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Bevezetd

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

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

Minden hegesztégépUnk alapja a fejlett inverter technoldgia melynek elénye, hogy
nagymértékben csdkken a f6 transzformdtor témege és mérete, mikdzben 30%-kal
né a hatékonysdga a hagyomdnyos transzformdtoros hegesztégépekhez képest.
Az alkalmazott technolégia és a mindségi alkatrészek felhaszndldsa eredményekép-
pen, hegeszté és plazmavagd gépeinket stabil mikddés, meggydzé teliesitmény,
energia-hatékony és kérnyezetkiméld mikddés jellemzi. A mikroprocesszor vezérlés-
hegesztést tdmogatd funkcidk aktivaldsdval, folyamatosan segit a hegesztés vagy
vagds optimdlis karakterének megtartdsdban.

Kérjik, hogy a gép haszndlata elétt figyelmesen olvassa el és alkalmazza a haszndlati

Utmutatdban leirtakat. A haszndlati Utmutatd ismerteti a hegesztés-vagds kdzben
eléforduld veszélyforrdsokat, tartalmazza a gép paramétereit és funkcidit, valamint
tdmogatdst nyUjt a kezeléshez és bedllitdshoz, de a hegesztés-vagds teljes kord szak-
mai ismereteit nem vagy csak érintélegesen tartalmazza. Amennyiben az Utmutatd
nem nyUjt Onnek elegendd informdaciét, kérjik bévebb informdciéért keresse fel a
termék forgalmazdjat.

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

A haszndlati Utmutatd és a kapcsolddd dokumentumok elérhetéek weboldalunkon is

a termék adatlapjdn.

J6& munkdt kivanunk!

IWELD Kft.

2314 Haldsztelek

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




FIGYELEM!

A hegesztés és vagdas veszélyes Uzem! Ha nem korUltekintéen dolgoznak kdnnyen bal-
esetet, sérllést okozhat a kezeldének illetve a koérnyezetében tartdzkoddknak. Ezért a
mUveleteket csakis a biztonsdgiintézkedések szigort betartdséval végezzék! Olvassa el

figyelmesen jelen Utmutatdt a gép belzemelése és mUkddtetése eldtt!

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

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

¢ A fékapcsold gomb biztositja a készUlék teljes
dramtalanitasat.

¢ A hegeszt6 tartozékok, kiegészitdk 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 jél szelléztetett!

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 megéllapitdsok

A hegesztés elektromdgneses interferencidt okozhat.

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

Az ivhegeszté gépekre az A osztdly hatdrértékei vonatkoznak (minden alkalomra érvényesek, kivéve a
nyilv@nos kisfeszUltségU elektromos hdldzatok dltal mUkddtetett lakdterlleteket).

Figyelmeztetés: Az A osztdlyl termék, kereskedelmi vagy ipari kérnyezetben t6rténd haszndlatot jelent.
Nem alkalmazhaté kisfeszUltségl elektromos hdldzat dltal mikddtetett lakott terlletekre, mivel az
elektromdagneses kompatibilitds e terlleteken nem garantdlhatd a vezetett és sugdrzott zavarok miatt.

2 Koérnyezet értékelési javaslatok

Az ivhegeszté berendezés belzemelése elbtt, a felhaszndlonak meg kell vizsgdinia a kérnyezetben elé-
forduld, potencidlis elektfromdgneses zavarokat.

A kdvetkezd tényezéket kell figyelembe venni:

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

- Van-e rédié és televizid adé- és vevéeszkdz;

- Vannak-e szamitdgépek és egyéb ellendrzé berendezések;

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

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

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

- Ugyelien a tébbi 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 koérnyezeti tartomdnyt az éplletszerkezet és az egyéb lehetséges tevékenységek alapjan kell megha-
tarozni, amelyek meghaladhatjdk az épllet hatdrait.

3 Az emisszié cs6kkentésére szolgdlé médszerek

- Kéziizemi aramellaté rendszer

Az ivhegeszté berendezést a gydrtd dltal ajdnlott mddszerrel, a nyilvénos elektromos haldzathoz kell
csatlakoztatni. Interferencia esetén tovdbbi megeléz6 intézkedéseket kell hozni, - példdul sz0ré hasz-
ndlatéval térténé csatlakozds. A rogzitett ivhegeszté berendezéseknél a szervizkdbeleket fémcsével
vagy mds hatékony modszerrel kell drnyékolni. Az drnyékoldsnak azonban biztositania kell az elektro-
mos folytonossdgot, és a hegesztégép fém burkolatdhoz kell kapcsoldédnia annak érdekében, hogy
biztositva legyen a k&zotUk 1€vE j6 elektromos érintkezés.

- ivhegeszt6 berendezések karbantartdsa

Az ivhegeszté készUléket rendszeresen a gydrtd dltal ajdnlott mddszer szerint kell karbantartani. Ha a he-
gesztéberendezés haszndlatban van, minden nyildst, kiegészité ajtdt és burkolatot zémi kell, és megfe-
leléen rogziteni. Az ivhegeszté berendezést semmilyen formdban nem szabad modositani, kivéve, ha a
vdaltoztatds és bedllitds a kézikdnyvben megengedett. Kilondsen az ivgyuijtd és ivstabilizdtor szikrakdzét
a gydartd javaslatai szerint kell bedllitani és karbantartani.

- Hegeszt6 kabel

A hegeszté kdbelnek a lehetd legrévidebbnek, egymdshoz és a foldhéz lehetd legkdzelebb elhelyezke-
dének kell lennie.

- Ekvipotencidlis foldelés

Ugyelien arra, hogy a fémtargyak a kérmyezetben féldelve legyenek. A fémtdargy és a munkadarab
atfedése ndvelheti a munka kockdzatdt, mivel a kezeld egyidejlleg érintheti a fémtdargyat és az
elektroddt. Az Uzemeltetéket minden ilyen fémtargytdl szigetelni kell.

- A munkadarab foldelése

Az elektromos biztonsdg vagy a munkadarab helye, mérete és egyéb okok kdvetkeztében a munkada-
rab nem foldelhetd, példaul a hajdtest vagy a szerkezeti acélszerkezet. A munkadarabok foéldelése
néha csdkkentheti a kibocsatdst, de nem minden esetben alkalmazhatd. Ezért ne felejtse el megaka-
ddlyozni az dramitést vagy az egyéb villamos berendezésekben okozott megrongdloddst a féldelt
munkadarabok miatt. SzUkség esetén a munkadarabot kdzvetlendl a talajhoz kell csatlakoztatni. De
a kozvetlen féldelés néhdny orszdgban tilos. llyenkor haszndljon megfeleld kondenzdtort az orszag
szabdlyai szerint.

