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Uvod

vazeny zakazniku, dékujeme vam za dlvéru a zakoupeni naseho vyrobku.

Pfed uvedenim do provozu si prosim diikladné prectéte vSechny pokyny
uvedené v tomto navodu, které vam umozni seznamit se s tmto pfistrojem.

rovnéz je nutné prostudovat vSechny bezpecnost predpisy, které jsou
uvedeny v pfilozeném dokumentu , Bezpecnostni pokyny a udrzba“. pro
nejoptmalné;jsi a dlouhodobé pouzit musite dodrzovat instrukce pro po-
uzZit a udrzbu zde uvedené. ve vasem zajmu vam doporucujeme svérit
udrzbu a pripadné opravy nasi servisni organizaci, kterd ma dostupné pfri-
slusné vybaveni a specidlné vyskoleny personal. veskeré nase stroje a za-
fizeni jsou predmétem dlouhodobého vyvoje. proto si vyhrazujeme pravo
na zménu béhem vyroby.

Popis

kitin 2200-4100 mult miG synergic jsou profesiondlni svarovaci invertory
uréené pro metody miG/maG, mma (obalend elektroda) a tiG s dotykovym
startem (svafovani v ochranné atmosfére netavici se elektrodou). Jedna se
o zdroj svarovaciho proudu se strmou a plochou charakteristkou zkonstru-
ovany s vyuzitm vysokofrekvencniho transformatoru s feritovym jadrem,
transistory, digitalnim Fizenim a smd technologii. vynikd vysokou ucinnost
a splriuje veskeré normy eu tykajici se ekodesignu svafovacich stroju. mezi
jeho prednost patfi stabilni oblouk, energetcky usporny provoz a jednodu-
ché obsluha.

stroj je urcen pro pouzit dratu o praméru 0,6/0,8/0,9/1,0/1,2 mm. Je vy-
baven synergickym programem pro ocelové, hlinikové, nerezové a cusi
materidly, ktery zajistuje jednoduché a intuitvni ovladani. uzivatel nastavi
primér dratu, druh plynu, svafovany material a stroj zajist optmalni na-
staveni ostatnich parametrd. Funkce JoB mode umozriuje uloZeni vlastnich
svafovacich program.

Technické parametry KITin 2200 KITin 3000
Napajeci napét 50/60 hz [v] 3x 400 (10 %) 3% 400 (10 %)
Jisténi - pomalé [a] 16 16

. ) miG tiG | mma miG tiG | mma
rozsah svarovaciho proudu [a]

25-200 10 - 200 30-250 10- 250

vykon [ kW] 3,8 3,2 4,2 4,3 3,8 5
rozsah svarovaciho napét [v] 15,3-24 10,4-18 20,4 - 28 15,5-26,5 10,4 - 20 20,4 - 30
Napét na prazdno [v] 65 68
zatéZovatel 100 % (40 °c) [a] 155 193
zatézovatel 60 % (40 °c) [a] 200 250
posuv dratu - 4-kladka 4-kladka
standardné osaz. kladkou [mm] 0,6-0,8 0,8-1,0
pramér dratu [mm] 0,6/0,8/0,9/1,0/1,2 0,6/0,8/0,9/1,0/1,2
Ucinnost - max. vykon [%] >85 >85
pfikon na prazdno [W] <50 <50
kryt - ip2ls ip2ls
rozméry [mm] 940 x 420 x 740 940 x 420 x 740
hmotnost [kg] 39 39
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Popis hlavnich éasti stroje

= [[]

1 | pfipojeni hofaku miG/maG

2 | ptipojka zemniciho kabelu tiG / kabelu mma (+) / miG polarita (+)
3 | kabel pro volbu polarity miG/maG

4 | konektor - dalkové ovladani

5 | pfipojka ochranného plynu tiG hofaku

6 | pfipojka svafovaciho hofaku tiG / kabelu mma (-) / miG polarita (-)
7 | pfivod ochranného plynu

8 | hlavni vypinac

9 | pfivodni kabel

10 | drzdak civky dratu

11 | pritlak kladky

12 | kladky pfitlaéné

13 | zavadéci spirdla

14 | kladky proflové

Technické parametry KITin 3500 KITin 4100
Napajeci napét 50/60 hz [v] 3x 400 (10 %) 3% 400 (10 %)
Jisténi - pomalé [a] 20 25

. ) miG tiG I mma miG tiG | mma
rozsah svarovaciho proudu [a]

30- 300 10 - 300 50 - 350 10- 350

vykon [kW] 4,8 4,2 5,6 5,3 4,6 6,5
rozsah svarovaciho napét [v] 15,5-29 10,4 - 22 20,4 - 32 16,5-31,5 10,4-24 20,4 - 34
Napét na prazdno [v] 68 72
zatéZovatel 100 % (40 °c) [a] 199 221
zatézovatel 60 % (40 °c) [a] 250 286
posuv dratu - 4-kladka 4-kladka
standardné osaz. kladkou [mm] 1,0-1,2 1,0-1,2
pramér dratu [mm] 0,6/0,8/0,9/1,0/1,2 0,6/0,8/0,9/1,0/1,2
Uéinnost - max. vykon [%] >85 >85
ptikon na prazdno [W] <50 <50
kryt - ip2ls ip2ls
rozméry [mm] 940 x 420 x 740 940 x 420 x 740
hmotnost [keg] 39 43
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Prehled funkci a jejich parametry
MIG/MAG reZim manual / Synergic

predfuk plynu [s] 0-2
dofuk plynu [s] 0-5
soft start [s] 0-5
dohoreni dratu - 0-5
indukénost - (-5) - (+5)
2-takt/4-takt - ano
dalkové ovlddani - up/doWN
Generator - ano
job mode - az 20 pozic
test plynu - ano
zavadéni dratu - ano
Bodovani - ano
TIG DC

predfuk plynu [s] ano
down-slope [s] 0-10
dofuk plynu [s] 0-5
2-takt/4-takt - ano
délkové ovladani - up/doWN
Generator - ano
MMA

soft start - ano

hot start [%] 0-10
arc force [%] 0-10
anti stick ano
Generator - ano

Nastavovani svarovaciho napéti v manudlnim rezimu:

tradi¢Ni traNsFormatorové strole kit

iNvertorové stroJe kitin mult miG

presné zobrazeni nastavené hodnoty na displeji
A

jednoho nebo dvou prepinact

skokové nastavovani napét pomoci
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Description of the control panel
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" == .Q REGULATE " == .’
SO NREDY
[ a 1 a
GAS TEST ﬁ \ q G\ N —8— WIRE FEED
\ seLect \ L 4
‘ VOLTAGE mic WIRE SPEED Mg \
CURRENT TIG/MMA
®  © @ ®

1 vybér programu 13 Sitka materialu
2 tlacitko pro vyvolani funkci 14 N-kodér ii
3 metoda miG/maG 15 svarovaci proud
4 metoda tiG liFt 16 kontrolka aktvace JoB mode
5 metoda mma 17 tlacitko zavadéni dratu
6 tlacitko test plynu 18 Funkce BodovaNi
7 signalizace nastaveni parametrQ 19 Funkce 4t
8 signalizace nastaveni napét 20 Funkce 2t
9 N-kodér i 21 JoB mode — ukladani
10 indukénost (tvrdost oblouku) 22 JoB mode — vyvolani
11 signalizace jednotky parametru (sekunda) 23 signalizace poruchy
12 rychlost posuvu dratu 24 signalizace zapnut
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Nastaveni svafovacich parametri

miG/maG ovladaci tladitko tlacitko FuNkce
| |
4 7\ N\
(ONNO)) =
P thMII:I I!IIIIIII IIIIIIIII NHISME [:]SME
RECALL RECALL
P V 4 S & =+ A Jos
" == .Q REGULATE "- = .Q
’ A L
eI NEe)
1 1
Q Ny
\\ : SE:CT ‘\ : WIRE FEED GAS[FEST 3 . WIRE FEED
VOLTAGE mic WIRE SPEED mic VOLTAGE mic WIRE SPEED mic
CURRENT TIG/ CURRENT T1IG/MMA
\ TIG/MMA / K I | I )
tiGliFt  mma mma N-kodér i N-kodér ii
zobrazeni hodnoty S\iaFovaciho proudu
4 N
PROGRAM l:l SAVE
le I TIGDCLIFT
FUNCTION @ o e RECALL
PV 4 S & ovladaci tlacitko svarovaci proud
1 |
~
l’- -." REGULATE "- - ."
[«
/ <:> : i" : Iilsmm
1 1
\ & G\ q
i \ 4 sa:cr 4 RECALL
VOLTAGE miG WIRE SPEED mic
CURRENT T1IG/MMA
- |
mma N-kodér
GAS TEST WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ | J
tiG liFt N-kodér

tlacitko FuNkce
-

FUNCTION

~

FIE
RECALL

o=y

'I L 2 N REG;&ATE,' L J s
] sy ‘-
| 1
GAS [FEST \ : SEECT \ : WIRE FEED

o=y

VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ I I I ~
mma N-kodér i N-kodér ii
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tlacitko FuNkce

tlacitko, ¢imz dojde k aktivaci funkce doWN slope, nadsledné eNd curreNt.

