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... welding for everyone...

G)

KUHTREIBER
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Tel.: +420 568 851 120
Fax: +420 568 851 010
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Vyrobcee si vyhrazuje pravo na zménu
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Uvod

Vazeny zakazniku, dékujeme Vam za di-
véru a zakoupeni naSeho vyrobku. Pied
uvedenim do provozu si prosim dtikladné
prectéte vSechny pokyny uvedené v tomto
navodu. Pro nejoptimalnéjsi a dlouhodobé
pouziti musite dodrzovat instrukce pro po-
uziti a Gdrzbu zde uvedené. Ve Vasem
zajmu Vam doporucujeme, abyste drzbu a
ptipadné opravy svéfili nasi servisni orga-
nizaci, nebot’ ma dostupné ptislusné vyba-
veni a specialné vyskoleny personal. Ves-
keré nase stroje a zafizeni jsou pfedmétem
dlouhodobého vyvoje. Proto si vyhrazuje-
me pravo upravit jejich vyrobu a vybaveni.

Popis

KIT jsou svafovaci stroje urcené ke svafo-
vani metodami MIG (Metal Inert Gas) a
MAG (Metal Active Gas). Zdroje svaiova-
ciho proudu s plochou charakteristikou. Jed-
na se o svafovani v ochranné atmosféfe ak-
tivnich a neteCnych plynt, kdy ptidavny
material je v podob¢ ,,nekone¢ného* dratu
podavan do svarové lazné¢ posuvem dratu.
Tyto metody jsou velice produktivni, zvlas-
té¢ vhodné pro spoje konstrukénich oceli,

nizkolegovanych oceli, hliniku a jeho slitin.

Stroje jsou fesené jako pojizdné soupravy,
lisici se od sebe navzajem vykonem a vyba-
vou. Zdroj svafovaciho proudu, zasobnik
dratu a posuv dratu jsou v jedné kompaktni
plechové skiini s dvéma pevnymi a dvéma

oto¢nymi koly.

Stroje KIT jsou uréeny ke svafovani ten-
kych, stiednich a vétSich tloustek materidla
pii pouziti dratd od priméru 0,6 do 1,2 mm
(KIT 400WS) a od 0,6 do 1,6 mm (KIT
500WS). Standardni vybaveni stroju je uve-
deno v kapitole ,,Vybaveni stroju KIT*.
Svatovaci stroje jsou v souladu se vSemi
normami a nafizenimi Evropské Unie a

Ceské republiky.
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Poznamky: Provedeni stroji
Notes: Stroje KIT 400WS — 500WS - 600WS jsou sériové dodavany v nasledujicich provedenich:

Analogové provedeni STANDARD

Jednoduché a spolehlivé ovladani stroju
KIT. Ovladani je provedeno jednim potenci-
ometrem posuvu dratu a dvéma dalSimi po-
tenciometry s vypinacem, kterymi se zapina-
ji a nastavuji funkce bodovani a pulsovani.
Tato varianta se standardné vybavuje digi-
talnim voltampérmetrem

Digitalni provedeni PROCESSOR

Jednoduse fesené ovladani vsech funkei pro
svafovani metodami MIG/MAG. Jednodu-
ché ovladani a nastavovani vSech hodnot se
provadi jednim potenciometrem a dvémi tla-

Processon -®. ¢itky. K jednoduchosti ovladani piispiva
A A : funkce LOGIC. Stroje stimto ovladanim
jsou vybaveny digitdlnim voltampérmetrem
s paméti. Jednoduse fesené ovladani umoz-
nuje nastaveni hodnot pfedfuku/dofuku ply-
nu, funkce SOFT START, dohofeni dratu,
bodovani a pulzovani. Ovladani umoziiuje
nastaveni dvoutaktniho a Ctyftaktniho rezi-
mu. Progresivni zavadéni dratu umoziuje
jeho bezproblémové zavadéni. Elektronicka
regulace rychlosti posuvu dratu disponuje
zpétnovazebni regulaci posuvu dratu, ktera
zajist'uje konstantni nastavenou rychlost po-
suvu.
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Tabulka €. 1

Technicka data KIT 400WS KIT 500WS KIT 600WS

Vstupni napéti 50 Hz 3x400 V 3x400 V 3x400 V

Rozsah svateciho proudu 30-350 A 50-450 A 50-700 A

Napéti na prazdno 18 - 38V 19 - 46V 19-51V

Pocet reg. Stupiit 40 Stupna 40 Stupnt 40 Stupnt

Zatézovatel 30% 350A 450A 700A

Zatézovatel 60% 310A 430A 600A

Zat&zovatel 100% 260A 310A 480A

Sitovy proud/ptikon 60% 16A/11.0KVA 25A/17.3KVA 32A/21.0KVA

Vinuti Cu Cu Cu

Jisténi 25 A 32A 62 A

Posuv dratu 4-kladka 4-kladka 4-kladka

Rychlost podavani dratu - Standard 1 — 20 m/min

Kryti P 21

Trida isolace F

Normy CSN EN 60974-1, EN 50190

Rozméry D-S-V 920x615x700 920x615x700 } 1060x690x965

Hmotnost 135 kg 150 kg 230 Kg
Technicka data Err. Svatovaci stroje KIT jsou konstruovany

Obecna technickd data stroji jsou shrnuta
v tabulce 1.

Omezeni pouZziti

(ISO/IEC 60974 — 1)

Pouziti téchto svarovacich stroji je typicky
prerusované, kdy se vyuziva nejefektivnéjsi
pracovni doby pro svafovani a doby klidu
pro umisténi svarovanych ¢asti, pipravnych
operaci apod. Tyto svafovaci stroje jsou
zkonstruovany zcela bezpecné k zatézovani
max. 350 A nominalniho proudu po dobu
prace 35% (KIT 400WS) respektive 450 A
po dobu prace 45% (KIT 500WS) z celkové
doby uziti.

Smérnice uvadi dobu zatizeni v 10 minuto-
vém cyklu. Za 20% pracovni cyklus zatézo-
vani se povazuji 2 min. z deseti minutového
casového useku. Jestlize je povoleny pra-
covni cyklus piekrocen, bude v disledku
nebezpecného piehfati prerusen termosta-
tem, v zajmu ochrany komponentl svaiec-
ky. Toto je indikovano rozsvicenim zlutého
svétla na pfednim ovladacim panelu stroje.
Po né¢kolika minutach, kdy dojde k ochla-
zeni zdroje a zluté svétlo zhasne, je stroj
pfipraven pro opétovné pouziti. U stroji
synergic a processor se zobrazi na displeji

v souladu s ochrannou Grovni IP 21.

Bezpecnostni pokyny A

Svarovaci stroje KIT musi byt

pouzivany vyhradné pro svareni.

Jiné neodpovidajici pouziti je zakazano. Je-
jich obsluha je povolena pouze vyskolenym
a zkuSenym osobam. Pracovnik musi dodr-
7ovat normy CEI 26.9 HD 407, CSN
050601, 1993, CSN 050630, 1993 a bez-
pecnostni ustanoveni, aby byla zajisténa je-
ho bezpecnost a bezpecnost tieti

strany.
PREVENCE PRED URAZEM A

ELEKTRICKYM PROUDEM
e Neprovadéjte opravy svareciho stroje
pfi provozu a je-li zapojen do el. sité.

e Pied jakoukoli udrzbou nebo opravou

odpojte ptistroj ze sité.

e Svafovaci stroje KIT musi byt obsluho-
vany a provozovany kvalifikovanym
personalem.

e Vsechna pfipojeni musi souhlasit
s platnymi regulemi (CEI 26-10 HD
427), Ceskymi a evropskymi normami a
zakony zabranujici urazim.

ES PROHLASENI O SHODE

My, firma KUHTREIBER, s.r.o.
Stafecka 997

674 01 T¥ebi¢

DIC: CZ25544390

prohlasujeme na svou vyluénou odpovédnost, ze vyrobky nize uvedené spliiuji pozadavky zéko-
na 168/1997 Sb., v poslednim znéni a zakona 169/1997 Sb. v poslednim znéni a natizeni vlady
17/2003, 18/2003, 24/2003.

Typy:
STANDARD KIT 400WS KIT 500WS KIT 600WS
PROCESSOR KIT 400WS KIT 500WS KIT 600WS

Popis elektrického zatizeni:
Svatovaci MIG/MAG stroje

Odkaz na harmonizované normy:
CSN EN 60974-1
CSN EN 50199 a normy souvisejici

Posledni dvojéisli roku, v némz bylo na vyrobky oznaceni CE umisténo:
02

Misto vydani: 20.9.2005

Datum vydani: Trebi¢
Jméno: Martin Keliar
Funkce: jednatel spolecnosti
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Osvédceni o jakosti a kompletnosti vyrobku

Testing certificate

;S;rgfcc:r Kiihtreiber, s.r.o.

Niézev a typ vyrobku STANDARD PROCESSOR

Type KIT 400WS KIT 500WS KIT 600WS
Vyrobni ¢islo stroje: Vyrobni ¢islo PCB:

Serial number:

Serial number PCB:

Datum vyroby
Date of production

Kontroloval
Inspected by

Razitko OTK
Stamp an signature
OTK

Ziruéni list
Warranty certificate

Datum prodeje
Date of sale

Razitko a podpis pro-
dejce

Stamp and signature of
seller

Zaznam o provedeném servisnim zikroku
Repair note

Datum pievzeti servisem
Date of take-over

Datum provedeni opravy | Cislo reklam. protokolu
Date of repair Number of repair form

Podpis pracovnika
Signature of serviceman

Poznamky:
Note:
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ZPLODINY A PLYNY PRI
SVAROVANI -
BEZPECNOSTNI POKYNY

Nesvatujte ve vlhku, vlhkém prostredi
nebo za deste.

Nepouzivejte opotiebované nebo po-
Skozené svarovaci kabely.

Kontrolujte svafovaci hotak, svafovaci a
napéjeci kabely a ujistéte se, Ze jejich
izolace neni poskozena, nebo nejsou
vodice volné ve spojich.

Nesvatujte se svafovacim hofakem a se
svafovacimi a napajecimi kabely, které
maji nedostatecny prufez. Nepokracujte
ve svafovani, jestlize jsou hotak, nebo
kabely prehiaté, zabranite rychlému
opotfebovani izolace.

Nikdy se nedotykejte casti el. obvodu
Po skonceni svafovani opatrné odpojte
svatfovaci kabel a hotak od stroje a za-
braiite kontaktu s uzemnénymi ¢astmi.

Zajistéte Cistotou pracovni plochu a od-
vétravani od veskerych plyni vytvare-
nych  béhem  svafeni, zejména
v uzavienych prostorach.

Umistéte svafovaci soupravu do dobie
vétranych prostor.

Odstrante veskery lak, necistoty a mast-
noty, které pokryvaji casti urené
ke svafovani, aby se zabranilo uvolfio-
vani toxickych plynt.

Pracovni prostory vzdy dobfe vétrejte.
Nesvatujte v mistech, kde je podezieni z
uniku zemniho ¢i jinych vybusnych ply-
nd, nebo blizko u spalovacich motor.
Neptiblizujte svafovaci zafizeni k va-
nam uréenym pro odstrafiovani mastno-
ty a kde se pouzivaji hotlavé latky a vy-
skytuji se vypary trichlorethylenu nebo
jiného chloru, jez obsahuji uhlovodiky,
pouzivané jako rozpoustédla, nebot’ sva-
fovaci oblouk a produkované ultrafialo-
vé zéafeni s témito parami reaguji a vy-
tvareji vysoce toxické plyny.