- Arnyékolds

Szelektiven védje a kdrnyezd berendezéseket és egyéb kdbeleket az elektromdgneses interferencia
csOkkentése érdekében. Kilonleges alkalmazdsokhoz az egész hegesztési terllet drnyékolhato.

5




1. F6 paraméterek

MIG 500 DIGITAL

Cikkszam 800MIGS500IGBT
=§ Inverter tipusa IGBT
§ VizhUtés v
‘% Digitdlis kezel&felUlet X
~§ Programhelyek széma 0
§ EMC v
Szinergikus vezérlés X
Impulzus moéd X
Dupla impulzus méd X
Polaritdsvdaltds FCAW X
S o /41 v
Q = ost/4sT x
% SPOT X
Hordozhaté huzaltold egység v
Kompakt kivitel X
Huzaltold gérgdk széma 4
O Impulzus DC AWI
Arc Force [ v
é Alithaté Arc Force x
Hot Start v
Tartozék hegesztépisztoly IGrip 500W
Opciondlis hegesztépisztoly IGrip 200W
Fazisszam 8
Halézati fesziliség 3400y A1 0%
Max./effektiy MMA 36.5A / 28.3A
Glemiches MIG 35.6A / 27.6A
Teljesitménytényezé (cos @) 0.93
Hatdsfok 85%
¥ Bekapcsoldsi id5 (10 perc/40 °C) ;;’2%;%\’,%‘;%@
i}
i ) MMA 20A-500A
% Hegesztéaram — =,
< MMA 20.8V-40V
Munkafesziltség
MIG 17V-39V
Uresjarati feszUltség 108V
Szigetelési osztdly F
Védelmi osztdly IP21S
Huzalatmérd @0.8-1.6 mm
Huzaltekercs dtméré @ 270 mm, 15kg
Tomeg 85 kg
Méret (HXSZxM) 1080 x 465 x 860 mm



2. BelUzemelés
2-1. Csatlakozék az eld és hatoldalon.

INPUT

MIG 500 IGBT DIGITAL "%":f“ AC 380 V~

Current Meter Current Meter

T :
@06 000 7

1
1 | Pozitiv kimenet (+) 5 | HGtéventildtor
2 | Huzaltolé egység csatlakozdja 6 | Gazmelegité csatlakozd
3 | Negativ kimenet (-) 7 | Fékapcsold - kismegszakitd
4 | Foldelés csatlakozd 8 | Hdldzati csatlakozd doboz
AC 380V-420V Gazmelegits  Nyomdscsokkentd
O/ .
_)@EL
Gdzpalack
Fékapcsold
Haldzati kabel /
Hegeszt6gép | Gaztémid.
/5 Huzaltolé
Hegesztopisztoly
Pozitiv kimenet (+)
Negativ kimenet (+)
Vezérlékdbel

elektrodafogd



2-2. Haszndlat elétti el6késziletek

A hegesztégép negativ sarkat késse a munkadarabhoz testkdbel segitségével!

A hegesztégép pozitiv sarkdt hegesztékdbellel csatlakoztassa az elétoldral

- A vezérld kdbellel csatlakoztassa az elétoldt a hegesztégép vezérld csatlakozédjdhoz!

Az elétold gaztomidjét csatlakoztassa a palack nyomdsszabdlyozdjdhoz!

A szabdlyozé fitékdbelét csatlakoztassa a gép hdtsd oldaldn 1évé ,,gdzfités forrds” csatlako-

z6jdbal

- A hegesztégép elektromos hdldzati vezetékét csatlakoztassa a kapcsolétdbldhoz, mialatt biz-
tonsd&gosan foldeli a gépet!

- Inditsa Ujra a gépet a hdatsd oldaldn 1évé kapcsolévall

2-3 A huzalelétolé csatlakozasa

1. A huzalel&told tartd tengelyére régzitse a megfeleld huzalgorgdt, mely huzalspecifikus. Bizo-
nyosodjon meg, hogy a huzalgdrgd a haszndlt huzalhoz alkalmas-e!

2. A huzalt az éramutaté jérdsaval megegyezd irdnyba kell letekerni, majd levagni a gérbe, tort
szakaszt, ez utdn fzz0k csak azt tovdbb!

3. HUzza meg a csavart a huzal-leszoritdn, tegye a huzalt a huzaladagold kerék vezetdjébe és
fUzze be a huzalt a hegesztépisztolybal

4. Nyomja meg a huzaladagolé gombot, hogy a hegesztédpisztolyba kerlljon a huzal!

- %T

i
E.




3.

MUkodés

3-1. Kezelépanel elemei

1 | Aramer8sség kijelzé: a hegesztés megkezdéséig a bedliitott, hegesztés kdzben a pillanat-
nyi kimeneti dramerésséget mutatja
2 | Feszlltség kijelzd: a hegesztés megkezdéséig a bedllitott, hegesztés kdzben a pillanatnyi
kimeneti feszUltséget mutatja
3 | Aramer8sség bedlitd gomb - a kimeneti dramerdsség tartomany:
MMA: 20 A - 500 A, MIG: 60 A - 500 A
4 | Feszlltség bedllité gomb - a kimeneti feszUltség tartomdny:
MMA: 20.8V-40V, MIG: 17V -38V
Bekapcsolt dllapot jelzd: a hegesztégép mikddésre kész dllapotdt mutatja.
Induktancia bedllité gomb: a hegesztés stabilitdsat, a beolvaddst és a frocskdlés mértékét
befolydsold paraméter bedllité gomb.
7 | Hiba jelzé: ha a hegesztégép tuimelegszik vagy mds egyéb okbdl mikddésbe lIépnek a
védelmi funkcidk, akkor a ldmpa vilagit.
Hegesztési méd kapcsold: MIG és MMA hegesztési mddok vdalaszthatdk.
2T és 4T kezelési mod kapcsold: 2T mddban a hegesztépisztoly kapcsoldjdnak megnyomdad-
sdval inditjuk a hegesztést és a felengedésével dllitjuk le.
- 4T mdédban a kapcsold egyszeri megnyomdsdval inditjuk a hegesztést majd felengedjik a
gombot. A kapcsold Ujbdli megnyomdsdaval befejezzik a hegesztést.
10 | védégdz dramlds kapcsold ki/be




3-2. Hegesztési procedira

Inditsa Ujra a hegesztégépet a kapcsoldtdbldan taldlihatd fékapcsoldval. A hegesztégép
mUkodését jelzd Idmpa kigyullad, a ventildtor forogni kezd. Nyomja meg az ,inch feeding’
(elétold) gombot az elétold ellendrzd paneljén, ekkor az elétold a huzalt kitolja.

