &dchinenbereich
tragen oder mitnehmen, da sidurch das
YI3dySiAaoOKS CStR da/SNE
t SARSY 11yyidSyo

Diese Anlagen sind mit Materialien gebaut,
6St OKS FTNBA @2y FIATGAZ
. Sydzii 1 SNJ a Geanimit A OKSyYy { i
Zu dem Verschrotten soll die Schiwer | & O K

ne demontiert werden und ihre Kompone
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1 Eingangsklemmer) durch den Hersteller der Elektroden, gegebene

2 Ausgangsklemme) falls durch die verwendete Methodeebtimmt.

3 Verbindungsstecker der Féredienung

4 Steuerpaneel Erdung

5 Hauptschalter tfGT ASNBY aAS RAS SNRdzy3a
6 Eingang des Versorgungskabels RANB1G +Y Tdz aOKgSANSWSY RSY

Ydzaa &l dzoSNJ dzyR a2 @ANRO ¢
FarbresteuR w2 aid YNaasSy SyidTFSNy

SCHUTZGAS UND INSTAILON DER GASFL
SCHE
Verwenden sie inerte Gase (z.B. Argon, Helium

oder ein ArgorHeliumGS YA a OK0 | fa { OKd:
RFa ¢LD {OKgSAGSyd {GStt S,
WSRdZl GA2yadSyiAten Bl RSY

geeignet ist.

Installation der Gasflasche

Befestigen sie die Gasflasche immer anitieh in

vertikaler Position in einer speziellen Halterung an

der Wand oder am Wagen. Vergessen sie nicht

yIF OK RSY 9yRS RSNJ {OKgSADI
der Gasflaschk dz 48 OKf ASG Sy o

Pb{/ 1 [!'{{ SDAYDASSTRONMNETZ
5AS DSNNGS HHMMASNF NI OFR
Anforderungen der Sicherheitsklasse |, ddle
Metalli SAt ST RAS 1T daANy3It AOK
Abdeckung entfernt werden muss, sind an die
Schuterdung des Stromnetzes angeschlossen. An
RFa {dNRYYSGT B6ANR RI A&
Netzkabel mit einem Stecker mit einem Erdsng
schutzkatakt angeschdssen.

{OKFtdSy aAS RFa DSNNG
schalter ein und aus! Verwenden sie zumsAu
schalten nicht den Netzstecker! Die notwendige
{AOKSNHzy3 AaBOKYWAAOKERA G |
anget N K NI @

w»

5AS F2t3SyRSyYy LyadltttlriArzy
ANSCHLUSS DER SCHWEISSKABEL die meisten Reduktionsventjipen:
+SNBSYRSY &aAS vyamduBdeiSy JL.OKHBABYNERAS 1 dzNJ { SAGS dzyR
{OKgSAGL I ﬁét T RAS SaySy |zt dad WebttK Gy BaSfidschey @S Dadurch
schnitthaberc RS G F At f ASNISNI Ay YI oMGSSyo iS0OKYy ¥a GRS OKS  + SN

5L GSy a® 5] o8l sdlténKsh SklZier ie dem Flaschenventil. . .
YI 3t AOK aSAyZ ylIK S?\ S A Y I HINNMENSIAdRgrRsiel adffdenRiBhes ®d K S
RSa . 2RSya 2RSNJAY aSAYSN Ok S

o o R 2. Drehen sie die Druckregulieruseghraube (B)
2 | Kt RSNJ tA2 f RGO N Ddded SA 0 Y S de& Reduktionsventils so lange bis sie den

MMA 5 NHzO1 SAYSNI CSRSNJ 4LINNBY
Schieben sie die Verbindungsstecker ein und 3. { OKf ASGSy &AS RIantSyidaAt
sichern sie sie durch ein Drehen im Uhrzesgen. tils.

548 t2fFNRGNG 11 yySy ar$ RENDByYy SmA S+ SNIE dzwOREZY G A 2
RSNJ { OK6SAG1 0S5t | ys-RSY 9 Dichmrgdetmnganigsierbiytitngzyuasihe
steckern (+) oder-{ NY RSNY ® 5&d S t 2f{ &auNdnd 2eben gie es mit der Befestigang
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Ydzi G SNJ 6/ 0 YAGGESE a
fest.

5. Setzen sie den Schlauchansatz (D) mit der
«0SNBdzNF Ydzii SN 690 | dzF
und sichern sie ihn mit einer Schlauchdthe

6. {OKt ASGSy aAasS SAiy
Reduktionsventil und das andere Ende am
{OKgSAGISNNG yo
einem eingebauten Ventil kann der Schlauch
ein Bestadteil des Brenners sein.

7. »¥ASKSy &aiAS8S RAS
Schlauch m Reduktionsventil fest.

8. m¥¥fySy &aAsS tly3ary Rl A

SAY

Druckmesser (F) wird den Druck in dea-Fl 7.

sche anzeigen.
HINWEISVerbrauchen sie nicht den gesa
ten Flascheninhalt. Tauschen sie die Flasche,
wenn der Druck in der Flasche zirka 2 bar b
N3G @
9. m¥FFySy &aAS RI a sedig.dAt
. Drehen sie mit der Regulationsschraube (B)
so lange bis der Durchflusseser (G) nicht
RSy 3IS4NyaOlK n&igt.

RS
8

S ANB Y BK RiSdzo § OKigRSa A Styigmr |+ Yy

strom bei beiden Methoden eingestellt

6SNRSYy® 5AS Cdzy|limm2yas
Myml- AROK | OOKS A &Y A YA
den.

S
0

9 y R § 4. R Kantrofllabhien, Ididz@ieKBnhelt ges s

am Display anzeigen.

LY ClI5.t TRtk gedMethoddlBNMANME Nidser Vakté

1Fyy RAS {OKgSAOGYSGiK2RS

werden.

« 0 S NG dBF Yakie 1S Niethddk TIGMR 8idser Taste

1Yy RAS {OKgSAGYSGiK2RSE
CvetdenOK Sy @Sy G At @ 5SNJ
¢HaidsS {9¢ FNN RASaz2l Kf
meter.b I OK R S Y digsttN 43t &

langen wir in den Modus, in dem wir die

2 SNIGS RSN SAayi StySy cCdzg
11 yySyeo %sAraOKSy RSy Cdz
GAN) RAdZNOK RlIa 12ydAydzS
ASEWdRedz] G A 2Y

Kontrolllampe der Methode TIG.Die LED

zeigt die Wahl der Method&IG an.