OCHRANA PRED ZARENIM,
POPALENINAMI A HLUKEM

Nikdy nepouzivejte nefunkéni

POZOR, TOCICI SE
OZUBENE SOUKOLI -
BEZPECNOSTNI POKYNY

ZABRANENI POZARU A
EXPLOZE

nebo poskozené ochranné pomicky.
Nedivejte se na svafeci oblouk bez
vhodného ochranného §titu nebo helmy.
Chraiite své o€i specialni svafovaci
kuklou opatfenou ochrannym tmavym
sklem (ochranny stupent 9 — 14 EN 169).
Thned odstraiite nevyhovujici ochranné
tmavé sklo. Umistujte prihledné ciré
sklo pted ochranné tmavé sklo za uce-
lem jeho ochrany.

Nesvatujte pied tim, nez se ujistite, ze
vSechny osoby ve vasi blizkosti jsou
vhodné chranéni.

Vzdy pouzivejte ochranny odév a koze-
né rukavice abyste zabranili spalenindm
a zranénim pfi manipulaci s materidlem.
Pouzivejte ochranna sluchatka nebo usni
vyplné.

S posuvem dratu manipulujte velmi
opatrné a pouze, pokud je stroj vypnut.

Pfi manipulaci s posuvem nikdy nepou-
zivejte ochranné rukavice, hrozi zachy-

ceni soukolim.

Odstrante z pracovniho prostfedi vSech-
ny hoflaviny. Nesvatejte v blizkosti hot-
lavych materidld a tekutin nebo
v prostiedi s vybusnymi plyny.

Nemgjte na sobé odév nasakly olejem
nebo mastnotou, mohlo by dojit k jejich
vzniceni.

Nesvatujte materialy které obsahovaly
hotlavé latky, nebo ty které vytvari pfi
zahiati toxické ¢i hotlavé pary. I malé
mnozstvi téchto latek mize zpusobit
explozi.

Nikdy nepouzivejte kyslik
k vyfoukavani kontejneri a nadob.
Vyvarujte se svafovani v uzavienych
prostorech nebo dutinach, kde by se
mohl vyskytovat zemni ¢i jiny vybusny
plyn.




NEBEZPECI SPOJENE ]
S ELEKTROMAGNETICKYM
POLEM

Mgjte blizko vaseho pracovisté hasici
pfistroj.

Nikdy nepouzivejte kyslik ve svafova-
cim hoféku, ale vzdy jen nete¢né plyny

a jejich smési, nebo CO,.

Magnetické pole vytvarené priistrojem
urené ke svafovani mize byt nebez-
pecné lidem s kardiostimulatory, po-
muckami pro neslySici a s podobnymi
zafizenimi. Tito 1idé musi pfiblizeni
k zapojenému pfistroji konzultovat se
svym lékafem.

Neptiblizujte k pfistroji hodinky, nosice
magnetickych dat, hodiny apod., pokud
je v provozu. Mohlo by dojit v disledku
pusobeni magnetického pole k trvalym
poskozenim téchto piistrojil.

Svafovaci stroje jsou ve shodé
s ochrannymi pozadavky stanovenymi
smérnicemi o elektromagnetické kom-
patibilit¢ (EMC). Zejména se shoduje
s technickymi pfedpisy normy EN
50199 a predpoklada se jeho Siroké po-
uziti ve vSech primyslovych oblastech,
ale neni pro domaci pouziti! V ptipadé
pouziti v jinych prostorach nez primys-
lovych mohou existovat nutna zvlastni
opatieni (viz EN 50199, 1995 ¢l 9).
Jestlize dojde k elektromagnetickym po-
rucham, je povinnosti uzivatele nastalou
situaci vytesit. V nékterych piipadech je
naprava v zavedeni vhodnych filtrd do
pfivodni $ndry.

MANIPULACE 8

Stroj je opatien madlem pro

snadné&j$i manipulaci

V zadném piipadé nesmi byt toto madlo
pouzito pro manipulaci na jefdbu nebo
zvedacim zafizeni!

Pro zvedani na jetfabu je u téchto stroji
zpevnéna dolni ¢ast ramu pod kterou se
protahnou vazaci prostiedky.

SUROVINY A ODPAD

LIKVIDACE POUZITEHO
ZARIZENI

Tyto stroje jsou postaveny ﬂ)
z materialt, které neobsa- t
huji toxické nebo jedovaté
latky pro uzivatele.
Béhem likvidaéni faze by mél byt pfi-
stroj rozlozen a jeho jednotlivé kompo-
nenty by mély byt rozdéleny podle typu
materialu, ze které¢ho byly vyrobeny.

):4

Pro likvidaci vyfazeného [ HEEEE |
zafizeni vyuzijte sbérnych mist/dvort
ur¢enych ke zpétnému odbéru.

Pouzité zatizeni nevhazujte do bézného
odpadu a pouzijte postup uvedeny vy-
Se.

MANIPULACE A USKLAD-
NENI STLACENYCH
PLYNU

Vzdy se vyhnéte kontaktu mezi kabely
prenasejicimi svafeci proud a lahvemi
se stlacenym plynem a jejich uskladmo-
vacimi systémy.

Vzdy uzavirejte ventily na lahvich se
stlatenym plynem, pokud je zrovna ne-
budete pouzivat.

Ventily na lahvi inertniho plynu by mé-
ly byt Gplné otevieny, aby mohly byt
v ptipadé¢ nebezpe¢i pouzity vypinaci
systémy.

Zvysena opatrnost by méla byt pfi po-
hybu s lahvi stlateného plynu, aby se
zabranilo poskozenim a traziim, jez by
mohly vést ke zranéni.

Nepokousejte se plnit lahve stlacenym
plynem, vzdy pouzivejte pfislusné regu-
latory tlakové redukce a vhodné baze
s piislusnymi konektory.

V piipadé ze chcete ziskat dalsi infor-
mace, konzultujte bezpecnostni pokyny
tykajici se pouzivani stlacenych plynd
dle norem CSN 07 83 05 a CSN 07 85
09.

4/ rubbed-in upper sheave

5/ the spring of the appropriate diameter
has not been used

6/ dirty spring

7/ thrust on the shift is too tight — the wire
is being misshapen

8/ sheave for some other diameter of the
wire

9/ sheave of the feed is worn out

10 the spool of the wire is being too in-
tensely braked

Change the upper pulley
Change the spring

Clean the spring — the spring has to be
cleaned every week
Release the thrust of the shift sheave

Clap on the sheave which corresponds to the
used diameter of the wire

Replace the sheave with a new one

Release the spool brake

The el. trans-
former is making
very strong grum-
bling noise, warm-
ing up and scorch-
ing

1/ damaged alteration switch of the cur-
rency

2/ damaged secondary rolling of the trans-
former

3/ damaged primary rolling of the trans-
former

4/ short circuit on the rectifier or the effer-
ent

Change the alteration switch
Change the transformer
Change the transformer

Remove the cause of the short circuit

Welding wire is
red-hot in the
welding torch, on
the sheave of the
feed and the
power cable is be-
ing warmed up

1/ the spool or the wire is touching the
machine case

2/ metal dirt connect the body of the feed
with the case of the welding machine

3/ the rectifier is touching the case of the
machine

Flatten the misshapen parts of the spool in
order that they do not touch the machine
case

Clean the space of the feed from all dirt

Avoid the contact of the body of the rectifier
and the case of the machine

Gas does not go
through the weld-
ing machine

1/ clogged gas hose in the welding torch

2/ the valve is without voltage

Make sure if the right inner diameter of the
spring has been used, try to clap on a differ-
ent welding torch or change coaxial cable or
the whole welding torch

Change the panel of controlling electronics

Porous welding

1/ gas is not on or the compressed gas cyl-
inder is empty
2/ too strong draught in the working place

Turn gas on or connect a new full com-
pressed gas cylinder
Increase the flow of the shielding/protective

point .

gas or avoid draught

3/ material is destroyed by rust, paint or Purify the material well

oil

4/ the orifice of the drawing die is dirty Remove the spatter and spray the orifice

from the spatter with separating spray

5/ the welding torch is too far from the Hold the welding torch from the material in

material such a distance which equals 10 times bigger
than the diameter of used welding wire

6/ too small or too big flow of the gas Adjust the flow of the gas on the appropriate
values

7/ hose connections do not seal Check if all hose connections seal

1/ the opening of drawing die (point of the | Change the drawing die and use the right

Welding wire welding torch) is too narrow, does not | one

forms a loop be-
tween the sheaves
and the opening of
the capillary of the
welding torch

correspond to the diameter of the used
welding wire

2/ pressure on the flattening sheave is too
big

3/ dirty or damaged spring in the welding
torch

4/ the spring in the welding torch is suit-
able for some other diameter of the weld-
ing wire

Release the flattening sheave of the feed

Clean the spring — the spring has to be
cleaned every week or change it
Change the drawing die for a suitable one
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Trouble shooting list

Warning: machine can repair only competed and educated personal!

Symptom

Badly welds —it’s

sticking, scorching,

shaking, large spat-
ter

Reason

Resolution

A/BAD PASSING OF THE WIRE THROUGH THE WELDING TORCH OR DRAW-

ING DIE

1/ Drawing die is too imbedded under the
edge of the orifice

2/ the diameter of the opening of the draw-
ing die does not correspond to the used wire
3/ Tip is very dirty

4/ Tip is worn out

5/ the spring in the welding torch is too
short or too long

6/ the spring of appropriate diameter has
not been used

7/ dirty spring

8/ sheave for different diameter of wire
9/ shift sheave is worn out

10/ spool of the wire is being too intensely
braked

B/ OTHER CAUSES

1/ fallen-out phase

2/ wrongly adjusted working point
3/ wrong grounding

4/ wrong rectifier

5/ low - quality gas or wire

6/ faulty alteration switch of the currency
7/ faulty circuits

8/ burnt wired between el. transformer and
the alteration switch of the currency

Drawing die_can be imbedded only 1 —2
mm under the edge of the orifice
Change tip for corresponding one

Clean or change the tip
Change the tip
Change the spring

Change the spring

Clean the spring — it has to be cleaned
every week

Release the thrust of the shift sheave
Clap on the sheave which corresponds to
the used diameter of the wire

Release the screw of the spool brake

Try to connect the machine to some other
circuit breaker. Change the fuse, check the
socket, the plug and the flexing cable.
Check if thee are on the clamp of el. trans-
former after switching of welding torch all
3 phases A0 connected BO 400V, A0 400V
and BO connected CO 400V — only three
phase machines. While measuring with
welding machines with the alternation
switch of rough voltage always in A posi-
tion. ATTENTION!!, if 1 phase falls out,
only voltage of about 230V appears, there
is voltage on the clamp! Right voltage,
however, is 400V — defect is in the contac-
tor or in the socket or released wire on the
clamp.

Check the voltage and the speed of wire feed
Check the contact between grounding pliers
and the work piece. Change the grounding
cable.

Change the rectifier

Use different wire or gas

Change the alteration switch

Change the el. transformer

Replace the faulty circuit

The wire is unregu-
larly fed

1/ worn out sheave - the wire is slipping
2/ appropriate diameter of the sheave has
not been used

3/ faulty motor - worn-out carbons or
faulty retch

Change the sheave
Change the sheave

Change the carbons, the retch or the whole
motor
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Instalace

Misto instalace pro systém by mélo byt pec-
livé zvazeno, aby byl zajistén bezpeény a po
vSech strankach vyhovujici provoz. UZivatel
je zodpovédny za instalaci a pouzivani sys-
tému v souladu s instrukcemi vyrobce uve-
denymi v tomto navodu. Vyrobce neruci za
Skody vzniklé neodbornym pouzitim a ob-
sluhou. Stroje KIT je nutné chranit pted
vlhkem a de§tém, mechanickym poskoze-
nim, privanem a piipadnou ventilaci sou-
sednich stroji, nadmérnym pietéZovanim a
hrubym zachazenim. Pfed instalaci systému
by mél uzivatel zvazit mozné elektromagne-
tické problémy na pracovisti, zejména Vam
doporucujeme, aby jste se vyhnuli instalaci
svafovaci soupravy blizko:

e signalnich, kontrolnich a telefonnich
kabelu, radiovych a televiznich pre-
naseci a prijimaci

e pocitacu, kontrolnich a méficich zari-
zeni

e bezpecnostnich a ochrannych zarizeni

Osoby s kardiostimulatory, pomtickami pro

neslySici a podobné¢ musi konzultovat pfi-

stup k zafizeni v provozu se svym lékarem.