Allitsa be hegesztési paramétereket a szabdlyozégombokkal a hegesztégép eldlapjdn

a megfeleld dlldsba dllitva. Mikor a hegesztépisztoly inditdgombjdt meghuzzuk, az eld-
told mUkddésbe jon, a fuvékan CO2 fog kidramlani, ekkor megkezdheti a hegesztést. A
hegesztégép kezeldje a hegesztési paramétereket az aldbbi tdbldzatbdl vélaszthatja ki.
Bizonyosodjon meg arrdl, hogy a hegesztés befejezésekor elzdrjia a gdzpalack csapjdt, és
az dramvezetéket kihUzza a csatlakozébdl.

Huzaldtmérd @ (mm) Hegeszté-dram(A) Hegeszté-feszUliség (V)
0.8,1.0 60-80 17-18
1.0,1.2 80-130 18-21
1.0,1.2 130-200 20-24
1.0,1.2 200-250 24-27
1.2, 1.6 250-350 26-32
1.6 350-500 31-39
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4. Huzaltolé egység

4-1. A digitdlis huzaltol6 kezelése

Hegesztés kozben a kijelzé mutatja az aktudlis kimeneti dramerésséget és feszUltséget. A huzal-
told, hosszabb hegesztékdbel haszndlatakor is kijelzi az aktudlis paramétereket. A digitdlis kijelzé
mutatja a hegesztési szoget, anyagvastagsdgot, hegesztédramot, huzaltolds sebességet, induk-
tancidt, iverésséget, feszUltséget, hegesztési sebességet és hegesztési médot.

Digitdlis paraméterkijelzd Huzaladagold gomb

Aramerésség és induktancia
bedllité gomb

FeszUltség bedllitd és
programhely vdlaszté gomb

Hegesztépisztoly csatlakozd Vizh(tékér csatlakozdk

1. Aramerd&sség és induktancia bedllité gomb:
- a kimeneti dramerdésség tartomdny: MMA: 20 A - 500 A, MIG: 60 A - 500 A

2. Huzaladagold gomb: nagy sebességl huzaladagolds, huzalbeflzéshez.

3. FeszUltség bedllitd és programhely vdlasztd gomb:
- a kimeneti feszUltség tartomdny: MMA: 208V -40V, MIG: 17V -38V

4-2. A huzaltold egység felépitése
A huzaltold szerkezet két gérgépdrja biztositia a megbizhatd és egyenletes huzaladagoldst

Huzalnyomds bedllité karok <




4-3. Huzaltolé gorgdk tipusai és alkalmazdsuk

KUlonbdz8 anyagu és atmérdju hegesztéhuzalok alkalmazdsakor az annak megfeleld toldgdrgd
és nyomoerd bedllitds szikséges a pontos huzaltovdbbitds érdekében.

A tabldzat a nyomoderd bedllitd gombon taldihatd skdla értékeit mutatja a huzaldtmérd és a
huzal anyaga figgvényében. A megadott értékeket haszndlja referenciaként, a szikséges
nyomoerd értékét befolydsolja a hegesztékdbel hossza, a hegesztédpisztoly tipusa és a beren-
dezések dllapota és a hegesztéhuzal fajtdja is.

1. tipus: kemény huzalokhoz, acél és rozsdamentes acél hegesztésekor.
2. tipus: ldgy huzalokhoz, aluminium és 6tvozetei, réz és dtvozetei hegesztésekor.
3. fipus: portéltéses huzalokhoz.

Haszndlja a nyomderd bedllitd gombokat a tologdrgdk nyomoderejének bedllitdsdra, Ugy hogy
a huzal egyenletesen, csuszds és elakadds nélkUl haladjon a huzalvezetdn keresztll egészen a
hegesztépisztoly dramdatadd furatdn keresztil.

Figyelem!

Ha a nyoméeré nem megfeleld a huzal deformdlédhat és a bevonata megsérilhet, a huzaltolé

gorgdbk gyorsan elkophatnak és a huzaltolé ellendlldsa megndvekedhet rontva ezzel a hegesz-

tés minéségét!

Huzalatmérs | o5 () g @10 @1.,2 21,6

wogses . mées

1 3 3 2,5 2,5

2 1.5 1.5 1.5 1.5

3 i - 2 2
= Il
— hapa plend U-plegh iapen giepd
= mom m

m-“iﬁmmm b
Vegirph U-plepl owiie glmd
Trpe | Typei Trped

4-4, Kézi huzaltovdabbitds és gazellendrzés

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

Nyomja meg a gdz ellenérzé gombot a gdzszelep megnyitdsdhoz. Ekkor a huzaltovdbbitds és

a hegesztégép nem lép mUkddésbe. Nyomja meg ismét a gombot, ekkor a szelep elzér és a
gdzdramlds megdill.
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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 dlihat be hegesztés kdzben, ha tulterhelés 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 ca& afti ales si utilizati aparatul de sudare si de tdiere iIWELD! 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
Tnainte de instalarea si utilizarea echipamentului. Va 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 g e

¢ Consumabile de sudura, accesorii, frebuie sa fiie
perfecta

* Numai personalul calificat trebuie sa foloseasca

echipamentul

Electrocutarea - poate cauza moarteal

¢ Echipamentul trebuie sa fie impamantat, conform

standardului aplicat! ~

¢ Nu atingeti niciodatd piese electrizate sau baghe- fg;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- N~
voastra de lucru este sigurd. L

Fumul - poate fi nociv sanatatii dumneavoastra!l

* Tineti-va capul la distanta de fum. ._QE

Radiatia arcului electric - Poate dauna ochilor si pielii

dumneavoastra!

¢ 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.




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.

