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Bevezeto

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 elektromdgneses interferencidt okozhat.

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

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

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

2 Kérnyezet értékelési javaslatok

Az ivhegeszté berendezés belzemelése elbtt, a felhaszndldnak meg kell vizsgdinia a kérnyezetben eld-
forduld, potencidlis elektromdgneses zavarokat.

A kdvetkezd tényezéket kell figyelembe venni:

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

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

- Vannak-e szamitbgépek és egyéb ellendrzé berendezések;

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

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

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

- Ugyelien a t6bbi berendezés zajvédelmére.

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

- Hegesztési vagy mds tevékenységek ideje;

A kérnyezeti tartomdanyt az épUletszerkezet és az egyéb lehetséges tevékenységek alapjdn kell megha-
térozni, amelyek meghaladhatjdk az épulet hatdrait.

3 Az emisszié cs6kkentésére szolgdlé médszerek

- KézUzemi aramellaté rendszer

Az ivhegeszté berendezést a gydrtd dital ajdnlott mddszerrel, a nyilvénos elektromos hdldzathoz kell
csatflakoztatni. Interferencia esetén tovabbi megelézé intézkedéseket kell hozni, - példdul sz0ré hasz-
ndlatdval térténd csatlakozds. A rogzitett ivhegesztd berendezéseknél a szervizkdbeleket fémcsével
vagy mds hatékony modszerrel kell drnyékolni. Az drnyékoldsnak azonban biztositania kell az elektro-
mos folytonossdgot, és a hegesztégép fém burkolatdhoz kell kapcsolddnia annak érdekében, hogy
biztositva legyen a kdzottik 1évE j6 elektromos érintkezés.

- ivhegeszt6 berendezések karbantartdsa

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

- Hegeszid kdbel

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

- Ekvipotencidlis foldelés

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

- A munkadarab foldelése

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

- Arnyékolds

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




1. F6 paraméterek

TIG 420 AC/DC TIG 320 AC/DC
QUICKSILVER MULTIWAVE RC MULTIWAVE RC

800TIG420ACDCMW 800TIG320ACDCMW
Inverter tipusa IGBT IGBT
fé VizhGtés v op.
GE) ivgyujtés média HF/ LT HF/ LT
© Programhelyek széma 9 9
§ Vezeték nélkilli tdvvezérlés op op
% Tavvezérlés hegesztépisztolyrol v 4
< Digitdlis kezelsfelulet v v
Analdg kezeldfelUlet x x
O ACAWI v v
C  ACPULSE AWI v v
5 < pCAw % v
< DC PULSE AWI v v
2T/47 v v
Hulldmformdk szama 3 3
AC MMA v v
DC MMA v v
> Arc Force 4 4
Allithatd Arc Force v v
Hot Start 4 v
Tartozék hegesztépisztoly IGrip SR18WP IGrip SR26P
Opciondlis AWI pisztoly TBi SR400 IGrip SR18W/ TBi SR400
Fazisszdm 3 3
Halozati feszOltség 3x400V AC £10%, 50/60 Hz 3x400V AC +10%, 50/60 Hz
MMA AC: 33.7A [/ 26.1A AC: 25A / 19A
DC: 36.5A / 28.3A DC: 27.5A / 21A
Max./effektiv aramfelvétel
e AC: 24.6A / 19A AC: 19A / 15A
DC:26.5A / 20.5A DC:21A / 16A
¥ Teliesitménytényezd (cos @) 0.7 0.65
& Hatasfok >85% >85%
= A 400A @ 60% 320A @ 60%
% Bekapcsoldsi ids (10 perc/40 °C) 310A @ 100% 250A @ 100%
& egesmséram MMA 10A - 400A 10A - 320A
TG 10A - 400A 10A - 320A
Munkafesziltség MMA 20.4V - 36V 10.4V-22.8V
TG 10.4V - 26V 20.4V-32.8V
Uresjarati fesziltség 67V 61V
Szigetelési osztdly H H
Védelmi osztdly P23 P23
Témeg 27 kg 27 kg

Méret (HXSZxM) 550 x 240 x 445 mm 550 x 240 x 445 mm




2. Uzembe helyezés

2-1.

2-2.

3

Elhelyezés

A hegesztégépet esdmentes helyen Uzemeltes-
sel Ovja a kdzvetlen napsugdrzdstél és téreked-
jen az alacsony por- és pdratartalomral (hely-
séghémérséklet 10 °C - 40 °C).

Vezetéképes idegen targy ne kerllion a he-
gesztégép belsejébe.

Tartson 20 cm tavolsdgot a hegesztégép elhe-
lyezésekor a faltél!

Két hegesztégép pdrhuzamos haszndlatakor
tartson a két gép kdzott 30 em tdvolsdgot.

Over 20cm

A hegesztést szélmentes helyen végezze!
(Haszndljon szélfogdt, stb.)

ﬁ VESZELY!

Ez a termék beltéri haszndlatra ajdnlott. Ne haszndlja esében!

ellenérzések elvégzéséhez!

Amennyiben esé éri a hegesztégép belsé részeit, sUlyos baleset kdvetkezhet
be. Ebben az esetben kérje szakember segitségét a szikséges karbantartds és

Megjegyzések

A hdlézati feszUltségnek 340V és 420V kdzott kell lenni, faziskimaradds nélkdl!
Ugyelien a hegesztégép fdldeld kabelének helyes csatlakozdsaral
Ugyelien a csatlakozd kdbelek szoros csatlakozdasaral Laza csatlakozdsok tizet okozhatnak

vagy instabil hegesztést eredményezhetnek.
Hegesztés utdn a hegesztégépet kapcsolja kil

KUltéri haszndlat esetén évja a gépet a csapadéktdl, de ne akaddlyozza a gép szellbzését!
Rendszeresen ellendrizze a kdbelek szigetelését! Ha a kdbel sérilt vagy megtért, cserélje kil
Ovja a hegesztégépet a kilsd behatdsoktol, sérilésektéll




2-3. A hegeszt6gép elé- és hatoldali csatlakozasai

2

1 | Pozitiv kimeneti csatlakozd - AC és DC Fékapcsold

Negativ kimeneti csatlakozd Hdaldzati csatlakozdkdbel

Vezérlékdbel csatlakozds Vizh(tékor csatlakozd

AlWI|N
O [(N|o~| O

Véddégdz kimeneti csatlakozd Védbégdz bemeneti csatlakozd

2-4. BeUzemelés AWI médban

1. TIG hegesztégépek feszlltség kiegészitd
rendszerrel szereltek, igy ha 15%-al csdk-
ken a feszUltség, a gép még mikadik.

Ha hosszU vezetéket haszndl a feszUltség
csOkken. Javasoljuk, névelie az dtmérét,
de ha a vezeték tUl hosszU, rendellenes
mUkoédést okozhat, ezért a megfeleld
hosszt vdlassza. A szellbzényildst hagyja
szabadon a hitérendszer mikddése ér-
dekében.

2. Megfeleléen csatlakoztas-
sa a véddégdz forrdst. A rendszer-
hez szUkségesek az aldbbiak:
gdzpalack, gdztomlé és gdzszabdlyzd A
témI6t csébilincesel kell régziteni. A gdiz-
szivargdst vagy a levegd bejutdsdt meg
kell el&zni.

DC POSITIVE CONNECTTON
3. Amennyiben nem foéldelt hdlézatot hasz-

ndl, géphdzat féldelje legaldbb 6mm?2-es

vezetékkel, a gép hatandl 1évé foldelés

csavaron keresztul.




2-5. Belzemelés MMA Médban

1. DC médban: vdlassza a pozitiv vagy ne-
gativ kapcsoldst az alkalmazott elektroda
fuggvényében. Tdjékozddjon az elekird-
daismertetéjében.

2. AC médban nincs kdvetelmény a polari-
t&s tekintetében.

3. Mikodés

DC POZITIV KAPCSOLAS

DC NEGATIV KAPCSOLAS

QUICKSILVER &

N
%

3-1. KezelSpanel elemei
1
19
18
17

16 /'

15
14 " |J"/J_m
13 N -
k2
12 s

= SELECT
—JOB

TIG 320 AC/DC MULTIWAVE RC

11

WIDTH \_
FREQUENCY -Li

° )

+

Hot Start
A
Arc Force

[ 9

10
1 |Hegesztéaram és paraméter kijelzd 11 [Hullédmforma vdlasztd
2 | FeszUltség kijelzd 12 | AC hegesztési mod
3 | HGtési mdd valasztd viz/gdz 13 |Haromszdg hulldm
4 | HGtéviz kimaradds jelzd 14 | Szinusz hulldm
5 | Védelmi dllapot jelzd 15 | Négyzetes hulldm
6 | 2T/4T méd vdlasztd 16 | MMA
7 | Hof start 17 | Lift TIG
8 |Hegesztédram 18 |TIG
9 | Arc force 19 |Hegesztési mod vdlasztd
10 | Paraméter (réviden megnyomva) és HETIG / LIft TIG / MMA
programhely vdlasztd (hosszan nyomva) és
bedllité gomb




3-2.  Bedllithaté hegesztési paraméterek

Pulse frequency

Pulse

Balance AC frequencL

Tor Gdz eldaramlds sec | 0.0-20

Is Kezdd dramerdsség (csak 4T mddban) A 10—

Tup Felfutdsi idé sec | 0.0-10

Ip Hegesztédram A 10—320 (TIG 320)
10—400(TIG 400)

lb Bdzisdram A 10—320 (TIG 320)
10—400(TIG 400)

Dcy Impulzus szélesség % 5-95

Fp Impulzus frekvencia Hz 0.5 -200

Tdown Lefutdsi idd sec |0.0-10

Ic Kraterfeltoltd dramerdsség A 10—320 (TIG 320)
10—400(TIG 400)

Tpo Gdz utd dramlds sec |0.0-10

AC frekvencia (csak TIG-AC mddban) Hz 50-250

Balance - EgyensUly - tisztitdsi szélesség (csak TIG-AC -5-+5

maodban)

Bedllithatd az oxidréteg eltdvolitds mértéke (aluminium és
magnézium Stvozeteknél).

3.3 Vezérlés pedadllal

o Amikor csatlakoztatjuk a peddl vezéribkdbelét, a hegesztégép érzékeli a peddilt és ebben
az esetben a hegesztédram bedllitdst a gép kezelépanelién nem tudja haszndini és csak 2T
maodot lehet vdlasztani.

e A peddl haszndlatakor, a paraméter bedllitd gombbal a szikséges maximum dramerdsség
értéket dllithatjuk be.




3-4. MUkodés AWI modban.

3-4-1. 4T (4 Utem) hegesztési méd:
Allitsa be a kezdé- és kraterfeltdlté dramerdsséget. Ez a funkcié megakaddlyozza a hegesztés

elején és végén eléforduld krater kialakuldsdt. A 4T mddot hosszabb varratok hegesztéséhez
célszerG haszndini.

| (A)

0 1 f2 13 415 16 t7 1 (s)

e (: Nyomija meg és tartsa nyomva a hegesztépisztoly kapcsoldjat. Az elektromdagneses
kapcsold bekapcsol. A gdzdramlds elindul.

e O~t1: Az elédramlds ideje bedllithatd a kezelbpanelen. (0.0-2 sec)

o t1~12:  Azivgyujtds elindul t1 és a kimeneten megjelenik a bedllitott kezdé dramerdsség;

o 12 Engedje fel a hegesztépisztoly kapcsoléjat, a hegesztédram emelkedni kezd.
(0.0-10 sec)

e 12~13: A kimeneti dramerdsség emelkedik a bedllitott értékig (Iw vagy Ib), az emelkedés
(felfutds) ideje bedllithaté. (0.0-10 sec)

e t3~t4: A hegesztés elindul. Ezalatt a hegesztédpisztoly kapcsoldjdt nem kell nyomva tartani.

Megjegyzés: Amennyiben impulzus mddot vdlaszt, a kimeneti dram eréssége a bdzisGram és a
hegesztédram bedllitott értékei kdzott vdltakozik.

o t4: Nyomja meg Ujra a hegesztépisztoly kapcsoldjat a hegesztés befejezéséhez, a he-
gesztédaram erbssége csokkenni kezd a bedllitott lefutdsi idének megfeleléen.
(0.0-10 sec)

e t4~t5: A kimeneti dram lecsdkken a bedllitott kraterfeltdltd dramerdsség értékig. A lecsdkke-
nés ideje (lefutdsi idd) bedllithaté.

e t5~t6:  Krdterfeltoltés szakasz.

o f6: Engedije fel a hegesztépisztoly kapcsoldjdt, az iv kialszik, a védégdz tovdbb dramilik.
e t6~t7: A gdz utdédramlds ideje bedllithatd a kezelbpanelen. (0.0-10 sec)
e 17: Az elektromdgneses kapcsold kikapcsol, gdzdramids ledll, a hegesztési folyamat

véget ér.