Pii instalaci zafizeni musi byt Zivotni pro-

stfedi v souladu s ochrannou tirovni tj. IP 21

(IEC 529). Tento systém je chlazen pro-

stfednictvim nucené cirkulace vzduchu a

musi byt proto umistén na takovém mistg,

kde vzduch mtize snadno proudit pfistrojem.

Vybaveni stroji KIT
Stroje KIT jsou standardné vybaveny:
e Zemnici kabel délky 3 m se svorkou

Tabulka 2

Typ stroje

I Max 30% 350A
Instalovany vykon

Jisténi ptivodu 25A
Napajeci ptivodni kabel - prifez 4x25
Zemnici kabel - prifez 35 mm®
Svarovaci horaky TBi411

KIT 400WS

13,5KVA

e Hadicka pro pfipojeni plynu

Kabel pro pfipojeni ohievu plynu
Kladka pro drat o primeérech 1.0 a 1.2
Privodni dokumentace

Redukce pro drat Skg a 18kg

Nahradni pojistky zdroje ohfevu plynu
Digitalni voltampérmetr s paméti (pouze
informativni métidlo)

e Funkcemi ptedfuk, dofuk, vylet a doho-
feni

Funkcemi dvoutaktu a ¢tyitaktu

Rezimy bodovani a pomalého pulzovani
Ctyi-kladkovy podava¢ dratu

Vodni chlazeni

Propojka vodniho chlazeni

Zvlastni pfislusenstvi na objednani:

e Svarovaci hotak TBi nebo Binzel délky
3,4a5m

e Redukéni ventily na CO,, nebo smésné
plyny Argonu

e Nahradni kladky pro rizné priméry dra-
th

e Nahradni dily hotaku

e Zemnici kabel délky 4 — 5 m

e Rovnac dratu

Piipojeni do napajeci sité

Pi'ed pFipojenim stroje do sité se ujistéte,
Ze hodnota napéti a frekvence napajeni
v siti odpovida napéti na vyrobnim §titku
pristroje a Ze je hlavni vypinaé zdroje
svafovaciho proudu v pozici ,,0¢.
Pouzivejte pouze origindlni vidlici stroji
KIT pro piipojeni do sité. Svafovaci stroje
KIT jsou konstruovany pro pfipojeni k siti
TN-C-S.

KIT 500WS KIT 600WS
450A 700A
18,6 KVA 21,0 KVA
32A 62A

4x2,5 4x4
50mm?> 90 mm?
TBi 511 TBi 9W




Mohou byt dodany se ¢tyi nebo 5-kolikovou
vidlici. Stfedni vodi¢ neni u téchto stroji
pouzit. Zaménu 4-kolikové vidlice za 5-
kolikovou a naopak miiZe provadét pouze
osoba s elektrotechnickou kvalifikaci a
musi byt dodrZeno ustanoveni normy
CSN 332000-5-54 &. 546.2.3, tzn. nesmi
dojit ke spojeni ochranného a stiedniho
vodice. Chcete-li vidlici vyménit, postupuj-
te podle nasledujicich instrukei:
e pro pfipojeni pfistroje k siti jsou nutné 4
ptivodni vodice
e 3 vodiCe fazové, pticemz nezalezi na
poradi pfipojeni fazi
e (tvrty, Zluto-zeleny vodi¢ je pouzit pro
pfipojeni ochranného vodice
Ptipojte normalizovanou vidlici vhodné
hodnoty zatiZzeni k pFivodnimu kabelu.
Meéjte jiSténou elektrickou zasuvku po-
jistkami, nebo automatickym jisti¢em.

Poznamka 1: jakékoli prodlouzeni kabelu
vedeni musi mit odpovidajici prufez kabelu
a zasadné ne s mensim prufezem nez je ori-
ginalni kabel dodavany s pfistrojem.
Poznamka 2: vzhledem k velikosti instalo-
vaného vykonu je potieba k pfipojeni zafi-
zeni k vefejné distribuni siti souhlas roz-
vodnych zavodu.

Obr. 2

Tabulka 2: ukazuje doporuc¢ené hodnoty
jisténi vstupniho pfivodu pfi max. nominal-
nim zatizeni stroje.

Ovladaci prvky

Pozice 1 Rychlospojky indukénich vyvo-
di. KIT 600 ma indukéni vyvody
na zadnim panelu

Pozice 2 Hlavni vypina¢ v poloze ,,0° je
svarecka a vypnuta

Pozice 3 10-polohovy piepina¢ napéti jemné

Pozice 4 4-polohovy piepina¢ napéti hrubé

Pozice 5 Zelena kontrolka jejiz rozsviceni
signalizuje zapnuti svarecky

Pozice 6 Zluta kontrolka jejz rozsviceni
signalizuje piehfati zdroje

Pozice 7 Cervena kontrolka jejiz rozsvi-
ceni signalizuje poruchu vodniho
chlazeni

Pozice 8 Pripojky vodniho chlazeni hotaku

Pozice 9 Tlacitko test plynu

Pozice 10 Piepina¢ 2T/4T dvoutaktu a Ctyt-
taktu

Pozice 11 Tlacitko zavadéni dratu

Pozice 12 Potenciometr nastaveni rychlosti
podavani dratu

Pozice 13 Vypinac funkce  bodovani
s potenciometrem nastaveni dél-
ky bodu

3/ vadny motorek - opotiebované

uhliky nebo vadna kotva

4/ zadfena horni kladka

5/ neni pouzit bovden spravného priméru
6/ znecistény bovden

7/ prili§ dotazeny pfitlak na posuvu - je de-
formovan drat.
8/ kladka na jiny pramér dratu

9/ kladka posuvu je opotfebovana
10/civka dratu je pfili§ intenzivné brzdéna

Vyméiite uhliky, kotvu nebo cely motorek.

Vyméiite horni kladku.

Vyméiite bovden.

Vy¢istéte bovden - bovden je tieba kazdy
tyden Cistit.

Uvolnéte ptitlak kladky posuvu.

Nasad'te kladku odpovidajici pouzitému
praméru dratu

Vyméite kladku za novou.

Uvolnéte brzdu civky.

Trafo vydava
velmi silny bru-
¢ivy zvuk, zahiiva
se, navatuje.

1/ poskozeny piepina¢ napéti

2/poskozené sekundarni vinuti trafa
3/poskozené seprimarni vinuti trafa

4/ zkrat na usmériovaci nebo na vyvodech

Vyméiite piepinac napéti.
Vymeéiite trafo

Vyméite trafo

Odstrante pti¢inu zkratu

Svareci drat se
Zhavi v hofdku, na
kladkach posuvu a

zahfiva se sitovy
kabel

1/ civka nebo drat se dotyka skiiné stroje

2/ kovové necistoty propoji téleso posuvu
se skiini svarecky
3/ usmérnovac se dotyka skiiné stroje

Vyrovnejte zdeformované ¢asti civky tak,
aby se nedotykala skiing stroje.

Vy¢istéte prostor posuvu od v§ech necistot.

Zamezte kontaktu télesa usmériovace a
sk¥ing stroje.

Svareckou nepro-
chazi plyn

1/ ucpana plynova hadicka v hotaku

2/ ventil je bez napéti

Presvédéte se jestlije pouzit spravny vnéjsi
pramér bovdenu, zkuste nasadit jiny hotak,
popiipadé vyméiite koax. kabel, nebo cely
hotak.

vyméinte desku fidici elektroniky

Péry ve svaru

1/ plyn neni pustén, nebo je prazdna lahev
s plynem
2/ Piilis silny priivan na pracovisti

3/ material je zne€istén rzi, barvou nebo
olejem
4/ hubice hoféku je znecisténa rozsttikem

5/ hotak je piili§ vzdalen od materialu
6/ ptilis maly nebo piili§ velky pritok ply-

nu
7/ hadicové propoje netésni

Pust'te plyn nebo pfipojte novou, plnou 1a-
hev.

Zvyste prutok ochranného plynu,

nebo zamezte privanu.

Dokonale material o¢istéte.

Odstraiite rozstiik a postiikejte hubici sepa-
ra¢nim sprajem Binzel.

Drzte hotak ve vzdalenosti od materialu
rovnajici se desetindsobku pruméru pouzi-
tého svafovaciho dratu.

Nastavte prutok plynu na spravné hodnoty.

Zkontrolujte tésnost viech hadicovych pro-
pojt

Svatovaci drat
tvoii smycku mezi
kladkami a vstu-
pem do kapilary
hotaku.

1/ otvor pravlaku ( $picky hotaku ) je pfilis
uzky, neodpovida primeéru pouzitého sva-
fovaciho dratu

2/ tlak na pritla¢né kladce pfilis velky

3/ znecistény nebo poskozeny bovden

v hofdku

4/ v hotaku je pouzit bovden na jiny pri-
mér svafovaciho dratu

Vyméiite privlak za vhodny

Povolte piitlacnou kladku posuvu.
Vy¢istéte bovden - bovden je tieba kazdy
tyden cistit nebo jej vymenit.

Vyméiite pravlak za vhodny
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Spatné svaiuje -

lepi -, navatuje,

cuka, velky roz-
stiik

A/ SPATNY PRUCHOD DRATU HORAKEM, NEBO PRUVLAKEM

1/ pravlak je pfili§ zapustén pod okrajem
hubice

2/ prumér otvoru pruvlaku neodpovida po-
uzitému dratu

3/ pravlak je siln€ zne€istén

4/ pravlak je opotiebovany

5/ ptilis kratky nebo pfili§ dlouhy bovden
v hofdku

6/ neni pouzit bovden spravného priméru
7/ znedistény bovden

9/ kladka na jiny primér dratu

10/ kladka posuvu je opotiebovana

11/ civka dratu je pfili§ intenzivné brzdéna

B/ OSTATNI PRICINY

1/ vypadena faze

2/ nespravné nastaveny pracovni bod

3/ $patné uzemnéni

4/ vadny usmérfiovaé

5/ nekvalitni plyn nebo drat
6/ vadny piepinac napéti

7/ vadné obvody

8/ prepalené draty mezi trafem a piepina-
¢em napéti

Pravlak smi byt maximalné zapustén 1 - 2
mm pod okraj hubice

Vyméite pravlak za odpovidajici

Ocistéte nebo vymente pruvlak.
Vymeérite privliak

Vyméiite bovden

Vymeéiite bovden

Vy¢istéte bovden - bovden je tieba kazdy
tyden Cistit
Uvolnéte ptitlak kladky posuvu

Nasad'te kladku odpovidajici pouzitému
pruméru dratu

Uvolnéte Sroub brzdy civky.

Zkuste zapojit stroj pod jiny jisti€. Vymén-
te sitovou pojistku, zkontrolujte zasuvku,
zastrcku a piivodni sitovy kabel. Zkontro-
lujte jestli jsou na svorkovnici trafa po se-
pnuti sv. hofdku vSechny 3 faze A0 propo-
jeno B0 400 V, A0 propojeno CO 400V a
BO propojeno CO 400V. Pfi méfeni u sva-
feCek s prepinatem hrubého napéti musi
byt prepina¢ hrubého napéti vzdy v poloze
A. POZOR!!!, pokud vypadne 1 faze, ob-
jevi se pouze napéti okolo 230V, na svor-
kovnici tedy je napéti! Spravné napéti je
vSak 400V - zavada je ve styka¢i nebo
v zasuvce, nebo uvolnény drat na svorkov-
nici.

Zkontrolujte napéti a rychlost posuvu dratu

Zkontrolujte kontakt mezi zemnicimi kles-
témi a obrobkem.
Vyméiite zemnici kabel.