5




1. Principalii parametrii

MIG 500 DIGITAL

Numar articol 800MIGS500IGBT
Tip invertor IGBT
I Racitor de apa v
% Controlul digital X
O Numarul de program 0
EMC v
Sinergic controlat X
Mode de puls x
Mode de dublu-puls X
Polaritate inversa - FCAW X
SRY 2T/47 v
¥ = 25T/45T x
Z  spor x
Unitate de alimentare sarma portabil v
Desigh compact x
Role pentru sarma 4
o UFTTIG
G HFTIG
O PULSEDCTIG B
< Arc Force [ v
> Reglabild ARC force X
= Hot Start v
Accesoriu MIG iGrip pistolet IGrip 500W
Optional MIG ipistolet IGrip 900W
Numdarul de faze 3
Tensiune de alimentare 3400y A1 0%
Curentul de intrare max/ef. MMA S6.5A 1 28.3A
MIG 35.6A / 27.6A
Factorul de putere (cos @) 0.93
Randament 85%
E Raport sarcina de duratda (10 min/40 °C) 38532?3/54.05\\,/%(;%’%
s o MMA 20A-500A
é Reglare curent de iesire MG OAS00A
é MMA 20.8V-40V
Tensiune de iesire nominald
MIG 17V-39V
Tensiune de mersin gol 108V
Clasa de izolatie F
Grad de protectie IP21S
Diametrul sGrmei @0.8-1.6 mm
Diametrul bobina de sGrma @ 270 mm, 15kg
Masa 85kg
Dimensiunile 1080 x 465 x 860 mm



2, Punerea in functiune

2-1. Racordarea la refea

1. Fiecare aparat are propriul sdu cablu de alimentare. Aparatul se va racorda la refeaua electricd prevazu-
ta cu impdmantare, printr-o prizd corespunzatoare!

2. Cablul electric de alimentare se va cupla la o prizd prevdzutd cu impdmantare!

3. Se va verifica prin utilizarea unui multimetru valoarea corespunzdtoare a tensiunii de alimentare.

MIG 500 IGBT DIGITAL

INPUT
AC 380V~

Current Meter

Current Meter

1 | Bornd de iesire pozitiva (+)

5 | Ventilator de rdcire

2 | Mufa de conectare a unitdtii de impingere a
cablului

6 | Mufa de conectare a unitdtii de incdlzire a
gazului

3 | Bornd de iesire negativa (-)

7 | intrerupdtor principal - intreruptor secundar

4 | Racord de impdmantare

8 | Dozd de racordare la refea

AC 380V-420V Unitate de incdlzire a gazului

Comutator

Cablu de alimentare electrica

Aparat de sudare

Unitate de reducere a presiunii

o}
10}

Butelie de gaz

Furtun de gaz

Piesd de impingere a cablului

Pistol de sudare

Born@ pozitiva de iesire (+)

Cablu de comanda

Bornd de iesire negativa (-)

MMA Cleste de electrod




2-2. Pregatirea inainte de utilizare
- Coltul negativ al aparatului de sudare se va conecta la piesa de lucru cu ajutorul cablului de test!

- Coltul pozitiv al aparatului de sudare se va conecta prin infermediul cablului de sudare la unitatea de impingere
a cabluluil

- Se va conecta unitatea de impingere a cablului cu ajutorul cablului de comandd la borna de comandd a apa-
ratului de sudare!

- Furtunul de gaz al unitdtii de impingere a cablului se va racorda la regulatorul de presiune!

- Cablul de incdlzire al regulatorului se va conecta la borna de pe partea posterioard a aparatului, intitulata
e »
,sursd incdlzire gaz'.

- Cablul electric de alimentare al aparatului de sudare se va conecta la tabloul de distributie, legénd aparatul si
la padmant in conditii corespunzatoare de sigurantal

Se reporneste aparatul cu ajutorul comutatorului amplasat pe partea sa posterioara.

2-3. Conectarea unitatii de impingere a cablului

1. Pe axul suport al unitdtii de impingere a cablului se fixeazd o rold corespunzdtoare de cablu. Se va verifica sa
fie corespunzdtoare rola pentru respectivul cablu!

2. Se desfdsoard cablul in sensul miscarii acelor de ceas, apoi se taie portiunea indoitd, frantd si se insereazd
cablul mai departe!

3. Se strange surubul pe elementul de fixare a cablului, se asazd cablul in ghidajul rotii de dozare a cablului si se
insereaza cablul in pistolul de sudare!

4. Se apasa butonul de dozare a cablului, pentru ca acesta sa infre in pistolul de sudare!

2-4. Verificare
1. Se verificd legarea corespunzdtoare a aparatului la impdmantare.

2. Se verificd natura perfectd a tuturor conexiunilor, in mod special a racordului de legare la pa-
mant!

3. Se verificd natura perfectd a conexiunii prin intermediul cablului de test la clestele de prindere a
electroduluil

4. Se verificd polaritatea corespunzdtoare a iesirilor!

5. Avand in vedere .fO[JTU| cd improscarea de la sudare poate cauza incendii, se va verifica s& nu
existd materiale inflamabile in apropiere.
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3.

Utilizarea

3-1. Elementele panoului de comanda

1| Indicator intensitate a curentului: pand la inceperea suddrii acesta va ardta valoarea setatd a curentu-
lui, iar in timpul suddrii valoarea instantanee a curentului de iesire.
2 | Indicator tensiune: pana la inceperea sudarii acesta va ardta valoarea setatd a tensiunii, iar in fimpul
suddrii valoarea instantanee a tensiunii de iesire.
3 | Buton de reglare a intensitatii curentului — domeniul intensitdtii curentului de iesire:
MMA: 20 A - 500 A, MIG: 60 A - 500 A
4 | Butonde reglare a tensiunii - domeniul tensiunii de iesire:
MMA: 20.8 V-40V,MIG: 17V -38V
5 | Indicator stare de pornire: aratd starea pregdtitd de functiune a aparatului de sudare.
6 | Buton de reglare a inductantei: buton care permite reglarea stabilitatii sudarii, gradul de topire si de
improscare.
7 | Indicator de eroare: acest indicator luminos se va aprinde in cazul in care aparatul de sudare se su-
praincdlzeste sau in cazul in care functiile de protectie intrd in functiune din alte motive.
Comutator mod de sudare: se pot selecta modurile de sudare MIG si MMA
Comutator mod de comandd 2T si 4T:in modul 2T sudarea se porneste prin apdsarea butonului pistolului
de sudare si se infrerupe prin eliberarea acestui buton de pe pistolul de sudare.
In modul 4T sudarea se porneste printr-o simpld ap&sare a butonului de pe pistolul de sudare si se
intrerupe prin apdsarea din nou a acestuia.
10| Comutator de activare/dezactivare flux gaz protector.
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3-2. Procedura de sudare

Se porneste aparatul de sudare prin infermediul comutatorului principal de pe panoul de comandad. Se
va aprinde indicatorul luminos corespunzdtor iar ventilatorul va incepe sa se roteascd. Se apasd butonul
de impingere a cablului inch feeding” de pe panoul de comandd pentru ca unitatea s& impingd in fatd
cablul.