3-4-2. 2T (2 Utem) hegesztési mod:

e (: Nyomja meg és tartsa nyomva a hegesztédpisztoly kapcsoldjdt. Az elektromdagneses
kapcsold bekapcsol. A gdzdramlds elindul.
° O~t1: Az elédramlds ideje bedllithatd a kezelbpanelen. (0.0-2 sec)

o t1~13:  AzivgyUjtds elindul (t1), az iv Iétrejon (12) és a kimeneten hegesztédram emelkedni
kezd a bedllitott értékig (Iw vagy Ib), az emelkedés (felfutds) ideje bedllithaté.

e 13~t4:  Ezalatt a hegesztépisztoly kapcsoldjdt nyomva kell tartani.
Amennyiben impulzus médot vdlaszt, a kimeneti dram eréssége a bdzisGram és a
hegesztédram bedllitott értékei kdzott valtakozik.

® 14-15: Engedje el a hegesztépisztoly kapcsoldjat a hegesztés befejezéséhez, a hegesztéa-
ram eréssége csdkkenni kezd a bedllitott lefutdsi idének megfeleléen. (0.0-10 sec)

e t5~t6: Az dramerdsség lecsdkken egy minimdlis értékre a bedllitott hegesztéaram értékrdl
(Iw vagy lb) és az iv kialszik.

e t6~1t7: A gdz utddramlds szakasz az iv kioltds utdn. Ideje bedllithatd a kezeldpanelen.

(0.0-10 sec)

® 15: Az elektromdgneses kapcsold kikapcsol, gdzdramids ledll, a hegesztési folyamat
véget ér.

3-5. ROvidzarlat védelmi funkcidk:

TIG/DC/LIFT médban: Amennyiben a volfrdm elekirdda hegesztés kdzben letapad a munkada-
rabhoz, a hegesztéadram lecsdkken 20 A -re. Ez a funkcid védi az elektréddt, ezdltal néveli a
élettartamat.

TIG/DC/HF médban: Amennyiben a volfrdm elektréda hegesztés kézben letapad a munkada-
rabhoz, a hegesztéaram lecsékken OA -re 1 mdasodpercre. Ez a funkcié védi az elekiroddt,
ezdltal ndveli a élettartamat.

MMA médban: Amennyiben az elektréda hegesztés kdzben letapad a munkadarabhoz 2 ma-
sodpercnél hosszabb idére, a hegesztédram lecsdkken OA-re, védve ezzel a hegesztégépet és
az elektréddt.

iv megszakadds megel6z6 funkcié: TIG médban ha az iv megszakadna, a HF gyUjtds mikddés-
be |ép és stabilan tartja az ivet.

4T TIG médban: Amikor a hegesztépisztoly kapcsoldjat megnyomja egy pillanatra, a hegesz-
tédram a felére csdkken. Ha Ujra megnyomja a kapcsoldt egy révid idére, a hegesztédaram
visszadll a bedllitott értékre.

Fontos:

* Ellendrizze a kapcsolatot a hegesztégép egységei kdzdtt. Rogzitések, tomitettség stb.!

* Ellendrizze a véddégdz mennyiségét a gdzpalackban. Kiprébdlhatja az elektromdgneses szelep
mUkddését a kezelbpanelen 1€vS kapcsold segitségével!

* Az gdzdramilds sebességét dllitsa be a nyomdscsokkentédn a hegesztési feladatnak megfelels-
en!

* Az ivgyujtds akkor mikédik megfeleléen ha a munkadarab és az elektréda kdzétt 3mm tavol-
sdgot tart.




4. Hegesztési paraméterek referenciaértékei

4-1.  AWI hegesztési paraméterek referenciaértékei

Lemez’— Volfré'm— Hegfeszté— Hegeszté— Védégé’z Gyokhézag | Gyokhézag
vastagsag elektréda palca aram mennyiség (mm) tiousa
(mm) atmérd (mm)[atméré (mm) (A) (L/min) P
0.4 1.0-1.6 0-1.0 5-30 4-5 1 0. @
1.0 1.0-1.6 0-1.6 10-30 5-7 1 0. @
1.5 1.0-1.6 0-1.6 50-70 6-9 1 @
25 16-24 | 1.6-2.4 70-90 6-9 1 @)
3.0 1.6-2.4 1.6-2.4 90-120 7-10 1-2 ®. ®
4.0 2.4 1.6-24 120-150 10-15 2-3 @. ®
5.0 2.4-3.2 2.4-3.2 120-180 10-15 2-3 @. ®
6.0 2.4-3.2 2.4-3.2 150-200 10-15 3-4 @. ®
8.0 3.2-4.0 3.2-4.0 160-220 12-18 4-5 @
12.0 3.2-4.0 3.2-4.0 | 180-300 12-18 6-8 @
A l
® @)
| | M
- =
® @
4-2. MMA hegesztési paraméterek referenciaértékei
Munkadarab vastagsag <1 1~2 23 45 6~12 =13
(mm)
Hegeszt6 elektroda 15 2 3.2 3.9~4 4~5 5~6
(mm) ' ' '
Hegeszt6 ?/:;’memsseg 20~40 | 40~50 | 90~120 | 90~130 |160~250 |250~400
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4-3. Bekapcsolasi-idé diagram

Szigordan csakis a megengedett munkaidét al-
kalmazhatja (Idsd mUszaki paraméterek). Ha tUl
megy ezen idén a gép hirtelen ledlihat. Ez a bel-
s6 tulterhelés kovetkeztében lehetséges, mert a
gép tulmelegszik. llyenkor nem szUkséges a gé-
pet kikapcsolni, hagyni kell a ventilatort mkod-
ni a hémérséklet csdkkentése végett. Altaldban

e YES e X(%)
5-10 percen belll a gép Ujra mikdéddkepes.

P Jageply v P 133 TIG420AC/DC
A bekapcsoldsiidé X" és a hegesztési drame- 80 \
résség ,I" viszonydt mutatja a mellékelt diag- 70
ram. 60 TIG320AC/DC
Az X" tengelyen taldlhatd bekapcsoldsi 50
id& (bi%) mutatja, hogy mekkora részt télt a 40
gépterheléssel (10 percbdl). A bekapcsoldsi gg
idé szdzalékos ardnya azt mutatja meg, hogy 10
10 percbdl hdny percet képes hegeszteni a 0
megadott 0 50 100 150 200 250 300 350 400 450 500
dramerdésséggel.

Figyelmeztetés: A tilzott terhelés kdrositja a hegesztégépet!

4-4, Fesziltség-aram jelleggodrbe

A TIG 220AC/DC DIGITAL RC hegesztégép kivdlé jelleggodrbével rendelkezik, melyet az dbra
mutat.

A viszonyt a névleges terhelt feszUltség szint U, és a névleges hegesztéaram szint |, kdz6tt az aldb-
bi 6sszefiggés szemlélteti:

Amennyiben 1,<600A akkor U,=20+0.04 1, (V) Amennyiben |,>600A akkor U,=34(V)

U, ( V)A

67

34

\

10

>
0 600 L(A)




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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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-
pleta

¢ 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- g@
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. Lo

Fumul - poate fi nociv sanatatii dumneavoastra!l

¢ Tinefi-va capul la distanta de fum. 4.%)

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.

]
Wi |




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. Primele parametrii

TIG 420 AC/DC TIG 320 AC/DC
QUICKSILVER MULTIWAVE RC MULTIWAVE RC

Numar artficol 800TIG420ACDCMW 800TIG320ACDCMW

Tip invertor

Racitor de apa

Aprindere arc

Numarul de program
Comanda la distanta fara fir

GENERAL

Controlul digital
Controlul analog
ACTIG
AC PULSETIG

o DCTIG

= DC PULSETIG
21/41
Numarul forma de unda
AC MMA

< DC MMA

= Arc Force

FUNKCII

Reglabild Arc Force
Hot Start
Accesoriu TIG pistolet
Optional TIG pistolet
Numarul de faze
Tensiune de alimentare

Comandd la distantd din pistolul de Sudare

IGBT
”
HF/ LT

RN RN ] RN RN RS

IGrip SR18WP
TBi SR400
3

3x400V AC £10%, 50/60 Hz 3x400V AC +10%, 50/60 Hz

IGBT
op.
HF/ LT

RN RN ] RN RN RS

IGrip SR26P

IGrip SR18W/ TBi SR400

8

MMA AC: 33.7A [/ 26.1A AC: 25A / 19A
) DC: 36.5A / 28.3A DC:27.5A / 21A
Curentul de intrare max/ef. o AC: 24.6A / 19A AC: 19A / 15A
DC:26.5A / 20.5A DC:21A / 16A
= Factorul de putere (cos @) 0.7 0.65
Il Randament >85% >85%
<§( Raport sarcina de durata 400A @ 60% 320A @ 60%
oZ (10 min/40 °C) 310A @ 100% 250A @ 100%
é o MMA 10A - 400A 10A - 320A
Reglare curent de iesire TG 10A - 400A 10A - 320A
. o o MMA 20.4V - 36V 10.4V-22.8V
Tensiune de iesire nominald 16 10.4V - 26V 20.4V-32.8V
Tensiune de mers in gol 67V 61V
Clasa de izolatie H H
Grad de protectie 1P23 P23
Masd 27 kg 27 kg

Dimensiunile

550 x 240 x 445 mm

550 x 240 x 445 mm



2. Punerea in functiune

2-1. Localizare

Aparatul de sudare se va utiliza intr-un loc ferit de| Se va evita ca obiecte strdine, conductoare sa
ploaie!lSe va feri de actiunea directd a razelor so{ p&trundd in interiorul aparatului de sudare.

lare si se vaurmari continutul redus de praf si de|
vaporil (temperatura
incdperii 10 °C - 40 °C). hd

N\

v
£

La amplasarea aparatului de sudare, se va |Operatia de sudare se ca efectua intr-un
pastra o distanta de 20 de cm fatd de perete! | loc ferit de vant! (Se vor utiliza paravanti
In cazul utilizarii in paralel a doud aparate de | etc. )

sudare, se va pastra intre ele o distantd de 30
de cm.

Over 20cm

c PERICOL! | Acest produs este destinat ufilizarii in spatii inchise. Nu il utilizatin
ploaie!

In cazul in care In partile interioare ale aparatului de sudare patrunde apd, existd riscul
unor accidente grave. In asemenea cazuri este indicat sa solicitafi ajutorul unui specialist
n vederea efectudrii lucrarilor necesare de intretinere si verificare |

2-2.  Observatii

* Tensiunea de alimentare va fiin domeniul 340V - 420V, fard cdderi de faze!

* Urmdariti conectarea corectd a cablului de legare la pdmant a aparatului de sudare!

* Urmariti conectarea corespunzatoare a cablurilor de racordare! Conexiunile slabe pot
conduce la incendii

sau pot cauza suduri instabile.

¢ Dupd sudare, deconectati aparatul de sudare!

* In cazul utilizarii Tn aer liber, feriti aparatul de actiunea precipitatiilor, dar nu impiedicati
Qerisireq,

ventilarea aparatuluil

* Verificati in mod regulat izolatia cablurilorl Dacd observati un cablu deteriorat sau frant,
inlocuiti-I!

* Feriti aparatul de sudare de actiunile exterioare, de deteriorare!




2-3. Conexiunile frontale si posterioare ale aparatului de sudare

Bornd de iesire + - c.a. si c.c.
Bornd de iesire -
Aero socket

Comutator principal
Cablu de alimentare

Bornd& circuit de racire cu apd

NlwWN|—
[ NN e @) |

Bornd de iesire gaz de protectie Bornd de intrare gaz de protectie

2-4. Punereain functiune in mod AWI

1. Aparatele de sudare de tip TIG sunt prevazute cu
sistem de compensare a tensiunii, astfel ca apo-
ratul functioneaza si in situatia in care tensiunea
cade cu 15%. In situatia in care utilizati un cablu
lung, tensiunea va cddea. Recomanddm ca in
asemenea situatii sa cresteti diametrul cablului,
dar daca este prea lung cablul, functionarea nu
va fi corespunzatoare, astfel ca este recomandao-
bil sa se aleagd lungimea corespunzatoare. La-
sati liberd deschiderea de ventilare pentru func-
fionarea corespunzatoare a sistemului de racire.

2. Conectati sursa de gaz de protectie in mod cores-
punzator. Sistemul include un rezervor de gaz, un
furtun de gaz si un regulator. furtunul se fixeazad cu
o bratard de fixare. Se va evita scurgerea de goz
si pafrunderea aerului.