Vyméiite usmériiovac
Pouzijte jiny drat nebo plyn.
Vyméiite prepinac.
Vyméiite transformator.

Nahrad’'te vadné vedeni.

Driét je posuvem
nepravidelné po-
davan

1/ opotiebovana kladka-drat prokluzuje

2/ neni pouzit spravny pramér kladky

Vyméite kladku.

Vymeérite kladku.
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Pozice 14 Vypinac funkce prodlevy
s potenciometrem nastaveni dél-
ky prodlevy mezi body

Pozice 15 Euro konektor pfipojeni vodniho
hotaku

Pozice 16 Informativni méfidlo svafovaci-
ho proudu a napéti

Pozice 17 Nadobka vodniho chlazeni

Pozice 18 Drzak propojovaciho kabelu

Pozice 19 Vyvodka napajeciho kabelu

Pozice 20 Konektor 3 kol. napajeni ovlada-
ni posuvu

Pozice 21 Zasuvka ohievu plynu

Pozice 22 Pojistka ohfevu plynu

Pozice 23 Piipojka vodniho chlazeni propo-
jovaciho kabelu

Pozice 24 Rychlospojka svarovaciho proudu

Pozice 25 Kryt svafovaciho dratu

Pozice 26 Plynovy ventilek

Pozice 27 Konektor 3 kol. napajeni ovlada-
ni posuvu

Pozice 28 Rychlospojky vodniho chlazeni

Pozice 29 Rychlospojka propoje svafovaci-
ho proudu

Pozice 30 Potenciometry nastaveni parametrti:
Piedfuk - nastaveni ¢asového interva-
lu ptedfuku plynu pied zacatkem sva-
fovaciho procesu
Dohoteni - nastaveni ¢asového inter-
valu dohofeni dratu
Dofuk - nastaveni ¢asového intervalu
dofuku plynu po skonceni svatovani
Vylet - piiblizovaci rychlost dratu
pted zapalenim el. oblouku.

Pozice 31 Zavadéci bovden

Pozice 32 Zavadéci trubicka Euro konektoru

Pozice 33 Posuv ctyikladkovy

OVLADACI PANEL - ANALOGOVE
PROVEDENI

OBRAZEK A

Pozice 1 Potenciometr nastaveni rychlosti
podavani dratu
Pozice2 Vypina¢ funkce BODOVANI

s potenciometrem nastaveni dél-
ky bodu

Pozice 3

Vypina¢ funkce PRODLEVY
s potenciometrem nastaveni dél-
ky prodlevy mezi jednotlivymi
body, pomalé pulsy a vypinac
funkce dvoutaktu a Ctyitaktu

DIGITALNI OVLADANI PANELU
PROCESSOR

Obrazek B

1

OBRAZEK B

Pozice 1

Pozice 2
Pozice 3

Pozice 4

Pozice 5

Potenciometr nastaveni parame-
tr

Tlacitko TEST PLYNU

LED dioda znazorujici predfuk
plynu

LED dioda znazoriujici nab&h
rychlosti svatovaciho dratu
Tlagitko SET - umoziiuje vybér
parametru nastaveni



Pozice 6 LED dioda znazorfujici zapnuti

funkce pulsace

Tla¢itko rezimu svafovani -

umoziuje zapnuti a vypnuti re-

zimu dvoutakt, Ctyftakt, bodo-
vani a pulsovani

LED dioda znazorfiujici rezim

bodovéni

LED dioda znazornwujici rezim

CtyTtakt

Pozice 10 Tlac¢itko MEM umoziujici vy-
volani poslednich naméfenych
hodnot napéti a svafovaciho
proudu

Pozice 11 LCD display svaiovaciho proudu

Pozice 12 LCD display zobrazujici svafo-
vaci napéti a hodnoty pii svitici
LED diod¢ SETING. Jsou to
hodnoty rychlosti posuvu dratu,
predfuku atd.

Pozice 13 LED dioda SETING ktera sviti
jen pfi zobrazovani parametri:
rychlost posuvu dratu, nabéhu
dratu, pfedfuku a dofuku plynu,
¢as bodu a pulsace, dohofeni
drétu

Pozice 14 LED dioda znazorfujici rychlost
posuvu svatrovaciho dratu

Pozice 15 LED dioda znézoriujici ¢as bo-
du

Pozice 16 LED dioda znazoriujici ¢as do-
hoteni

Pozice 17 LED dioda znazorfjici ¢as do-
fuku plynu

Pozice 18 LED dioda znazornujici ¢as pul-
zace

Pozice 19 Tlacitko zavadéni dratu

Pozice 7

Pozice 8

Pozice 9

Piipojeni svarovaciho horaku

e Do EURO konektoru stroje (obr. 1
poz.7) odpojeného ze sité piipojte sva-
fovaci hofédk a pevné dotahnéte prevlec-
nou matici.

e Zemnici kabel pfipojte do jedné minu-
sové rychlospojky a dotdhnéte. Minuso-
vou rychlospojku - indukéni vyvod ur-
Cete dle tabulky 3. ,,Orientaéni nastaveni
induk¢énich vyvoda“.
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e Svafovaci hofdk svodnim chlazenim
pfipojte do rychlospojek dle barevného
oznaceni, vzdy pfi vypnutém stroji!

e Pokud nepouzivate hotak s vodnim
chlazenim je nutné pouzit propojku
vodniho chlazeni.

e Svafovaci hoték a zemnici kabel by mé-
ly byt co nejkratsi, blizko jeden druhé-
mu a umisténé na urovni podlahy nebo
blizko ni.

Tabulka ¢. 3

Prirucka pro odstranéni zavad
Upozornéni: stroj mohou opravovat jen kvalifikovani a pfislusné vyskoleni pracovnici!

Zavada

priznaky

Nebézi ventilator,
svafecka
nesvaruje

Piicina

1/ je stroj zapnut v siti?
2/ je v sitové zasuvce napéti?
3/neni vypadeny drat ze svorkovnice
v zéstréce nebo zasuvee?
4/ hlavni vypina¢ je poskozen
5/ vypadeny kabel ze svorkovnice ve stroji
6/ malé trafo je bez napéti - vypadena faze

7/ vadné ovladaci trafo

Reseni

Zapnéte stroj do sité

Zkontrolujte sitovou zasuvku
Zkontrolujte sitovou zastréku nebo zasuv-
ku.

Vymeéiite hlavni vypinaé

Upevnéte kabel

Zkontrolujte zasuvku, zastrcku a ptivodni
sitovy kabel.

Vyméiite ovladaci trafo

Ventilator neb&zi

Vadny ventilator

Vyméiite ventilator

, . KIT S00WS
Ind.\yvod‘ KIT 400WS /600WS
L1 30A-120A | 50A-150A
L2 80A - 250A | 110A - 300A
280A -
L3 220A - 350A 450(600)A

SVAROVANA CAST

Material, jeZ ma byt svafovan musi byt vzdy
spojen se zemi, aby se zredukovalo elek-
tromagnetické zafeni.

Velka pozornost musi byt téz kladena na to,
aby uzemnéni svafovaného materidlu, ne-
zvySovalo nebezpe¢i Urazu, nebo jiného
elektrického zatizeni.

Pokud je nutné spojit svafovanou cast se
zemi, méli byste vytvotit pfimé spojeni me-
zi Casti a zemi.

Zavedeni dratu a nastaveni
priitoku plynu

Pfed zavedenim svatovaciho dratu je nutné
provést kontrolu kladek posuvu dratu, zda
odpovidaji priméru pouzitého svafovaciho
dratu a zda odpovida profil drazky kladky.
Pii pouziti ocelového svatfovaciho dratu je
nutné pouzit kladku s profilem drazky ve
tvaru ,,V*. Prehled kladek najdete v kapitole
,.Prehled kladek posuvu dratu®.

VYMENA KLADKY POSUVU DRATU
U obou pouzivanych typid posuvi dratu
(dvou-kladka i ¢tyt-kladka) je postup vyme-
ny shodny:

A/ STYKAC NESPINA - POSUV NEJDE

Ventilator jd
e;lvlés e(é)ll;i < 1/ Neni zapojena ovladaci zastr¢ka hofdku | Zapnéte ovladaci zastr¢ku hotaku.
nesvafuje 2/Vadny spina¢ nebo ovladaci kabel Odeth hf)r?k 2 prem?stete dva kontakty'
o pro ovladani. Pokud vSechny funkce stroje
v hofdku - . P
funguji , vyménte spinac, koax. kabel nebo
cely hotak
3/ Na malém trafu neni napéti - vypadena | Vyméite sitovou pojistku, zkontrolujte za-
jedna faze suvku, zastréku a piivodni sitovy kabel,
zkontrolujte faze na stykaci.
4/ Vadna civka stykace Vymeéiite stykac
5/ Vadné termostaty (viz schéma) Vyméite termostaty
B/ STYKAC SPINA, NEJDE POSUV
1/vadna fidici elektronika Vymeéiite desku
2/vadny motorek posuvu - uhliky Vyméite uhliky posuvu
C/ STYKAC SPINA, POSUV JDE
1/ pfelomeny zemnici kabel Izolace miiZe byt neposkozena, potom to
neni patrné - vyméite zemnici kabel
2/ vadny koax. kabel hotaku Vyméite koax. kabel
Na hubici hofiku 1/ v hubici hotdku je nahromadény rozstiik | Sejméte hubici a vycistéte ji, stejné tak vy-

je svafovaci proud

2/ izolace hubice je poskozena

Cistéte mezikus a pruvlak, nastiikejte dily
separaénim sprejem
Vyjméte hubici

Nelze regulovat
rychlost posuvu
dratu

1/ Uvolnény knoflik regulace rychlosti po-
suvu

2/ poskozeny potenciometr

3/ vadna fidici elektronika

Utahnéte knoflik regulace rychlosti posuvu

Vyméiite potenciometr
Vyméite desku

Stale unika hota-
kem plyn

1/ necistota na ventilku

2/$patné nastaveny tlak na red. ventilu lah-
ve

3/ je pouzit nevhodny Skrtici ventil namisto
drazsiho redukéniho — piili§ vysoky tlak

4/ vadny elektromagneticky ventilek

Proved’te demontaz a pro¢isténi popiipadé
napruzeni pruziny nebo vyméiite ventilek.
Nastavte tlak

Pouzijte vhodny redukéni ventil, napf. ven-
til KU5
Vyméite el. mag. ventilek
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Poskytnuti zaruky

1. Zaruéni doba stroji KIT je vyrobcem
stanovena na 24 mésici od prodeje
stroje kupujicimu. Lhita zaruky zaci-
na bézet dnem predani stroje kupuji-
cimu, pfipadné dnem mozné dodav-
ky. Zaru¢ni lhita na svafovaci hotaky
je 6 mésicu. Do zaruéni doby se ne-
pocitd doba od uplatnéni opravnéné
reklamace az do doby, kdy je stroj
opraven.

2. Obsahem zaruky je odpovédnost za
to, Ze dodany stroj ma v dob¢é dodani
a po dobu zaruky bude mit vlastnosti
stanovené zavaznymi technickymi
podminkami a normami.

3. Odpovédnost za vady, které se na
stroji  vyskytnou po jeho prodeji
v zaru¢ni lhité, spociva v povinnosti
bezplatného odstranéni vady vyrob-
cem stroje, nebo servisni organizaci
povéfenou vyrobcem stroje.

4. Podminkou platnosti zaruky je, aby
byl svafovaci stroj pouZzivan zpuso-
bem a k G¢elim, pro které je urcen.
Jako vady se neuznavaji poskozeni a
mimofadna opotfebeni, ktera vznikla
nedostatecnou péci ¢i zanedbanim i
zdanlivé bezvyznamnych vad.