Ve ™ po uvolnéni tlacitka dojde k ukonéeni svafovaciho procesu a aktivaci funkce
post-Gas.
PROGR SAVE ovladaci tlagitko
|
( b @) = )
FUNCTION RECALL (O) GUN
- - FUNCTION RECALL
" .Q REGULATE " .b @ _,J\_ -8- + @
’ 4 P V S A Jos
1 \ ‘ “ 1 K\ )
GAS TEST l\ J . % |\ J : WIRE FEED ~ - pmm B AT)e
L SELECT L 4 ‘ . REGULATE ' ."
VOLTAGE mic WIRE SPEED mic /’\ LY
CURRENT T1i6/MMA '}
: . 8] b NE). ]
| i | L. I Lo GAS TEST . . WIRE FEED
tiG liFt N-kodér i N-kodér ii \ SELEC' \
VOLTAGE mic WIRE SPEED mic
CURRENT T1i16/MMA
TIGDCLIFT N\
tiG liFt 4-takt
mm - Nastaveni svarovaciho procesu
tlacitko FuNkce
|
s D
PROGR SAVE ovladaci tlagitko
|
4 \ N\
FUNCTION RECALL
PROGRAM SAVE
B - - 4
R Vo s 0”0 Vo FUNCTION \E’ RECALL
¥ ¢
-
Nl NEaN -
B e
GAS TEST - \ @ WIRE FEED - o=
. SELECT . \e .’ REGULATE .
VOLTAGE mic WIRE SPEED mic "
CURRENT T1i6/MMA
N J N C :
| I o GAS TEST m \ - - WIRE FEED
tiG N-kodér i N-kodér ii \ 0 smcr \ L
VOLTAGE miGc WIRE SPEED mic
CURRENT
TIG DC LIFT \_ Tie/mA )
miG/maG
sYN parametry - KITin 2200
program @ dréatu material dratu | ochranny plyn
pO manual (Non-synergic)
. e, 1 0.6 mm Fe 80 % ar + 20 % co
ovladaci tlagitko P - -l
| p2 0.6 mm Fe co>
: N p3 0.8 mm Fe 80 % ar+20% co »
p4 0.8 mm Fe €O >
PROGRAM SAVE p5 0.9 mm Fe 80 % ar +20 % co »
p6 0.9 mm Fe €O 2
FUNCTION IEI RECALL p7 1.0 mm Fe 80 % ar +20 % co 2
p8 1.0 mm Fe €O >
271 p9 0.8 mm FluX-Fe co 2
. p10 0.9 mm FluX-Fe co
= ..Q REGULATE "- ..Q‘ pll 1.0 mm FluX-Fe co 2
" /\ s " e p12 0.8 mm sser316 98%ar+2%co »
1 \ ) . 1 v : pl3 0.9 mm sser316 98 % ar+2%co »
GAS TEST \ - h \ WIRE FEED 9 o
\ PN & —8— pl4 1.0mm sser316 98%ar+2%co »
pl5 0.9 mm almg5 ar
VOLTAGE mic WIRE SPEED mic 16 1.0 Ime5
CURRENT TIG/MMA p U mm aimg ar
N\ pl7 1.2 mm almg5 ar
tiG liFt 2-takt p18 0.8 mm cusi3 ar
p19 0.9 mm cusi3 ar
TIGDCLIFT
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sYN parametry - KITin 3000

m - Nastaveni svarovaciho vykonu
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program @ dratu material dratu | ochranny plyn
pO manual (Non-synergic)
pl 0.6 mm Fe 80 % ar +20 % co »
p2 0.8 mm Fe 80 % ar +20 % co 2 . . |
3 0.9 mm Fe 80 % ar + 20 % o » programlsynerglc svarovaCI proud
p4 1.0 mm Fe 80 % ar +20 % co e
05 12 mm Fe 80 % ar +20% co - l O W
p6 0.6 mm Fe €O 2 PROGRAM - SAVE
s o5 2 . m .m
P8 0.9 mm Fe © FUNCTION @ @ RECALL
p9 1.0 mm Fe Co >
p10 1.2 mm Fe 0> . PV 4 S & + A Jos
pll 0.8 mm sser316 98 %ar+2%co 2
pl2 0.9 mm sser316 98 %ar+2%co »
p13 1.0 mm sser316 98 %ar+2%co »
pld 1.2 mm sser316 98 %ar+2%co »
pl5 0.8 mm FluX-Fe co 2 GAS TEST
pl6 0.9 mm FluX-Fe Co 2
pl7 1.0 mm FluX-Fe co 2 VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
p18 1.2 mm FluX-Fe o > \_ j
L 1.0mm almg> ar miG/maG N-kodér i
p20 1.2 mm almg5 ar
p21 0.8 mm cusi3 ar program synergic tloustka materidlu
| I
4 l N
sYN parametry - KITin 3500 U ®
program @ dratu materidl dratu | ochranny plyn PROGRAM @ SAVE
pO manual (Non-synergic)
pl 0.6 mm Fe 82%ar+18%co » FUNCTION ‘E] RECALL
p2 0.8 mm Fe 82 % ar+ 18 % co » P V 4‘. s _8_ + A JoB
p3 0.9 mm Fe 82 %ar+18 % co » —
p4 1.0 mm Fe 82%ar+18%co »
p5 1.2 mm Fe 82 %ar+18%co 2 ,‘-.. REGULATE @ -..Q
p6 0.6 mm Fe o, " N “ Y " N “
p7 0.8 mm Fe co> 1| ) a 1| )] A
p8 0.9 mm Fe o> GAS TEST N m G _/ u WIRE FEED
\ L SELECT,
P9 1.0 mm Fe Co >
pll 0.8 mm sser316 98 %ar+2%co » . | J
p12 0.9 mm sser316 98 % ar+2%co » miG/maG N-kodér ii
p13 1.0 mm sser316 98 %ar+2%co »
pla 1.2 mm sser316 98 % ar+2%co » program manual rychlost posuvu dratu / manualni rezim
p15 0.8 mm FluX-Fe o 2 -~ |
pl6 0.9 mm FluX-Fe Co 2 l
p17 1.0 mm FluX-Fe co > PROGRAM @ SAVE
p18 1.2 mm FluX-Fe co >
p19 1.0 mm almg5s ar
p20 1.2 mm almg5 ar FUNCTION lEl RECALL
p21 0.8 mm cusi3 ar
sYN parametry - KITin 4100 " ..‘ recuiare @® - ~,
- I - ¢ S o s
program @ dratu material dratu | ochranny plyn 1 // ~N ‘- - ) N\ ‘.
- i | | ) 1 | )
::2 0.8 mm n;znual (ton-synergic) 0, GAS TEST \\ _/ .SEECT \ _/ : WIRE FEED
p2 0.8 mm Fe 82%ar+18%co . VOLTAGE mic WIRE SPEED mic
p3 0.9 mm Fe CO 2 CURRENT TIG/MMA
p4 0.9 mm Fe 82 %ar+18 % co » \ T j
p5 1.0 mm Fe 82%ar +18%co » miG/maG N-kodér ii
p6 1.0 mm Fe CO >
p7 1.2 mm Fe €O > m
p8 1.2 mm Fe 82 %ar+18 % co »
p9 0.9 mm FluX-Fe co 2
pl0 1.0 mm FluX-Fe Co 2
pll 1.2 mm FluX-Fe co 2
pl2 0.9 mm sser316 98 % ar+2%co »
p13 1.0 mm sser316 98 %ar+2%co »
pl4 1.2 mm sser316 98 %ar+2%co 2
pl5 1.0 mm almg5 ar
pl6 1.2 mm almg5 ar
pl7 1.0 mm cusi3 ar



tladitko FuNkce

t‘ == .’ REGULATE " == .Q
’ * Q *
] . )
1 a a
GAS TEST \ : S:L:CT : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT T1i6/MMA
N | | J
miG/maG N-kodér i N-kodér ii

tlacitko FuNkce

FUNCTION
" == .Q‘ REGULATE " - ."
R . Y/ .
1 a a
GAS TEST : s:;a : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT T1i1G/MMA
\ | | J
miG/maG N-kodér i N-kodér ii

tla(:itko FuNkce

PROGR
FUNCTION

O ® o

e (ETETE ESEREE) s

&) save
m RECALL

L] -
O‘ - .’ REGULATE " - .’

¢ A K-S *

1 s I s
1 a a

GAS TEST \ : s:&ﬂ : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT TIG/MMA
_ | | J
miG/maG N-kodér i N-kodér ii

tlaéitko FuNkce

PROGR
FUNCTION

O ® o

12803

G
@ RECALL

PV%S-B—-I-AJOB

I‘ == .’ REGULATE " - .’
I * *
i . v P
1 l
GAS TEST \ : SE::“ \ : WIRE FEED

VOLTAGE miGc WIRE SPEED mic
CURRENT T1I16/MMA
N . . J
miG/maG N-kodér i N-kodér ii

Nastaveni induk(':nost

-~

PROGRAM
FUNCTION IEI

—e

O ® o

G
@ RECALL

P V A S & == A JoB

- w -
- .’ REGULATE " .’
Y
Q

d-h

.
1)
1 a
GAS TEST :

SELECT

VOLTAGE mic WIRE SPEED mic
CURRENT TiG/MMA
N | | J
miG/maG N-kodér i N-kodér ii
Nastaveni napét / korekce napét
a4 )
PROGRAM SAVE

P V A S & == A JoB

@ RECALL

-w -
- .’ REGULATE " .’
Y
Q

d-h

.
L)
1 a
GAS TEST \ :

SELECT

VOLTAGE mic WIRE SPEED mic
CURRENT TiG/MMA
N | | J
miG/maG N-kodér i N-kodér ii
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ovlédaci tlacitko

-~

PROGRAM
FUNCTION @

(U0

P V 4 S & == A Jos

G
m [ | recave

—e 2T
U4 @, RecuLATE ' L J SP
¢ * ¥ *
] . l s
1 l 1 :
GASTEST \ . SEI:CT \ .
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ I I
miG/maG N-kodér i N-kodér ii 2-takt

ovladaci tlacitko
Il

-

PROGRAM
FUNCTION \E]

—e

casTEST

SELECT

tladitko FuNkce ovladaci tladitko

VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
K I I
miG/maG N-kodér i N-kodér ii 4-takt
ovladaci tlacitko
4 N