3. Compartimentul masinii se va lega la pdmant cu
un conductor de cel putin 6mm?, la surubul de
impdmantare aflat pe partea posterioard a apa-
ratului, prin intermediul sistemului de legare la po-
mant.

DC POSITIVE CONNECTTON

RO-8




2-5. Punerea in functiune in mod MMA

1.Tn mod DC (c.c.): alegeti, in functie de electrodul
utilizat, legarea la + sau la -. Aflati mai multe infor-
matii in fisa electrodului.

2.Tn mod AC (c.a.) nu existd niciun fel de cerinte cu
privire la polaritatea de legare.

Legare c.c.la +

Legare c.c.la-

3. Functionarea

3-1. Elementele panoului de control

19
QUICKSILVER L
4
S
18 % 5
17 Hz : 6
16 /'
15 -/ - WIDTH \-
- H e FREQUENCY a
14 lJ_ E. b 'I_. @
13 - - - - Hot Start
i MMA A
12 -_S-ELET . ) Arc Force 7
—JoB + 8
TIG 320 AG/DC MULTIWAVE RC ) i
1
10
1 | Afisaj curent de sudare si parametri 11 | Selector forma de undd
2 | Afisqj tensiune 12 | Mod de sudare in c.a.
3 |Selector mod racire apd/gaz 13 | Unda triunghiulard
4 | Exsiccosis indicator (Pierderea de apd de 14 | Undd sinusoidala
racire)
5 |Indicator stare de protectie 15 | Undd dreptunghiulard
6 |Selector mod 21/4T 16 | MMA
7 |Hoft start 17 | Lift TIG
8 | Curent de sudare 18 |TIG
9 |Forta arcului - Arc force 19 |Selector mod de sudare
10 | Buton de selectare si setare parametri HFTIG / Lift IG / MMA




3-2. Parametrii de sudare reglabili

Pulse frequenc
NO pulse 4 Y

Tup

FREQUENCY
Pulse

Balance AC frequencL

Tor Pre-flux de gaz sec |0.0-2.0
Is Intensitate initiald a curentului (numai A 10 -
la 4T)

Tup Timp ascendent sec | 0.0-10

Ip Curent de sudare A 10—320 (TIG 320)
10—400(TIG 400)

b Curent de bazd A 10—320 (TIG 320)
10—400(TIG 400)

Dcy Latimea impulsurilor % 5-95

Fp Frecventa impulsurilor Hz | 0.5-200

Tdown Timp descendent sec | 0.0-10

lc Intensitatea curentului la umplere crafer | A 10—320 (TIG 320)
10—400(TIG 400)

Tpo Post-flux de gaz sec |0.0-10

Frecventda c.a. (numaiin modul TIG-AC) Hz | 50-250

Latime echilibru-curdtare (numaiin modul TIG-AC) Se -5-+5

poate seta masura de indepdrtare a stratului de oxid (la
aligjele de Aluminiu sau de magneziu)

3.3 Comanda cu pedala

¢ Atunci cand conectdm cablul de comandd al pedalei, aparatul de sudare va
detecta pedala siin aceastd situatie reglarea curentului de sudare de pe panoul de
comandd al aparatului nu este activa, putdndu-se selecta numai modul 2T.

« Prin utilizarea butonului de reglaj al curentului maxim de sudare, de 16ngd pedald, se
poate seta curentul maxim de sudare dorit.



3-4. Functionareain mod AWI
3-4-1. Modul de sudare 4T (4 timpi):

Se vor regla intensitatile curentilor initial si de umplere a craterului. Aceasta functie impiedicd
formarea craterului la inceputul si sfarsitul sudarii. Modul 4T se utilizeazd pentru sudarea materia-
lelor cu o grosime medie.

I(A)
ISt e o e e ————
1 1
| |
1 1 1
1 1 1 1 N
0t 213 t4 15 16 t7 t(s)
LR Se apasd si se mentine apdsat comutatorul pistolului de sudare. Se va anclansa
comutatorul electromagnetic. va porni fluxul de gaz.
e O~t1: Durata pre-fluxului de poate seta de pe panoul de comanda (0.0~2 sec)
* t1~t2:  Porneste aprinderea arcului t1 iar la iesire apare curentul initial setat (DC: 10-170A;
AC:10-200A)
o 12: Se elibereazd comutatorul pistolului de sudare, curentul de sudare va incepe sa

creasca. (0.0-10 sec)

o 12~13: Curentul de iesire creste pédnad la valoarea setatd (lw sau Ib), durata cresterii putdnd
fireglata (DC: 10-170A; AC:10-200A)

» t3~t4:  Tncepe procesul de sudare. In acest fimp nu este necesar sa se tind apdsat comuta-
torul pistolului de sudare. Observatie: Tn cazul in care se selecteazd modul de impulsuri,
infensitatea curentului de iesire variazd infre curentul de bazd si curentul de sudare.

o 14: Se apasa din nou comutatorul pistolului de sudare pentru finalizarea procesului
de sudare. Intensitatea curentului de sudare incepe sa scadd in mod corespunzator
fimpului descendent setaf.

e t14~15:  Intensitatea curentului de iesire scade pdnad la valoarea curentului de umplere a
craterului, setatd. (DC: 10-170A; AC:10-200A) Timpul acestei scaderi se poate regla
(fimpul descendent).

o t5~16: Faza de umplere a craterului. .

o t6: Se elibereazd comutatorul pistolului de sudare, arcul se va stinge, gazul de protectie
va fi prezent in continuare.

* t6~t7:  Durata post-fluxului de gaz se poate seta de pe panoul de comandad. (0.0-10 sec);

o 17: Comutatorul electromagnetic declanseazd, intfrerupand fluxul de gaz si finaliz&nd
procesul de sudare.ui de

3-4-2. Modul de sudare 2T (2 timpi):

Aceastd functie este adecvatd pentru sudare in puncte, pentru sudarea tranzitorie, Pentru
sudarea n pldci subfiri etc., fard setarea curentului de pornire si a curentului de umplere a
craterului.

1 (a)

Welding current Is f-------=------=----

Loosen the
welding gun
switch
The settingbase | -
current Ib 5 ] .
Press and hold the welding i Arcis Arc is
gun switch i~ ignited tyrned off
0 tl 2 3 4 5 ¢ (s)




L0k Se apasd si se mentine apdsat comutatorul pistolului de sudare. comutatorul
electromagnetic va anclansa. va porni fluxul de gaz.

e O~t1: Durata pre-fluxului de poate seta de pe panoul de comanda. (0.0~2 sec)

o t1~12: Porneste aprinderea arcului (1), se formeazd arcul (t2) iar la iesire curentul de
sudare incepe sa creascd pdma la valoarea setatd (Iw sau Ib), timpul cresterii
(ascendent( put@nd fi setat. (0.0-10 sec)

o 12~13: Acest timp se va mentine apdsat comutatorul pistolului de sudare. Dacad s-a
ales modul de impulsuri, curentul de iesire va varia intre valorile setate pentru
curentul de bazd si curentul de sudare.

e 13: Se elibereazd comutatorul pistolului de sudare pentru finalizarea procesului de
sudare. Intensitatea curentului de sudare va incepe sd scadd in mod corespun-
zator fimpului descendent setat. (0.0-10 sec)

e t13~t4: Intensitatea curentului scade la o valoare minimd de la valoarea setatd (Iw sau
Ib) si arcul se stinge.

* t4~t5:  Faza de post-flux a gazuluiincepe dupd stingerea arcului de sudare. Durata sa
se poate seta de pe panoul de comanda (0.0-10 sec)

e t5: Comutatorul electromagnetic intrerupe circuitul, se intrerupe fluxul de gaz si se
termind procesul de sudare.

3-5. Functii de protectie la scurtcircuit:

In mod TIG/DC/LIFT: In cazul in care electrodul de wolfram atinge Tn timpul suddarii piesa de
lucru, curentul de sudare scade la 20 A. Aceasta functie protejeazd electrodul si
astfel i mareste durata de utilizare.

In mod TIG/DC/HF: In cazul in care electrodul de wolfram atinge n timpul sudérii piesa de
lucru, curentul de sudare scade la 0 A pentru o secundd. Aceastd functie prote-
jeazd electrodul si astfel i mareste durata de utilizare.

n mod MMA: Tn cazul in care electrodul de wolfram atinge n timpul suddrii piesa de lucru
pentru un timp mai mare de 2 secunde, curentul de sudare scade la 0 A, prote-
j&nd astfel aparatul de sudare si electrodul.

Functia de evitare aintreruperii arcului de sudare: In mod TIG, dacd s-ar infrerupe arcul,
intrd in functiune aprinderea HF care mentine stabilitatea arcului.

In mod 4T TIG: Atunci cand apdsati pentru o clipd pe comutatorul pistolului de sudare,
curentul de sudare scade la jumatate. dacd se apasd din nou comutatorul
pistolului de sudare pentru un timp scurt, curentul de sudare revine la valoarea
setata.

Important:

« Verificati conexiunea dintre componentele aparatului de sudare. Fixari, etanseitdti etc.!

* Verificati cantitatea de gaz de protectie din rezervor. Puteti verifica functionarea valvei
electromagnetice cu ajutorul butonului de pe panoul de comanda!

* Setati vireza fluxului de gaz pe reductorul de presiune, ih mod corespunzator aplicatiei
de sudare.

* Aprinderea arcului de sudare functioneaza corespunzator atunci cdnd intre piesa de
lucru si electrod se astreazd o distantd de 3 mm.




4. Valorile de referinta ale parametrilor de sudare

4-1.  Valorile de referinta ale sudarii AWI

Grosime Diametru Diametru Curentde |Cant.gazde Gold T ld
placa electrod | cablu sudare sudare protectie bazg(m?n) Ipbzcz)é €
(mm) Wolfram (mm) (A) (L/min)

0.4 1.0-1.6 0-1.0 5-30 4-5 1 . @
1.0 1.0-1.6 0-1.6 10-30 5-7 1 0. @
1.5 1.0-1.6 0-1.6 50-70 6-9 1 @)
2.5 1.6-24 | 1.6-2.4 70-90 6-9 1 @
3.0 1.6-2.4 1.6-2.4 90-120 7-10 1-2 ®@. ®
4.0 2.4 1.6-2.4 120-150 10-15 2-3 @. ®
5.0 2.4-3.2 2.4-3.2 120-180 10-15 2-3 @. ®
6.0 2.4-3.2 2.4-3.2 150-200 10-15 3-4 @. ®
8.0 3.2-4.0 3.2-4.0 160-220 12-18 4-5 @
12.0 3.2-4.0 3.2-4.0 | 180-300 12-18 6-8 @
A l
©) @)
| |
- =
® @

4-2.  Valorile de referinta ale parametrilor de sudare MMA

Grosime piesd de lucru

<1 1~2 2~3 4~5 6~12 =13
(mm)
Diametru sarmd de 15 2 3.2 304 4~5 5~6
sudare(mm)

Intensitate curent de

20~40 | 40~50 | 90~120 | 90~130 |160~250 |250~400
sudare (A)




4-3. Diagrama timpului de pornire

Strict la aplicarea timpului maxim de lucru (a
se vedea parametri tehnici). Dacd te duci

: - . M - TIG420AC/DC
dincolo de aceastd perioadd, masina opre-
ste automatic. Acest suprasarcind intern, in X(%)
consecintd, este posibil deoarece apara- 100 \ \
90 TIG320AC/DC

tul se supraincdlzeste. In acest caz, nu este 80

necesar pentru a opri aparatul, ventilatorul 79 \

frebuie sa fie de lucru pentru a reduce tem- 60

peratura. De obicei, in termen de 5-10 mi- 50

nute, aparatul lucreaza din nou. X" la timp gg
si actuala “I" relatia de sudare se aratd in 20

diagrama. 10

“X", axa este situat la timp (bi%), indica
faptul cd masina joacd un rol important in
sarcind individual (10 minute). Procentul la
fimp va spune cat de multe minute la 10
minute capabil sa sudeze curentul specifi-
cat.

0
0 50 100 150 200 250 300 350 400 450 500

Atentie: Supraincarcarea deterioreaza aparatul !

4-4. Diagrama caracteristicii de iesire

TIG 320 and 420 AC/DC MULTIWAVE RC aparate de sudura are o caracter excelent, se
aratdin Fig.

Relatfia prezentatd in urmdatoarea relatie dintre sarcina nominald U2 tensiune si

nivelul nominal de sudare |, curent:

In masurain care L,<600A apoi U,=20+0.04 1, (V) in masura in care I, >600A apoi U,=34(V)

U, (VA

67

34

\

10

>
0 600 LA




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.
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Zvaraci invertor s technolégiou IGBT
pre zvaranie s TIG ACDC a s obale-
nou elekirédou MMA

TIG 320 AC/DC MULTIWAVE RC
TIG 420 AC/DC MULTIWAVE RC
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uvobp

V prvom rade sa chceme podakovat, Ze ste si vybrali IWELD zvdracie alebo rezacie
zariadenia.