5 dzND K ¥ {9.dzi Kontrblllampe der Methode MMA Die LED

zeigt die Wahl der Methode MMA an.

HINWEISWenn sie den Gasdurchfluss bei einem
DS NN G
len, muss die Regulationsschraube am Ventil des
. NBYYySNE
dem EndeR S &
gSyiArto CrHifa
lockern sie die Schraube zur Druckregolat

10. Kontrollampe der Versorgungsspaung.

SAyYy SY ntingsfdy SNJ YA GFallS xig Eoftroftlainpe leuchtet, befindet

AA0K RAS { LI yydzy3zI| dzi SNJ
ISt 201 SNl 6SNRSYy 00 N QSIS yRSBHA DSHNOB A @
{OKgSAUG2NEF yISa1. RINKf EOKBEODKSNIdésazblived %k y & (i St
RrivendeDMBANN G £ | ysEoBis ufid derfMerte SSET Modus.

12. Kontrolllampe der Temperatur.Die LED

YAl

1SA34G RSy {dGFryR RMMNI «0S
tes an.
SCh&'tt&é' 13. Kontrollampe V.R.D. Funktion.Bei der .
. o {OKgSAOYSGiK2RS aa! 1TS8A3
Steuer und Signalelemate auf der digitalen eingeschaltete V.R.D. Funktion an. Bei der
Schalttafelg Beschreibung der Funkdinen Schwé & Y S i K2 ﬁé ¢LD ' fuS dzOK i &
1. Kontrolllampe hverter eingeschalten.Die G2YFGAZOK® LY [ dFS RSa
Kontrolllampe leuchtet in dem Fall, wenn den .Methoden geht diese Kantroll
RSN) [ SAdddy3ansit RSA S'ﬂﬂé%llaanz Xg mgé@sk’l&nﬁ@nkgg
2. Display Spannung/Funktionim Laufedes chere Spannung vgrha nist.
{OK6SAGSYya dzyR o { ST dzR&Yy aﬂt QR ; { OK& SATGAGN
Ende wird auf dem Display der Wert der Funktlonﬁstand 2 N K NE FBGs { OKo

{OKgSAGALN yydzy3
RS RSa {OKgSAGSYya 4ANR
ca. drei Sekunden angezeigt. Beim Einstellen

AY a2Rdza {9¢ HANR
Funktion angeeigt, die wir gerade einste
len.

3. Kontrollampe SET im Modus der Param
tereinstellungen. Falls das Display 2 lduc
G§SG dzyR 1 SAYyS Cdzyip-iazy
ySy 6ANJ RSy 2S8NI nRSa
stellen. Wenn am Display 2 ein Funksen
1NNT St
RSNJ 383S86SySy
-36

FyasT SA3@

Fy3ISYIBTG 64 NNRS y
C dzyht G A ay

y d - Schive
Rs%ré\Hs aﬁg%@élgt ﬁl\?agm?(dedrﬁsl\tsﬁ%he e(;[es

{OKgSAu ANR RSNJ 2 SNI

SAYS Sekgqudé\ﬁ %gg%g/g:‘l InﬁFﬁJNézustand wird

RSNJ 2SNl RSa Say3sadsStt
angezeigt. Bei der Einstellung im SET Modus
wirdderStaﬁa RSNJ 3Ss6NKEGSy C

%n%%eﬁg |; tﬁg%‘fl\zz ??tuﬂ BENI 2

{C)K NEZ'Y a



2&gwa9{/ 1! ¢t® RASYydzy3d A&l AY YILAGSE aofO

5AS DSNNGS aAyR YAl { OKdainh (nérSeiky PeintiediénGngstypg yhit Rigeyh

Leistungselementen ausgestattet. Bei einer sogenannten 10 KK Potentiometer vewendet

«dSNKAGT dzy 35 0o Irsthreitensidgs C 2 fvaden. RS& «06 S

max. erlaubfy %e1fdz&a6 GANR RIa {OKgSAOSY

aStoalGdNGAT dzy G SNDNROKSYyY RArkigsf RSN { O£ GG FS¢

leuchtet die Temperattkontrolllampe (Position Bé@ﬁéndn—@ 1Sy 52
D

MHO | dZF dzy R+ dZF RSW suzﬁnﬂ?f‘g @&Sét}é@y%ﬁ >
bl OKRSY RlIa DSNNG Fal NKtZ ] kahtl enl 58
l dzy3aYSf Rdzy3 dMRI &A¥ O . ]
Schv)v/eﬂsy oSNgAuCDZM 2 Wﬁé&g e§)\uz|| aS 11 Yy S¥tighhA S DS
[ 448y &AS RF& DSNNG vyl dr@’%@)’ %Ad?%g Vi g NRSY
yI OKLNKt Sy® Cltta RIHA DS%&\IVRﬁ {}\%% SVASY oK

n

u

0S4 dzyR SNySdzi Sa EISaOKIt‘Su NR> £ NdzZFi RSN
e

+SYGAtFG2N) YAOKGE F dzOK S“I" HQDEM@‘NJ\JL}\V[}/A oA

Yy OKISTNKE G 8ANROD H|N S6la DSNNU a Y AU Cdzy |

184z RAS SAy {C)Kéxsi\usy Y A
FERNBEDIENUNG SNI SAOKGSNYy® | ySNFFKNBYSY

And a {OK&SAGISNNG eruigyy 5%%§ ggﬁg %hﬁé“"@s {OKgSATY
[ dzNJ wS3dzt I A2y RSa {oms% X2 8 a‘bwfa%%y SAY
6SNRSY® CNNJ RSY ! yaOKf dzd BEMRSNI CSNY 0 SRA Sy dzy 3
dient der Verhidungsstecker A3 der sich auf der
Stirnseite befindet. Die Fernbedingung fumkti HOTSTART - . ~A A
2 ANR KI dzLJi aNOKE AOK AY . SNB
N

niert bei den Metloden MMA und TIG. Der a " N PN
Anschiuss des Verbindungssteckers der Femb YA SRNA3ISY {GNBYFENaxnSy GSN
nschluss des Verbindungssteckers der n RSy RSNJ {OK6SA0G61 3Sya i dz 65
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tS 9AYy&alStt dzy-B5% BriFhNIEs(
5dz2NOKoNByySya oS8SAY {OKg
Materialien mussder Wert der Funktion vemk

gert werden, gegebenenfalls die Funktion agsg

T Tabelel2

0N

schaltet weden.