Se seteazd parametrii de sudare cu ajutorul butoanelor de reglaj de pe panoul frontal al aparatului de
sudare. Atunci cand se apasd pe butonul pistolului de sudare, unitatea de impingere a cablului intrd in
functiune, pe pulverizator se va elibera CO2 si se poate incepe sudarea. Operatorul aparatului de suda-
re va alege parametrii de sudare conform tabelului de mai jos. Acesta va verifica inchiderea robinetului
de pe butelia de gaz si scoaterea cablului de alimentare din prizd dupd terminarea suddrii.

Diametru cablu o (mm) Curent de sudare (A) Tensiune de sudare (V)
0.8, 1.0 60-80 17-18
1.0,1.2 80-130 18-21
1.0, 1.2 130-200 20-24
1.0,1.2 200-250 24-27
1.2,1.6 250-350 26-32
1.6 350-500 31-39
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4, Unitatea de impingere a cablului

4-1. Comanda unitatii digitale de impingere a cablului

In timpul suddrii, indicatorul indic& valorile curente ale curentului si ale tensiunii de iesire. Unitatea de impingere
a cablului afiseazd valorile curente ale parametrilor siin situatia utilizarii unui cablu de sudare mai lung. Afisajul
digital aratd unghiul de sudare, curentul de sudare, viteza de deplasare a cablului, inductanfa, puterea arcului
de sudare, tensiunea, viteza de sudare si modul de sudare.

Afisqj digital cu valorile parametrilor Buton de dozare a cablului

Buton de reglare intensitatea
curentului si inductanta

Buton pentru reglarea tensiunii si
programare

Conector pistol de sudare Conectori circuit de rdcire cu apd

1. Buton de reglare intensitatea curentului si inductantd:
Domeniul curentului de iesire: MMA: 20 A - 500 A, MIG: 60 A - 500 A

2. Buton de dozare cablu: Dozare cablu la vitezd ridicatd pentru inserarea cablului

3. Buton de reglare a tensiunii si de programare:
Domeniul tensiunii de iesire: MMA: 20.8 V - 40 V, MIG: 17 V- 38 V

4-2. Constructia unitatii de impingere a cablului de sudare
Dozarea sigurd si uniformd a cablului de sudare este asiguratd de mai multe perechi de role ale unitafii de
Tmpingere a cablului.
Brate de reglare a presiunii pe <]
cablu.
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Pentru obtinerea unei deplasari precise a cablului, la utilizarea diferitelor materiale si diametre de
cablu de sudare este necesar sd se utilizeze setdri corespunzdtoare ale presiunii de impingere si
de fixare a cablului.

Tabelul indica variatia valorilor de pe scala butonului de reglare a presiunii de pe cablul de sudare
in functie de diametrul si de materialul cablului. Se vor utiliza drept referintd valorile indicate,
avand in vedere faptul cd valoarea necesard a presiunii pe cablu este influentatd de lungimea
cablului de sudare, de tipul pistolului de sudare si de starea instalatiei, precum si de tipul cablului
de sudare.

Tipul 1: pentru cablu dur, la sudarea de ofel si de ofel inoxidabil

Tipul 2: pentru cabluri moi, la sudarea de aluminiu, de aligje ale aluminiului, de cupru si de aliajele
acestuia

Tipul 3: pentru cabluri cu confinut de piliturd

Utilizati butoanele de reglare a presiunii pentru reglarea presiunii rolelor, astfel incat cablul sa
inainteze uniform, fard alunecdri sau intreruperi prin ghidaj, pand la deschiderea pistolului de
sudare.

Atentie! Dacd presiunea nu este corespunzdtoare, cablul de sudare se poate deforma, i se poate
deteriora stratul de suprafatd, rolele se pot uza foarte repede si poate creste rezistenfa unitdtii
de impingere a cablului, ceea ce va diminua calitatea suddrii!

Sft:ﬂem 20,8 @1,0 @12 @1.6
Tipul rolei fgrsriizeo g.m
] 3 3 2,5 2,5
2 1 ,5 1 ,5 1 ,5 1 ,5
_ ~ 5 5
—1= l
—2— Profls phaléi Rokih RoR plalil
o 1 A |
h*hh#lﬁm pemburd
° Eoliny RefliTnl) Reoilh o bondmt)
Tl 1 Tul2 T3

4-4. Deplasarea manuala a cablului de sudare si verificarea gazului

Se apas& butonul de deplasare manuald a cablului pentru pornirea inaintdrii cablului. In aceastd situatie intrd
in functiune numai motorul de deplasare a cablului. Cu gjutorul butonului de reglare a intensitdtii curentului, se
poate regla viteza de inaintare a cablului. La eliberarea butonului motorul de deplasare a cablului se opreste.

Se apas& butonul de verificare a gazului pentru deschiderea supapei de gaz. In aceastd situatie nu intrd in

functiune deplasarea cablului si aparatul de sudurd. Se apasd din nou butonul, moment in care supapa se va
inchide si se va intrerupe fluxul de gaz.
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Masuri de precautie

Spatiul de lucru

1. Aparatul de sudare se va utiliza intr-o incdpere fard 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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CERTIFICAT DE CONFORMITATE
CERTIFICAT DE CALITATE

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

Produsul: MIG 500 IGBT DIGITAL
Tehnologia IGBT, controlat de microprocesor
Aparate de sudura MIG/MAG

Standardele aplicate (1): EN ISO 12100:2011
EN 50199:1998 si EN 55011 2002/95/CE
EN 60974-10:2014/A1:2015 -05
EN 60974-1:2013

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

Producdatorul declard ca produsul definit mai sus corespunde tuturor standardelor indicate
mai sus li cerintelor fundamentale definite de Regulamentele UE 2004/108 / Ce si 2006/95 /
CE.

Serie de fabricatie:

C€

Haldsztelek, 16.02.2016 "
| || ’
| oo |

Dirécfor Executiv
Bodi Andrds

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

e 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.

* Evitare il contatto a mani nude di tutte le componenti gﬂ‘g-\
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.

T
Vi |

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 - PEE
incendi. Accertarsi di rimuovere tutti i materiali inflamma-
bili dall'area di lavoro.

¢ Tenere nelle vicinanze un estintore in caso di emergenza.