N

PROGRAM
FUNCTION E]

SAVE
RECALL

—e

- w -
’ .’ REEULATE " .~

I

1

GAS TEST \
\

. SELECT \
VOLTAGE mic

WIRE SPEED mic
CURRENT TIG/MMA

miG/maG
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Bodovani

e N
(CIC)]
COL (] save
FUNCTION l l I u e’ RECALL
P V 4 S A JoB
— ol 2 2T
- -w B AT
s .’ REGULATE " .~ sp=
4 ® o s ('
1 )
1 a
GAS TEST \ : WIRE FEE[]
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
- I I
miG/maG N-kodér i N-kodér ii Bodovaéni
tlacitko FuNkce ovladaci tlacitko
Il |
e N
FUNCTION RECALL
i >
4T
I‘ == .’ REGULATE " == .~ sp=
li A L 3
] . ) [}
' aq' a
Q
GAS TEST \ 6. \ N WIRE FEE(
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
- I I
miG/maG N-kodér i N-kodér ii Bodovani
tlacitko FuNkce
4 N
PROGRA| m SAVE
FUNCTION RECALL

1
8 g\
. SELECT

GAS TEST

VOLTAGE mic WIRE SPEED mic
CURRENT T1IG/MMA
\ l l
miG/maG N-kodér i N-kodér ii
J




Vyvolani uZivatelského programu
stisknéte tlacitko load. Nasledné vyberte pomoci ovladaciho n-kodéru pozici
uloZeni 1-20 a potvrdte stisknutim tlacitka load.

signalizace JoB mode recall save

} } |

PROGRAM Prg Y | save
FUNCTION | F 4 | RECALL

<

P - . N - . N
¢ 2/ Ve
’ . ’ .
] s I .
. 1 | a
)
GAS TEST \ . \ . WIRE FEED
\ L 4 2 / 8
VOLTAGE mic WIRE SPEED mic

CURRENT TiIG/MMA

I
N-kodér ii

Svarovdni metodou TIG

svafovaci invertory umoznuji svafovat metodou tiG s dotykovym startem.
metoda tiG je velmi efektvni predevsim pro svafovani nerezovych oceli. Pre-
pnéte stroj do rezimu TIG.

[y

. pfipojte svarovaci pfislusenstvi. svafovaci hotak na pol (-), zemnici kabel na
pdl (+), pfipojte ochranny plyn

. zapnéte invertor hlavnim vypina¢em. Nastavte metodu svarovani tiG a na-
stavte parametry svarovani dle vyse uvedeného postupu.

3. stisknéte tlacitko na horaku.

4. pro ukonceni svafovaciho procesu uvolnéte tlacitko na horaku.

N

Pribéh svafovaciho procesu u TIG LA (obr. 1)

spustte plyn pomoci ventilku na svafovacim horaku.

1. priblizeni wolframové elektrody ke svafovanému materialu.

2. lehky dotek wolframové elektrody svafovaného materidlu (neni nutné skr-
tat).

. oddaleni wolframové elektrody a zapaleni svafovaciho oblouku pomoci la
- velmi nizké opotrebeni wolframové elektrody dotykem.

. svafovaci proces.

. zakonceni svafovaciho procesu a aktivace doWN slope (vyplnéni kra-
teru) se provadi oddalenim wolframové elektrody na cca 8 - 10 mm od
svafovaného materidlu.

. opétovné priblizeni - svafovaci proud se sniZzuje po nastavenou dobu na
nastavenou hodnotu koncového proudu (napf. 10 a) - vyplnéni krateru.

. zakonceni svarovaciho procesu. digitalni fizeni automaticky vypne svarova-
ci proces.

vypnéte plyn pomoci ventilku na svafovacim horaku.
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obr. 1 - priibéh svafovaciho procesu u tiG la

Vybér a pfiprava wolframové elektrody:
V tabulce 1 jsou uvedeny hodnoty svafovaciho proudu a priméru pro wolfra-
mové elektrody s 2 % thoria - cervené znaceni elektrody.

tabulka 1
1,0 15-75
1,6 60 - 150
2,4 130 - 240

Wolframovou elektrodu pfipravte podle hodnot v tabulce 2 a obrazku 2.

obrazek 2
tabulka 2
a(’) Svarovaci proud (A)
30 0-30
60-90 30-120
90-120 120- 250

Brouseni wolframové elektrody:

spravnou volbou wolframové elektrody a jeji pfipravou ovlivnime vlastnost
svarovaciho oblouku, geometrii svaru a Zivotnost elektrody. elektrodu je nut-
né jemné brousit v podélném sméru dle obrazku 3. obrazek 4 znazorfuje vliv
brouseni elektrody na jeji Zivotnost.

obrazek 4

i

Obrazek 4A - jemné a rovnomérné brouseni elektrody v podélném sméru -
trvanlivost az 17 hodin

Obrazek 4B - hrubé a nerovhomérné brouseni v pricném sméru - trvanlivost
5 hodin.

parametry pro porovnani vlivu zpGsobu brouseni elektrody jsou uvedeny pro:
elektrodu @ 3,2 mm, svafovaci proud 150 a a svafovany material trubka.

obréazek 3

Ochranny plyn:
pro svafovani metodou tiG je nutné pouzit argon o Cistoté 99,99 %. mnoZstvi
pritoku urcete dle tabulky 3.

tabulka 3
Svarovaci Primér Svarovaci hubice Pritok
proud elektrody plynu
(A) (mm) n(°) Prumér (mm) (1/min)
6-70 1,0 4/5 6/8,0 5-6
60 - 140 1,6 4/5/6 6,5/8,0/9,5 6-7
120 - 240 2,4 6/7 9,5/11,0 7-8

DrZeni svarovaciho horaku pf¥i svafovani:

ATty

pozice W (pa) pozice h (pB)

15 - 40°

20-30°

pozice s (pF)
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Priprava zakladniho materialu:
v tabulce 4 jsou uvedeny hodnoty pro pfipravu materialu. rozméry urcete
dle obrazku 5.
obrazek 5
< |
! s

ek

tabulka 4
s (mm) a (mm) d (mm) a(®)
0-3 0 0 0
3 0 0,5 (max) 0
4-6 1-15 1-2 60

Zakladni pravidla pfi svafovani metodou TIG:

1. Cistota. oblast svaru pri svafovani musi byt zbavena mastnoty, oleje a
ostatnich necistot. také je nutno dbat na Cistotu pfidavného materidlu a
Cisté rukavice svarece pfi svarovani.

. ochrana pfidavného materidlu. aby se zabranilo oxidaci, musi byt odtavujici
konec pridavného materialu vzdy pod ochranou plynu vytékajiciho z hubice.

. typ a primér wolframovych elektrod je nutné zvolit dle velikost proudu,
polarity, druhu zakladniho materidlu a slozeni ochranného plynu.

. Brouseni wolframovych elektrod. Naostreni Spicky elektrody, by mélo byt
v podélném sméru. ¢im nepatrnéjsi je drsnost povrchu $picky, tm klidnéji
hofi el. oblouk a tm vétsi je Zivotnost elektrody.

. mnozstvi ochranného plynu je tfeba pfizplsobit typu svafovani, popf.
velikost plynové hubice. po skonceni svafovani musi proudit plyn
dostatecné dlouho, z dlvodu ochrany materialu a wolframové elektrody
pred oxidaci.

N

w

~

(%2}

kde Je:
i = intenzita svareciho proudu
e = pramér elektrody

priklad:
pro elektrodu s primérem 4 mm

i=50x(4-1)=50x3=150a

DrZeni elektrody pfi svafovani:

obrazek 6

Pfiprava zakladniho materialu:
v tabulce 7 jsou uvedeny hodnoty pro pfipravu materidlu. rozméry urcete
dle obrazku 7.

Y
Py

tabulka 7
s (mm) a (mm) d (mm) a (°)
0-3 0 0 0
3-6 0 s/2 (max) 0
3-12 0-1,5 0-2 60

Typické chyby TIG svafovani a jejich vliv na kvalitu svaru

svarovaci proud je pfilis -
Nizky: nestabilni svarovaci oblouk.

Vysoky: poruseni Spicky wolframovych elektrod vede k neklidnému horeni

oblouku.

dale mohou byt chyby zplGsobeny Spatnym vedenim svafovaciho hordku a

Spatnym pridavanim pridavného materialu.

Svarovani metodou MMA

tabulka 5

Sila svafovaného materialu (mm) Pramér elektrody (mm)

1,5-3 2

3-5 2,5
5-12 3,25
>12 4

tabulka 6: Nastaveni svafovaciho proudu pro dany prdmér elektrody

Pramér elektrody (mm) Svarovaci proud (A)

1,6 30-60
2 40-75
2,5 60-110
3,25 95 - 140
4 140 - 190
5 190 - 240
6 220-330

priblizna indikace primérného proudu uZivaného pfi svarovani elektrodami

pro béZnou ocel je ddna nasledujicim vzorcem: 1 =50 x (Pe — 1)

12| cz

Svarovdni metodou MIG/MAG

svarovaci drat je veden z civky do proudového priviaku pomoci posuvnych
kladek. oblouk propojuje tavici se dratovou elektrodu se svafovanym ma-
terialem. svarovaci drat funguje jednak jako nosi¢ oblouku a zaroven i jako
zdroj pridavného materialu. z mezikusu pfitom proudi ochranny plyn, ktery
chrani oblouk i cely svar pred ucinky okolni atmosféry (obr. 8).