ARCFCRCE

Diese Funktion hilft bei der Stabilisierung des

Bogens und bei der Beibehaltung der optimalen

9y i ¥SNYydzy3 RS&a {OKgSAGO

dabei, das der Bogen nicht erlischt und die
Elektrode nicht festklebt. Die optimale Einstellung
0 SGUNNIG -d A NP I C R Bogny SN
GNKE Sy
NBy 9f

B

DNHzy Rt S3SyRS
Sy YAl
{ OKt ASGSy

Rdzy3al1l oS¢
verwendeten Elektroden aqwird vom Hersteller
meistens direkt auf der Verpackung der Elektr
RSy Fy3aSTNKNI @

Ly T2 NMeii A 2y

aAS RSy

6ANI SAYySy 3ISNRYISNByYy 2SN dzyR
STUNRBRSY SAySy KIKSNBy i,

dzYKNf f 4GSy 9f§1(]N2
{OKsSAGON ;
'y RSy YtSyySy 3ISYNi

Durchmesser der Elgk {OKgSAGaA
rode (mm) (A)
1,6 30-60
2 40-75
2,5 60-110
3,25 95-140
4 140190
ceped .o | 190240 |
I3y d WG 1 NS LOSANLY 226‘330‘ [SVAWA|\N
I |-9ftﬁéd%3mﬁeé NJ 9f SenfiNBRS o6SAY

G NNJ

S

RSY
LYy RSNJ ¢lroS8tfS$ aMg-R RAS
gende Vorbereitung des Materials a@¥gN K NI @
Bestimmen sie die Aomessungen laut Bild:

(o}

LYF2NYI G§A OGS Wad Nai GlekiFoleNJ RA S

Tdzy {OKgSAGSYy @2y 3Ny 3IAI

legierten Metalllegierungen sind in der Tabelle Nr. & _{

M FY3ISTFNKNI® CNNJ SAyS 3§ aA8
die Anweisungen des Elektrodenherstellers. Der ! S
BSNBSYRSGS {iUNBY Kosiodli @

dzyR @2Y DSNNGSGeLI 162X RA d fa j SNJ
{GNN] S dzyR RSy ! o Wélésa dzy 3

SNKI Kii 6SNRSy® LYyF2NXIGAGS 2SNIS &Ay Ay RSNJ
¢ oSttS bNXY H | yISTNKNIL OTa5hkesS Kl KSNBY 2 SNI AAYR
FTNN) SAYy K2NAT 2yaltSa { OKNE i e i FNNJ
SAY «0SN] 2 RORESA TS BRNA

vertikales Schwié Sy Ay wA OK i dzy' 3 DY Q

FTNN) SAY =*SNBAYRSY @2y Y o921 gy
Teilen. 312 015 [ 60

S  Durchmesser der
Elektrode (mm)
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Funktion V. R. D.

Das Sicherheitssystem V.R.D. (aus dem Englischen
VoltageReduceDevices) stellt einen sicheren
Spannungg SNIi Y DSNNGSFdza3ly3
Inverter schaltet sich erst beim Kontalder

Elektrode mit dem zu schileSyY RSy al G SN& |
und er schaltet sich nach dem Ende des Sciwei
prozesses automatisch ab. Im fall, dass die Runkt

on V.R.D. aktiviert ist und sich am Ausgang eine
sichere Spannung befindet, leuchtet die Koritrol

lampe V.RD. Diese Funktion nutzt man hatip

ANOKf AOK 06SA RSNKhWHN&GSAG Ay
SNKI KGS DSTFIFKNI @2y ! yFNT§
Strom droht. Bei der Nutzung dieser Funktion

kann es zu einer geringen Verschlechterung der

%Ny Rdzyd RS& . 23Sy &Spat2VYYSy



nungsniveau zum Zeitpunkt des ersten Kontaktes
der Elektrode mit dem Material niedrig ist.

BV EEE A
Herr . o

. ¥

() &
() L )
()

{ OK 6 S A 0 8 PMAMethod®& §

a) {OKtASGSY &AS Y @2Y
DSNNG Fy RSy YESYYSy I'wm
rodenhalterung und das Erdungskabel
O0{OKgSAG1+HO0StO | ye& 2 NKf ¢
gebenen Elektrodentyp die vom Hersteller
FY3SFNKNLGS t2fF NAGNG @

{ OKt ASGSY adaSNezlara DSNN
Schalten sie den Hauptschalter B1 ein.

2| NISy aArASs oraa RSN ¢Sad
erfolgt ¢ einige Sekunden werden alle o
trolllampen und das Bplay leuchten.
{OKFtGSy aias8 RIa
die MMA Methode um.
Stelensiedf { OKESAGAGNRY SAy
Mit dem Drehschalter (11) stellen wir den

b

b)
c)
d)

e) DS NN G

. hal i ISsNyaOKiGSy 2 Binis eRSa { O
Eingeschaltete V. R. D. Funktion Der Wert wird am Display (14) angezeigt.
. PR oA e N p Gleichzeiti erd dle Kontrolllampe im Feld
{OKFtdSy aAS RIa DeBadNG YAl 4%l§l&cbe ssdle
5NNO1 Sy aAS RAS ¢LaisS aal gn\gmpfer ysst
halten sie diese und sclieslSy aA S RIF & DSNNi
dem Hauptschalter ein. Halten sie die Taste MMA
solange bis der Schiiuig VREDN oder VRD_OFF %
erscheint ¢ siehe Bild unten. Auf dem Display ]
SNBROKSAY (G FNNJejtartblZuStand2SA (G R -V A
der Funktion V.R.D. e 2. s 2
L]
BEE] v A
@ SET ®s % @A
{
S
Oord 9 - aGS
g A NJ
(=) C dzy
n Dréndt OK | MO LYy
“dzaldl YR RSNJ Cdzyl{uAzy &N
2 SNIS SAiyadsSttSyoe wS yiI

-V BELEE A

() ¥ )
() L)
()
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wird die Einstellug der Funktion HOT
STARTARC FORQEhd FERNBEDINGUNG
modifizieren.