Malfunzionamento = "‘T
« Consultare il manuale (FAQs) ;|
 Consultare il rivenditore di zona _H‘l




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.
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1. Principali parametri

MIG 500 DIGITAL

Cod. art. 800MIGS500IGBT
Tipo inverter IGBT
; Raffreddamento ad acqua v
; Controllo digitale x
6 Numero di programmi 0
EMC v
Controllo sinergico X
Impulso x
Doppio impulso X
Polarita inversa - FCAW x
g o a4 v
S =2 25T/4ST x
>  spoT x
Unitd alimentatore a filo portatile v
Design compatto x
Rulli d’avanzamento filo 4
o LTTG
G HFTIG
O Impulso DC TIG .
< Arc Force [ v
> Regolabile Arc Force X
= Hot Start v
Accessori Torcia MIG IGrip 500W
Opzionali Torcia MIG IGrip 900W
Numero di fase 3
Tensione di rete 3400y A1 0%
Corrente assorbita massima/ MMA 36.5A / 28.3A
effettiva MIG 35.6A / 27.6A
Fattore di potenza (cos @) 0.93
__ Efficienza 85%
% Ciclo di lavro (10 min/40 °C) ;;’2%;%\’,%‘;%@
Q _ MMA 20A-500A
— Gamma corrente di saldatura
< MIG 60A-500A
< . ) MMA 20.8V-40V
O Gamma tensione di lavoro
MIG 17V-39V
Tensione a vuoto 108V
Classe isolamento F
Grado di protezione IP21S
Spessore filo @0.8-1.6 mm
Size of Coll @ 270 mm, 15kg
Peso 85kg
Dimensioni (lung. x larg. x alt.) 1080 x 465 x 860 mm



2. Installazione
2-1. Connessione cavo Alimentazione

INPUT

MIG 500 IGBT DIGITAL e —

Current Meter Current Meter

] CJ g
9,640 gog

¥ © ©l

1 | Presa pannello, polo + (Positivo) Ventola diraffreddamento

Connettore di comando traina-filo Presa alimentazione riscaldatore AC 36V

Output socket of welding equipment (-) Interruttore alimentazione

ATWIN
0| N|Oo~| O

Ingresso gas Ingresso alimentazione 3x380V

3-phase power
supply 380V Heating line
0

e

m I:l I:l Gas cylinder

Control box O O O ooo
o O

Gas /|
Input cable path

Welding machine

Pressure regulator

L Wire feeder

Welding torch

Workpiece

Weldin cable (-)
Control cable of wire feeder

MIG welding '
cable (+)
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2-2. Output
1. Connettere il terminale negativo (-) al pezzo da saldare attraverso il morsetto di massa.

2. Connettere il terminale positivo (+) al carrello traina-filo attraverso il cavo porta corrente fissato
al gruppo traino.

3. Connettere il cavo di comando dell'unitd traina-filo al generatore attraverso I'apposito cavo
di comando.

4. Connettere il tubo gas al riduttore di pressione.

5. Connettere il riscaldatore per riduttore d pressione all’apposita presa sul pannello posteriore
del generatore.

6. Posizionare su ON I'interruttore sul pannello posteriore.

2-3 Connessione del gruppo Traina-filo

1. Assicurarsi che la misura del rullo fraina-filo sia corretta in relazione al @ del filo da utilizzare.
2. Posizionare la bobina sull’ apposito supporto.

3. Inserire il filo all’interno dell’apposita guida, facendolo scorrere all'interno delle gole calibrate
sui rulli per inserirsi infine nella guida di collegamento con la torcia di saldatura.

4. Una volta inserito il filo all'interno della torcia di saldatura, premere il pulsante di caricamento
automatico situato sul pannello del gruppo traino.

2-4. Verifiche

1. Verificare che il generatore sia collegato alla messa a terra.

2. Verificare che i connettori siano serrati correttamente.

3. Verificare che la scelta della polaritd sia corretta.

4. La saldatura pud provocare spruzzi incandescenti. La presenza di materiale inflammabile
nelle vicinanze pud essere pericoloso.

T N
=T ——
s
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3.

Comandi

3-1. Pannello di comando

Display visualizzazione corrente di saldatura (A)

1

2 | Display visualizzazione voltaggio (V)

3 | Potenziometro impostazione corrente di saldatura (60-500A)

4 | Potenziometro impostazione voltaggio (17-50V)

5 | Led presenza alimentazione: quando il generatore € alimentato il led € acce-
SO
Potenziometro impostazione Induttanza
Led ERRORE: quando il generatore non funziona correttamente, il led si accen-
de

8 | Interruttore selezione processo: MIG oppure MMA

9 Interruttore selezione 2T/4T: 2T — Premendo il pulsante sulla torcia la saldatura
ha inizio, rilasciandolo la saldatura si inferrompe. 4T — Premendo e rilasciando il
pulsante sulla torcia la saldatura ha inizio; premendolo nuovamente e man-
tenendo premuto la corrente si passa alla corrente di cratere; rilasciando |l
pulsante la saldatura si interrompe.

10 | Prova Gas
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3-2. Procedure di saldatura

Accendere il generatore sollevando I'interruttore sul retro dell’apparecchiatura, il pannello
siillumina e la ventola di raffreddamento comincia a girare.

Procedere all'inserimento del filo nella nella torcia premendo il pulsante “avanzamento filo
veloce" sul pannello del traina-filo. Settare i parametri di saldatura e le modalitda di funzio-
namento sul pannello frontale. La tabella seguente da indicazione delle possibili combina-
zioni di parametri selezionabili:

Suitable Wire @ (mm) Welding Current (A) Welding Voltage (V)
0.8, 1.0 60-80 17-18
1.0,1.2 80-130 18-21
1.0, 1.2 130-200 20-24
1.0,1.2 200-250 24-27
1.2,1.6 250-350 26-32

1.6 350-500 31-39

10



4. Gruppo Traina-filo

4-1. Interfaccia controllo pannello del traina-filo

Interface of digital wire feeder:

Durante la saldatura, il display sul gruppo traina-filo visualizza il valore di corrente e voltaggio
reale.

Il pannello di controllo digitale pud visualizzare lo spessore della lastra, la corrente di saldatura,
la velocitd di alimentazione del filo, I'induttanza, la lunghezza dell'arco, la tensione di saldatura,
la velocitd di saldatura e la modalita di lavoro. La manopola sinistra serve a regolare la corrente
impostata e I'induftanza, mentre la manopola destra serve per regolare la lunghezza dell’arco
impostato e il numero del canale del modo di lavoro.

Digital control panel Inch feeding button

Current adjustment knob Voltage adjusting knob

Welding torch interface Water-cooling interface

4-2. Struttura del traina-filo
Il gruppo traino & costituito da n® 4 rulli trainanti del diametro di 37mm.

lllustrato nella figura se-
guente.
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4-3. Specifiche ed installazione dei rulli traina-filo

In base al diametro e alla natura del materiale che si utilizza, adeguare la pressione sul filo utiliz-
zando la scala graduata posta sulla leva di comando del gruppo pressore.

| valori riportati nella tabella sono forniti solo per riferimento e le specifiche tecniche dirego-
lazione variano in funzione della lunghezza e del fipo di torcia utilizzata, della condizione di
alimentazione del filo, del diametro e del tipo di filo.