Za vadu nelze naptiklad uznat:

o Poskozeni transformatoru, nebo usmér-
fiovaée vlivem nedostate¢né Udrzby
svafovaciho hofaku a nasledného zkra-
tu mezi hubici a pravlakem.

e Poskozeni elektromagnetického ventil-
ku neéistotami vlivem nepouzivani
plynového filtru.

e Mechanické poskozeni svafovaciho ho-
faku vlivem hrubého zachazeni atd.
Zaruka se dale nevztahuje na poskozeni
vlivem nesplnénim povinnosti majitele,
jeho nezkuSenosti, nebo snizenymi
schopnostmi, nedodrzenim ptedpisi
uvedenych vnavodu pro obsluhu a
udrzbu, uzivanim stroje k ucelim, pro
které neni uréen, pfetéZovanim stroje,
byt i pfechodnym.

Pti 0drzbé a opravach stroje musi byt vy-
hradné pouzivany origindlni dily vyrob-

ce.

5. V zaruéni dob& nejsou dovoleny
jakékoli upravy nebo zmény na
stroji, které mohou mit vliv na
funkénost jednotlivych soucasti
stroje. V opa¢ném piipadé nebude
zéruka uznéna.

6. Naroky ze zaruky musi byt uplat-
nény neprodlen¢ po zjisténi vy-
robni vady nebo materidlové vady
a to u vyrobce nebo prodejce.

7. Jestlize se pti zarucni opravé vy-
méni vadny dil, ptechazi vlastnic-
tvi vadného dilu na vyrobce.

ZARUCNI SERVIS

1. Zéarucni servis miize provadét jen
servisni technik proskoleny a pové-
feny spolecnosti Kiihtreiber, s.r.o0.

2. Pred vykonanim zaru¢ni opravy je
nutné provést kontrolu udaji o stroji
: datum prodeje, vyrobni &islo, typ
stroje. V pfipadé Zze udaje nejsou
v souladu s podminkami pro uznani
zaruéni opravy, napf. prosla zaruéni
doba, nespravné pouzivani vyrobku
v rozporu s navodem k pouziti atd.,
nejednd se o zaruéni opravu.
Vtomto pripadé veskeré naklady
spojené s opravou hradi zakaznik.

3. Nedilnou soucasti podkladi pro
uznani zaruky je radné vyplnény
zarucni list a reklamacni proto-
kol.

V ptipadé opakovani stejné zdvady na

jednom stoji a stejném dilu je nutnd

konzultace se servisnim technikem spo-

le¢nosti Kiihtreiber, s.r.0.

Kladky jsou dvoudrazkové. Tyto drazky
jsou urceny pro dva rizné priméry dratu
(napt. 0,8 a 1,0 mm).

odklopte  pfitlaény ~ mechanizmus,
pfitla¢na kladka se odklopi vzhiiru
vySroubujte plastovy zajistovaci dilec a
vyjméte kladku

pokud je na kladce vhodné drazka klad-
ku otocCte a nasad’te ji zpét na hiidel a
zajistéte plastovym dilcem

ZAVEDENI DRATU

odejméte bocni kryt zasobniku dratu

do zéasobniku (obr. 2) nasadte civku
s dratem na drzék

v piipad¢ pouziti civky dratu Skg pou-
zijte vymezovaci plastové podlozky viz
obrazek 3A. Pro plastovou civku dratu
15 kg pouzijte plastové redukce dle ob-
razku 3B. Korunkovou matici vzdy do-
tahnéte tak, aby se civka dratu otacela,
ale byla brzdéna. Korunkovou matku
vzdy zajistéte zavlackou

u stroji, které jsou vybavené plastovym
drzakem  civky  draitu  pouZijte
k nastaveni brzdy dotazeni Sroubu pod
plastovou matici, viz obrazek 3C

Obr. 3C

odstiihnéte nerovny konec dratu piipev-
nény k okraji civky a zavedte jej do

bovdenu ptes kladku posuvu do navade-
ci trubicky alespoil 10 cm. Zkontrolujte,
zda drat vede spravnou drazkou kladky
posuvu

e sklopte pfitlaénou kladku dolid tak, aby
zuby ozubeného kola do sebe zapadly a
vratte piitlaény mechanizmus do svislé
polohy

e nastavte tlak upinaci matice tak, aby byl
zajistén bezproblémovy posun dratu a
pfitom nebyl deformovan pfilisSnym
ptitlakem

e setidte brzdu civky svafovaciho dratu
tak, aby se pfi vypnuti pfitlaéného me-
chanizmu posuvu civka volné otacela.
Pfili§ utazena brzda znaéné namaha po-
davaci mechanismus a muze dojit
k prokluzu dratu v kladkach a Spatnému
podavanim. Sefizovaci Sroub brzdy se
nachazi pod plastovym Sroubenim drza-
ku civky

e odmontujte plynovou hubici svarovaci-
ho hoféku

e odSroubujte proudovy priavlak

e zapojte do sité sitovou vidlici

e zapnéte hlavni vypina¢ (obr. 1 poz. 1)
do polohy 1

o stisknéte tlacitko na hofaku

e svafovaci drat se zavadi do hotdku bez
plynu

e po pruchodu dratu z hofdku naSroubu-
jeme proudovy privlak a plynovou hu-
bici

e pfed svafovanim pouzijeme na prostor
v plynové hubici a proudovy pravlak
separa¢ni sprej. Tim zabranime ulpivani
rozsttikovaciho kovu a prodlouzime Zzi-
votnost plynové hubice

UPOZORNENTI!
Pii zavadéni dratu nemiite hofa- A

kem proti o¢im !

ZMENY PRI POUZITI HLINIKOVE-
HO DRATU

Stroje KIT nejsou specidlné urceny pro sva-
fovani hliniku , ale po nize popsanych upra-
vach je mozné hlinik svafovat.



Pro svafovani hlinikovym dratem je tieba
pouzit specidlni kladky s profilem ,,U* (ka-
pitola Ptrehled kladek posuvil dratu). Aby-
chom se vyhnuli problémiim s ,,cuchanim*
dratu, je tfeba pouzivat draty o pruméru
min. 1,0 mm ze slitin AIMg3 nebo AIMg5.
Draty ze slitin A199,5 nebo AlSiS jsou piilis
meékké a snadno zpusobi problémy pfti po-
suvu.

Pro svafovani hliniku je dale nezbytné vy-
bavit horak teflonovym bovdenem a speci-
alnim proudovym prtvlakem. Jako ochran-
nou atmosféru je potieba pouzit ¢isty argon.

NASTAVENI PRUTOKU PLYNU
Elektricky oblouk i tavna lazeit musi byt
dokonale chranény plynem. Pfili§ malé
mnozstvi plynu nedokaze vytvofit potfeb-
nou ochrannou atmosféru, naopak piili§
velké mnozstvi plynu strhava do elektrické-
ho oblouku vzduch, ¢imz je svar nedokonale
chranén.

Postupujte nasledovné:

e nasad’te plynovou hadici na vstup ply-
nového ventilku na zadni strané stroje
(obr. 1 poz. 21)

e pokud pouzivame plyn CO2, je vhodné
zapojit ohfev plynu (pfi prutoku mensim
nez 6 litrG/min neni nutny ohiev)

e kabel ohfevu zapojime do zasuvky
(obr.1 poz. 19) na stroji a do konektoru
u redukéniho ventilu, na polarité nezale-
zZi

e odpojte piitlany mechanizmus posuvu
dratu a stisknéte tlacitko hotdku

e otocte nastavovacim Sroubem na spodni
stran¢ redukéniho ventilu, dokud prtto-
komeér neukaze pozadovany pritok, po-
tom tla¢itko uvolnime

o stisknéte tlacitko TEST PLYNU a otoc-
te nastavovacim Sroubem na spodni
strané redukéniho ventilu, dokud prito-
komér neukaze pozadovany pritok, po-
tom tlacitko uvolnime (u stroji Proces-
sor a Synergic)

e po dlouhodobém odstaveni stroje, nebo
vyméné kompletniho hotdku je vhodné
pfed svafovanim profouknout vedeni
cerstvym plynem
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Nastaveni svafovacich parame-
tri napéti a rychlosti posuvu

dratu

Nastaveni hlavnich svafovacich parametri
svafovaciho napéti a rychlosti posuvu dratu
se provadi potenciometrem rychlosti dratu
(obrazek A pozice 1) a pfepinacem napéti
(obrazek 1 pozice 1). Vzdy se k nastave-
nému napéti (poloha ptepinace 1-20) pfifa-
zuje rychlost posuvu dratu. Nastavované pa-
rametry zalezi na pouzitém ochranném ply-
nu, praméru dratu, pouzitém typu dratu, ve-
likosti a poloze svaru atd. Orientacni nasta-
veni rychlosti dratu k poloze piepinace na-
leznete v tabulkach na str. 43 az 48.
Napriklad:

Svarovaci troj KIT 400WS, pouzity ochran-
ny plyn MIX (82% Argonu a 18% CO,) a
pouzitém pruméru dratu 0,8 mm je vhodna
tabulka (program No 4). Nastavené hodnoty
tedy budou - Poloha pfepinace Al a nasta-
vena rychlost posuvu dratu bude 2 m/min.

STROJE PROCESSOR
Nastaveni rychlosti posuvu dratu

Stlacujte tlac¢itko SET az se rozsviti LED
diody (kontrolky) vyznacené na obrazku.

SET
Potenciometrem nastavte pozadovanou
hodnotu rychlosti posuvu v rozmezi

0,5-20m/min.

POZNAMKA 1: Rychlost posuvu dréatu Ize
nastavovat i v prib&hu svafovani. A to jak
potenciometrem, tak i dalkovym ovladanim
UP/DOWN.

POZNAMKA 2: Spodni display zobrazuje
rychlost posuvu dratu jen tehdy, kdyz sviti

Nahradni dily posuvii dratu a seznam kladek
Spare parts of wire feeder and list of pulleys

CWF 5110

1

D00 U AW —

Plast pfitlaku s matici
Plast pritlaku se stupnici
Sroub piitlaku

Plastové vedeni dratu
Motor posuvu 255-455
Pritla¢na paka

Ozubené kolo pfitlaku
Zajist'ovaci plastovy Sroub
Deska posuvu

Zajistovaci miska

Description

Cap for the fixing shaft
Calibrated part for fixing arm
Fixing arm

Inlet

Motor feeder 180 - 200
Pressure arm

Bearing D30

Fixing cap

Feed plate

CWF 6110

Obj. ¢islo/ Code
CWF 6110 CWEF 5110
CO126013 CO126013
CO 126011 CO 126011
CO 128004 CO 128004
CO 018018 CO 018018
334701 334701
CO 028005 CO 026008
CO 127003 CO 127003
CO 18002 CO 126016
CO 028001 CO 026001

- CO 018003

Typ kladky

Type of feed roll

‘ Pramér dratu

Diameter of wire

Obj.¢.kladek posuvii/Code

CWF 6110

Obj.¢.kladek posuvii/Code
CWF 5110

0,6 -0,8 331657 — 0,6/0,8 331657 — 0,6/0,8
0,8-1,0 331657 - 0,8/1,0 331657 — 0,8/1,0
1,0-12 331657 - 1,0/1,2 331657 — 1,0/1,2
12-14 331657 — 1,2/1,4 331657 — 1,2/1,4
Ocel, nerez / Fe 1,4-1,6 331657 - 1,4/1,6 331657 — 1,4/1,6
0,6-0,8 = =
0,8-1,0 33777 -0,8/1,0 33777 -0,8/1,0
1,0-1,2 33777 1,0/1,2 33777 -1,0/1,2
1,2-14 33777 -1,2/1,4 33777 - 12/1,4
Hlinik / Al 1,4-1,6 33777 - 1,4/1,6 33777 - 1,4/1,6
1,0-12 33800 - 1,0/1,2 33800 — 1,0/1,2
1,4-1,6 33800 — 1,4/1,6 33800 — 1,4/1,6
1,6 -2,0
1,6 -2,4 33800 — 1,6/2,4 33800 — 1,6/2,4
Trubicka /Tube wire 2,0 -2,4 33800 —2,0/2,4 33800 — 2,0/2,4