Funktion HOBSTART

Die Funktion HOBTART dient zur Veresshung

RSNJ %Ny Rdzyd RS&a {OKg#SAGO
SNKI Ki I dzii 2 YI § BsddK beink S
'YT NYyRSY RSa { OK @& kxdn 2
RAS LydSyaadNiG RSa 1124
len. Die Funktion kann auch ausgeschaltetr-we
RSys ¢61a&a 0SAY {OKgSalSy @;
tASYy 3ISydzii & 6ANRZ RIYAG R
Bogens nicht durchgebrannt werden.

Yy
3
a



5NNO| Sy &Aa S 7) R &er Bedieausp

tastatur. Auf dem Display (2) erscheint der S¢hrif
zugHStdzy R YA (i
RSy 13 $werNwertQles Hotstarts (OFF bis

100%). Der Zustand, gegebenenfalls der Wert der
Furktion werden am Display (14) angezeigt.

Gleichzeitig wird die Kontrollampe im Feld 4

leuchten, die anzeigt, dass die Angabe in Pmeze

ten erfolgt.

Funktion ARC FORCE

Diese Funktion hilft bei der Stabilisierung des
brennenden elektrischen Bogens beim Schwe
GSyo» {AS
Stroms und der Spannung zum Zweck deriErre
chung der maximalen StidbA G NG RSa
AOKNNyY1G 3t SAOKT SAlAea
bens der Elekode ein.

5NNO1Sy aAS T6SA alft

Bedienungstastatur. Auf dem Diagl(2) erscheint
der SchnftzugAFCund mit dem Dréschalter (11)
gNKf Sy a&aAs

Wert der Funktion werden am Display (14) eng
zeigt. Gleichzeitig wird die Kontrolllampe im Feld

- 40-

RSY 5NBKaAOKIfGSNI 6mMm0

NB 3 dzf § S NINI & 820 RISHaBHDETER S ReSiNJ

{ 9 ¢ leuthten, die anzeigt, dass die Angabe io-Pr

zenten erfolgt.
6NKE Sy &aAs

CEHV BEEEA
*ET .:* oA
() 5
()€ )
()

GEAEV BER A
Heor o J on

() ¥
()< )
(<)

SCHWEISSMETHODE TIG

DNUzy Rt S3Sy RS
methode TIG

{OKt ASOSy aAa8S RSy {GKgSAOO
klemme und das Erdungskabel an der Pluskie

an.

LYF2NNYIGGmMA 2y Sy

[

Grundregeln bk Y
TIG:

{ OKgSAQSghoder Ali RS
. SNBAOK RSNJ {«
0SAY {OKgSAOSsy o2y
gg} hmutzungen befreit werden.
¢n§0ﬂ8§\a@f@f %a»tﬁrkeﬁ@azuaéth
auz2z¥Fs zy R RSNgII)/Ré Kd;
OSAY {OijﬁthnuS)/ I

Y dza a

RA & @ufulrfies Zysajzyverkgtaffgs damij,ginerg § Ny

Oxidation vorgebeugt wird, muss das sctime
zende Ende des Zusatzwerkstoffes immer u

RSy 38sNyaoKis§yter deﬁ‘bﬁﬁhmﬁ‘%}ﬂﬁa&eaz?'qhﬁ‘;\ df%#‘ aus
(OFF bis 100%). Der Zustand, gegebenenfalls der

demStal Sy | dza a d NJ

3. Typ und Durchmesser der Wolframelekﬂ
deng¢RASaSSyYNa&% yl OK RSNJI D
{GNRBY&Z RSNJ t2flFNRNGEZ R



terials und der

Schutzgaseseg NKt § 6 SNRSy @

Zusammensetzung des

4. Schleifen der Wolframelektroden- die
{ OKNNFdzy3d RSNJ 9f S{giNBRSyaLJ ftGS Ay Ny
licher Richtung erfolgen. Je geringer &eu-

KSAG RSNJI hoSNFt NOKiS RSNJ { LAY als dzvaz2 NHzK
ger brennt der elektrische Bogen und umso
tNY3ISNI KNE G RAS 9f §1 (i NBéhbapas:

5. Schutzgax;, RAS DNJ G StzeRsSund DI 3CGNiNgz RF a2 { OK6SA G Sy RdzZNOK a$
RSNJ DI aRdzNOKTf dzaa ¢ S NRGy mit Sabbeikdit vonRa8,99% benutzen. Die
{OKgSAGAGNRYZ RSN ! NI RENDKDODKEEKXSWIKISWHWRSKYSY {
RSNJ DNJ (i 3odeRefhgbtedtf Bl
eigneter Durchfluss ist noraferweise 8- 10 Tabdle 6
I/Minute. Wenn der Durchfluss nicht aeg Schweli Durchmes] . NB y.Y.S NGasdurch-
yYSaasSy Aau 1lyy RAS bll &dm ENded[ )PP NESYI® fluss
bl OK RS YA 9}/ RAS VR Sa { QK 7 S i S yE%ktDXGCZ%)% 5 Wmfl [/min]

DFa | dzaNBAOKSYR flaf3S FugNg YDl¥OmH]LL4/5 Ri'G/é,O I ——
Lerlléa')\ UIQ?- g";\ ‘;‘;‘;};')ar{‘eéezktrg‘*overe'“er 60-140 | 1,6 mm [4/5/6]6,5/8,009.5 67
Ly RSNJ ¢FoStfs n aryR RA24Q\2AMM S| 950L%ls TR e