Ochranné plyny

Kladky posuvu

obrazek 8

Sv. elektroda
Otvor pro ochranny plyn

Plynova hubice

Mezikus
Proudovy praviak

Svareci oblouk

il
Svarovany
2 materidl
Ochranné plyny

Interni plyny - metoda MIG Aktvni plyny - metoda MAG

Argon (Ar) Oxid uhlicity
Hélium (He) Smésné plyny
Smési He/Ar Ar/CO,

Ar/0O,

Upozornéni na mozné problémy a jejich odstranéni



pokud pouzivate prodluzovani kabel, zkontrolujte jeho délku, prirez a
pfipojeni.

zkontrolujte, zda nasledujici ¢ast nejsou vadné:
e hlavni vypinac rozvodné sité.

e Napdjeci zastrcka a hlavni vypinac stroje.

PRAVIDELNA UDRZBA A KONTROLA
kontrolu provadéjte podle eN 60974-4. vidy pred pouZitm stroje kontrolujte
stav svarovacich a privodniho kabelu. NepouZivejte poskozené kabely.

Provedte vizudlni kontrolu:
e svarovaci kabely

* napajeci sit

e svarovaci obvod

o kryty

e ovladaci a indika¢ni prvky
e vSeobecny stav

Chybova hldseni

Chyba Kéd chyby Popis
e01 prehrat cidla 1
e02 prehrat cidla 2
teplotni ¢idlo e03 prehrat cidla 3
e04 prehrat cidla 4
e09 prehrat stroje
el0 chyba faze
ell chyba kapalinového chlazeni
el2 chyba ochranného plynu
svarovaci stroj el3 podpét v sit
eld prepét v sit
el5 proudové prepét
el6 pretZeni podavace dratu
e20 chyba tlacitka na ovlddacim panelu
» e2l Jind chyba ovladaciho panelu
tacitka e22 chyba svarovaciho horaku
e23 chyba svarovaciho horaku v pribéhu svarovani
oFislugenstyi e30 odpojen fezaci horak
e3l kapalinové chlazeni odpojeno
Komunikace e40 problém komunikace mezi podavacem a zdrojem
e4l chyba komunikace
Chyba PFi¢ina Reseni
1 |po zapnut stroje nesvit kontrolka zapnut, ventla- kontrolka zapnut je poSkozena, chybné zapojena.  |vymérite kontrolku, zkontrolujte okruh zapojeni.

tor funguje.

vykonova pcB je poskozena.

opravte / vymérite vykonovou pcB.

po zapnut stroje svit kontrolka zapnut, ventlator

ventlator je blokovan cizim télesem.

odstrarite téleso.

2 ]
nefunguje. motor ventlatoru je poskozen. vyméite ventlator.
3 | Po zapnut stroje nesvit kontrolka zapnut, ventla- Zadné vystupni napét. zkontrolujte pfipojeni k sit.
tor nefunguje. piepét v sit. zkontrolujte pFipojeni k sit.
4 | Zadné vystupni napét na svorkach. poskozena vykonova pcB. zkontrolujte vykonovou cast stroje.
svafovaci kabely nejsou pripojeny. pfipojte oba svarovaci kabely.
5 | Nelze zapalit oblouk. svarovaci kabely jsou poskozeny. opravte / vymérite poskozeny kabel.
zemnici kabel neni pfipojen. zkontrolujte pripojeni zemniciho kabelu.
. . chybné pfipojeny svafovaci kabely. zkontrolujte pfipojeni.
6 | oblouk Ize zapalit obtZné. - - — - - — -
pracovni svorky jsou pokryty necistotami. zkontrolujte o ocistéte pracovni svorky.
7 | Nestabilni svafovaci oblouk. vykon oblouku je pfilis maly. zvyste svafovaci proud.
8 | Nelze nastavit svafovaci proud. pos,koze,ny ovla,dau potenciometr nebo povoleny opravte / vymérite potenciometr; pfitdhnéte
ovladaci n-kodér. n-kodér.
. » prilis maly svafovaci proud. Nastavte spravny svafovaci proud.
9 | Nedostate¢ny prdvar materidlu. - —— - . - -
sila oblouku je pfilis mala. zvyste svarovaci proud.
. . poufZijte intervalové svafovani.
. Lo prehfét stroje. - — -
10 | svit kontrolka poruchy / pfehfat. pracovni cyklus byl pfilis dlouhy.

chybné vystupni napét.

zkontrolujte / vymérite vykonovou &ast stroje.
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Doporucené pouzit svafovaciho dratu

doporuceny primér dratu

tloustka materidlu (mm) 1
0,8
0,9
1,0
1,2
1,6
2,0
2,5
3,0
4,0
5,0
6,0
8,0
10,0
14,0
18,0
22,0

Programy SYNERGIC

program material @ dratu plyn
1 ocel 0,8 82 %ar+18%co ,
2 ocel 0,9 82% ar+18 % co »
3 ocel 1,0 82% ar+18 % co »
4 ocel 1,2 82% ar + 18 % co »
5 FluFe 1,2 82% ar+18 % co 3
6 nerez er 316 0,9 ar
7 nerez er 316 1,0 ar
8 nerez er 316 1,2 ar
9 Flux - nerez 1,2 ar
10 al 1,2 ar
11 almg 0,9 ar
12 almg 1,0 ar
13 almg 1,2 ar
14 alsi 1,0 ar
15 alsi 1,2 ar
16 cusi 0,8 ar
17 cusi 0,9 ar
18 cusi 1,0 ar
19 cusi 1,2 ar
20 cual 1,2 ar
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ENGLISH

Introduction
dear customer, thank you for trustng and purchasing our product.

Please read all the instructons in this manual thoroughly before operatng
the unit to enable you to familiarize yourself with this unit.

it is also necessary to study all the safety regulatons in the enclosed do-
cument ,,safety instructons and maintenance”. For optmal and long-term
use, you must follow the operatng and maintenance instructons given
here. in your interest, we recommend that you entrust maintenance and
repair work to our service organizaton, which has the appropriate equip-
ment and specially trained personnel. all our machines and equipment are
subject to long-term development.

therefore, we reserve the right to make changes during producton.

Description

machines 2200 - 4100 mult miG are professional welding inverters designed
for miG/maG, mma (coated electrode) and touch start (tiG) welding. these
is welding current source with steep and fat characteristcs. machines are
designed using high-frequency transformer with ferrite core, transistors, digi-
tal control and smd technology. it excels in high efciency and meet stringent
eu standards on the ecodesign of welding machines. its advantages include
a stable arc, energy-efcient operaton and simple control. the machine is
designed for use of wire with diameter 0.6/0.8/0.9/1.0/1.2 mm. the machi-
ne is equipped with synergic program for steel, aluminum, stainless and cusi
materials, which provides simple and intuitve control. the user sets the wire
diameter, the type of gas, the material to be welded, and the machine sets
the rest of parameters. the machine have the JoB mode functon, which
allows to save your own welding programs. the machine is designed for hea-
vy and medium industry, producton, maintenance or assembly.

Technical parameters KITin 2200 KITin 3000
supply voltage 50/60 hz [v] 3x 400 (10 %) 3x 400 (10 %)
protecton-slow [a] 16 16

. miG tiG | mma miG tiG | mma
Welding current range [a]

25-200 10 - 200 30-250 10 - 250

power [kW] 3.8 3.2 4.2 4.3 3.8 5
Welding voltage range [v] 15.3-24 10.4-18 20.4 - 28 15.5-26.5 10.4- 20 20.4-30
voltage at no load [v] 65 68
duty cycle 100 % (40 °c) [a] 155 193
duty cycle 60 % (40 °c) [a] 200 250
Wire feeder - 4-roll 4-roll
standardly equiped roll [mm] 0.6-0.8 0.8-1.0
Wire diameter [mm] 0.6/0.8/0.9/1.0/1.2 0.6/0.8/0.9/1.0/1.2
efciency - max. power [%] > 85 > 85
input at no load [W] <50 <50
protecton class - ip2ls ip2ls
dimensions [mm] 940 x 420 x 740 940 x 420 x 740
Weight [ke] 39 39
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Description of main parts of machine

:

=

[—————0"—————"]

|

1 | miG/maG torch connecton

2 | tiG grounding cable connecton / mma cable (+) / miG polarity (+)
3 | miG/maG polarity selecton cable

4 | connector for remote control

5 | protectve gas connecton - tiG torch

6 | tiG welding torch connecton / mma cable (-) / miG polarity (-)
7 | protectve gas supply

8 | main switch

9 | power cable

10 | Wire spool holder

11 | pulley pressure

12 | press roller

13 |lead-in spiral

14 | profle roller

Technical parameters KITin 3500 KITin 4100
supply voltage 50/60 hz [v] 3% 400 (10 %) 3x 400 (10 %)
protecton-slow [a] 20 25

. miG tiG I mma miG tiG | mma
Welding current range [a]

30-300 10 - 300 50 - 350 10- 350

power [kW] 4.8 4.2 5.6 5.3 4.6 6.5
Welding voltage range [v] 15.5-29 10.4-22 20.4-32 16.5-31.5 10.4-24 20.4-34
voltage at no load [v] 68 72
duty cycle 100 % (40 °c) [a] 199 221
duty cycle 60 % (40 °c) [a] 250 286
Wire feeder - 4-roll 4-roll
standardly equiped roll [mm] 1.0-1.2 1.0-1.2
Wire diameter [mm] 0.6/0.8/0.9/1.0/1.2 0.6/0.8/0.9/1.0/1.2
efciency - max. power [%] > 85 > 85
input at no load [W] <50 <50
protecton class - ip21s ip21s
dimensions [mm] 940 x 420 x 740 940 x 420 x 740
Weight [kg] 39 43
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Overview of features and their parameters