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

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

Mikroprocesorom riadené ovlddanie a podporné zvdracie funkcie neustdle pomdha-
jU udrziavat optimdlne charakteristiky zvarania a rezania.

Prosime o pozorné precitanie tohto ndvodu na pouzivanie este pred uvedenim zaria-
denia do prevdadzky!

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

Ak v&m ndvod neposkytuje dostatocné informdcie, obrdfte sa na svojho distribUtora
o daliie informdcie!

V pripade akejkolvek chyby alebo inej zaru€nej udalosti dodrzujte ,,Vseobecné zdruc-
né podmienky”.

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

IWELD Kft.

2314 Haldsztelek

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




POZOR!
Zvaranie a rezanie mbze byt nebezpelné pre pouzivatela stroja i osoby v okoli stroje.
V pripade ked je stroj nesprdvne pouzivany moze spdsobif nehodu. Preto pri pouzivani
musia byt prisne dodrzané vietky prislusné bezpecnostné predpisy. Pred prvym zapnu-
tim stroja si pozorne precitajte tento ndvod na obsluhe.

e Prepinanie funk&ného rezimu pocas zvdrania mbze

viest k poskodeniu stroja.

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

e Hlavny vypinac Uplne prerusi privod elektrického pru-
du

do stroja.

e Pouzivajte len kvalitné a bezchybné zvdracie ndstroje

a pomocky.

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

URAZ ELEKTRICKYM PRUDOM: mdze byt smrtelny.

e Pripojte zemny kdbel podla platnych noriem.

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

ochranné rukavice.

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

Pri zvdrani vznik& mnozstvo zdraviu skodlivych plynov.

Zabrante vdychnutiv zvaracieho dymu a plynov!

e Pracovné prostredie musi byt dobre vetrané!

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

e Pri zvdrani pouzivajte zvaracsku kuklu, ochranné zva-
racské

okuliare a ochranny odev profi svetlu a Ziareniu!

e Osoby v okoli zvéracského pracoviska tiez musia byt

chrdnené proti Ziareniu!

NEBEZPECIE POZIARU

e Iskrenie pri zvdrani moze viest ku vzniku poziaru, preto

zvaraijte len v poziaru odolnom prostredi.

e VZdy majte plne nabity hasiaci pristroj v blizkosti!

Hluk: Mo6ze viest k poraneniu ucha.

e Hluk vzniknuty pri zvdarani / rezani mdze poskodit sluch,

preto pouzivajte ochranné slichadlid.

Porucha stroje:

e Dbkladne precitajte ndvod na obsluhu.

Obrdafte sa na distribUtora zariadenia.




PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

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

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

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

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

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

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

- Whether there are computers and other control equipment;

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

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

- Whether there are equipment used for calibration or inspection;

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

- Time for welding or other activities;

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

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

- Maintenance of arc welding equipment

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

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

- Welding cable

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

- Equipotential bonding

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

- Grounding of the workpiece

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

- Shielding

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




1. Hlavné parametre

TIG 420 AC/DC TIG 320 AC/DC
QUCKSILVER

Obj. &. 800TIG420ACDCMW 800TIG320ACDCMW
Typ invertoru IGBT IGBT
o Vodné chladenie v op.
S Zapalovanie HF/ LT HF/ LT
8 Pocet programov 9 9
%‘ Bezkdblové dialkové oviddanie op op.
% Dialkové oviddanie na hordku 4 v
© Digitdiny oviadaci panel 4 4
Analdégovy oviddaci panel x x
w
G ACTIG v v
% AC PULSE TIG v 4
E o DCTIG v v
= DC PULSETIG v v
21/47 v v
Waveforms 3 3
AC MMA v v
< DC MMA v v
> Arc Force v v
= Y
Nastavitelny Arc Force v v
Hot Start 4 v
TIG hordk v baleni IGrip SR18WP IGrip SR26P
TIG hordk v opcii TBi SR400 |Grip SR18W/ TBi SR400
Pocet faz 3 3
Napdjacie napdatie 3x400V AC £10%, 50/60 Hz 3x400V AC +10%, 50/60 Hz
MMA AC: 33.7A [/ 26.1A AC: 25A / 19A
’ ’ DC: 36.5A / 28.3A DC:27.5A / 21A
Max. / efektivny odber pridu o AC: 24.6A | 19A AC: 19A / 15A
DC:26.5A / 20.5A DC:21A / 16A
h U&innik (cos @) 0.7 0.65
T U&innost >85% >85%
% Dovoleny zatazovatel (10 min/40 °C) 34]?: @@ ]60%?;8 2352: : @@ ]60%?;8
é . L MMA 10A - 400A 10A - 320A
B e TG 10A - 400A 10A - 320A
’ L " MMA 20.4V - 36V 10.4V-22.8V
Vystupné zvaracie napdtie e 10.4V - 26V 20.4V-32.8V
Napdtie naprdzdno 67V 61V
Trieda ochrany H H
Krytie 1P23 1P23
Hmotnost 27 kg 27 kg

Rozmery 550 x 240 x 445 mm 550 x 240 x 445 mm




2. Instaldcia

2-1. Umiestnenie

Zvéracie zariadenie md byf umiestnené mimo | Chrdrte pred vniknutim vodivych ¢asti do za-
dazda. Chrdnte pred priamym slnecnym svet- |riadenia.

lom a drzte mimo prasného a vinkého prostredia.
Teplota prostredia 10 °C - 40°C

Tl

Dodrzujte vzdialenost min 20 cm od stien. Ak 2 | Zvdrajte v bezveternom prostredi alebo
zvdracie zariadenia zvdraju naraz, dodrzte me- poui]fe ochranu proﬁ vetru.
dzi nimi vzdialenost min 30cm.

ﬁ Toto zariadenie sa odporica pouzivat vo vnitornom prostredi. NepouZivajte v dazdil

UPOZORNENIE!

V pripade ak sa dostane do vnutra zariadenia kvapalina, méze nastat vazna
nehoda. V takom pripade vyhladajte odbornt pomoc od servisného technika
pre vhodnu kontrolu a Udrzbu zariadenia.

2-2. Pozndmky

- Napdjacie napdtie md byt medzi 340V-420V, nesmie chybaf faza

- Dbajte o sprévne pripojenie uzemnenia

- Dbajte o dostatocne silné dotiahnutie zvdracich kéblov do konektorov. Slabé spojenie mbze
sposobit nestabilitu zvdracieho oblUka a pripadne aj poziar!

- Po zvdrani zariadenie vypnite.

-V pripade pouzitia zariadenia v exteriéry chrdnte zariadenie pred dazdom, ventracie otvory
sa nesmu prikryvat!

- Pravidelne kontrolujte tesnenia kdblov! Ak je kdbel poskodeny alebo nalomeny, vymerite hol!

- Chrdnte pred vnikom cudzich ¢asti do zariadenia, a pred Uoskodenim!




2-3. Pripojenia na zvaracie zariadenie

2

1 |Kladnd& svorka pre AC a DC 5 [Hlavny vypinac
Z&pornd svorka 6 | Elektricky pripojny kdbel
Pripojenie riadiaceho kdbla 7 | Pripojenie na chladiaci okruh
Vystupny konektor na pripojenie Vstupny konektor na pripojenie
4 | ochranného plynu 8 |ochranného plynu

2.4. Instaldacia pre TIG zvdranie

1. TIG zvdracie zariadenia sU vybavené
systémom korekcie vstupného napdtia,
preto gj pri poklese napdtia o 15% zario-
denie stdle funguje. Ak pouzivate dihé
privodné elektriocké kdble, napdtie na
konci klesd. Preto odporu¢ame pouzit
privodny kdbel s va&sim priemerom. Ale
ked je kdbel velmi dihy, mdze spdsobif
abnormdine funguvanie zariadenia.
Preto pouZivajte adekvatnu dizku kdabla.
Vetracie otvory nikdy nezakyvajte pre
dostato¢ny vykon chladenia zariadenia.

2. Pripojte zdroj ochranného plynu cez
redukeny ventil (nie je sucastou balenia
). Pre funk&nost systému potrebujete:
Flasu ochranného plynu, redukény ventil,
hadice, svorky ku hadiciam. Hadice je
potrebné pripojit spdsobom, aby nedo-
chd&dzalo k Uniku plynu.

DC POSITIVE CONNECTTON




2.5. Instalacia pre MMA zvdranie

V mdde DC ( jednosmerny prdd ): zvolte si
kladny alebo z&porny typ pripojenia podia
typu pouzitej zvdracej obalenej elekirddy.
Informdcie o vhgodnej polarite a odporU-
canych parametroch ndjdete na baleni
elektrédy.

DC POZITIV KAPCSOLAS

DC NEGATIV KAPCSOLAS

3. Prevadzka

3-1. Ovladaci panel

19
QUICKSILVER L
4
) S L4
18 % bV CEANT 5
17 Hz i 6
s [ ®
15 -/ - WIDTH \_
- H S FREQUENCY a
14 'J_ o Q = -Ll @
13 - = - - Hot Start
. @ ) A ,
12 « SELECT Arc Force
—JoB + 8
TIG 320 AC/DC MULTIWAVE RC ) 7
11
10
1 Displej na zobrazenie prudu a dalSich 11 Vyber typu viny
parametrov
2 Displej na zobrazenie napétia 12 Tlacidlo vyberu AC / DC
3 Vyber médu chladenia: voda/vzduch 13 Trojuholnikovd vina
4 Indikétor chybajucej chladiacej kvapaliny 14 Sinusovd vina
5 Indik&tor ochrannej funkcie 15 Stvorcovd vina
6 Tlacidlo na vyber 27/4T 16 MMA
7 Hof start 17 Lift IG
8 Zvdraci prud 18 TIG
9 Arc force 19 Tlacidlo na vyber médu zvdrania HF

TIG / Lift TIG / MMA
10 Potenciometer pre nastavenia parametrov




3-2. Nastavitelné zvaracie parametre

Pulse frequency

Pulse

Balance AC frequencL

Tor Predfuk plynu sec | 0.0-20

Is Startovny prid ( len pre 4T ) A 10>

Tup Cas ndbehu sec | 0.0-10

Ip Zvdraci prud A 10—320 (TIG 320)
10—400(TIG 400)

lb Z&kladny prod A 10—320 (TIG 320)
10—400(TIG 400)

Dcy Sirka pulzu % 5-95

Fp Frekvencia pulzu Hz 0.5 -200

Tdown Cas vybehu sec |0.0-10

Ic Kréterovy prad A 10—320 (TIG 320)
10—400(TIG 400)

Tpo Dofuk plynu sec |0.0-10

AC frekvencia (len v mdde TIG AC ) Hz 50-250

Balance - vyrovnanie - Sirka Cistenia ( len pre méd TIG AC, -5-+5

nefunkéné pre tuto zvdracku )
Nastavitelnd hodnota pre odstrdnenie oxidov z hlinikovych
a hocikovych zliatin

3.3. Ovladanie peddlom ( volitelné prislusenstvo )

- Zariadenie automaticky detekuje pripojeny nozny peddl, prestavenie pridu pocas zvdrania
nebude mozné s potenciometrom na oviddacom panely, ostane mozny vyber modu 2T.

- Na zvdracom zariadeni sa potenciometrom nastavy maximdiny zvaraci prdd, jeho daldia regu-
l&cia pocas zvdrania je moznd len stlacenim peddlu.




3-4. Pouizitie vmode TIG

3-4-1. Zvdaranie v méde 4T ( 4 takt ):

Nastavte parametre pre zaciatok a krater zvaru. Vdaka tomu zabezpecite elimindciu krdteru na
zaciatku a na konci zvaru. Méd 4T je vhodny pre zvdranie dihsich zvarov.

| (A) T

Is ----——/i- ———————

0 1 213 t4 15 16 17 1 (s)

0: Potlacte a drzte stlac¢ené tlacidlo na zvdracom hordku. Elektromagneticky ventil sa zapne,
spusti sa prudenie plynu ( predfuk )

0-11:  Cas predfuku je nastavitelny na oviddacom paneli (0,0 - 2 sek )

t1 —12: Zapne sa zvdraci oblik t1 so startovnymi parametrami nastavenymi na ovliddacom
paneli ( 5-200A )

t2: Uvolnite tlacidlo na hordku, aby sa zvdaraci prdd sa mohol zvySovaf na nastavenu hod-
notu, ¢as ndbehu je nastavitelny (0,0 - 10 sek )

t2 = 13: Zvdraci prdd sa zvysuje na stavenl hodnotu ( b alebo Iw, 5-200A ), Cas ndbehu je
nastavitelny

t3 —t4: Zacne sa zvdranie s nastavenymi parametrami. Pocas zvdrania netreba drzat tlacidlo
na zvdracom hordku.