{OKsSAGAGNRYE dzy R RAaS

melektrode aus 2% Thorium rote Kennzeib-

SUNDK Y34 SHL RSNEZ 24 TN 05 vy 5 N,

ydzy3d | y3ISTNKNI
Q. o
Tabelle 4 (23 & |
Durchmesser der {OKgSAGaA
Elektrode (mm) (A)
1575
16 60-150 Position W (PA) Position H (PB)
2,4 130-240
.SNBAGSY aAaS RAS 22fFNIY GHNBERS 3IASYNG RSy Ay
RSNJ ¢ 6StfS p FYy3ISTNKNILS f2 SNIi Sy dzyR RSNJ dzy i Sy
Iy 3 $té&nMBEbildung vor: Position S (PF)
/3( 20 - 30°
~<—
Tabelle 5 % -
{ OK®& S A @A) G N 10-30] =
30 0-30 ' £ N
60-90 30-120 o o o
90-120 120-250 LY RSN ¢l oSffS 1 aAyeR RAS
reitung angegeben. Die Al dzy 3 Sy iy SKYS
Das Schleifen der Wolframelektrode: Sie dem Bild:
Durch die richtige Wahl der Wolframelektrode
Tabelle 7

und ihre richtige Vorbereitung beeinflussen wir
RAS 9A3S8SyalOKIFITGaSy RSa
geometrie und Lebnsdauer der Elektrode. Die
9t STUNBRS Aad Ay
wie abgebildet

[ ifes, 3 & NA

{0

0,5 (max)
1-2
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X 5NNO1Sy &aA8 RAS ¢radsS {9¢
_t erscheint der SchriftzugSLund mit dem Dré-

t s FOKFt GSNJ 6mm0O sNKESYy &AS |
der Funktion (off, 0,210 s). Der Wert der Furikt
? j on wird am Dsplay (14) angezeigt. Gleichzeitig
d a wird die Kontrolllampe im Feld 4 leuchten, die

anzeigt, dass die Angabe in Sekunden erfolgt.

{OKgSAGSY 6SA RSNI¢LD aSikKa2B& 1 N

a)

b)

c)
d)
e)

g9)

h)

Funktion DOWNSLOPE

{ OK tnAs&fi &m vom Netz getrennten
DSNNiGzZ RSy {OKgSAsioNByy
gangsklemme Al und das Erdungskabel an

der Ausgangsklemme A2 an.

{OKt ASGSy aAasS RSydamlaaoltr
brenners, der mit einem Ventil ausgestattet

aSAY Ydza &z Nidsgent aSdery wSR
YAG ! NH2y 3ISTNffdSy DIFa
sie das Gas mit dem Ventil an der Gasfl

sche auf.

{OKt ASGSYy &aAS8S RIa DSNN
Schalten sie den Hauptschalter B1 ein.

2} NISYy &4ASs 6A& RSNI ¢Sa0 Rsa {OUKgSAudSNNGSaA

gestartet wirdg einige Sekunden erden d- »BNy Rdzy3 RSa . 23808 6SA RSN
le Kontrolllampen auf dem Display aufiéuc Drehen sie mit dem Ventil am Schileienner
ten.

. Y A L. . . das Schutzgas.auf. oA

2AN) AOKFEGSY REa DSNNG NNk R bl §¢ 8¢ 8 NB-RE Ry 2
die Methode TIG um. _ . . de_Material und_ entfernen sie die Elektrode.
{asttSy aAs RSY { OKGSAHARMNRYK SANR RSN { OK8SA G062
Mit dem Drehschalter (11) stellen wir den

ISeNyaOoKusSy 2istheis eRSa  {gOK Moy des Schuel LINET §3484 084
Der Wert wird auf ém Display (14) amg Methode

zeigt. Gleichzeitig wird die Kontrolllampe im Bei der Einstellung der FunktidOWNSLOPEN
Feld 4 aufleuchten, die anzeigt, dass der  gie position OFF (ausgeschaltet), dwirder
Wert in Amper angezeigt wird. {OKS6SAGLINRIT S$a4& B dzND K
Mit der Taste SET (7) auf dem Bedienpaneel {OK6SAGSESTONRBRS O2W a
LIYYySy &ANDRWNSLOPEN-1 UA 25NB OK dzy 3 Rofens).{ OK6 SA G0
stellen.

-
[N
W<
2 N

Funktion DOWNSLOPE OFF

e)l(@-V BB A [SNNKNmya Rﬁmemj

o: e% @4 Material und Entfernung der
Elektrodec! y1 Ny RSy

. K

. A Entfernung der
@B Elektrodec[ | & OK
1 (A) des Bogens
@ {OKSSAGAINR V3

v

NacHaufzeit vom eingestellten Schviistrom auf t(s)
den Endstrom.
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Bei der Einstellung der Funkti@OWNSLOPRBEuUf Err 1 (POWERSUPPLY« 0 SNE LI Yy dzy 3 «
eine Zeit von (0 A0 S), bgenden wir E:Ien ) spannupgjm Netz) o o
Schwd A 0 LINET Saad RdANDK SAyS {(dNI S 9ydFSNydzy3a RSNJI

{OKgSAGSE STGNRRS @2Y al (ANdert Eingdnglemmeyi 2é&$ NK 8B & n 6 + S NI
YY dzy R SAyS éNySdzﬁS ' YyYNBE&NHEZ Bloo S ¢ OR SASYyIRRS { LI
AA0OK RSN {OKgSAGAGNRY asrmedanzbdie$n¢$desm§3austtusy
DOWNSLOPEASA G 0A & IszIﬂth AGNYRAISY 9NI

schen des Bogens.

Funktion DOWN/SOPE (0.t 10 s)

. SNNKNY¥zy3 RSNJ Automatisches
Material und Entfernung der [1 a0KSy RS

Elektrode¢! Y1 NY RSY

4 Entfernung und erneute
1(A) ! YYNKSNYzy 3 H

Schwei ,@s30A0 m

/ Err 8(ERR OUT SHORT)

.SAY 9AYAOKI f § RuyzsctituSsaan DS NN i
t(s) den Ausgangsklemmen (z.B. Erdumiysk und
Kabel mit der Elektrodenhalterung hat einen
Fehlermeldungen am Display Kurschluss, gegebenenfalls kann dies auch einen
58F¥S1G AY DSNNG 6SRSdziSyuv o
LY [+FdzZFS RSa . SiNmRS6Sa RS&a DSNNiISa 11 vvSsSv SAya3s

v

CSKftSNJ dzyR { il Ndzy3aSy I dzFiit LJX | &
mit demA SchriftzugErr und dem Fehlercode
Fy3ST SA3d ¢ SNRABysind @eSNJ RSy
Meldungen wibitig:
Errt-(TEMR« 6 SNKAGT dzy 30
1 1{GADPASNHzy3d RS&E 2 MW SaoOKd:
2} NISy &aASZ oA& RF& DSNNG dzy’ R
fahren sie danach mit der Arbeit fort.
.
£ )Y B 7 | (ANTISTICK)
@ SET @ ®% @A
o Aktivierung der FunktioPANTISTICKDiese wird
@B AY [FdzZFS RS&a {OKgSAGHO2NEI )
1ftS0Sy RSNJ 9t STGNRRS 2RSNJ