MIG/MAG mode manual

pre Gas [s] 0-2
post Gas [s] 0-5
soft start [s] 0-5
Burn-back - 0-5
inductance - (-5) - (+5)
2-stroke/4-stroke - Yes
remote control - up/doWN
Generator - Yes
job mode - up to 20 positons
Gas test - Yes
Wire feeding - Yes
spotng - Yes
MIG/MAG Synergic mode

pre Gas [s] 0-2
post Gas [s] 0-5
soft start [s] 0-5
Burn-back - 0-5
inductance - (-5) - (+5)
2-stroke/4-stroke - Yes
remote control - up/doWN
Generator - Yes
job mode - up to 20 positons
Gas test - Yes
Wire feeding - Yes
spotng - Yes
TIG DC

pre Gas [s] Yes
down-slope [s] 0-10
post Gas [s] 0-5
2-stroke/4-stroke - Yes
remote control - up/doWN
Generator - Yes
MMA

soft start - Yes
hot start [%] 0-10
arc force [%] 0-10
anti stick - Yes
Generator - Yes
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Description of the control panel

?f @ YOO
m b @ = u{

—— P V 4~ S §& =+ A Jos -

77 P

600 © &

6

4 om Wy o=y > ]
V4 ©_ recuLaTe P4 L 4
" ¢ ® ¥ ¢ [N S~
) s ] s
HONNEDE-
GAS TEST ﬁ \ R N —8— WIRE FEED
\ seLect \ L 4
VOLTAGE miG WIRE SPEED MIG \
CURRENT T1iG/MMA
® @ ©  ®
1 | program selecton 13 | material thickness
2 | Functon call buton 14 | N-coderii
3 | miG/maG method 15 | Welding current
4 | tiG liFt method 16 |JoB mode actvaton
5 | mma method 17 | Wire feed buton
6 | Gas test buton 18 | Functon spotng
7 | signalisaton of parameters setng 19 |4-stroke
8 | Welding voltage 20 | 2-stroke
9 |[N-coderi 21 |JoB mode —saving
10 |inductance (arc hardness) 22 |JoB mode —loading
11 |signalisaton of parameter unit (sec) 23 | Fault signaling
12 | Wire feed speed 24 | power-on led
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Setting of welding parameters

miG/maG control buton
| |

- 2

SAVE
RECALL

N
n=y ] . .
h , @ recuLaTE @ Q‘
’
o S
= 0V agt LU
GAS TEST \ N sE:c'r \\ — N WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT T1i6/MMA
S %
tiGliFt  mma

Welding current
|

RECALL

P ‘ nzm;nz P L 2 N
A A
GAS TEST \ \ / : s:;nl\ / . - WIRE FEED
VOLTAGE mic WIRE SPEED mic
\_ CURRENT TIG/MMA /
mma N-coder

the functon allows setng the value of the welding current increase when the
arc is ignited. the functon facilitates igniton of the welding arc. the functon

is set in the range of 0 - 10, which sets its intensity (0 = of; 10 = maximum). to
activate, press the FuNctioN (Fn), select button the function is performed by
sequentially rotating the control n-coder i, setting the function parameter by
pressing the control n-coder ii. press FuNctioN (Fn) again to exit / confrm the
setng.

FuNctioN buton

a4 , N
PROGR SAVE
FUNCTION RECALL

- . -
- .’ REGULATE " .’

< s “ a ‘
/ . -WIREFEED

GAS FEST -
. SELECT
VOLTAGE mic WIRE SPEED mic
CURRENT T11G/MMA
_ J

m N- coder|

/—-

N- coder i

to activate, press the FuNctioN (Fn), select button the function is
performed by sequentially rotating the control n-coder i, setting the function
parameter by pressing the control n-coder ii. press FuNctioN (Fn) again to
exit / confrm the setng.

FuthioN buton

/
PROGR
FUNCTION

O ® iy

G
m RECALL

e (TSN SRS

PV:AS-S—-I-AJOB

‘-.. -y

’ HEGULATE ‘ ’
e .,

' >

1 \

GAS [FEST \ h \ / . - WIRE FEED
. SELECT
VOLTAGE mic WIRE SPEED mic
CURRENT TiG/MMA
\ I I I /
mma N-coder i N-coder ii

Ll [=f ¥ 3§ - Welding current setting
the welding current is set using the control n-coder.

control buton

Welding current
]

FIE
@ RECALL

-~

PROGRAM

I‘ == .’ REGULATE " - .‘
¢ R S~ *
! . ., (Y
SON NS
cAsTEST \\ L 4 SE:CT\ L WIRE FEED

VOLTAGE mic WIRE SPEED mic

CURRENT TiG/MMA

N
tiG liFt

TIG DCLIFT

J

I
N-coder

the functon is set in the
range of 0 - 10, which sets its intensity (0 = of; 10 = maximum). to activate,
press the FuNctioN (Fn), select button the function is performed by sequen-
tially rotating the control n-coder i, setting the function parameter by pressing
the control n-coder ii. press FuNctioN (Fn) again to exit / confrm the setng.
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FuNctioN buton

-~ I
PROGR.

FUNCTION

~

FIE
RECALL

activate the doWN slope function and then the eNd curreNt function.
When the button is released, the welding process is terminated and the
post-Gas function is activated.

4 N

control buton
|
(CINO))

PROGRAM

SAVE

- -
I‘ .’ REGULATE " .’
/ Y ‘ vy
1 l
GAS TEST - \ / . (L / . - WIRE FEED
SELECT
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
. J
tiG liFt N- coderl N- coder ii

TIG DCLIFT

to activate, press the FuNctioN (Fn), select button the function is performed
by sequentially rotating the control n-coder i, setting the function parameter
by pressing the control n-coder ii. press FuNctioN (Fn) again to exit / confrm
the setng.

FuNctioN buton

SDOOI.

P V 4+ S % == A JoB

FUNCTION E] RECALL

- -
I‘ ." REGULATE " .Q
4 . §
o NEek
1 \ | 1
GAS TEST \ U & @\ &/ q WIRE FEE
\ L/ seLect \ L 4
VOLTAGE mic WIRE SPEED mic
CURRENT T1IG/MMA
N
tiG liFt 4-stroke

m - Welding process settings

4 N\
= control buton
N
FUNCTION RECALL PROGRAM - SAVE
P V 4\. S & == A uJoB
Y FUNCTION EI @ RECALL
- W - .
" .§ REGULATE " .Q‘ e P A\ "‘;‘ S -8- + A JoB
4 (S 4 -
N S
1 a 1 \ u oWy ommy
GAS TEST \ N Q \ _ N WIRE FEED I " REGULATE ’ Q
SELECT . ‘ Q
' <\ <
VOLTAGE mic WIRE SPEED mic 1
CURRENT TiG/MMA GAS TEST \ J / . - WIRE FEED
K | | J ﬁ \ . sELEcr \
tiG N-coder i N-coder ii VOLTAGE miG WIRE SPEED mic
CURRENT TIG/MMA
\_ J
sYN parameter - KITin 2200
program Wire size Wire type shielding Gas
p0 manual (Non-synergic)
pl 0.6 mm Fe 80 % ar +20 % co »
p2 0.6 mm Fe CO 2
control buton
p3 0.8 mm Fe 80 % ar +20 % co »
4 N p4 0.8 mm Fe COo >
p5 0.9 mm Fe 80 % ar+20% co »
PROGRAM p6 0.9 mm Fe o2
p7 1.0 mm Fe 80 % ar + 20 % co »
FUNCTION IE RECALL P8 1.0 mm Fe co2
p9 0.8 mm FluX-Fe co 2
P V S A JoB
i 8+ 2T p10 0.9 mm FluX-Fe co 2
e pll 1.0 mm FluX-Fe Co 2
,‘-..Q sscune ,‘-.. p12 0.8 mm sser316 98%ar+2%co 2
" s p13 0.9 mm sser316 98%ar+2%co >
1 Q | > pl4 1.0 mm sser316 98%ar+2%co »
GAS TEST \ & G \ . - WIRE FEE| p15 0.9 mm almgs ar
\ seect \
pl6 1.0 mm almg5 ar
VOLTAGE mic WIRE SPEED mic
CURRENT TIG/MMA p17 1.2 mm almgs ar
\ pl18 0.8 mm cusi3 ar
tiG liFt 2-stroke p19 0.9 mm cusi3 ar
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sYN parameter - KITin 3000