Vnitini/vnéjsi pramér kladky
Inside / outside diameter of feed roll

32/40 mm

32/40 mm
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Popis KIT 600WS

Description KIT 600WS

1 |Kolo KIT 600 pevné Wheel diameter KIT 600 30231
2 |Cerpadlo C.E.M.E. Pump C.E.M.E. 30006
3 |Ventilator MEZAXIAL 3140 Fan MEZAXIAL 3140 30338
3 |Chladi¢ - radiator KIT 456 Refrigerator KIT 456 30019
5 |Ramecek ventilatoru ST Fan border 30095
6 |Ventilator Sunon Fan Sunon 30451
7 |Usmériiovaé KIT 456-458 Rectifier KIT 456-458 30709
8 |Oko zavésné M12 sroub 30065
9 |Prepinac 4pol.32A Switcher 4 positions 32A 30553
10 |Pfepinac 10 pol. 32A Switcher 10 positions 32A 30554
11 |Trafo KIT 605 hlavni Transformator KIT 605 30240
13 |Tlumivka KIT 600 Inductor KIT 600 30241
14 |Kolo oto¢né KIT 600 kov Wheel diameter KIT 600 metal 31157
15 |Drzék propojovaciho kabelu 10004
16 |Zasuvka repro K 282 plocha Connector warm up source 30183
18 |Pouzdro pojistkové PTF Protection case PTF 30075
19 |Retéz 85 cm Chain 85 cm 10446
21 |Kabel CGSG 4B x 6 Cabel CGSG 4B x 6 30498
22 | Vidlice KIT 600 63A Supply KIT 600 63A 30208
23 |Bocnik AEK 600A Shunt AEK 600A 10390
26 |Trafo KIT 605 ovladaci Transformator KIT 605 31147
28 |Plosny spoj odrusovaé AEK 801-003 PCB AEK 801-003 10413
29 |Stykac KIT 600 Contaktor KIT 600 31031
31 |Nalevka 30045
32 |Rychl.zasuv. panel 70-95 Gladhand 70-95 30410
33 |Sipka velka Gernd Dart big - black 31005
34 |Sipka hlavniho vypinage Dart of main switch 31006
35 |Folie KM TECH 110x90 Foil KM TECH 110x90 30293
36 |Pryzryhovana Gum eraser 30083
39 |Boéni kryt plechovy komplet Side cover metal -
40 |Plosny spoj AEK 802-009 digital PBS AEK 802-009 digital 10051
41 [Panel KIT 600 Front panel KIT 600 10529
42 |Vypinac hlavni 16A Mains switch knob 16A 30549
43 |Pojistka 6.3A Protection 6.3A 20072
45 |Objimka LED Case LED 30200
46 |Termostat 100° Thermostat 100° 30150
47 |Kabel zemnici KIT 455 Earth cable KIT 455 10033
48 |Klesté zemnici SO0A Earth clamb 500A 30031
49 |Rychlospojka kabelova, zastrcka Cabel gladhand 30415
50 |Kabel svafovaci 95 Earth cable 95 30028
50 |Vyvodka kabelova 21 Cable clamp 30201
51 |Svazek Eervenych vodicu Red wire KIT 10371
52 |Ski#in KIT600 V2 komplet Case KIT 600 V2 complet 30248
53 |Kanystr KIT 456 W Canister KIT 456 W 30044
54 |Ptipojka nadobky 10001
55 |O krouzek 39,1x5,8 20239
56 |O krouzek 29,1x4,6 20240
57 |Ptipojka Cerpadla KIT 600 10411
58 |Spinac tlaku vody 5,5BAR 30325
- |Ptipojka Cerpadla 1 10007
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¢ervena LED dioda (kontrolka) SETTING a
LED dioda (kontrolka) m/min.

NASTAVENI OSTATNICH PARAME-
TRU SVAROVANI

Ridici elektronika strojii Processor a Syner-
gic umoziluje nastaveni nasledujicich para-
metrd svafovani:

e dobu trvani ptredfuku plynu 0-5 sec.
(doba ptedfuku ochranného plynu
pred zacatkem svatrovaciho procesu)

e dobu nabéhu rychlosti posuvu dratu
(funkce SOFTSTART) 0-5 sec. (doba
nabéhu z minimalni posunové rych-
losti do hodnoty nastavené svatrovaci
rychlosti dratu)

e rychlost posuvu dratu m/min (rychlost
posuvu dratu pii svafovani)

e dobu prodlevy vypnuti svafovaciho
napéti na oblouku proti posuvu dratu:
,,dohofeni* dratu ke $pi¢ce hofaku

e  dobu dofuku plynu po dokonéeni sva-
fovaciho procesu 0-5 sec.

Nastaveni piedfuku plynu
Stlacujte tlac¢itko SET az se rozsviti LED
dioda (kontrolka) vyznacené na obrazku.

SET

Potenciometrem nastavte pozadovanou hod-
notu doby piedfuku plynu v rozmezi 0-5 sec.

NASTAVENI NABEHU RYCHLOSTI
DRATU — FUNKCE SOFT-START
Nastaveni funkce SOFT-START kterd za-
jistuje bezchybny start svafovaciho procesu
SOFT-START umoziiuje nastaveni nasledu-
jicich parametri:
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e Cas nabéhu rychlosti svaiovaciho
dratu z minimalni rychlosti na nastave-
nou svatovaci rychlost.

o Priblizovaci rychlost dratu pied zapa-
lenim svatovaciho oblouku.

Ob¢ funkce funguji odliSnym zplsobem.

Pro jemné;jsi start doporucujeme piiblizova-

ci rychlost dratu — druhé varianta.

Nastaveni Cas niab&hu rychlosti svaiova-
ciho dritu

Stlacujte tlacitko SET az se rozsviti LED
dioda (kontrolka) vyznacena na obrazku.

SET

Potenciometrem  nastavte pozadovanou
hodnotu doby nab¢hu dratu rychlosti posuvu
v rozmezi -5 sec.

Nastaveni pribliZovaci rychlosti posuvu
driatu
!Pozor! Pi'ed nastavenim piibliZo-

é} vaci rychlosti dratu vypnéte cas
nabéhu rychlosti posuvu dratu -
nastavte hodnotu ,,0%.

@ Podminkou moznosti nastaveni pfi-
blizovaci rychlosti — ,,vylet dratu” je
vypnuti funkce nab&hu rychlosti dra-
tu — tedy nastaveni hodnoty na ,,0“
dle popisu vySe.

Stlacujte tlacitko SET az se rozsviti LED
dioda (kontrolka) vyznacend na obrazku.



SET

Potenciometrem nastavte pozadovanou
hodnotu ptiblizovaci rychlosti posuvu dratu
v rozmezi 0,5 az 1,5 m/min.

Nastaveni dohoieni dratu

Stlacujte tlac¢itko SET az se rozsviti LED
dioda (kontrolka) vyznacené na obrazku.

SET

Potenciometrem  nastavte  pozadovanou
hodnotu doby dohoteni dratu v rozmezi
0-0,9 sec.

Nastaveni dofuku plynu

Stlacujte tlac¢itko SET az se rozsviti LED
dioda (kontrolka) vyzna¢ené na obrazku.

SET

nastavte
hodnotu doby dofuku plynu 0-5 sec.

Potenciometrem pozadovanou
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POZNAMKA 1: Nastavené hodnoty se au-
tomaticky ukladaji do paméti po zmacknuti
tlacitka hotaku na dobu cca 1 sec.

POZNAMKA 2: Nastavené hodnoty nelze
ménit v prabéhu svafovani.

FUNKCE TOVARN{ NASTAVENI
Funkce tovarni nastaveni slouzi k nastaveni
vychozich parametrti fidici elektroniky. Po
pouziti této funkce se veskeré hodnoty au-
tomaticky nastavi na hodnoty pfednastavené
od vyrobce tak jako u nového stroje.

Vypnéte hlavni vypina¢. Zmacknéte a drzte
tlacitko SET.

OFF SET ON

Zapnéte hlavni vypinac. Uvolnéte tlacitko
SET. Na displeji se zobrazuji hodnoty vy-
choziho nastaveni.

NASTAVENI REZIMU SVAROVANI

Ridici elektronika strojti Processor a Syner-

gic umoziuje svafovani v nasledujicich re-

zimech:

e Plynuly dvoutaktni a ¢tyftaktni rezim

e Bodovani a pulsovani ve dvoutaktnim
rezimu

e Bodovani a pulsovani ve ¢tyftaktnim re-
Zimu

Nastaveni reZimu svatovani dvoutakt

Rezim dvoutakt je nastaven kdyz je stroje

zapnuty a nesviti zadna LED dioda (kont-

rolka) jako na obrazku.

Nastaveni reZimu dvoutakt BODOVANI
Stlacujte tlacitko FNC az se 'rozsvitl' LED
dioda (kontrolka) BODOVANI na obrazku

Seznam nahradnich dila KIT 600WS
List of spare parts — KIT 600WS
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Kolo 180-456 pevné

Chladi¢ - radiator KIT 456
Trafo KIT 456-458 hlavni
Ventilator MEZAXIAL 3140
Ramecek ventilatoru
Usmérnovac KIT 456-458
Oko zaveésné M12 sroub
Boc¢nik AEK 400A

Ptepinac 4pol.32A

Prepinac 10 pol. 32A
Tlumivka KIT 455Cu

Kolo oto¢né KIT 356-456
Sipka velka Gernd

Félie KM TECH 110x90
Vypinac¢ hlavni 16A
Rychl.zasuv. panel 70-95
Trafo KIT 250-600 ovladaci
Termostat 130°

Cerpadlo C.EM.E.

Plosny spoj odrusova¢ AEK 801-003
Styka¢ KIT 250-600 32A
Zasuvka repro K 282 plocha
Pouzdro pojistkové PTF
Pojistka 6.3A

Rychl. voda ¢ervena

Rychl. voda modra

Vyvodka kabelova

Retéz 85 cm

Zamek plastovy

Boéni kryt plechovy komplet
Plosny spoj AEK 802-009 digital
Panel KIT 358

Spina¢ kolibkovy 16A/250V
Objimka LED

Kabel zemnici KIT 455
Klesté zemnici 500A
Rychlospojka kabelova, zastrcka
Kabel svafovaci 95

Vidlice KIT 250-458 32A
Kabel CGSG 4 x 2,5

Relé jazyckova

Pryz ryhovana

Svazek Cervenych vodicu
Skiin KIT458 komplet
Nalevka

Kanystr KIT 456W

Ptipojka nadobky

O krouzek 39,1x5,8

O krouzek 29,1x4,6

Pripojka Cerpadla IT

Description
Wheel diameter 180-456
RefrigeratorbKIT 456
Transformator KIT 456-458
Fan MEZAXIAL 3140
Fan border
Rectifier KIT 456-458

Shunt

Switcher 4 positions 32A
Switcher 10 positions 32A
Inductor KIT 455Cu

Wheel diameter KIT 356-456
Dart big - black

Foil KM TECH 110x90
Mains switch knob 16A
Gladhand 70-95
Transformator KIT 250-600
Thermostat 130°

Pump C.E.M.E.

PCB AEK 801-003
Contaktor KIT 250-600 32A
Connector warm up source
Protection case PTF
Protection 6.3A

Cable clamp

Chain 85 cm

Plastic lock

Side cover metal

PBS AEK 802-009 digital
Front panel KIT 358
Toggle switch

Case LED

Earth cable KIT 455
Earth clamb 500A

Cabel gladhand

Earth cable 95

Supply KIT 250-458 32A
Cabel CGSG 4x2,5

Dry - reed relay

Gum eraser

Red wire KIT

Case KIT 458 complet

Canister KIT 456W

_54 -

Rezim dvoutakt bodovani je nastaven.