°E Bogens bei der Maode TIG aktiviert.
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Methode MMA ¢ der Strom ist nicht kastant

9 Falls sie die Funktion AF®Grce eingeschaltet
haben, ist dies in Ordnung. Diese Funktion
regelt dynamisch den Wert des Schivet
stroms zum Zweck der Stabilisierung des B
gens und zur Sicherung deraximalen Qual
GNG RSNJ {OKgSAGY!Il Kio

@
8

2 NKNBYR RSNJ RS4&

Material durchgebrannt

9 Kontrollieren sie die Einstellung des Wertes
der Funktion HOT START. Stellen sie eieen g

ringeren Wert ein, schalten sie gegebene
Beim Auftreten einiger Fehlermeldungen muss falls die Funktion aus.

RIFa DSNNG YAdG RSY | dzLdiaoOKLEE dSNI
und erneut eingeschaltet ween, damit diese WARTUNG!

%Ny Rdzy 3

OJ

I dza3SaOKI t GSi

3St1 a0OKud GSNRSYy® Achten sie auf die Hauptzuleitung! Bei jedweder
~ ab yALldz F GA2y YAG RSY {OKs$S
t NROf SY T a dzy' 3 vom Stromnetz getrennt werden. o
. SA RSNJ 2| NlUdzy3aLX | ydzy3 RS
. . & AVl dzyR RE&a ! YTSER &S
EeaiieDSl‘s);;I:Xu:%Lfchtet nichg R & DSNNU §gl\§§NNf3udzy 3 3 é,T 23 Sigr Gétﬁ?gudﬁ Syo 9
dzy R LINNGSYyGA@S 2 Nlidzy3 KA

1 Das Hauptzuleitungskabel und den Stecker

kontrollieren, schadhafte Teile tauschen. { Ul NHzy3Sy dzyR S5S5¥Slisy @2N

54 DSNNG aOKgSAGG yA OKuAgjg g@é‘f{ iggﬁ;\;lsv\\l{;lﬁ%@:bb 59 bY
D N‘E 054 &S5NELINNKS il SyNaCNSH urcl §‘<ontr lieren sie immer vor der Vemve
{OKgSAGYIFKG A&l LRBN ao N SJVfd Yodza O b
1 Y2YyGNREES RSN SA ya-Sausl/zg[%%Rfu jzj)f 1%‘1')l uétrv?m 3 s arRe
ter, gegebenenfalls diesemstdlen. ten Kabel.
1 Kontrolle des Gases, der Verbindung und des CNKNBY A8 T2f{38yRS OA&dSt
Anschlusses des Gasschlauches. . 1) Brenner / Elektrodenhalterung, Kiene des
1 Kontrolle der Masseschlussklemme, ob diese WwNOl s NNIA2AO0KsSAGAGNE YA
ordentlich festgemacht und das Erdungskabel o
YAOKG 0SaOKNRAIG &ad® y\ﬁegiw%\‘%}gf:‘l] RNV 2
schlussposition und wenn es notwendig ist 4) Schutzart
schadhafte Teile tauschen. Steuerungsund Indikationselemente
1 Y2yGiNREtS RS&a {OKgSAG oei\usxl eﬁw@ir%rZZust& NJ Yl oSt
und des Verbindungssteckers. Festziehen der
Verbindung und Tausch von schadhaftet Te JEDES HALBJAHR
len. ) Ziehen sie den Stecker aus der Steckdose und
1 Koptrol[e _von abgenutzten Teilen des warten sie zirka 2 Minuten (die Kdensatoren im
{OKSSATGONBYYSNR® wSAYA T3 Ny Rabeludip@imnf Bnfenen
schadhaften Teilen. 41 S RI yI Ceébdedkng. ReiIfghd\sie alle
verunreinigten elektrischen Leistungsverbimdu
A s oA p A . gen und ziehen sje die Ioalen Teile fest.
5la {OKgSAUISNNU MedBeNKA UE 4g dzy R A?i‘ﬂ zysﬁlzoRSNJ L)/YS)/U 3
Warnlampe. R ) Staub und yerunrelm ngen J(ann zumi IV
1 YQ)/UI\J\EAffAS‘NJS)f’Z 20 a)\OKmItKe{hé[W% Sel u h’e%“Sta
P2NJ RSY DSNNU EIS)/NEISVR B‘rﬁ NJ dz '-FNNJ AYS
ordentliche Luftzirkulation &F A y RS (i = RAA%HTGMQIBH Sie_bitte _vorsichtig bei der
RAS YNKfdzy3 RSa DSNNGS Z’Reuyg%ﬁg %l‘@d@ﬁg@[ﬁess{‘eﬁ (ufP(Aufwehen von
1 Kontrolle der Sauberkeit®INJ YNKf I A G 0
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RSY {OKYdziT oz RSyy SiayS . Sa0OKNRA3Idzyd @2y RSY
DSNNG | liggny i S SNF2

+SNBISYRSYy &AS ya@ndivea [ adzy3avadi
RNYydzy3aYAGdSt o671 . ot- 1 1 S22y dzdNdO I RI RAS&AS Ydzya
AG2FFUSAES dzyR { OKNAFGINIS dZF RSY @2NRSNBy
tlySSt 6Sa0KNRAISY (I yySyo

54 DSNNG RIFENF ydzNJ @2y SAYySNI t SNE2Y YAG St STGN

technischer Qualifikation repariert werden.