I rulli si dividono in tre fipologie principali:
“Tipo 1" Adatto all' utilizzo di fili pieni per la saldatura di acciai da costruzione ed inossidabili
(MIG/MAG)

"Tipo 2" Adatto all'utilizzo di fili pieni per la saldatura di alluminio e sue leghe, rame e sue leghe...
(MIG)

“Tipo 3" Adatto all'utilizzo di fili animati (FCAW)

La regolazione della pressione del gruppo pressore garantisce un'alimentazione costante ed
omogenea del filo durante la saldatura.

Aftenzione: Una pressione troppo elevata dei rulli pud modificare la geometria del filo di saldatu-
ra, compromettendo scorrevolezza e durata delle componenti fraino-torcia.

Di i f
| @08 @10 | @212 |26
Type of pressure scale
wire feed roll
‘ 3 3 2,5 25
2 1,5 1,5 1,5 1,5
3 - - 2 2
—— Il
—2— Flat wheel U-type wheel Flat wheel

== R |

Pressure regulating handle scale

V-type wheel U-type wheel Knurl wheel

Type 1 Type 2 Type 3
4-4. Alimentazione manuale filo e prova gas
Premendo il pulsante di alimentazione manuale del filo (Q) si aziona il motore traino e la velocitd
di uscita puo essere regolata tramite il potenziometro.

Premendo il pulsante gas tes (P) I'elettrovalvola viene mantenuta aperta per 30 sec.
Premendo nuovamente il ciclo siinterrompe..
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PRECAUZIONI
Postazione di lavoro
1. 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
direfti, pioggia o neve. La temperatura nell’ambiente di lavoro non deve uscire dal
range -10°C - +40°C.

3. Mantenere il generatore ad una distanza di almeno 30cm da qualsiasi ostacolo.

4. Mantenere I'area di saldatura correttamente e sufficientemente venfilata.

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:

1. Ventilozione. 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.

2. | sovraccarichi di corrente possono danneggiare ed abbreviare la vita dell'impian-
to.

3. Il 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.

4. Nel caso in cui siinferrompai 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.

2. Assicurarsi della corretta messa a terra

3. 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.

4. Mani, capelli e vestiti devono essere tenuti lontano da componenti elettriche o
meccaniche quali ventola di raffreddamento, fraina filo...

5. Pulire regolarmente il generatore, con aria compressa, da polveri metalliche e resi-
dui di officina. Si consiglia di ripetere I'operazione giornalmente.

6. Nel caso in cui, acqua o umiditad penetrino all'interno del generatore, asciugare
perfettamente e verificare le condizioni di isolamento prima di procedere con la
saldatura.

7. Se non utilizzato per lunghi periodi, riporre il generatore in luogo asciutto e ben
riparato.
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CERTIFICATE OF EUROPEAN STANDARD

Manufacturer:

[tfem:

Applied Rules (1):

IWELD Ltd.

2314 Haldsztelek

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

Fax: +36 24 532-626

MIG 500 IGBT DIGITAL
MIG/MAG IGBT Inverter Technology
Digital Welding Power Source
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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- gﬂg'\

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.
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1. The main parameters

MIG 500 DIGITAL

FUNCTIONS

PARAMETERS

Art. Nr.
Inverter type
Water Cooling System
Digital Confrol

GENERAL

Number of Programs
EMC

Synergic Control

Pulse

Double Pulse

Reverse Polarity - FCAW
2T/47

2ST/4ST

SPOT

Portable Wire Feeder Unit

Compact Design

MIG

Number of Wire Feeder Rolls
LTTIG

HF TIG

Pulse DC TIG

Arc Force

DCTIG

Adjustable Arc Force
Hot Start

Accessories MIG Torch
Optional MIG Torch
Phase number

MMA

Rated input Voltage

MMA
Max./eff. input Current

MIG
Power Factor (cos @)
Efficiency
Duty Cycle (10 min/40 °C)

MMA
Welding Current Range

MIG
Output Volt MMA

utput Voltage MG

No-Load Voltage
Insulation

Protection Class
Welding Wire Diameter
Size of Coil

Weight

Dimensions (LxWxH)

800MIGS500IGBT
IGBT
v

A XK N\ XK X \ X X X ¥ \ o K

v

X

v
|Grip 500W
IGrip 200W

3

400V AC £10%,
SA0QY 45 O

36.5A / 28.3A
35.6A [ 27.6A
0.93

85%

500A/40V @ 60%
387A/35.5V @ 100%

20A-500A
60A-500A
20.8V-40V
17V-39V
108V
F
IP21S
@208-1.6 mm
@ 270 mm, 15kg
85 kg
1080 x 465 x 860 mm



2. Installation
2-1. Wiring parts on front and back panel

INPUT

MIG 500 IGBT DIGITAL P%m“ AC 380 v~

Current Meter Current Meter

1 60 i

2_na

¥ © ©l

1 | Output socket of welding equipment (+) Cooling Fan

Control socket of wire feeder Gas heater power cable socket AC 36V

Output socket of welding equipment (-) Power switch - circuit breaker

ATWIN
0| N|Oo~| O

Inlet connector of argon arc welding Power input terminal

3-phase power
supply 380V Heating line
0

e

m I:l I:l Gas cylinder

Control box O O O ooo
o O

Gas /|
Input cable path

Welding machine

Pressure regulator

L Wire feeder

Welding torch

Workpiece

Weldin cable (-)
Control cable of wire feeder

MIG welding '
cable (+)




2-2. Connection of output wires

1. Connect the welder’s terminal plug(-) to the work piece by work lead

2. Connect the welder’s terminal plug(+) to the wire feeder by welding cable

3. Connect the welder's control cable socket to the wire feeder by control cable.

4. Connect feeder’s gas hose to the regulator

5. Connect the regulator’'s heater cable to the welder’s “gas heater power "cable socket.
(on the rear panel)

6. Connect the welder's power cable to the disconnection switchboard, while grounds the
lead safely.

7. Reset the circuit breaker on the welder's rear panel.

2-3 Connect the wire feeder

1. The long axis of the wire feeder lock the wire roller that specific wire. Make sure that the
wire roller is suitable for the wire used!