Pozndmka: Ak zvdrate v pulznom pride, velkost zvdracieho pridu pulzuje medzi nastavenymi
hodnotami zdkladného a zvdracieho pridu.

t4: Pre skoncenie zvdrania potlacte tlac¢idlo na hordku, prid zacne klesat na nastavenu
hodnotu kraterového priudu v dobe od 0,0 - 10 sekdnd.

t4-t5: Vybehovy prid klesne na nastavenni hodnotu krdterového pridu ( 5 -200A ), Cas
vybehu je nastavitelny ( 4 )

t5-16: VyplIn kratera

té: Uvolnite tlacidlo na zvaracom hordku, obluk zhasne, plyn nadalej pradi ( dofuk ).
t6 —17:  Cas dofuku je nastavitelny na oviddacom paneli ( 0,0 — 10 sekdnd )
t7: Vypne sa elektromagneticky ventil, plyn prestane prudit, skonci sa proces zvarania.

3-4-2. Ivaranie v méde 2T ( 2 takt):

1k

Welding current Is p-------------------

Loosen the
welding gun
switch
The settingbase | -
current Ib i ] -
Press and hold the welding i Arcis Arc is
gun switch i~ ignited tyrned off
0 tl 2 3




0: Potlacte a drzte stlacené tlacidlo na zvdracom hordku. Elektromagneticky ventil sa
zapne, spusti sa prddenie plynu ( predfuk )

0-11: Cas predfuku je nastavitelny na oviddacom paneli ( 0,0 - 2 sek )

1 - 12: Zapdli sa zvdraci obluk (t1), vystupny zvdraci prid (t2) sa postupne zvysuje na Uroven
nastavenU na ovlddacom paneli ( Iw alebo Ib). Cas ndbehu je nastaviteny (0,0 - 10
sek )

t2 - 13: Tlacidlo na hordku je potrebné drzat po cell dobu zvdarania. Ak zvdrate v pulznom

prude, velkost zvaracieho pridu pulzuje medzi nastavenymi hodnotami zdkladného
a zvdaracieho prudu.

13: Uvolnite tlacidlo na zvdracom hordku pre ukoncenie zvdrania. Zvéaraci prid sa zacne
znizovat podla nastaveného ¢asu vybehu (0,0 - 10 sek )

13 - t4: Zvaraci prud klesne na minimdlnu hodnotu a obluk zhasne, plyn nadalej pridi ( dofuk
).

t4 - 15: Cas dofuku je nastavitelny na oviddacom paneli ( 0,0 - 10 sekind )

t5: Vypne sa elektromagneticky ventil, plyn prestane prudit, skonci sa proces zvarania.

3.5. Funkcie ochrany pred skratom

V méde TIG / DC / LIFT: Ak sa volfrdmovd elektréda dotkne pocas zvdrania materidlu a prilepi
sa, zvaraci prid automaticky klesne na 20A. Tato funkcia chrdni elektrédu a tym zvysuje jej
zivotnost.

V méde TIG / DC / HF: Ak sa volfrdmovd elektréda dotkne pocas zvarania materidlu a prilepi
sa, zvdraci prud automaticky klesne na 0OA na dobu 1 sekunda. Tato funkcia chrdni elektrédu a
tym zvysuje jej Zivotnost.

V méde MMA: Ak sa obalend elektréda prilepi po&as zvdrania k materidlu na dobu dihdiv ako 2
sekundy, zvdraci prud automaticky klesne na 0A. Tato funkcia chrdni zvdraci zdroj a elektrédu.

Funkcia zabrariujica preruseniu horeniu oblUka: v TIG mdde, ak md& obluk tendenciu vyhasnif,
HF zapalovanie sa aktivizuje a stabilne udrzi horief obluk.

V méde 4T TIG: Ak pocas zvdrania nakrdtko potladite tlacidlo na hordku, zvdraci prud klesne na
polovicu. Ak znova nakrdtko potlacite tlacidlo, zvdaraci prid sa vrati na pdévodne nastavenuy
Uroven.

Dolezité:

- Skontrolujte vietky spoje, konektory na zvéracom zariadeni. Dotiahnite, utesnite, atd.

- Skontrolujte mnozstvo ochranného plynu vo flasi. Mozete vysklsat funkciu elektromagnetického
ventilu pomocou tlacidla na ovliddacom paneli

- Nastavte potrebny prietok ochranného plynu pomocou regulaéného ventilu umiestneriom na
flasi

- Vysokofrekvencné zapalovanie obliuka funguije pri dodrzani vzdialenosti 3 mm medzi elekird-
dou a zvdaranym materidlom.




4. Diagramy a parametre zvdarania

4-1. Odpordcané parametre zvarania pre TIG

T T | e [ | S
e T e I
0.4 1018 o1.0 530 45 1 . B
1.9 1.0-1.8 18 10-80 b-r 1 T. &
13 1010 a1 - 2] 1 4]
B 1824 1,824 TD-RD E-R 1 =
a0 1424 | 1824 | 1A 10 11 2. &
4.0 4 1624 | 120180 | 1018 23 €. 8
50 2472 | 2432 | 12318 10-15 23 @. &
ED 2432 | 2432 (180200 | 10-18 2] & &
- L) 34D | d240 | 180-1X 12-18 =B &
12.0 E240 | 3240 | 180300 | 1218 2] <4
A |
ik &
>\./él
& &
4-2. OdporUéané parametre zvarania pre MMA
Hnllhm plecha () L1 1-2 2-B L ] =12 da11
Plonerctsiest | qa 2 32 (324 | 48 | H

hekin’ly {rarm)

virmr] pdrd A M- | =3 | -1 | =130 | WEi-2SD | 350-400




4-3. Dovoleny zatazovatel ( DZ)

Zvdrajte v rdmci zvdracich hodnét dovoleného
zafazovatela, uvedenych v technickej Specifika-
cii. Ak zvdrate nad tymito hodnotami, zvéraci

proces sa mdze pri prehriati Easom vypnut, a )(1(0{;’)
zvdracka sa potrebuje ochladif pomocou vnu- %0 TIG420AC/DC
torného ventilatoru v rozmedzi Casu 5 - 10 min 80 \
Vztah medzi DZ a zvaracim pridom ukazuje 70
nasledovny graf. 60 TIG320AC/DC
50
Na osi X zndzorneny DZ ukazuje, kolko rozsa- 40
hu ¢asu ( z 10min) dokdzZe zvaracka byt pod 30
z&tazou. Cas DZ ukazuje percentudiny pomer, fg
kolko percent z 10 min zvaracka zvdra pri danej 0
hodnote zvdracieho prddu. 0 50 100 150 200 250 300 350 400 450 500

UPOZORNENIE: Nadmierne zataZenie moze poskodit zvéracie zariadenie!

4-4. Volt-ampérova charakteristika

Zvdaracie zariadenie TIG 220 DIGITAL PULSE RC sa vyznacuje s vynikajucou Volt-Ampérovou cha-
rakteristikou, ktorU zobrazuje graf.

Vztah medzi hodnotou menovitého napdtia U, a hodnotou zvaracieho prddu I, ndm uddava
nasledovny vzfah:

Ak ,<600A tak U,=20+0.04 1, (V) Ak |, >600A tak U,=34(V)

U, ( V)A

67

34

\

10

>
0 600 L(A)




Opatrenia

Pracovisko

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

Bezpeénostné poziadavky

Zvdraciinvertor poskytuje ochranu pred nadmernym napétim, prédom a prehriatim. Ked nastane
niektoré z uvedenych udalosti, stroj sa automaticky zastavi. Nadmerné zatazenie poskodzuje
stroj, preto je nutné dodrzat nasledujuce pokyny:

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

2. Zvaraci prud nesmie prekrocit maximdalnu pripustnd hodnotu. Nadmerny prid moéze skrdtif Zivot-
nost stroja alebo poskodif ho.

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

4, Stroj musi byt uzemnén! Ked pouZivate standardn( uzemnenU AC zdsuvku, uzemnenie je au-
tomatické. Ked pouZivate elektrocentrdlu alebo nezndmy zdroj elektrickej energie, uzemnite
zvdraci invertor pomocou uzemnovacieho kdbla s minimdlinym prierezom 10 mm, aby ste za-
brdanili tderu elektrickym prdodom.

5.V pripade pretazenia alebo prehriatia stroj sa okamtzite zastavi. Po vypnuti ho hned opét neza-
pinajte. Po&kajte, kym ho ventildtor poriadne ochladil
Upozornenie!

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

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

TUto prdcu mbze vykonat len zodpovednd osoba s platnymi osvedceniamil

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

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

4. Nemaijte ruky, vlasy a volny odev v blizkosti kdblov pod napé&tim a ventildtora stroja.

5. Stroj pravidelne Cistite pomocou stlaceného vzduchu. Pri pouZiti v pradnom prostredi Cistite stroj
kazdy den.

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

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

8. V pripade nepouzivania stroja uskladnite ho v origindinom baleni v suchom prostredi.
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Infroduzione

Grazie per aver acquistato il ns prodotto

1. La garanzia per tutti le componenti & di 1 Anno, escluse le parti di consumo e
ricambio.

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

| nostri inverter sono fabbricati con le piu avanzate tecnologie. L'inverter, per pri-

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

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

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

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

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

IWELD Kft.

2314 Haldsztelek

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




ATTENZIONE!
La saldatura & un processo pericoloso. L'operatore e le altre persone presenti
nell’area dilavoro devono seguire le seguenti regole di sicurezza e sono obbli-
gate ad indossare gli idonei dispositivi di sicurezza individuali.

¢ Lo spegnimento dell’apparecchio durante la fase dilavo-
ro pud danneggiare I'impianto.

¢ Dopo saldatura scollegare sempre il cavo di supporto
elettrodo dall'impianto.

* Collegare sempre I'impianto ad una rete elettrica protet-
ta e sicura.

* Utilizzare cavi ed accessori in condizioni perfette.
e L'operatore deve essere qualificato!

Shock elettrico

* Collegare il cavo di messa a terra in accordo con le
normative standard.

e Evitare il contatto a mani nude di tutte le componenti
attive del circuito elettrico, elettrodo e filo di saldatura. E
necessario che I'operatore indossi guanti idonei mentre
esegue le operazioni di saldatura.

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

i
i |

Fumo e gas generati durante la saldatura o il taglio
possono essere dannosi per la salute

* Evitare direspirare gas e fumi di saldatura.

* Mantenere sempre ben areata la zona di lavoro.

Radiazioni nocive di saldatura sono pericolose per
gli occhi e la pelle.

e Indossare un adeguato casco per saldatura con
filtro per radiazioni luminose e abbigliamento
adeguato durante le operazioni di saldatura.

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

Pericolo di incendio!

¢ Le proiezioni di saldatura possono dare origine ad EQE
incendi. Accertarsi di rimuovere tutti i materiali inflamma-
bili dall'area di lavoro.

¢ Tenere nelle vicinanze un estintore in caso di emergenza.
Malfunzionamento D I e
« Consultare il manuale (FAQs) ! 1|

e Consultare il rivenditore di zona




PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

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

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

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

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

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

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

- Whether there are computers and other control equipment;

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

- Consider the health of staff 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.




The Main Parameters

TIG 420 AC/DC TIG 320 AC/DC
QUICKSILVER MULTIWAVE RC MULTIWAVE RC

Art. No 800TIG420ACDCMW 800TIG320ACDCMW
Tipo inverter IGBT IGBT
Unita di raffreddamento ad acqua v op.

w Arc Ignition HF/ LT HF/ LT

é Numero di programmi 9 9

& Telecomando wireless op op.

O Telecomando dalla torcia TIG 4 v
Pannello di controllo digitale 4 4
Pannello di controllo analogico g &

g ACTIG v v
§ AC PULSETIG v v
E o DCTIG v v

= DC PULSETIG v v
2T/47 v v
Numero di forme d’onda 3 3
AC MMA v v

< DC MMA v v

= Arc Force 4 4
Regolabile Arc Force v v
Hot Start v v

Accessori Torcia IGrip SR18WP IGrip SR26P

Torcia opzionale TBi SR400 IGrip SR18W/ TBi SR400

Numero di fase 3 3

Tensione di rete 3x400V AC £10%, 50/60 Hz 3x400V AC +10%, 50/60 Hz

MMA AC: 33.7A [/ 26.1A AC: 25A / 19A
Corrente assorbita massima/ DC: 36.5A / 28.3A DC:27.5A 1 21A
effettiva G AC: 24.6A [/ 19A AC: 19A / 15A
DC:26.5A / 20.5A DC:21A / 16A
O Fattore di potenza (cos @) 0.7 0.65
6 Efficienza >85% >85%
= . . ., 400A @ 60% 320A @ 60%
< Ciclo di lavro (10 min/40 °C) 310A @ 100% 250A @ 100%
g Gamma corrente di saldatura MMA 10A - 400A 10A - 320A
TG 10A - 400A 10A - 320A
. . MMA 20.4V - 36V 10.4V-22.8V

Gamma tensione di lavoro 16 10.4V - 26V 20.4V-32.8V

Tensione a vuoto 67V 61V

Classe isolamento H H

Grado di protezione 1P23 P23

Peso 27 kg 27 kg

Dimensioni (lung. x larg. x alt.) 550 x 240 x 445 mm 550 x 240 x 445 mm




2. Installazione

2-1. Luogo diinstallazione

Place the welding machine in the rainproof
room with no direct sunshine, low humidity
and little dust!