LAGERUNG

54 DSNNG VYalseten ungtrodiey SY a

whkdzy ISt 3ISNI 6SNRSyd { OKNiGT Sy &AS RIFEa DSNNO @2N
Regen und direkter Sonneneindtiang.
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POLSKI

2aut LI

{Tly2é6ye hROAZ2ND2IzanRI At | d:
zaufanie i dokonanie zakupu naszego produktu.

t NI SR NBT LR2OT t OASYUISRMAB 2 |

Dane techniczne ... 46 TrLeiyrs art 18 saleaidlAava
Ly&adNyz 628 5ST LASOI&zailsw yAyrsSzaai 2  LyalNyz 024
NEI2NEBAUEOI YAS R2ONJ evYes!
Budowa i eksploatja. ... .. 50 aG2a26FyAl A 12YASNBFOZA vy
t 2 RONMsi&idlekiiezne) ! 51 loe T1T10K26kd yla2olNRTIAS2
A dzd e 126+ YAl 2N T dzORUTideRAs | 2
P‘Rfmo' YAS el A aLRANTYR, SOryeg Ltodz 12yasSNpl Oat
DIT& 20KNRYYS A _LRREIO odzif BXOWt AL 1t§Yzaids62 yI &l Sydz L
thySt aiSNu2noe 52 L2YASGL O 6 LizylOAS aSNBAA:
""""""""""""""""""" 2RLIZ2G6ASRYAS gelL2al oSyAS E
Ochrona przed przegrzeam _____ ... ... 53 pracownicy.
Zdalne sterowania_____ 53 zal ééljl}\S . Yyt él 5 YI'Aél eye
geyAlHzZ8¥FTRD26S32 NRI 62 2dzo
Obsluga ... 53 to zastrzegamy sobie prawo do modyfikacji ich
Metoda spawania MMA______ . 53 LINB RdzZl O2A A gelLlaldoSyAal o
Metoda spawania TIG ___ . ... 56 .
20ftA6S 12Ydzy Al l yiess OpIS R .
T T t NI Sy2iyS$S dzNJ N RRORROB20 & LI & | |
w2l ANl 3t §FRSe LINI ! 59 MMA an TFLNR2S G28lyS 2112
t N §$3t nra 59 fé‘[lAS Nk 2FF 1268 OCeFNBRsS
LT o T sterowanie wej generacji zapewnia nie tylko
{ OKSYFU LEZRONOLSYALG0 2LIeYHEyS dadleASyrsS OKE Y
Opcjonalne wposad SY A S . 63 aLld gl tyaAa Ol §32% FES Nsagyirs
S R2auzazgegl yAsS anat R 2 gl N
[T tAGhe 63 LNEOSAadz aLld 6l tyAOl 8325 RI A
Deklaracja. 65 gedvaln 2l 1R 2R ddzsA  OF (6
a0dA ST FLINT SOTFHEyn 12Ni el O
1dsNB LRYIF3IF2an dzZiNJ&Yls ©
g1 NI2GKO LI2ROTIa LINI Oedd 571 At
AGSNRBSI YAl OdzZldz Y23an 2&A0
N6 6yASd YyrasSe R2IiCgfowaROT Sy A
nowoczesna i zawansowana lsbrukcja elektre
YATA dzY20f AgAl |y|o|‘yé )
NET YAINE® A O2 11 ey Al
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Tabulka 1

Dane techniczne 220 MMA 270 MMA 320 MMA
bl LAt OAS o Ep nK 400 V +10%20% 400 V +10%20% 400 V +10%20%
Cykl spawani®MA 200 A/ 100% 250 A/ 80% 300 A/ 40%
CyklspawaniaVIMA - 220 A/ 100% 220 A/ 100%
Cykl spawanidlG 200 A /100% 250 A/ 80% 300 A/ 40%
Cykl spawanialG - 220 A/ 100% 220 A/ 100%
bl-éﬂl-élxl-f)/é LJIN 200 A 250 A 300 A
al E® LINDR 300 A 330 A 380 A
tNISssR 11 &
t 2008kl F 68T LI 4x1,5 mn#-5m/16A 4x1,5mn%- 5m/16A 4x2,5mn% - 5m/25A
145 |- 2 X > -1
,\/jl'wl L 106200 A 10A¢ 250 A 10A¢ 300 A
%l 1 NBa& LINNDRAIIG 10¢ 200 A 10A¢ 250 A 10A¢ 300 A
bl LAt OAS o0AS3dg 65V 65V 65V
| NERYAOF St Sy MZpXpZn 1,5Xp Zn MIpXpZIn
Rozmiary dlug x szer x wys 520x190x428 mm 520x190x428 mm 520x190x428 mm
Waga 17,5 kg 17,5kg 17,5 kg
{G2LIASZ 20KNRY IP23S IP23S 1P23S
Klasa ochrony | | |
Kabely spawalnicze 35 mntx 3 m 35 mntx 3 m 35 mnEx 3 m
Tempere_lturawtrakuemcesu wmncl/ X 8 wmncl/ X wmncl/ X B
spawalniczego
Temperatura w trakcie przy ) ) }
transporcie i magazynowaniu apes Ot i L Hpel 2t
wStldegyl gAt3a] R2 pm: LN R2 pmsz LN R2 pmx: LN
Relatywnawii 32 iy 21 6 R2 ¢m: LIN R2 dm: LN R2 dm: LN
Lyadnmz 028 o0ST LIRGDIS 249 01180, 12287
{LXgFNIA AYysSNUZ2NBABI VS Ily ORPT sy LINJ SR NEBIT L1201
geOonNOol yAS Rigne zadtdisatvhnié ekt f 838, al 2 NEE2gl LN S5 s
I PONEYA?2 ysSe (L gk NLE YA % 3?57}5 avaln f%z%f)/zsgkodzd&r‘?e Iﬁb? Rieod
oSl 2302y 2 OKRNBYIg#LRK rI}\LS £8 tdzo dzOKzeue y
| 8d1 2n0  20dR26¢ 20)/7\0 Y z&,%okoé ¢ i
OKU2RT SyAl A 0S8 R22l 8 fR&O 234l zz%lsy geyvel_gézgl
W takim przypadku dostawca nie przyjmuje odpo AT 1.2RISYAS daNi Ri SYAL® Y
sASRIALEYy2T O T+ LRgsal!l U8, g 2‘1|25“ U2 a7 NEBH% 2 gq@ét, g?;\ f
dZi N} Gt LN} 61 R2 yI LINF g2 Fé”'é\‘%gy@ e %@@i s 20 APEFE R dz & £IN
Yiaiey Y23D0 6@RIYROd vAS szﬁ Oﬁ"zdj 5. LRLING 81 LR2dpés
grzgeszl;ol}?r:eR)\ }_\;\Zéaqig\ F'RF2nosS Qd%Lﬂ%”ZA R K\I\:E'B)/)féOKqJ bAS B2ty
dzo N} yAdzd bAS g2fty2 1010
LI 61t yArOleoK I aLd g Nyt
Wi+ 5%BbLI9A.  9Y[{ T h aLr st ty © yh alkeb N
) . . elektryczne.
¢h210 %Dh5bwdY/+ {l¢
h.{_iDL b.lO. 9%t L9/ %9 OFZAS f
tzrOlta  alk el yiAl 7 vy {pREaNA ORAZ INSKRIE BZ |
LINJ SauNJ S3I o LINI SLIA &35 6 . Igt/g/29 C2 ’\{;]zh ) govﬁﬂzl-
yAST 6t RyeaOK T NRR1535 6 QC)KN\ékét %gé@é@$
Spawalnicze 'u'nSNJ,i“zNJé _yz3an ()Aé{E) vzd%“b“ [} -nyS geg 1 M KM B0 ¢ NiSL
LI gF YAl 620DOTYAS YSi2RDe Ay il ali oY N Dol Easae al
AYYS$32 yAS2RLEGAIRIEZDOSI S 0Ll i wpg 1 NI SLmE o
NI NDRTSYAS Y208 deil2ed S, )p)gélﬁn;@é{%tsé,\p LK rivess
warunkach i miejscach Wyspecyflkowanych przez J gk N Y dzi A b8 L2 RRI &
LINE RdzOSy G @ | NI DRI SyAs y% yafﬁﬁ“lﬁzgé“éadzég{%nt 6@ wmpnn
OAl aye OKzh pbiiesicgehiachi @OwWe 55 (301 NOS NBSAT 2A% LI GNJ L