Nastaveni reZimu dvoutakt PULSOVANI
Stlacujte tlacitko FNC az se rozsviti LED
dioda (kontrolka) PULSOVANI na obrazku

Rezim dvoutakt pulsovani je nastaven.

Nastaveni éasu BODOVANI
Stlacujte tlacitko SET az se rozsviti LED
diody (kontrolky) vyznacené na obrazku.

SET

Potenciometrem  nastavte  pozadovanou
hodnotu ¢asu bodu 0,1-5 sec.

Nastaveni ¢asu PULSOVANI
Stlacujte tlac¢itko SET az se rozsviti LED
diody (kontrolky) vyznaéené na obrazku.

SET

Potenciometrem  nastavte pozadovanou
hodnotu ¢asu mezery mezi jednotlivymi bo-
dy 0,1-5 sec.

Nastaveni reZimu svarovani ¢tyitakt
Stlacujte tlacitko FNC az se rozsviti LED
dioda (kontrolka) na obrazku.

-15-

Rezim ¢tyitakt je nastaven.

Nastaveni reZimu_&tyitakt BODOVANI

Stlacujte tlacitko FNC az se rozsviti dvé
LED dioda (kontrolka) ctyftakt a BODO-
VANI na obrazku.

Rezim ctyitakt bodovani je nastaven.

Nastaveni reZimu &tyitakt PULSOVANI
Stlacujte tlac¢itko FNC az se rozsviti dvé
LED dioda (kontrolka) ¢étyftakt a PULSO-
VANI na obrazku.

Rezim ¢tyitakt pulsovani je nastaven.

FUNKCE MEM (JEN U STROJU PRO-
CESSOR)

Funkce umoziuje zpétné vyvolani a zobra-
zeni poslednich uloZenych parametrii V a
A po dobu cca 7 sec.

Zmacknéte tlacitko MEM L2

Na displeji se objevi po dobu 7 sec. posledni
naméfené hodnoty svafovaciho napéti a
proudu. Hodnoty 1ze opétovné vyvolavat.

FUNKCE LOGIC - JEN U STROJU

PROCESSOR

Funkce LOGIC obsahuje soubor zjednodu-

Sujicich a zptehlednujicich prvkl zobrazo-

vani nastavenych a nastavovanych hodnot.

Jelikoz dva displeje zobrazuji nékolik odlis-

nych parametri je nutné zobrazovani para-

metri zjednodusit. Funkce LOGIC praveé
takto pracuje — zpiehlednuje:

e Horni display se rozsviti jen v prab¢hu
svafovaciho procesu, kdy elektronika
méfi a zobrazuje svafovaci proud A. Po
uplynuti doby cca 7 sec. displej opét au-
tomaticky zhasne. Tim elektronika zvy-



Suje orientaci pii ¢teni parametrd pii na-

stavovani.
e Horni displej zobrazuje pouze svafovaci
proud. V piipad¢ zapnuté funkce

SYNERGIC (jen u stroji Synergic)
horni displej zobrazuje tloustku materi-
alu.

e Spodni displej zobrazuje v prub¢hu sva-
fovani svafovaci napéti a v prib¢hu na-
stavovani veskeré ostatni hodnoty — Cas,
rychlost atd.

e LED dioda (kontrolka) SETTING pte-
stane svitit jen v prib&éhu svafovaciho
procesu kdy je v cCinnosti digitalni
voltampérmetr.

e LED dioda (kontrolka) SETTING sviti
v prub&hu svarovani jen tehdy, kdyz ob-
sluha nastavuje a méni rychlost posuvu
dratu potenciometrem nebo dalkovym
ovladanim UP/DOWN. Jakmile obsluha
pfestane parametr nastavovat LED dio-
da (kontrolka) SETTING automaticky
do 3 sec. zhasne a displej ukazuje hod-
notu svafovaciho napéti.

Doporudené nastaveni svarovacich para-
metri viz. tabulky str. 43 az 48.

PRINCIP SVAROVANI MIG/MAG
Svarovaci drat je veden z civky do proudo-
vého pruvlaku pomoci posuvnych kladek.
Oblouk propojuje tajici dratovou elektrodu
se svafovanym materialem. Svafovaci drat
funguje jednak jako nosi¢ oblouku a zéro-
veni i jako zdroj ptidavného materidlu.
Z mezikusu pfitom proudi ochranny plyn,
ktery chrani oblouk i cely svar pfed ucinky
okolni atmosféry.

Obr. 3

Otvor pro ochranny plyn Kladky posuvu

i v.elektroda
Mezikus

Plynova hubice
Ochranny plyn

Sv.material
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OCHRANNE PLYNY

| Ochranné plyny |
| Inertni plyny —metoda MIG | | Aktivni plyny — metoda MAG
| |

Argon (Ar) Oxid uhlicity

Heélium (He) Smésné plyny

Smesi He/Ar Ar/CO2

Ar/O2

PRINCIP NASTAVENI SVAROVA-

CICH PARAMETRU

Pro orienta¢ni nastaveni svafeciho proudu a
napéti metodami MIG/MAG odpovida em-
piricky vztah U, = 14+0,05x1,. Podle tohoto
vztahu si mizeme urcit potiebné napéti. Pri
nastaveni napéti musime pocitat s jeho po-
klesem pii zatizeni svarenim. Pokles napéti
je cca 4,8V na 100A.

Nastaveni svafeciho proudu provadime tak,
ze pro zvolené svafeci napéti doregulujeme
pozadovany svareci proud zvySovanim nebo
snizovanim rychlosti podavani dratu, pfi-
padné jemné doladime napéti az je svaf. ob-
louk stabilni.

K dosazeni dobré kvality svarti a optimalni-
ho nastaveni svafovaciho proudu je tieba,
aby vzdalenost napajeciho pruvlaku od ma-
teridlu byla pfiblizné¢ 10 x & svafovaciho
dratu (obr. 4). Utopeni priavlaku v plynové
hubici by nemélo presdhnout 2 — 3 mm.

Svarovaci reZimy

Vsechny svafovaci stroje KIT pracuji v
téchto rezimech:

e  plynule dvoutakt

e  plynule ¢tyitakt

e  bodové svafovani dvoutakt

e  pulsové svafovani dvoutakt

Nastaveni stroje na tyto rezimy se provadi
dvéma vypinaci s potenciometry. Na ovla-
dacim panelu nad potenciometry jsou sché-
maticky znazornény jejich funkce.

DVOUTAKT

Pii této funkci jsou oba potenciometry stale
vypnuté. Proces se zapne pouhym zmacknu-
tim spinace horaku. Pfi svafovacim procesu

Seznam nahradnich dili KIT 400WS-500WS
List of spare parts — KIT 400WS-500WS
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se musi spina¢ stale drzet. Pracovni proces predfuk svafovani po nasta- dofuk
se prerusi uvolnénim spinace hotaku. venou dobu

predfuk svafovaci proces dofuk X
I konec bod. svafovani

|konec svafovéni‘ | 1 | zahajeni bod. svafovénil 2 |

ﬂaﬁ | 1 zahdjeni SvaFOVé“il 2 | 1 — stisknuti a drzeni tla¢itka hofaku

a
B
¥

=y
”
i

O | eoc vom

=

2 —uvolnéni tlacitka hotaku

1 — stisknuti a drzeni tla¢itka hotaku
2 —uvolnéni tlacitka hofaku PULSOVE SVAROVANI
CTYRTAKT Pouziva se pro svafovani kratkymi body.

“ s - , . - , Délka téchto bodli i délka prodlev se da
Pouziva se pti dlouhych svarech, pii kterych ; o
A . ; 9 VI, plynule nastavovat. Nastavuje se pootoce-
svare¢ nemusi neustale drzet spina¢ hotaku.

Funkce se zapne vypinagem (obr. 1, poz. 7) nim levého potenciometru , ktery udava
zpolohy 0 do  jakékoliv polohy I- délku bodu (obr. 1, poz. 6) a pravého poten-

, I s ) ciometru, ktery udava délku prodlev (obr. 1,
10.Sepnutim spinace hotdku se spusti sva- N .
. p . . Y , poz. 7) z polohy 0 na pozadované hodnoty
fovaci proces. Po jeho uvolnéni svafovaci

s
e

=

TETT

. . N , na stupnici (smérem doprava se interval

proces nadale trva. Teprve po opétovném o x . L o
. . » MY prodluzuje). Zmacknutim spinace hotaku se
zmacknuti spinace hofdku se prerusi svareci Lo« , , C v
roces spusti Casovy obvod, ktery spusti svaieci
P proces a po nastavené dobé ho vypne. Po

o

predfuk]| [ svafovaci proces Jofuk uplynuti nastavené prodlevy se cely proces

opakuje. K pteruseni funkce je nutné uvolnit
" spina¢ na svatovacim hotfdku. K vypnuti
A A

funkce je tfeba vypnout oba potenciometry

|konec svatovéni | do polohy 0.

|1_2| zahajeni svaiovénil 3_4
M A — M

1 - 2 stisknuti a uvolnéni tlacitka hotaku
3 - 4 opakované stisknuti a uvolnéni tlacitka | konec puls. svafovani

TLM

TYZ IV

10858204 p-;

e 5 T .
r K horaku
: | 1 | zahéjeni puls. svafovani | Zl
A BODOVE SVAROVANI ‘

GGG-004-70-dA

Pouziva se pro svatovani jednotlivymi krat- 1 — stisknuti a drzeni tla¢itka hoiaku
s . ] kymi body, jejichz délka se da plynule na- 2 —uvolnéni tlagitka hotaku
QR — stavovat pootoéenim levého potenciometru
e : (obr. 1, poz. 6) na odpovidajici hodnotu na NeZ zadnete svarovat

stupnici (smérem doprava se interval pro-
dluzuje). Zmacknutim spinace na hotaku se
spusti ¢asovy obvod, ktery spusti svafovaci

DULEZITE: pied zapnutim svafecky zkon-
trolujte jesté jednou, Ze napéti a frekvence
elektricke sit¢ odpovida vyrobnimu Stitku.

H proces a po nastavené dobé ho vypne. Po
opétovném stisknuti tladitka se celd &innost 1. Nastavte svafovaci napéti s pouZitim
opakuje. K vypnuti bodového svafovani je prepinaCe napéti (obr. 1 poz. 2) a svaro-
tfeba potenciometr vypnout do polohy 0. vaci proud potenciometrem rychlosti
Pravy potenciometr zlstava po celou dobu posuvu dréatu

trvani bodového svarovani vypnuty.
-52- -17-



Nikdy neprepinejte polohy piepinace
pri svafovani!

2. Zapnéte svafecku hlavnim vypinacem
zdroje (obr. 1 poz. 1).

3. Stroj KIT je pfipraven k pouziti.

Udrzba

Varovani: Pred tim, nez provede-

te jakoukoli kontrolu uvnitf stroje A
odpojte jej od elektrické sité.

NAHRADNI DILY

Originalni nahradni dily byly specialné na-
vrzeny pro naSe zafizeni. Pouziti neorigi-
nalnich ndhradnich dild mtze zpisobit roz-
dilnosti ve vykonu nebo redukovat ptedpo-
kladanou uroven bezpec€nosti.

Odmitame pfevzit odpovédnost za pouziti
neoriginalnich nahradnich dila.

ZDROJ SVAROVACIHO PROUDU
Jelikoz jsou tyto systémy zcela statické, do-
drzujte nasledujici pokyny:

e Pravidelné odstrafiujte nashromazdénou
necistotu a prach z vnitini ¢asti stroje za
pouziti stlaceného vzduchu. Nesmeérujte
vzduchovou trysku ptimo na elektrické
komponenty, mohlo by dojit k jejich po-
Skozeni.

e Provadégjte pravidelné prohlidky, abyste
zjistili jednotlivé opotfebované kabely
nebo volna spojeni, kterd jsou pfi¢inou
pfehfivani a mozného poskozeni stroje.

e U svafovacich stroji je tieba provést
periodickou revizni prohlidku jednou za
pul roku povéfenym pracovnikem podle
CSN 331500, 1990 a CSN 056030,
1993.