[MIG/MAG B Adjustment of welding power

program Wire size | Wire type shielding Gas
pO manual (Non-synergic)
pl 0.6 mm Fe 80 % ar +20 % co »
p2 0.8 mm Fe 80 % ar +20 % co » . .
p3 0.9 mm Fe 80 % ar + 20 % co » programlsynerglc Weldmg current
p4 1.0mm Fe 80 % ar+20%co > 4
P ” O ®
p5 1.2 mm Fe 80 % ar + 20 % co »
p6 0.6 mm Fe CO 2 PROGRAM - SAVE
p7 0.8 mm Fe COo 2
P8 0.9 mm Fe 0z FUNCTION @ W RECALL
p9 1.0 mm Fe COo 2
p10 1.2 mm Fe €O, . Sos
pll 0.8 mm sser316 98 %ar+2%co 2
0 0, - -
pl2 0.9 mm sser316 98 %ar+2%co > '4 .‘ - '4 h‘
p13 1.0 mm sser316 98 %ar+2%co 2 ’ . L . .
oo 8 Y e
pl4 1.2 mm sser316 98 %ar+2%co 2 P -] | ) =
p15 0.8 mm FluX-Fe Co 2 GAS TEST \ \7/ § G\ WIRE FEED
pl6 0.9 mm FluX-Fe o > N SEEe
pl7 1.0 mm FluX-Fe co - VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
pl18 1.2 mm FluX-Fe co 2 N\ J
l
p19 1.0 mm almgs ar miG/maG N-coder ii
p20 1.2 mm almg5 ar
p21 0.8 mm cusi3 ar program synergic material thickness
I
( l
sYN parameter - KITin 3500
program Wire size | Wire type | shielding Gas PROGRAM - SAVE
p0 manual (Non-synergic)
pl 0.6 mm Fe 82 %ar+18%co » FUNCTION \E] @ RECALL
2 0.8 mm Fe 82 % ar + 18 % co
£ ° o0 P V 4 S & + A Jos
p3 0.9 mm Fe 82%ar+18%co » —e
p4 1.0 mm Fe 82 % ar+18 % co »
p5 1.2 mm Fe 82%ar+18 % co » e == S ‘ recuLate @® == .Q‘
6 0.6 mm Fe co 4 . o
i : N N
p7 0.8 mm Fe Co2 1 ( ] A 1
p8 0.9 mm Fe co> GAS TEST &g _/ a WIRE FEED
\ SELECT,
p9 1.0 mm Fe CO 2
VOLTAGE mic WIRE SPEED mic
p10 1.2 mm Fe o> CURRENT TiG/MMA
pll 0.8 mm sser316 98 %ar+2%co > _ | /
p12 0.9 mm sser316 98 % ar+2%co 2 miG/maG N-coder ii
pl3 1.0 mm sser316 98 % ar+2%co »
pl4 1.2 mm sser316 98 % ar+2%co 2 program manual Wire feed speed / manual mode
p15 0.8 mm FluxX-Fe 0 2 i |
pl6 0.9 mm FluX-Fe co » l
pl17 1.0 mm FluX-Fe co PROGRAM - SAVE
p18 1.2 mm FluX-Fe Co 2
p19 1.0 mm almg5 ar
p20 12 mm almg5 ar FUNCTION E RECALL
p21 0.8 mm cusi3 ar P V 4+~ S & == A JoB
—e
- -
sYN parameter - KITin 4100 - . ‘ REGULATE ¢ .Q‘
program Wire size | Wire type | shielding Gas " TN ‘ Y 1 N 8
p0 manual (Non-synergic) 1 \ ) 1 { ) n
GAS TEST \ N . @\ _/ u WIRE FEED
pl 0.8 mm Fe co: \ SELECT, L
. % ar + 18 9
p2 0.8 mm Fe 82%ar+18%co . VOLTAGE mic WIRE SPEED mic
p3 0.9 mm Fe CO 2 CURRENT T1IG/MMA
p4 0.9 mm Fe 82 % ar+18 % co » \ 1 ~/
p5 1.0 mm Fe 82 %ar+18%co > miG/maG N-coder ii
p6 1.0 mm Fe COo 2
p7 1.2 mm Fe COo 2 M
p8 1.2 mm Fe 82%ar+18%co »
p9 0.9 mm FluX-Fe co 2
pl10 1.0 mm FluX-Fe co »
pll 1.2 mm FluX-Fe [
pl2 0.9 mm sser316 98 %ar+2%co >
p13 1.0 mm sser316 98 %ar+2%co »
pld 1.2 mm sser316 98 %ar+2%co 2
pl5 1.0 mm almg5 ar
pl6 1.2 mm almg5 ar
pl7 1.0 mm cusi3 ar
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FuNctioN buton

FIE

FUNCTION - RECALL
- L}
I‘ - .’ REGULATE " - .’
¢ A K-S L
] . : s
1 ' 1 o
\ \ U
CASTEST . SEI:CT .
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
N . . J
miG/maG N-coder i N-coder ii
FuNctioN buton
1
4 N

SAVE

FUNCTION RECALL
l’ = .’ REGULATE " = .~
¢ * ¥ *
] . h L
1 l 1 a
GAS TEST \ N SE:CT \ : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT TIG/MMA
L | | )
miG/maG N-coder i N-coder ii
FuNctioN buton
4 N

(U0

FUNCTION I—I l—l I—I I RECALL

J

P V A S & == A Jos
l‘ - .’ REGULATE " - .’
¢ * ¥ *
] . l .
1 l 1 a
GAS TEST \ . . :CT \ : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ I I
miG/maG N-coder i N-coder ii
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FuNctioN buton

-

seooL
o El |_| 1 . N
FUNCTION Ll m RECALL

P V 4+~ S & == A Jos

(U0

- -
(4 - .’ REGULATE ¢ - .~

Ui * ¢ *

! I

1

GAS TEST \ : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT TIG/MMA
N | J
miG/maG N-coder i N-coder ii

inductance setng

-

PROGRAM m
FUNCTION ‘E’

~

I
m RECALL

P V A S & = A Jos

L} -
O‘- .Q REGULATE " .’

¢ * ¥ *

] ) I .

1 l 1 J

\ \ N
CASTEST . SE:CT .

VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ | J
miG/maG N-coder i N-coder ii

[MIG/MAG B Adjustment of welding voltage/voltage correction
press the n-coder i in turn to switch to this function.

Manual - setting the welding voltage

Synergic - correction of factory voltage value

voltage adjustment / voltage correcton
|

4 N
PROGRAM m @ SAVE
FUNCTION ‘E’ RECALL

- . -
O‘ .Q REGULATE " .’

U4 . ‘ V' 4 *

] ) ] .

1 a 1 d

\ & qQ &
CASTEST . SELECT .

VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ | | J
miG/maG N-coder i N-coder ii



control buton

/
O ® '
o - -‘ - N
FUNCTION @ m RECALL
— 27
U4 @& recuLaTE @ L J SP
’ A K-S *
] . .
1 a a
GAS TEST \ : S:L:“ : WIRE FEE[]
VOLTAGE mic WIRE SPEED miGc
CURRENT T1i6/MMA
\ ! I
miG/maG N-coder i N-coder ii 2-stroke
control buton
|
Ve
» ® e

PROGRAM
FUNCTION |E|

@] save
m RECALL

[SISEE] ISR

P V 4 S & =+ A

-
- ." REGULATE ¢
V4 (&
I s ¥
1 | |
g Q
GAS TEST
. SELECT
VOLTAGE mic WIRE SPEED Mmic
CURRENT T1i6/MMA
\ I I
miG/maG N-coder i N-coder ii 4-stroke
control buton
|
Ve
» ® =

PROGRAM
FUNCTION |E|

@] save
m RECALL

[SISEE] ISR

P V 4 S & =+ A

- n - w

‘ .’ REGULATE " .’ sSp=
¢ *
1 )
| a

s v
GAS TEST WIRE FEE[]
. SELECT \ L 4 _8_
VOLTAGE mic WIRE SPEED mic
CURRENT T1i6/MMA
_
miG/maG spot functon

FuNctioN buton control buton

/ | Il

l I I SAVE
.U

FUNCTION RECALL
P V 4 S % == A Jos
- -
I‘ .~ REGULATE " .’ sSpE=
’ A .
1 s 1 s
1 a 1 a
GAS TEST : S:Eﬂ \ : WIRE FEET]
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
\ I I
miG/maG N-coder i N-coder ii spot functon

ioN button (Fn), the function is

selected by rotating the control n-coder i sequentially, the function parameter
is set by n-coder ii.

FuNctioN buton control buton

/

" == .~ REGULATE ' - = .’ sp -
’ . .
! O (Y
1 u | u
g Q L
cAsTEST L 4 SEI:CT L

VOLTAGE miG WIRE SPEED mic
CURRENT T1iG/MMA
\ I I
miG/maG N-coder i N-coder ii spot functon

to activate, press the FuNctioN (Fn) button, select the function by sequentially
rotating the control n-coder i, set the function oN or oFF by n-coder ii.

FuthioN buton

N

PROGRA! - [ _I [ |: I:
FUNCTION |—| |—I |—I I

P V 4+ S % == A Jos

SAVE
RECALL

- - .
I‘ .~ REGULATE " .’

U . w *

Il ) )

1 a | C

GAS TEST : SE‘PHT \ : WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT T1iG/MMA
N . J
miG/maG N-coder i N-coder ii

J
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Load the user program
press the recall button. then use the n-coder to select the position 1-20 and
press recall to confirm.

signaling JoB mode recall save
| J ]
e
PROGRAM Prg Y, | save
FUNCTION | FR 4 | RECALL
4 - . - >
* o R - v,
’ L ¢ L 3
] ) ) [}
. 1 i u
GAS TEST Y \\ : : % WIRE FEED
VOLTAGE mic WIRE SPEED mic
CURRENT TIG/MMA
I
N-coder ii
Welding in method TIG

Welding inverters allow tiG welding with touch-triggering. the tiG method
is very efectve for welding stainless steel. Switch the machine to TIG mode.

[uny

. connect the welding accessories. Welding torch on the pole (-), grounding
cable on the pole (+), connect the protective gas.

. turn the inverter on by the main switch. set the welding method tiG and
set the welding parameters according to the above procedure.

3. press the button on the burner.

4. release the button on the burner to end the welding process.

N

Welding process at TIG LA (picture 1)

starting the gas with a valve on the welding torch.

1. approaching the tungsten electrode to the welded material.

2. light touch of tungsten electrode of welded material (no need to cut).

3. removal of tungsten electrode and arcing of welding arc with la - very low
wear tungsten electrodes by touch.

. Welding process.

. Finishing the welding process and activating the doWN slope (crater fi-
lling) is performed by removing tungsten-electrodes to about 8 - 10 mm
from the welded material.

. re-approach - Welding current decreases after the set time to the end va-
lue set current (eg 10 a) - filling the crater.

. end of the welding process. the digital control automatically switches off
the welding process.

(Sl

[9)]

~

prepare the tungsten electrode according to the values in table 2 and
picture 2.

picture 2
table 2
a(’) Welding current (A)
30 0-30
60 -90 30-120
90-120 120 - 250

Grinding of tungsten electrodes:

By proper choice of the tungsten electrode and its preparaton will afect
the propertes of the welding arc, weld geometry and electrode life. the
electrode must be gently grinded in the longitudinal directon as shown in
picture 3. picture 4 shows the efect of grinding the electrode on its service
life.

picture 3 picture 4

i

Picture 4A - Fine and even grinding of the electrode in the longitudinal
directon - lifetme up to 17 hours

Picture 4B - coarse and uneven grinding in the transverse directon - lifetme
about 5 hours

parameters to compare the infuence of the electrode grinding method are
given using:

hF igniton el. arc, electrodes @ 3.2 mm, welding current 150 a and welded
material - pipe.