- 47 -



w
—

/188142832 ' NI t Rdz SOT $ZANBNVA 2 KI6OZ{ coryrBibAL ¢ 1 pT N

48/1982 Dz.U. 2NF T dzAGlF & YA TIFONIYAL 2D
1 bAS g2ty2 aLl 6o & HAL I;

t wh{ %B t w29 L ¢wBRODWO:, a, 2! 0 wilgotnym lub w czasie deszczu.

hDj [b9 tw¥%ALi{hAt whd9OH 1 bAS g2ty?2 @i LJlpraevady 28d
R

t NRAaT ¢ LIN S&GNJ S35 A 2 GaNJt Y& gIADT gasfmfa do & i S
LN SLIA ae  LINJ SOjednadzedryN2 6 S LW #a1 S vyt Sd ALINY 6 RT I
NB&aLiS1id26l yAdz t2711fyeoK SLINKHA § 2 Re ﬁuﬁ@éranéé A d
ficznych. A i o Al 2t 02l yAS 2S5ai0 _dzl ]
{Lhelyas 2Sat TrLealsS 21NBIEINVSo2Ra 2 PRBYYRIND 1Lt d
NET &1 ASYORZANDNLz® S N.IéEIQNkaueLQI(WJeOIISIﬂAIIIOK(D
AL g+ yAL & Y)\éaac“)l OKZ q3IRIMSS g 26t8ya( talideed) 6 LIl € YA 1 A
YEGSNRAEOe LI tyS fumdt #eodgdNG2SsSMIRE YA T AAT L 2D08 YA
LINI SOA6LIRD I N.Ez(')eeé LIdzaRyird2 61 YyBRLE 6 A SRYA LINI ST Nb 20
LRof Addz adly26rallt LN} Oe&@ W%l LINI S&adl s aLl gk yass 3
UWAGAIL a1 NE Y23D éLJgszgglo TLUNDI S S/ReS BRELA S 2nods an
J2RIAY L2 12201 SyAdz aldy Alwyf\xltzo;\lLJl\HlSePoS‘[Aéaz T dzd
galegali|iry o )/ASRZéUt'LJYébQ\KglRéY)\ﬁﬁgOAIgQ,P{VQt[ﬁg(‘,é"“-() y
(| 220l SyAdz aLdk gl YAL ﬂsz‘{IU?ﬂ IRGZ & S UG NEMOT v samilR @ t 2
YAydzi2zet LINI SNBI 6 OSfdz 2esigPy yk ORe dWiMRIsSHEIN P2 RO
WwSoStA yAS R22RIAS R2 (ldglyiSa2| 228 a2l OB ¢ 1 O
YIaleyes ¢SgyniN YHal gye R2OK2RI A R2 RdzS$32
wzrostu temperati@ = | (s NI Y20S ALRGRRBFHD! PODCZAS !
uszkod Sy Al I 1d@éy@O0K St SYSygpaaa y

w681 S ylLtSde d L 6 dzRT
. 9%t L9/ %9 c { RODBZAS Wi L~ ochronnej dla spawaczy i podczas
SPAWANIA METALI ZAMv ! -Wt LI 61 yAl OKNRBYAO galeaidlAs
I,/1 h_j2Z B2 5aCB Q Yyt SoBO6dBOBNRYYND 2RI ASHE o
BERY . ) Yialt aLksttyAaodin A 2 OK
tNealt —1Fhau2az2étso al OltSApd /551 § T NRR1A 20KNBy& 1
INERUAT $BAAMISO s LN &L Rigl SRINBTYIINE &A1 ASY I2NNOST2
meli tA TIF6ASNI 2N080K yI AGQeNMELNOS YDA VYRYE |+t 8 NE 6y A
1 Przy zbiornikach na gaz, oleje, paliwa itd. promieniowaniem ultrafioletowym powstag Y

ONF 6y ASDO Liza e OKO Yf\Spodéz%sl bsegul Spawdnltl Brémieniowanie

aLd 61t yAOI SZgroziLinigleB 61 ddzt (NI FA2f Si265 Y208 alLRs2R

LASOT SZals2 @RYIADKIY® B Kdblikacje zdrowotneb A IRE YA S 42ty2

gel2yesto det]?2 A 4 & % NuBYaniach Szanide & siwzEnh farbami lub

dLIS02 t yeOK LINJ SLIA&s6HHYyeYA OFHG62L0ty_aYA adoail
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