(room temperature 10 °C -40 °C).

Any conductive foreign object can not ente
the welding power supply!

Keep the welding power supply over 20 cm
away from the walll

Two welding machines should be over 30 cm
apart when placed in parallel.

Conduct the welding at the place without
wind (use the wind shield, etc)!

Attenzione

A\

Questo prodotto deve essere utilizzato in ambienti chiusi, al
riparo da pioggia e /o neve.

a cose.

Nel caso in cui il prodotto venga a contatto con pioggia, consultare un
tecnico specializzato al fine di scongiurare ogni tipo di danno a persone e

2-2. Avvisi

* La tensione di linea dell’alimentazione monofase dovrebbe mantenersi entro 180V-240V.

* |l cavo di messa a terra deve essere collegato correttamente.

* Verificare regolarmente futte le connessioni. Se i connettori dovessero allentarsi, ripristinare il
collegamento avvitando quest’ultimo energicamente, onde evitare difetti di saldatura o ad-

dirittura possibilitd di incendio.

* Una volta concluse le operazioni di saldatura, non dimenticare di spegnere I'impianto.

* Durante I'uso all’aperto accertarsi che il generatore sia al riparo da pioggia o neve.

« Verificare I'integritd di tutti gli isolamenti dei cavi. Nel caso dovessero risultare danneggiati,
procedere con il ripristino o la sostituzione completa.

» Verificare che le connessioni elettriche all'inferno del generatore non siano allentate.

* Prestare attenzione affinché tutti i dispositivinon vengano danneggiati da utilizzo inappro-

priato.




2-3. Struttura e descrizione del pannello frontale e posteriore

D - Yy
VECEKA

&. T

T
o o

1 | Connettore positiva - AC e DC Interruttore accensione

Connettore nega Ingresso alimentazione elettrica

Connessione gruppo di raffreddamento

(e BN e NN 4, |

2
3 | Connettore comando torcia
4

Uscita gas (alla torcia) Ingresso gas (bombola)

2-4. Installazione in procedimento TIG

Il manufatto da saldare viene collegato al
polo positivo(+) del generatore mediante
I'apposito morsetto, mentre la torcia viene
collegata al polo negativo (-). General-
mente per la saldatura tig si ufilizza questo
fipo di connessione detta anche CCPD
(Corrente Continua Polarita Diretta).

La torcia di saldatura per il processo TIG &
composta dalle seguenti parti di consumo:
elettrodo in tungsteno (di diverso colore e
diametro in base al tipo di materiale da
saldare), Pinza serra elettrodo, porta pinza
serra elettrodo ed ugello gas ceramico
(lungo o corto).

Quando la moddalita diinnesco selezionata
€ HF (innesco in alta frequenza), si rende
necessario prendere delle precauzioni
specifiche in quanto, la scarica di innesco
potfrebbe interferire con il funziionamento
di altri apparati nelle immediate vicinanze.

DC POSITVE CONNECTTON




2-5. Installazione in procedimento MMA

MMA (DC): Selezionare il tipo di collegamento (CCPD o
CCPI) in riferimento al tipo di elettfrodo da utilizzare,
facendo riferimento alla scheda tecnica dello stesso.

MMA (AC): Il generatore non ha i requisiti per questo
collegamento

g
DG POSITIVE CONNECTTON

3. Comandi

3-1. Pannello di controllo

19
QUICKSILVER &
4
S
18 % 5
17 Hz S 6
16 /'
15 -/ - WIDTH \_
S ' m 1
]4 ' ;. FREQUENCV7 .
13 - - J— -L - Hot Start
} A
12 SELECT . ) Arc Force ’
—J0B + 8
TIG 320 AC/DC MULTIWAVE RC o ?

10

Visualizzatore Corrente di saldatura e tutti gli
altri parametri

11 Selezione forma d'onda

2 Visuadlizzatore Voltaggio di saldatura 12 Saldatura DC

3 Tipologia dirafreddamento (aria o H,O) 13 Fo(r:mo d'Onda friangolare (Saldatura
4 Allarme gruppo diraffreddamento H,0 14 ﬁo&rﬁno d'onda sinusoidale (Saldatura

5 Indicatore allarme generale 15 Forma d'onda quadra (Saldatura AC)
6 Modalita 2T/47 16 Saldatura MMA

7 Hof start 17 Lift IG

8 Corrente disaldatura 18 Saldatura TIG HF

9 Arc force 19 Pulsante Selezione procedimento

10 Pulsane selezione/modifica parametri




3-2.  Parametri selezionabili nelle modalita 2/4 tempi

Pulse

Balance AC frequencL

Tor Tempo di Pre-gas

Is Corrente diinnesco (solo 4T)

Tup Tempo di salita (rampa di salita)

Ip Corrente di saldatura

Ib Corrente di base

Dcy Rapporto della durata dell'impulso alla
durata
della corrente di base

Fp Frequenza di pulsazione

Tdown Tempo di discesa (rampa di discesal)

Ic Corrente finale (cratere)

Tpo Tempo di postiigas

AC Frequency (Solo tig AC)
Balance (solo tig AC)

3.3 Comando a pedale

sec

secC

%

Hz
sec

sec
Hz

Pulse frequency

]

0.0-2.0
10 —
0.0-10

10—320 (TIG 320)
10—400(TIG 400)

10—320 (TIG 320)
10—400(TIG 400)

5-95

0.5-200
0.0-10

10—320 (TIG 320)
10—400(TIG 400)

0.0-10
50-250
-5-+5

¢ Quando viene collegato il comando a pedale, I'operatore potrd selezionare la
corrente di saldatura dal pannello frontale utilizzando I'apposito potenziometro. E
necessario che, per un corretto funzionamento, la modalitd di saldatura sia imposta-

fa su 2T.

¢ Con il comando a pedale collegato, si pud intervenire esclusivamente sulla mas-
sima corrente di saldatura, impostandola sul pannello framite I'apposito potenzi-

ometro.



3-4. Operazioniin modadlita TIG.
Modalita 4T:

La corrente iniziale e finale possono essere pre-impostate. Questa funzione permette
I"eliminazione dei crateri che si possono formare all’inizio e alla fine del cordone di saldatura,
soprattutto se si sta operando su spessori sottili.

A
(A)

I

0t 213 t4 15 16 t7 1 (s)

0: Premere e mantenere premuto il pulsante sulla torcia. Il gas comincia a fluire.

O-t1: Tempo di pre-gas (0.0-2.0 sec)

T1-12: L'arco viene innescato al valore pre-selezionato (lb) e viene mantenuto fino al rilascio
del pulsante

12-13: Rilasciando il pulsante, La corrente aumenta fino a raggiungere il valore stabilito per
la saldatura, nel tempo impostato (Tup)

13-14: Il processo di saldatura si mantiene per il tempo desiderato. Durante questo periodo il
pulsante non viene premuto

Note: Selezionando la modadalitd “corrente pulsata”, la corrente di saldatura e quella di base
si alternano automaticamente in base alle impostazioni di “Duty cicle” e “Frequenza”
impostati

t4-15 Premendo nuovamente il pulsante sulla torcia, in relazione al tempo di discesa im-
postato (0.0-10 sec), la corrente si abbassa fino al valore di “corrente finale” (cratere).

15-16 La corrente finale (cratere) viene mantenuta fino al rilascio del pulsante, al valore
impostato

16 Rilasciando il pulsante il processo di saldatura si interrompe

16-t7 Il gas fluisce dalla torcia per il tempo impostato (0.0-10 sec) sul pannello

17: L'elettrovalvola del gas si chiude ed il processo & concluso

Modalita 2T:
Nella modalitd 2T non & possibile gestire dalla torcia le correnti diinnesco e di cratere (solo 4T).

I (A)

Welding current Is  p-------------------

Loosen the
welding gun
switch
The settingbase | _
current Ib i ] ‘
Press and hold the welding | Arcis Arciis
gun switch i~ ignited turned off
; >
0 tl 2 3 w“ 5 ¢ (s)




0: Premere e mantenere premuto il pulsante sulla torcia. Il gas comincia a fluire.
O-11: Tempo di pre-gas (0.0-2.0 sec)

11-13: L'arco viene innescato (1) ed il valore di corrente aumenta (t2) fino a raggiungere |l
valore impostato per la saldatura, nell’arco di tempo di salita (tup)
13-t4: Il processo di saldatura si mantiene per il tempo desiderato. Durante questo periodo

la pressione sul pulsante torcia viene mantenuta
Note: Selezionando la modalita “corrente pulsata”, la corrente di saldatura e quella di base si
alternano automaticamente in base alle impostazioni di “Duty cicle” e “Frequenza” impostati

t4: Rilasciando il pulsante la corrente decresce in relazione al tempo di discesa imposta-
to (Tdown)

14-15: Raggiunto il valore di corrente finale (cratere), I'arco si spegne t5-16: Il gas fluisce
dalla torcia per il tempo impostato (0.0-10 sec) sul pannello

17: L'elettrovalvola del gas si chiude ed il processo & concluso.

3-5. Protezione corto circuit

TIG /DC/LIFT: Nel caso in cui I'elettrodo in tungsteno dovesse entrare in contatto con il manu-
fatto durante la saldatura, la corrente si porterd automaticamente al valore di 20 A, riducendo

cosi I'usura dell'elettrodo stesso e limitando i difetti di saldatura dovuti ad inclusionidi tungsteno.

TIG/DC/HF: Nel caso in cui l'elettrodo in fungsteno dovesse entrare in contatto con il manufatto
durante la saldatura, la corrente si porterd automaticamente a 0 A nell’arco di 1 Sec, riducendo

cosi I'usura dell'elettrodo stesso e limitando i difetti di saldatura dovuti ad inclusioni di tungsteno.

MMA: Nel caso in cui I'elettrodo rivestito rimanga incollato al manufatto per piv di 2 Sec, la cor-
rente di saldatura si porterd automaticamente a 0 A. Questo permette un piu facile distacco
dello stesso dal pezzo da saldare. 4T TIG: in modalitd 4t, se il pulsante torcia viene premuto
rapidamente durante la fase di saldatura, la corrente verrd portata ad un valore di intensita pari
alla meta degli A impostati per la saldatura. Premendo nuovamente il pulsante velocemente, si
ritornerd in corrente di saldatura (Ip).

Note: Verificare le condizioni degli accessori di saldatura e delle connessioni onde evitare difetti
nell'innesco dell’arco, di stabilitd dello stesso e problemi dovuti alla non efficace protezione gas-
sosa.

Verificare che all'interno della bombola ci sia sufficiente quantitd di gas Argon per gar-
antire la protezione del cordone di saldatura. Non avvicinare la torcia al corpo nel momento
dell'innesco, in quanto la scarica elettrica in HF che ha elevata intensitd e tensione, quindi
potrebbe causare danni a persone ed impianti nelle vicinanze.

Per ottimizzare I'innesco, la distanza da mantenere tra la punta dell’elettrodo in tungsteno el
pezzo da saldare deve essere approssimativamente di 3mm. La pressione e la portata di gas
devono essere impostate in base all'intensita di corrente utilizzata e alla tipologia di diffusore/
ugello ceramico gas utilizzati. La regolazione viene effettuata mediante I'apposita vite di regis-
fro presente sul riduttore di pressione collegato alla bombola.

Note: Quando si selezione la funzione AC, la corrente e la forma d'onda & similare alla modalitd
sopra descritta, ma la polaritd di uscita cambia in alternanza.