Protectve gas:
For tiG welding, it is necessary to use argon with a purity of 99.99 %. deter-
mine the amount of fow according to table 3.

table 3

Welding Diameter of
current electrode
(A) (mm) )

Welding nozzle

Flow of gas

(I/min)

@ (mm)

switch off the gas with a valve on the welding torch. 6-70 1.0 4/5 6/8,0 5.6
" o5 rost GaS 60 - 140 1.6 4/5/6 6.5/8.0/9.5 6-7
oN 120 - 240 2.4 6/7 9.5/11.0 7-8

IsarT | tewo

S

|-

[ | -
] ] ]
i L \L t1-3mm - [s-wmm\L t1-3mm t1-3mm
1 2 3 4 5 6 4

picture 1 - welding process at tiG la

Selecton and preparaton of tungsten electrodes:
table 1 shows the welding current and diameter values for tungsten
electrodes with 2 % thoria - red electrode markings.

table 1
1.0 15-75
1.6 60 - 150
2.4 130-240
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Holding the welding torch during welding:

positon W (pa) positon h (pB)

15 - 40°

20-30°

positon s (pF)



Preparaton of basic material:
table 4 lists the material preparaton values. dimensions are determined
according to pic. 5.

picture 5
® ]
i | s
d Ta 7
table 4
s (mm) a (mm) d (mm) a(’)
0-3 0 0 0
3 0 0.5 (max) 0
4-6 1-15 1-2 60

Basic rules during welding by TIG method:

1. purity - grease, oil and other impurites must be removed from the weld
during welding. it is also necessary to mind purity of additonal material
and clean gloves of the welder during welding.

. leading additonal material - oxidaton must be prevented. to do so,
fashing end of additonal material must be always under the protecton
of gas fowing from the hose.

. type and diameter of tungsten electrodes - it is necessary to choose them
according to the values of the current, polarity, type of basic material and
compositon of protectve gas.

. sharpening of tungsten electrodes - sharpening the tp of the electrode
should be done in traverse/horizontal directon. the tnier the roughness
of the surface of the tp is, the calmer the burning of the el. arc is as well
as the greater durability of the electrode is.

. the amount of protectve gas - it has to be adjusted according to the type
of welding or according to the size of gas hose. afer fnishing the welding
gas must fow sufciently long to protect material and tungsten electrode
against oxidaton.

N

w

I

]

Typical TIG welding errors and their impact on weld quality

the welding current is too -

Low: unstable welding arc.

High: tungsten electrode tp breaks lead to turbulent arcing.

Further, mistakes may be caused by poor welding torch guidance and poor
additon of additve material.

Welding in methode MMA

switch the machine to mma mode - coated electrode. table 5 lists the ge-
neral values for the choice of the electrode, depending on its diameter and
the thickness of the base material. these data are not absolute and are in-
formatve only. For exact selecton, follow the instructons provided by the
manufacturer of the electrodes. the current used depends on the positon
of the welding and the joint type and increases according to the thickness
and dimensions of the part.

table 5

Strength of welded material (mm) Diameter of the electrode

15-3 2
3-5 2.5
5-12 3.25
>12 4

table 6: setng the welding current for the given electrode diameter

Diameter of the electrode (mm) Welding current (A)

1.6 30-60
2 40-75
2.5 60-110

3.25 95 - 140
4 140-190
5 190 - 240
6 220-330

the approximate indicaton of the average current used for welding with

ordinary steel electrodes is given by the following formula:

1=50x (Pe-1)

where: i = the intensity of the welding current e = the diameter of the
electrode

example for an electrode with a diameter of 4 mm:
i=50x(4-1)=50x3=150a

Correct electrode holding during welding

picture 6

Preparaton of basic material:
table 7 lists the material preparaton values. specify the dimensions as
shown in pic. 7.

picture 7

table 7
s (mm) EX(uly)] d (mm) a (°)
0-3 0 0
3-6 0 s/2 (max)
3-12 0-1.5 0-2 60

Welding in method MIG/MAG

Welding wire is lead from the roller into the fow drawing te with the use of
the feed. arc joins thawing wire electrode with welding material. Welding
wire functons as a carrier of the arc and as the source of additonal material
at the same tme. protectve gas fows from the spacer which protects arc
and the whole weld against the efects of surrounding atmosphere (pic. 8).

Protection gases

Wire feeder rolls

picture 8

Welding wire
Gas opening

Tip holder
Welding tp

Nas nosle

Welding arc

piece

i A %elding
< a

[ —— 7

Protectve gases

Inert gases - MIG method Actve gases - MIG method

Argon (Ar) Carbon dioxide
Helium (He) Mixed gases
Mixtures of He/Ar Ar/co,
Ar/O,

Warning about possible problems and their remedy
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Error messages

Error Error code Descripton

e0l sensor overheatng 1

e02 sensor overheatng 2
temperature sensor e03 sensor overheatng 3

e04 sensor overheatng 4

e09 machine overheatng

el0 phase error

ell Water cooling error

el2 protectve gas error
Welding machine el3 undervoltage in the network

eld overvoltage in the network

el5 current overvoltage

el6 Wire feeder overload

e20 control panel buton error

e2l other control of panel error
Butons

e22 Welding torch error

e23 Welding torch error during welding process

. e30 cutng torch disconnected
accessories e31 Water cooling disconnected
. e40 problem of communicaton between feeder and source

communicaton

e4l communicaton error

Error Cause Soluton

1 When the machine is turned on, the power-on
lamp is of, the fan is working.

the power-on lamp is damaged, incorrectly
connected.

replace the indicator lamp, check the wiring
circuit.

the power pcB is damaged.

repair / replace the power pcB.

2 When the machine is turned on, the power-on
light is on, the fan is not working.

the fan is blocked by a foreign object.

remove the object.

the fan motor is damaged.

replace the fan.

3 the power-on lamp does not light when the
machine is turned on, the fan does not work.

No output voltage.

check the network connecton.

overvoltage in the network.

check the network connecton.

4 | No output voltage at terminals.

damaged power pcB.

check the power secton of the machine.

5 | the arc cannot be ignited.

the welding cables are not
connected.

connect both welding cables.

the welding cables are damaged.

repair / replace damaged cable.

the ground cable is not connected.

check the grounding cable
connecton.

6 | the arcis difcult to ignite.

Welding cables are incorrectly connected.

check the connecton.

the work clamps are covered with dirt.

check and clean the work clamps.

7 | unstable arc.

arc power too low.

increase the welding current.

8 | the welding current cannot be set.

damaged control potentometer or loose control
n-coder.

repair / replace potentometer; pull the n-coder.

9 | insufcient material penetraton.

Welding current too low.

set the correct welding current.

the arc is too small.

increase the welding current.

10 | the fault / overheat indicator is on.

overheatng of the machine.

use interval welding.

operatng/duty cycle was too long.

Wrong output voltage.

check / replace the power secton of the machine.
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Recommended use of welding wire

material thickness (mm) recommended diameter of wire (mm)

1

0.8
0.9
1.0
1.2
1.6
2.0
2.5
3.0
4.0
5.0
6.0
8.0
10.0

14.0

18.0

22.0

SYNERGIC programs

program material @ wire Gas
1 steel 0.8 82 %ar+18%co »
2 steel 0.9 82% ar+18%co »
3 steel 1.0 82% ar+18 % co ,
4 steel 1.2 82%ar+18 % co »
5 FluFe 1.2 82% ar + 18 % co 3
6 stainless er 316 0.9 ar
7 stainless er 316 1.0 ar
8 stainless er 316 1.2 ar
9 Flux - stainless 1.2 ar
10 al 1.2 ar
11 almg 0.9 ar
12 almg 1.0 ar
13 almg 1.2 ar
14 alsi 1.0 ar
15 alsi 1.2 ar
16 cusi 0.8 ar
17 cusi 0.9 ar
18 cusi 1.0 ar
19 cusi 1.2 ar
20 cual 1.2 ar
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Svarovaci parametry / Welding parameters

Referencni hodnoty pro svarovani - tupy svar, CO,, nizkouhlikova ocel, pIny svafovaci drat

Process reference for CO, but welding of low carbon steel with solid welding wire

svatovaci pozice tloustka meteridlu | kofen svaru (G) pramér dratu svarovaci proud svarovaci napét rychlost svafovani pritok plynu
R P . Material thickness Root gap (G) Wire diameter Welding current Welding voltage Welding speed Gas-fow rate
Welding positon . .
[mm] [mm] [mm] [a] [v] [cm/min.] [I/min.]
0.8 0 0.8 60-70 16-16.5 50-60 10
1.0 0 0.8 75-85 17-17.5 50-60 10-15
1.2 0 0.8 80-90 17-18 50-60 10-15
, 2.0 0-0.5 1.0/1.2 110-120 19-19.5 45-50 10-15
tupy svar
But-joint 3.2 0-1.5 1.2 130-150 20-23 30-40 10-20
(—q:;—) 4.5 0-1.5 1.2 150-180 21-23 30-35 10-20
—> 6 0 1.2 270-300 27-30 60-70 10-20
6 1.2-1.5 1.2 230-260 24-26 40-50 15-20
8 0-1.2 1.2 300-350 30-35 30-40 15-20
8 0-0.8 1.6 380-420 37-38 40-50 15-20
12 0-1.2 1.6 420-480 38-41 50-60 15-20