2. Wire should roll down clock wise, then cut the line, off-stage, it is only after pinning it on!

3. Tighten the hold-down screws on the wire, put the wire into the wire feed guide wheel and
thread the wire to the welding torch.

4. Press the button on the wire feeder to the welding torch into the wire.
2-4. Checking

1. Whether the machine is connected to standard to earth.

2. Whether all the connections are well-connected. (esp. that between the earth clamp
and the work piece)

3. Whether the output of the electrode holder and earth cable is short-circuited.

4. Whether the pole of the output is correct.

5. The welding splash may cause fire, so make sure there is no lammable materials nearby.
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3.

Operation

3-1. Control Panel

Current display, which displays the set value of welding current.

Voltage display, which displays the set value of welding voltage.

Current regulator knob: adjust the range of output current 60-500A

Voltage regulator knob: adjust the range of output voltage 17-50V

Power indicator: when the welding equipment is ready to work, this indicator will be on.

Inductance regulator knob: Altering welding stability, penetration and spatter volume.

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

O N OO M| WD

Welding mode selector knob: press it to change the welding mode of MIG or MMA. The
indicator would light on.

2T/4T button. The description as follows.

- 2T mode applies to short or spot welding. The welding machine starts working by press the
torch switch, and stops when release it.

- 4T mode is suitable for long time welding. The arc current starts when pressing the torch
switch first time. Then the machine welds by release the switch. The crater current occurs
when press the switch again, and the machine stops welding when release it.

Shielding gas ON/OFF




3-2. Operating Procedure

Reset the circuit breaker on the switchboard, then the welder's indicator lamp will turn on,
and the cooling fan will spin. Press on the “Inch feeding” button on the feeder’s controller,
the feeder begin to feed wire. Preset the process parameters by regulating the confrol-

ler, tuning the knob, and flipping the switch to proper location on the front panel of the
welder. When the torch frigger is pulled, the feeder start to feed wire, and CO, will blow out
of the nozzle, therefore it can be used for welding. Operators can 2 select parameters from
table listed below. Be sure to turn off the valve of gas bottle and unplug the power cord
while stop welding.

Suitable Wire @ (mm) Welding Current (A) Welding Voltage (V)
0.8, 1.0 60-80 17-18
1.0,1.2 80-130 18-21
1.0, 1.2 130-200 20-24
1.0,1.2 200-250 24-27
1.2,1.6 250-350 26-32

1.6 350-500 31-39
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4, Wire Feeder

4-1. Interface and control panel of wire feeder

Interface of digital wire feeder:

During welding, the wire feeder can display actual current and voltage; during extended cable
welding, the wire feeder can display the current and voltage of the welding equipment.

The digital control panel can display welding angle, plate thickness, welding current, wire feeding
speed, inductance, arc length, welding voltage, welding speed and job mode. The left knob is
used to adjust the set current and inductance, while the right knob is used to adjust the set arc
length and job mode channel number.

Digital control panel Inch feeding button

Current adjustment knob Voltage adjusting knob

Welding torch interface Water-cooling interface

4-2. Structure of wire feeder
The wire feeder adopts four-wheel drive structure, as shown in the following figure.

Pressure regulating handle

11




4-3. Specifications and installation of wire feed roll

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

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

The “type 1" of wire feed roll should use hard welding wire, such as solid carbon steel and stain-
less steel welding wire.

The “type 2" of wire feed roll should use soft welding wire, such as welding wire of aluminum and
its alloys and copper and its alloys.

The “type 3" of wire feed roll should use coated welding wire.

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

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

Diameter of | o () § @1,0 1,2 1,6

welding wire

Type of pressure scale
wire feed roll
] 3 3 2,5 2,5
2 1.5 1.5 1,5 1,5
3 ) i 5 5
1= i
—2— Fiol whwed -tvpe wheel Mol vivesd

5 i

Weiyoe wiws! Hrpw wheal Frnal wiweed

Trpw | Typel Tiped
4-4. Manual wire feeding and gas inspection
Press manual wire feeding button to start the wire feeder and only the motor of wire feeder will
feed the wire. The current adjusting knob can be used to adjust the wire feed speed. Release

the manual wire feeding button to stop feeding.

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

12



Precautions

Workspace

1. Welding equipment free of dust, corrosive gas, non-flammable materials, up to 90% humidity
for usel

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

3. Wall to position the device at least 30 inches away.
4. Well-ventilated area to perform welding.

Safety requirements

Welding provides protection against overvoltage / overcurrent / overheating. If any of the
above events occurs, the machine stops automatically. However, over- stress damage o the
machine , keep the following guidelines :

1. Ventilation . When welding a strong current going through the machine , so the machine is
not enough natural ventilation for cooling . The need to ensure adequate cooling, so the
distance between the plane and any object around it at least 30 cm . Good ventilation is
important to normal function and service life of the machine.

2. Continuously , the welding current does not exceed the maximum allowable value. Current
overload may shorten its life or damage to the machine .

3. Surge banned | Observance of tension range follow the main parameter table . Welding ma-
chine automatically compensates for voltage , allowing the voltage within permissible limits
of law. If input voltages exceed the specified value , damaged parts of the machine .

4. The machine must be grounded! If you are operating in a standard, grounded AC pipeline in
the event of grounding is provided automatically . If you have a generator or foreign , unfo-
miliar , non-grounded power supply using the machine , the machine is required for ground-
ing connection point earth to protect against electric shock .

5. Suddenly stopping may be during welding when an overload occurs or the machine over-
heats . In this case, do noft restart the computer, do noft fry to work with it right away, but do
not furn off the power switch , so you can leave in accordance with the built-in fan to cool
the welding machines .

WARNING!

If the welding equipment is used with the welding parameters above 180 amperes, the standard
230V electrical socket and plug for 16 amp circuit breaker is not sufficient for the required cur-
rent consumption, it is necessary to use the welding equipment with 20A, 25A or even to the 32A
industrial fuses! In this case, both the plug and the plug socket fork have to be replaced to 32A
single phase fuse socket in compliance with all applicable rules. This work may only be carried
out by specialists!

Maintenance
1. Remove power unit before maintenance or repair!

2. Ensure that proper grounding!

3. Make sure that the internal gas and electricity connections are perfect and tighten, adjust if
necessary, if there is oxidation, remove it with sandpaper and then reconnect the cable.

4. Hands, hair, loose clothing should be kept away under electric parts, such as wires, fan.

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

w

o~

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

~N

. If water would be, for example. rain, dry it in the machine and check the insulation properly!
Only if everything is all right, go after the welding!

8 When not in use for a long time, in the original packaging in a dry place.
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