4. PARAMETRI DI RIFERIMENTO

4-1. Principali parametri TIG

Workpiece | Tungsten |Welding wire Welding

thickness | electrode | diameter Argon speed Clearance | Types of

(mm) diameter(mm)]  (mm) current(A) (L/min) | size(mm) Weld
0.4 1.0-1.6 0-1.0 5-30 4-5 1 ®. @
1.0 1.0-1.6 0-1.6 10-30 5-7 1 @. @
15 1.0-1.6 0-1.6 50-70 6-9 1 ®
25 1.6-24 | 1.6-24 | 70-90 6-9 1 @
3.0 1.6-2.4 1.6-24 90-120 7-10 1-2 @. ®
4.0 24 1.6-2.4 | 120-150 10-15 2-3 @. ®
5.0 2.4-3.2 24-3.2 | 120-180 10-15 2-3 @. ®
6.0 2.4-3.2 2.4-3.2 | 150-200 10-15 3-4 @. ®
8.0 3.24.0 3.2-4.0 | 160-220 12-18 4-5 @
12.0 3.24.0 3.2-4.0 | 180-300 12-18 6-8 @
A ‘
@® @
| | I l
e I
® @

4-2, Principali parametri MMA

Workpiece
thickness (mm) <1 1~2 2~3 4~5 6~12 =13
Eleectrode 15 ) 32 394 s 5t

diameter (mm)

Welding current  (A) | 20~40 | 40~50 | 90~120 | 90~130 |160~250 |250~400




4-3. Andamento del Duty Cycle

La lettera “X" indica il Duty Cycle, che & definito
come: la proporzione tra la capacita del gen-
eratore di erogare potenza con continuitd in un
tfempo definito (10 min). La relazione tra il Duty
cycle "X" e 'intensita di corrente “1" & illustrata
nel grafico a fianco.

Nel caso in cui il generatore si surriscaldi,
interviene una protezione termica a sal-
vaguardia delle componenti interne, che

taglia I'erogazione della corrente. Sul pannello
frontale siillumina il led indicante I'intervento di
detta protezione (5).

A questo punto il generatore rimarrd in stand by
per 15 min, durante i quali la ventola di raffred-
damento riportera la temperatura ad un livello
adeguato. Per evitare questo problema si con-
siglia di ridurre I'intensita di corrente o il valore di
duty cycle.

TIG420AC/DC

\
N

TIG320AC/DC

0 50 100 150 200 250 300 350 400 450 500

Attenzione: il lavoro in sovraccarico & nocivo per il generatore di salda-

tura

4-4, Caratteristiche Volt-Ampere

I TIG 320/420 AC/DC Multiwave RC hanno un'’eccellente relazione fra Volt-Ampere, come

illustrato nel seguente grafico.

La relazione tra la tensione di carico nominale convenzionale U2 e la corrente di saldatura

convenzionale 12 & la seguente:

Dove I, < 600A <U, =10+ 0.0412 (V); quando |, 2 600A , U, = 34 (V)

U,( V)A

Volt-ampere characteristic

67 Working
point

The relation between the
conventional loading
voltage and welding current

34 Y

/

\

10

>
600 L(A)



PRECAUZIONI

Postazione di lavoro

1

3.
4.

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

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

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

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

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

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

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

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

to.

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

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

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

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

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

MANUTENZIONE

1.

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

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

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

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

meccaniche quali ventola di raffreddamento, traina filo...

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

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

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

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

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

riparato.
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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-

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.




The Main Parameters

TIG 420 AC/DC TIG 320 AC/DC
QUICKSILVER MULTIWAVE RC MULTIWAVE RC

Art. N, 800TIG420ACDCMW 800TIG320ACDCMW
Inverter type IGBT IGBT
Water Cooling Unit v op.

= Arc Ignition HF/ LT HF/ LT
g2 Number of programs 9 9
£ Wireless Remote Control op op
O Remote Control from TIG Torch 4 4
Digital Control Panel 4 4
v Analog Control Panel x x
Z
O ACTG v v
5 AC PULSE TIG v v
% o DCTIG v v
L= DC PULSETIG v v
2T/4T v v
Number of Waveforms 3 3
AC MMA v v
< DC MMA v v
= Arc Force 4 4
Adjustable Arc Force v v
Hot Start 4 4
Accessories TIG Torch IGrip SR18WP IGrip SR26P
Optional TIG Torch TBi SR400 IGrip SR18W/ TBi SR400
Phase number 3 3
Rated input Voltage 3x400V AC £10%, 50/60 Hz 3x400V AC +10%, 50/60 Hz
MMA AC: 33.7A / 26.1A AC: 25A / 19A
) DC: 36.5A / 28.3A DC:27.5A / 21A
SR P DS - AC: 24.6A / 19A AC: 19A / 15A
DC:26.5A / 20.5A DC:21A / 16A
& Power Factor (cos @) 0.7 0.65
E Efficiency >85% >85%
 oury Cycie (10 min/a0 ) 310A @ 1007% 250A @ 100%
E Welding Current Range MMA 10A - 400A 10A - 320A
TG 10A - 400A 10A - 320A
MMA 20.4V - 36V 10.4V-22.8V
pUTEleEe G 10.4V - 26V 20.4V-32.8V
No-Load Voltage 67V 61V
Insulation H H
Protection Class 1P23 1P23
Weight 27 kg 27 kg

Dimensions (LxWxH) 550 x 240 x 445 mm 550 x 240 x 445 mm




2. Installation

2-1. Installation Place

Place the welding machine in the rainproof | Any conductive foreign object can not entel
room with no direct sunshine, low humidity the welding power supply!

and little dust!
- % 7
; ~SwW K

(room temperature 10 °C -40 °C).
Keep the welding power supply over 20 cm | Conduct the welding at the place without
away from the walll wind (use the wind shield, etc)!

Two welding machines should be over 30 cm
N!/
j\
~

apart when placed in parallel.
caution | This product should be used indoor; it's recommended not fo use
A it in the place which may suffer from rain!

In case this product is soaked with rain, raindrops may fall into power supply
inside; at this fime, a serious accident may occur. therefore, ask professional
personnel to related check maintenance.

2-2. Notices

The line voltage of the 3-phase power supply should be within 340V-420V without phase loss!
The earth cable of the welding machine should be connected correctly and reliably!

Be sure to check all connection cables regularly. If finding the connector is loose, be sure to
screw if fight; otherwise, it may be burnt and cause unstable welding!

After the welding is over, be sure to power off in time!

For outdoor use, be sure to cover the machine in rainy or snowy day; but do not obstruct its
ventilation!

Regularly check if the insulated skin of all cables is broken if yes, bind up or replace such
cable!

Regularly check if all electric connections inside the machine are loose. Be sure to taste the
loose onel

Take care of all devices and do not let them suffer artificial damages!




2-3. Front and Rear Panel Structure and Description

M/ %
8 7 - = L

¢ [/ |

o o

1 | Positive output terminals - AC and DC Power switch

Negative output terminal Power source input

Aero socket Water cooler box connector

AlWI|N
[N [~ |»,

Shield gas output connector Shield gas input joint

2-4. Installation in TIG mode

Workpiece is connected fto the positive
electrode of welding machine, and
welding torch is connected to the
negative electrode, which is called
DC POSITIVE CONNECTION; otherwise,
that is called DC NEGATIVE CONNEC-
TION. Generally, it is usually operated
in DC POSITIVE CONNECTION in TIG
welding mode.

The control cable of torch switch consists
of 2 wires, pedal control of 3 wires and
the aero socket has 14 leads.

Consumable parts for TIG torch, such as
tungsten electrode, tip, gas nozzle,
electrode shield(short/long) ., please
enquire us by mail or phone accord-
ing to the accessory codes.

When TIG 320 400 AC/DC welding ma-
chines are operated in HF ignition
method, the ignition spark can cause
interferences in equipment near the
welding machine. Be sure to take spe-
cially safety precautions or shielding
measures.

DC POSITIVE CONNECTTON




2-5. Installation in MMA mode

MMA (DC): Choosing the connection of
DCEN or DCEP according fo the different
electrodes. Please refer to the electrode
manual.

MMA (AC): No requirements for polarity con-
nection.

3. Operation Instruction

3-1. Control Panel

19
QUICKSILVER &
4
S
18 % 5
17 Hz - 6
16 Lift IG @ /-
15 -/ - WIDTH \_
- H n FREQUENCY a
g T T
13 - @ = = Hot Start
] o ) A 7
1 2 + SELECT Arc Force
—J0B + 8
TIG 320 AC/DC MULTIWAVE RC o ?

10

Welding current and other parameter display 11 Wave selecting key

2 Welding voltage display 12 AC or DC welding

3 Water or gas cooling selection 13 Triangle wave

4 Exsiccosis indicator (loss of cooling water) 14 Sine wave

5 Alarm indicator 15 Square wave

6  2T/4T selection key 16 MMA

7 Hot start 17 Lift IG

8 Welding current 18 TIG

9 Arc force 19 Function selecting key

10 Parameter select and adjust key




3-2.  Available parameters where 2T and 4T mode have been selected

Pulse frequency

Pulse

Balance AC frequencL

Tor Gas pre-flow time sec | 0.0-2.0

Is Starting current (only with 4T) A 10—

Tup Up-slope time sec | 0.0-10

Ip Welding current A 10—320 (TIG 320)
10—400(TIG 400)

Ib Base current A 10—320 (TIG 320)
10—400(TIG 400)

Dcy Ratio of pulse duration to base current % 5-95

duration

Fp Pulse frequency Hz | 0.5-200

Tdown Down-slope time sec | 0.0-10

Ic Crater arc current A 10—320 (TIG 320)
10—400(TIG 400)

Tpo Gas post-flow time sec | 0.0-10

AC frequency (only with TIG-AC) Hz | 50-250

Balance (only with TIG-AC) -5-+5

Balance adjustment is mainly used to set the adjustment
of eliminating metal-oxide (such as Aluminium, Magnesium
and its alloy) while AC output.

3.3 Pedal switch control

o When plug the fourteen-lead aero-socket of pedal switch in it. Welder will identify the pedal
switch, the welding current knob on the front panel will can’t use and only 2T can be selected.

e When use the adjustment knob of max-welding current beside the pedal, can sef the max-
current you want.




3-4. Operation steps of TIG mode.
4T operation:

The start current and crater current can be pre-set. This function can compensate the possible
crater that appears at the beginning and end of the welding. Thus, 4T is suitable for the welding
of medium thickness plates.

A
(A)

I

0t 213 t4 15 16 t7 1 (s)
LJOK Press and hold the gun switch, Electromagnetic gas valve is furned on. The shielding

gas stars to flow;

e 0~t1:  Pre-gas time (0.1~1S);

e f1~12:  Arcisignited at t1 and then output the setfting value of start current;
(DC:10-170A; AC:10-200A)

® 2: Loosen the gun switch, the oufput current slopes up from the start current; (0.0-10sec)

e 12~13:  The output current rises to the sefting value (Iw or Ib), the upslope fime can be ad-
justed; (DC:10-170A; AC:10-200A)

e 13~t4:  Welding process. During this period, the gun switch is loosen;

Note:  Select the pulsed output, the base current and welding current will be outputted

alternately; otherwise, output the setting value of welding current;

o t4: Press the torch switch again, the welding current (DC:10-170A; AC:10-200A) will drop
in accordance with the selected down-slope time. (0.0-10sec)

e t4~t5:  The output current slopes down to the crater current. The downslope time can be

adjusted;

e t5~t6:  The crater current time;

® 6: Loosen the gun switch, stop arc and keep on argon flowing;

e 16~17: Post-gas time can be setf by the post-gas fime adjustment knob on the front panel
(0.0-10sec);

o {7: Electromagnetic valve is closed and stop argon flowing. Welding is finished.

2T operation:
This function without the adjustment of start current and crater current is suitable for the Re-tack
welding, tfransient welding, thin plate welding and so on.

1 d

Welding current Is  p-------------------

Loosen the
welding gun
switch
The settingbase | _
current Ib i ] ‘
Press and hold the welding | Arcis Arciis
gun switch i~ ignited turned off
; >
0 tl 2 3 w“ 5 ¢ (s)




e O: Press the gun switch and hold it. Electromagnetic gas valve is turned on. The shielding
gas stars to flow.

e O~t1: Pre-gas time (0.0-2 sec)

e f1~1t2:  Arcisignited (t1) and the output current rises (12) fo the setting welding current (lw or
Ib) from the min welding current. (0.0-10 sec)

e 12~13:  During the whole welding process, the gun switch is pressed and held without releas-
ing.
Note: Select the pulsed output, the base current and welding current will be output-
ted alternately; otherwise, output the setting value of welding current;

e 13: Release the gun switch, the welding current will drop in accordance with the se-
lected down-slope time.

e 13~t4:  The current drops to the minimum welding current from the setting current (lw or Ib),
and then arc is turned off. (0.0-10 sec)

e t4~t5:  Post-gas time, after the arc is turned off. You can adjust it through turning the knob
on the front panel. (0.0-10 sec)

o 15: electromagnetic gas valve turned off, the shield gas stops to flow, and welding is
finished.