Referencni hodnoty pro svafovani - koutovy svar, CO,, nizkouhlikova ocel, plny svafovaci drat

Process reference for CO, corner welding of low carbon steel with solid welding wire

svatovaci pozice tloustka meterialu pramér dratu svarovaci proud svarovaci napét rychlost svarovani pritok plynu
R P . Material thickness Wire diameter Welding current Welding voltage Welding speed Gas-fow rate
Welding positon . .
[mm] [mm] [a] [v] [cm/min.] [I/min.]
1.0 0.8 70-80 17-18 50-60 10-15
1.2 1.0 85-90 18-19 50-60 10-15
1.6 1.0/1.2 100-110 18-19.5 50-60 10-15
1.6 1.2 120-130 19-20 40-50 10-20
2.0 1.0/1.2 115-125 19.5-20 50-60 10-15
3.2 1.0/1.2 150-170 21-22 45-50 15-20
3.2 1.2 200-250 24-26 45-60 10-20
koutovy svar
Corner-joint 4.5 1.0/1.2 180-200 23-24 40-45 15-20
4.5 1.2 200-250 24-26 40-50 15-20
|_ L/ 6 1.2 220-250 25-27 35-45 15-20
__j: 6 1.2 270-300 28-31 60-70 15-20
8 1.2 270-300 28-31 60-70 15-20
8 1.2 260-300 26-32 25-35 15-20
8 1.6 300-330 25-26 30-35 15-20
12 1.2 260-300 26-32 25-35 15-20
12 1.6 300-330 25-26 30-35 15-20
16 1.6 340-350 27-28 35-40 15-20
19 1.6 360-370 27-28 30-35 15-20
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Referencni hodnoty pro pulsni MAG svarovani nizkouhlikovych a nerezovych oceli

Low carbon steel, stainless steel pulse MAG welding process reference

vzdalenost hubice
svatovaci pozice tloustka meterialu primér dratu | svafovaci proud | svafovaci napét | rychlost svafovani od materialu pratok plynu
. p . Material thickness | Wire diameter | Welding current | Welding voltage Welding speed Nozzle and Gas-fow rate
Welding positon . . . .
[mm] [mm] [a] [v] [cm/min.] workpiece spacing [1I/min.]
[mm]

1.6 1.0 80-100 19-21 40-50 12-15 10-15
, 2.0 1.0 90-100 19-21 40-50 13-16 13-15

tupy svar
But-joint 3.2 1.2 150-170 22-25 40-50 14-17 15-17
( - / 4.5 1.2 150-180 24-26 30-40 14-17 15-17
T 6.0 1.2 270-300 28-31 60-70 17-22 18-22
8.0 1.6 300-350 39-34 35-45 20-24 18-22
10.0 1.6 330-380 30-36 35-45 20-24 18-22
1.6 1.0 90-130 21-25 40-50 13-16 10-15
koutovy svar 2.0 1.0 100-150 22-26 35-45 13-16 13-15
Corner-joint 3.2 1.2 160-200 23-26 40-50 13-17 13-15
4.5 1.2 200-240 24-28 45-55 15-20 15-17

| L

_'L 6.0 1.2 270-300 28-31 60-70 18-22 18-22
_:I 8.0 1.6 280-320 27-31 45-60 18-22 18-22
10.0 1.6 330-380 30-36 40-55 20-24 18-22

Referencni hodnoty pro pulsni MIG svarovani slitn hliniku

Welding process of aluminum alloy pulse MIG

vzdalenost hubice
svaFovaci pozice tloustka meterialu pramér dratu svafovaci proud | svarovaci napét | rychlost svafovani od materialu pratok plynu
. p . Material thickness | Wire diameter | Welding current | Welding voltage Welding speed Nozzle and Gas-fow rate
Welding positon . . . X
[mm] [mm] [a] [v] [cm/min.] workpiece spacing [I/min.]
[mm]
1.5 1.0 60-80 16-18 60-80 12-15 15-20
2.0 1.0 70-80 17-18 40-50 15 15-20
3.0 1.2 80-100 17-20 40-50 14-17 15-20
4.0 1.2 90-120 18-21 40-50 14-17 15-20
tupy svar 6.0 1.2 150-180 20-23 40-50 17-22 18-22
But-joint
4.0 1.2 160-210 22-25 60-90 15-20 19-20
\ 1 { 4.0 1.6 170-200 20-21 60-90 15-20 19-20
— =
6.0 1.2 200-230 24-27 40-50 17-22 20-24
6.0 1.6 200-240 21-23 40-50 17-22 20-24
8.0 1.6 240-270 24-27 45-55 17-22 20-24
12.0 1.6 270-330 27-35 55-60 17-22 20-24
16.0 1.6 330-400 27-35 55-60 17-22 20-24
1.5 1.0 60-80 16-18 60-80 13-16 15-20
2.0 1.0 100-150 22-26 35-45 13-16 15-20
3.0 1.2 100-120 19-21 40-60 13-17 15-20
koutovy svar 4.0 1.2 120-150 20-22 50-70 15-20 15-20
Corner-joint 6.0 1.2 150-180 20-23 50-70 18-22 18-22
4.0 1.2 180-210 21-24 35-50 18-22 16-18
| L
—'L 4.0 1.6 180-210 18-20 35-45 18-22 18-22
_:I 6.0 1.2 220-250 24-25 50-60 18-22 16-24
6.0 1.6 220-240 20-24 37-50 18-22 16-24
8.0 1.6 250-300 25-26 60-65 18-22 16-24
12.0 1.6 300-400 26-28 65-75 18-22 16-24
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Seznam ndhradnich dilt / Spare parts list

Popis Descripton Nr.
1 pcB hlavni pcB main 068710870
2 motor posuvu Feed motor 068710324
3 pcB ovladani pcB control 068710384
4 pcB ridici pcB control 068710383
5 pcB vykonova pcB power 068710382
6 plynovy ventl Gas ventl 068710186
7 ventlator Fan 068710380
8 hlavni vypinac main switch 068710381
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Vyrobni stitek / Production plate

©

-
M
| | =

F=EC
L | =

?RPRPELY YPY

INVERTER WELDING MACHINE m

EN 609

| x | eo% | 100% |
[Uo=65V [lmax=123A] 1o | 200A | 1554 |
gU: =400V | ler=95A | Uz | 240V [ 217V g

x| o | oo
U= 65V [ima=103A | 1o | 20A | 1554
G 200V | eo0a [ vz | 180y | toov |

10 A/20,4V-200A/28V
100%

Gu=65 [ 135A ] 1 | 200a | 1s5a |
5300V | ior= 1054 | Uz | 80v | 250V &

2

74-1, -5, -10

OO OO OB OO

Popis
Napajeci napét
svarovaci metoda
svarfovaci stroj
typ stroje
Jméno a adresa vyrobce
vyrobni ¢islo
Normy
proud pti zatZzeni
Napét pfi zatzeni

O 00 N O U1 B W N -

Name an

Welding machine

voltage under load

Descripton
supply voltage
Welding method

machine type
d address of manufacturer
serial number
standards
load current

Schéma zapojeni oviadaciho konektoru / Wiring diagram of the control connector

—_°, Trigger

BEEREINEINE

Switch
max
10 k
min
Remote Amps
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Elektrotechnické schéma / Electrical scheme
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Instalace podvozku / Chassis installation

distan¢ni podlozka / spacer washer  zéavlacka / split pin 3x50
32x21x10

podlozka / Washer 21-38

&roub 6x podlozka pruzna /
‘ 6x Sroub / screw m6x16 o spring Washer 7.1
@ 6x podlozka / Washer

6.4x12

(A

- Ndpravu umistme na zadni ¢ast dna stroje a upevnime pomoci
hiidel @ @ $roubli m6x16.
shaf @ - let’s move the chassis on the back part of the machine’s botom and
O fasten with screws m6x16.
@

- Nasuneme hfidel podvozku, umistme distan¢ni podlozky 32x21x10,
@ osadime koly 160/40-80, nasadime podlozky 21-38 a zajistme zavlackou
3x50, kterou ndsledné roztdhneme.
— ml - let’s slide the shaf of chassis, place the spacer washer 32x21x10, put
w the wheels 160/40-80, place the washer 21-38 and secure it with the split
pin 3x50 (the ends must be bent).

(8]

- oto¢na kola s brzdou 100/30-50 umistme na predni ¢ast dna a upev-
nime pomoci Sroubl m6x16.

En - let’s place the rotatng wheels with brake 100/30-50 on the front
side of the botom of machine and fasten with screws méx16.

o

- manipulaéni oka m8x13/140 nasroubujeme na horni ¢ast stroje do
pfipravenych otvor(.

EM - let's screw the eye bolts m8x30/140 on the top part of machine to
the prepared holes.

@ o Sroub / screw 8x m6x16
8x podlozka pruzna /
spring Washer 7.1

\

8x podlozka / Washer 6.4x12

1B

1x drzdk miG/maG hoféaku
G miG/magG torch holder

2x manipulaéni oko / handling grip m8x13/140

& AN
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Osvédceni o jakosti a kompletnosti vyrobku / Testing certificate

Nazev a typ virobku ©(2200 Mult MIG Synergic (O 3000 Mult MIG Synergic
type (O 3500 Mult MIG Synergic (O 4100 Mult MIG Synergic

vyrobni ¢islo stroje
serial number

Zdrucéni list / Warranty certificate

datum prodeje
date of sale

razitko a podpis prodejce
stamp and signature of seller

Zaznam o provedeném servisnim zdkroku / Repair note

datum prevzet servisem datum provedeni opravy Cislo reklam. protokolu podpis pracovnika
date of take-over date of repair Number of repair form signature of serviceman
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vyrobce si vyhrazuje pravo na zménu.
the producer reserves the right to modifcaton.