3-5.  Short circuit protect function:

TIG /DC/LIFT: If the tungsten electrode sticking to the the workpiece during welding, the current
will drop to 20A, which can reduce the fungsten spoilage farthest, prolong the using life of the
fungsten electrode and prevent tungsten clipping.

TIG /DC/HF: If the tungsten electrode sticking to the the workpiece during welding, the current
will drop to 0 within s, which can reduce the tungsten spoilage farthest, prolong the using life of

MMA operation: if the welding electrode sticking to the workpiece over two seconds, the weld-
ing current will drop to the 0 automatically to protect the electrode.

Prevent arc-break function: TIG operation, Avoid arc-break with special means, even if arc-
break occurs the HF will keep the arc stable

TIG: If the TIG torch is pressed quickly, the welding current will drop a half, then if the TIG torch is
pressed quickly again, the welding current will get back.

Notices:

* Check the condition of welding and connection units firstly, otherwise there will be malfunction
such as ignition spark, gas leakage, out of control and so on.

* Check that whether there is enough Argon gas in the shield gas cylinder, you can test the
electromagnetic gas valve through the switch on the front panel.

¢ Do not let the torch aim at your hand or else of your body. When you press the torch switch,
the arc is ignited with a high-frequency, high-voltage spark, and the ignition spark can cause
interferences in equipment.

* The flow rate is set according to the welding power used in the job. Turn the regulation screw
to adjust the gas flow which is shown on the gas hose pressure meter or the gas bofttle pressure
meter.

* The spark ignition works better if you keep the 3mm distance from the workpiece to the tfung-
sten electrode during the ignition.

Note: When select AC output, the current and the wave form are as same as the above, but
output polarity changes alternately.




4, Welding Workmanship Parameter Reference Values

4-1. TIG Welding Workmanship Parameters

Workpiece | Tungsten |Welding wire Welding

thickness | electrode | diameter Argon speed Clearance | Types of

(mm) diameter(mm)]  (mm) current(A) (L/min) | size(mm) Weld
0.4 1.0-1.6 0-1.0 5-30 4-5 1 ®. @
1.0 1.0-1.6 0-1.6 10-30 5-7 1 @. @
15 1.0-1.6 0-1.6 50-70 6-9 1 ®
25 1.6-24 | 1.6-24 | 70-90 6-9 1 @
3.0 1.6-2.4 1.6-24 90-120 7-10 1-2 @. ®
4.0 24 1.6-2.4 | 120-150 10-15 2-3 @. ®
5.0 2.4-3.2 24-3.2 | 120-180 10-15 2-3 @. ®
6.0 2.4-3.2 2.4-3.2 | 150-200 10-15 3-4 @. ®
8.0 3.24.0 3.2-4.0 | 160-220 12-18 4-5 @
12.0 3.24.0 3.2-4.0 | 180-300 12-18 6-8 @
A '
@® @
| |
e I
® @

4-2. Common MMA Welding Workmanship Parameters

Workpiece
thickness (mm) <1 1~2 2~3 4~5 6~12 =13
Eleectrode 15 ) 32 394 s 5t

diameter (mm)

Welding current  (A) | 20~40 | 40~50 | 90~120 | 90~130 |160~250 |250~400




4-3. Duty Cycle Curve

The letter “X" stands for duty cycle, which is
defined as the proportion of the time that a
machine can work continuously within a certain = X(%)

time (10 minutes). The rated duty cycle means 100 TIG420AC/DC
the proportion of the tfime that a machine can gg \
work contfinuously within 10 minutes when it 70 \
outputs the rated welding current. 60 TIG320AC/DC
The relation between the duty cycle “X" and 50
the output welding current “I" is shown as the 40
right figure. 30
If the welder is over-heat, the IGBT over-heat 20
protection unit inside it will output an instruction 10
to cut output welding current, and brighten 0 0 50 100 150 200 250 300 350 400 450 500

the over-heat pilot lamp on the front panel. At
this fime, the machine should be relaxed for 15
minutes to cool the fan. When operating the
machine again, the welding output current or
the duty cycle should be reduced.

Warning: Work in Overload is Harmful to the Welding Machine

4-4. Volt-Ampere Characteristic

TIG 320 and 420 AC/DC MULTIWAVE RC welding machine has an excellent volt-ampere char-
acteristic, whose graph is shown as the following figure.

The relation between the conventional rated loading voltage U, and the conventional weld-
ing current |, is as follows:

When |,.<600A<U,=10+0.0412(V); When 1,2600A,U,=34(V).

U, WA o
Volt-ampere characteristic .
The relation between the

67 Working conventional loading
point voltage and welding current

y y,

10

\

>
0 600 L(A)




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!

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

w

N O

. 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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CERTIFICATE OF EUROPEAN STANDARD

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

Item: TIG 320 AC/DC MULTIWAVE RC
TIG 420 AC/DC MULTIWAVE RC
IGBT Technologie, gesteuert von Mikroprozessor
SchweiBapparate AC/DC mit 2 Funktionen, TIG/MMA

Applied Rules (1): EN 60204-1:2005
EN 60974-10:2014,
EN 60974-1:2013

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

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

Serial No.:
Haldsztelek (Hungary), 14/09/18 "
(L - 1
\ Do
Mohoging Director:
Andrds Bodi

www.iweld.hu info@iweld.hu



IWELID

Forgalmazé:

T4 4 4 IWELD KFT.
JOTALLASI JEGY 2314 Haldszlelek
Il. Rdkdczi Ferenc Ut 90/B

Tel: +36 24 532-625
Fax: +36 24 532-626

Sorszém:

fipusy gyari szému
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:

v

Jotdllasi szelvények a kételezd jotdllasi iddre

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A jotdllds Uj hatdrideje:

A szerviz neve: Munkaszém:

Ev HO NAP

aldirds

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A j6tallds Uj hatdrideje:

A szerviz neve: Munkaszém:

Ev HO NAP

aldirds

Figyelem!
A garancia jegyet vasarldskor érvényesiteni kell a készUlék gydri szamdnak feltintetésévell A garancia kizdrélag
azonos napon, kidllitott gydri szdmmal ellétott szdmldval egyUtt érvényes, ezért a szamidt &rizze meg!



ALTALANOS GARANCIALIS FELTETELEK A JOTALLASI ES SIAVATOSSAGI IGENYEK ESETEN

1. 12 hénap kételezd jétdllas

A jotdllas idStartama 12 hdnap. A jotdlldsi hatdridé a fogyasztdsi cikk fogyasztd részére torténé dtaddsa, vagy ha az izembe
helyezést a vdllalkozds vagy annak megbizottja végzi, az Uzembe helyezés napjdval kezdddik.

Nem tartozik j6tdllds ald a hiba, ha annak oka a termék fogyasztd részére vald dtaddsdt kdvetden lépett fel, igy példdul, ha a
hib&t

- szakszerUtlen Uzembe helyezés (kivéve, ha az izembe helyezést a vdllalkozds, vagy annak megbizottja végezte el, iletve ha a
szakszer(Gtlen Uzembe helyezés a haszndlati-kezelési Gtmutatd hibdjdra vezethetd vissza)

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

- helytelen tdrolds, helytelen kezelés, rongdlds,

- elemi kdr, természeti csapds okozta.

Jotallds keretébe tartozd hiba esetén a fogyaszto - elsésorban - vdlasztdsa szerint — kijavitdst vagy kicserélést kdvetelhet, kivéve,
ha a vdlasztott jotdlidsi igény teljesitése lehetetlen, vagy ha az a vdllalkozdsnak a mdsik jotdlldsi igény teljesitésével dsszeha-
sonlitva ardnytalan tobbletkdltiséget eredményezne, figyelembe véve a szolgdltatds hibdtlan dllapotban képviselt értékét, a
szerz8désszegés sulyat és a jotdlidsi igény teljesitésével a fogyasztonak okozott érdeksérelmet.

- ha a vdllalkozds a kijavitast vagy a kicserélést nem vdllalta, e kdtelezettségének megfeleld hatdridén belll, a fogyasztd érde-
keit kimélve nem tud eleget tenni, vagy ha a fogyaszténak a kijavitdshoz vagy a kicseréléshez fiz6dé érdeke megszint, a
fogyasztd eldlihat a szerzédéstdl. Jelentéktelen hiba miatt eldlidsnak nincs helye.

A fogyaszté a vdlasztott jogdrdl masikra térhet at. Az &ttéréssel okozott koltséget kdteles a vdllalkozdsnak megdfizetni, kivéve, ha
az attérésre a vdllalkozds adott okot, vagy az dttérés egyébként indokolt volt.

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

A kijavitds soran a termékbe csak Uj alkatrész kerUlhet beépitésre.

Nem szadmit bele a jotdlldsi idébe a kijavitdsi idének az a része, amely alatt a fogyaszté a terméket nem tudja rendeltetésszerien
haszndlni. A jotdllési idé a terméknek vagy a termék részének kicserélése (kijavitdsa) esetén a kicserélt (kijavitott) termékre
(termékrészre), valamint a kijavitas kdvetkezményeként jelentkezd hiba tekintetében Ujbdl kezdddik.

A jotdllasi kotelezettség teljesitésével kapcsolatos kdltségek a vallalkozdst terhelik.

A jotdllds nem érinti a fogyasztd jogszabdlybdl eredd - igy kulondsen kellék- és termékszavatossagi, illetve kdrtéritési — jogainak
érvényesitését.

Fogyasztdi jogvita esetén a fogyaszté a megyei (févdrosi) kereskedelmi és iparkamardk mellett mikodd békéltetd testilet
eljdrdsat is kezdeményezheti. A jotdlidsi igény a jotdlidsi jeggyel érvényesithetd. Jotalldsi jegy fogyasztd rendelkezésére bocsd-
tdsdnak eimaraddsa esetén a szerz6dés megkdtését bizonyitottnak kell tekinteni, ha az ellenérték megfizetését igazold bizony-
latot - az dltaldnos forgalmi addrdl szold térvény alapjdn kibocsdtott szamldt vagy nyugtdt - a fogyasztd bemutatja. Ebben az
esetben a j6tdlldsbdl eredd jogok az ellenérték medfizetését igazold bizonylattal érvényesithetéek.

A fogyaszté jotalldsi igényét a vallalkozdsndl érvényesitheti.

2. Kiterjesztett garancia

Az IWELD Kft. a Forgalmazokkal egyUttmikddve, 2 év idStartamra kiterjeszti a kellékszavatossagi kotelezettségét a kdvetkezdk-
ben felsorolt hegesztégépekre:

minden GORILLA® hegeszt6gép, ARC 160 MINI, HEAVY DUTY 250 IGBT, HEAVY DUTY 315 IGBT

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

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

feltételekkel.

A kiterjesztett garancia feltételei fent felsorolt hegesztégépek esetében:

- Sz&rmazds igazoldsa (eredeti szédmla, tulajdonos vdltozds esetén adds-vételi szerz6dés) A végfelhaszndlonak meg kell rizni a
kiterjesztett garancia ideje alatt végig a vasarldst igazold szamlat!

- Kitoltétt garancia jegy

- Maximum 12 havonta szakszerviz dltal elvégzett karbantartds, ami az dtvizsgdldson és érintésvédelmi ellendrzésen Ul a telies
burkolat eltdvolitdsa utdni szakszer( takaritdsbdl kell, hogy dlljon!

- Karbantartdst igazold szamldk és karbantartdsi jegyzékonyv
A szdmldknak és egyéb dokumentumoknak mindenképpen tartaimaznia kell a berendezés tipusdt (tipusszdm, modell) és
szériaszéamat (Serial no.)!

A kiterjesztett garancia tartalma:

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

A kiterjesztett garancia sem tartalmazza a berendezés postdzdasat, orszadgon belUli szallitasat! A termék forgalmazdja, szUksége
estén, (kotelezettség nélkll) segitséget nyUjt a berendezés szakszervizbe vald eljuttatdsdban!
A kiterjesztett garancidilis javitdsokat sajat szakszervizinkben a cég telephelyén végezzik:

IWELD Kft. 2314 Haldsztelek Il. Radkdczi Ferenc Ut 90/B
Tel.: +36 24 532 625
szerviz@iweld.hu



IWELD

RO . . Distribuitor:
Certificat de garantle IWELD KFT.
2314 Haldasztelek

Str. I.lRAkSczi Ferenc 90/B

Ungaria

Tel: +36 24 532-625

Fax: +36 24 532-626

Numar:

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

Completat de catre Vénzator:

Numele clientului:

Adresa:

Data de cumpdrare: An Lund Zi

Stampila si semndatura vénzatorului:

Sectiuni de garantie a perioadei de garantie

Data raportului:

Data incetdrii:

Descriere defect:

Noul termen de garantie:

Numele serviciului: Cod de locuri de munca:

An Luna Zi

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

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