POSUV DRATU

Velkou péci je tfeba vénovat podavacimu
ustroji, a to kladkam a prostoru kladek. Pfi
podavani dratu mezi kladkami dochazi
k otéru médeéného povlaku a k odpadavani
drobnych pilin které jsou vnaseny do
bovdenu a také zneCistuji vnitini prostor
podavaciho tstroji. Pravidelné odstraiujte
nashromazdénou necistotu a prach z vnitini
casti zasobniku dratu a podavaciho ustroji.

- 18-

SVAROVACI HORAK

Svatovaci hoték je tieba pravidelné udrzo-
vat a véas vymeénovat opotiebované dily.
Nejvice namahanymi dily jsou proudovy
pruvlak, plynova hubice, trubka hotaku,
bovden pro vedeni dratu, hadicovy kabel a
tlacitko hotaku.

Proudovy priivlak ptevadi svafovaci proud
do dratu a zaroven drat usmérnuje k mistu
svafovani. M4 zivotnost 3 az 20 svafovacich
hodin (podle udaji vyrobce), coz zavisi
zejména na jakosti materialu pravlaku (Cu
nebo CuCr), na jakosti a povrchové upravé
dratu a svafovacich parametrech. Vymeéna
pruvlaku se doporucuje po opotiebeni otvo-
ru na 1,3 nasobek praméru dratu. Pii kazdé
montazi i vyméné se doporucuje nastiikat
privlak separacnim sprejem.

Plynova hubice pfivadi plyn uréeny
k ochrané oblouku a tavné 1azné. Rozstiik
kovu zanasi hubici, proto je tieba ji pravi-
deln¢ Cistit, aby byl zabezpeCen dobry a
rovnomérny prutok a ptredeslo se zkratu me-
zi pruvlakem a hubici. Rychlost zanaseni
hubice zavisi pfedev$im na spravném sefi-
zeni svafovaciho procesu.

Rozstiik kovu se snadnéji odstrafiuje po na-
stiikani plynové hubice separaénim sprejem.
Po téchto opatfenich rozstfik ¢astecné opa-
dava, presto je tfeba jej kazdych 10 az 20
minut odstrafiovat z prostoru mezi hubici a
pruvlakem nekovovou ty¢inkou mirnym
poklepem. Podle velikosti proudu a intenzi-
ty prace je potfeba 2x - 5x béhem smény
plynovou hubici sejmout a dukladné ji
ocCistit véetné¢ kanalki mezikusu, které
slouzi pro pfivod plynu. S plynovou hubi-
ci se nesmi silné klepat, aby nedoslo
k poskozeni izola¢ni hmoty.

Mezikus je téz vystavovan ucinkiim rozstii-
ku a tepelnému namahani. Jeho zZivotnost je
30-120 svatovacich hodin (podle udaje uve-
deného vyrobcem).

Intervaly vymény bovdeni jsou zavislé na
Cistot¢ dratu a Gdrzbé mechanismu
v podavaci a na sefizeni pritlaku kladek po-
suvu. Jednou tydné se ma vy¢istit trichlore-
tylenem a profouknout tlakovym vzduchem.
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piipad¢ velkého opotiebeni nebo ucpani
tteba bovden vyménit.

Upozornéni na mozné
problémy a jejich odstranéni
Privodni $itira a svafovaci hofédk jsou pova-
zovany za nejCastéj§i pfiiny problému.

A%

1.
2.

pripadé problémui postupujte nasledovne:

Zkontrolujte hodnotu dodavaného napéti
Zkontrolujte, zda je pfivodni kabel do-
konale pfipojen k vidlici a hlavnimu vy-
pinaci
Zkontrolujte, zda jsou pojistky, nebo jis-
ti¢ v poradku
Zkontrolujte zda nasledujici ¢asti nejsou
vadné:

e hlavni vypina¢ rozvodné sité

o napajeci vidlice

o hlavni vypinac¢ stroje
Zkontrolujte svafovaci hofak a jeho ¢as-
ti:

e napajeci pravlak a jeho opotiebeni

o vodici bovden v hotaku

e vzdalenost utopeni privlaku do hu-

bice

Poznadmka: I pfes Vase technické doved-
nosti je nezbytné pro opravu stroje Vam do-
porucit kontaktovat vyskoleny personal a
nase servisni technické oddéleni.

P

ostup pro odmontovani a za-

montovani bo¢nich kryta
Postupujte nasledovné:

Vysroubujte 9 $roubll na levém bocnim
plechovém krytu.

Vysroubujte 6 Sroubt na pravém bo¢-
nim plechovém krytu.

Pii sestaveni stroje postupujte opaénym
zpusobem.

Objednani nahradnich dild
Pro bezproblémové objednani ndhradnich

di

14 uvadéjte:

1. Objednaci ¢islo dilu
2. Nazev dilu

3. Typ pfistroje

4. Napdjeci napéti a kmitocet uvedeny
na vyrobnam stitku
5. Vyrobni ¢islo pfistroje
Piiklad: 2 kusy obj. ¢islo 331028, ventilator
MEZAXIAL pro stroj KIT 400WS,
3x400V 50/60 Hz, vyrobni ¢islo ...
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Introduction

Thank you for purchasing one for our prod-
ucts. Before using the equipment you should
carefully read the instructions included in
this manual. In order to get the best per-
formance from the system and ensure that
its parts last as long as possible, you must
strictly follow the usage instructions and the
maintenance regulations included in this
manual. In the interest of customers, you are
recommended to have maintenance and,
where necessary, repairs carried out by the
workshops of our service organisation, since
they have suitable equipment and specially
trained personnel available. All our machin-
ery and systems are subject to continual de-
velopment. We must therefore reserve the
right to modify their construction and prop-
erties.

Description

KIT are professional welding machines de-
signed for MIG (Metal Inert Gas) and
MAG (Metal Active Gas) welding. That is
they are sources of welding current with flat
characteristics. It concerns welding in pro-
tection atmosphere of active and intact
gases when added material is in a form of
~infinite” wire supplied into the weld by the
wire feeding. These methods are very pro-
ductive, especially for the welds of con-
struction steel, low steel, aluminium and its
alloys.

The machines have been designed as mov-
able sets, differing from each other in their
efficiency. The source of welding current,
wire supply and feed are in one compact
metal case with two fixed and two turning
wheels.

KIT machines have been designed for weld-
ing of thin and thickness materials for wires
used from 0.6 to 1,0 mm in diameter and
from 0.6 to 1.2 mm. Standard equipment of
machines can be found in Chapter 8
~Equipment of KIT machines“ on page.
Welding machines confirm to all European
Union and Czech Republic standards and
directives in force.

Elektrotechnické schéma stroji KIT
Electrical diagram
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P No.8 KIT-500-1,2-MIX Types Of aChineS
o B = b OV . . . . .
rogram 1o Machines KIT 400WS - KIT 500WS — KIT 600WS are series-delivered in the following de-

o aAlalalalalalalalala|B|B|B|B|B|B|B|B|B]|B signs:
< 1234|567 |8|o]w[t|2]3][4]5][6|7]8]09]10
£ m/min| 24 |28 (33 (38|41 |48 |54 6 |64]|69]73|76[78]| 8 8284878891094 Analogic type STANDARD

% 2 2 (25| 3 3 4 5 5 5 6 6 6 8 8 8 8 10 | 10 | 10 | 10

Orientacni doporucené hodnoty ostatnich parametri

Reference advisory values of other parameters

Tlumivka T [ [ Jr ool [aJaJrJr[1J2T2]2]2T]27T2

Vylet 02 ]03]03]03]03]03]03]03]03]03]03]03]03]03]03]03]03][03]03]04
2020202 [02]02]0202]02]02]02[02[02]02]02]02]02

- G R I o o I o o o I ol e

.o/ 02]02]02(02[02]02]02|02[02]02]02|02[02]02]02]02[02]02]02]02

Easy and reliable control over KIT ma-
chines. Operating is secured by one potenti-
ometer of wire feed and two other potenti-
ometers with a switch which controls switch-
ing on and setting spot and pulse functions.
This type is supplied with a digital voltam-

permeter in a standard way
[N 02]02[02]02[02]02[02[02]02[02]02[02]02]02[02]02[02]02]02]02
-] c|lc|c|c|lajc|c|c|c|c|p|D|[D|[D|D|D|D|D|D|D
- 12 |3]afs]e|7sfofw]i|2]3]a]s5]e6]7]8]9o]w Digital type PROCESSOR
in| 9.8 [102]10,5]10,6]10,7]10,9| 11,1 | 11,3 | 11,6]11,9]12.2]12,6]13.2| 14 |152]16,4|17.5| 184|195 . . .
8> _m/min A simple solution of having control over all
EZho 2|22 12|14 |14 1416 |16 |16 |16 |18 |18 | 18] 20 |20 |20 |20 |20 |25

functions for MIG/MAG welding. Simple
Orienta¢ni doporucené hodnoty ostatnich parametri

Ref, dvi 1 f oth " control and setting of all functions is secured
eference advisory values of other parameters . )
Thomivka TS T3 T2l 2T 2 T2 12121213715 13 13T T3 T3 T35 by one potentiometer and two buttons. Func

Vylet 04 |04 [04]04]04][04][04]04][04][04]04]04]04][03]03]03][03][03][03]03 PROCESSOR tion LOGIC also makes an easy control pos-
- [E] 02]02]02]02|02[02]02] 014 019 015 0,18 0,19 0.13 0,15 0,18 0,13 0,1 0,18 0,1 0,1 sible. Machines with this control are sup-
o/ 02]02]02[02]02]02[02[02]02]02[02[02]02]02[02[02]02]02]02]0.2 plied with a digital voltampermeter with
[ 02]02[02(02]02[02[02]02]02[02[02]02][02[02]02]|02]02]02]02]02 memory in a standard way. A simple solu-

tion of having control allows setting values
of pre-gas and post-gas, function SOFT

Porovnavaci tabulka stupnice rychlosti posuvu drati stroji STAN- START, burning out of wire, spot and pulse

. welding. Regulation allows setting two-time
DARD (m/ min.) and four-time modes. Advanced wire feed
Comparing chart with scales of wire shift speed of machines allows feeding of wire without any prob-
STANDARD (m/min.) lems. Electronic regulation of speed of wire

feed manages feedback regulation of wire

feed which secures constant set speed of
1 2 3 4 5 6 7 8 9 10 | 11 wire shifting.

Stupnice potenciometru
Scale of potenciometer

Orienta¢ni hodnoty v m/min

. . 4 58 | 11,5 15 18 | 20,5 | 23 | 235 | 24 |24,5| 25
Reference values in m/min

* grafické symboly jsou vysvétleny v tabulce na str. 41
* description graphic symbols in the table at page 41
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Technical data KIT 400WS KIT 500WS KIT 600WS
Mains voltage 50 Hz 3x400 V 3x400 V 3x400 V 'ﬂ; AlaAlALALALA ALALAJAIBIB I BIBIBIB BIBIBIB
Welding current range 30-350 A 50-450 A 50-700 A Ealll 1 B 5 P T 6 R 7 S A O R OR| R R 5 10
Output voltage settings 18 - 38V 19 - 46V 19-51V > mimin| 26 |32 394552 |66|73]|78] 8 |83|85[85|88|89]89]091[95]|98][98]10
Podet reg. Stupiiii 40 Stupiitt 40 Stupiidl 40 Stupnti o 1 (1522344556667 |77 7]8|[8]|8]s
Duty cycle 35% / *45% 350A 450A 700A Orienta¢ni doporucené hodnoty ostatnich parametria
Duty cycle 60% 310A 430A 600A Reference advisory values of other parameters
Duty cycle 100% 260A 310A 480A Tlumivka 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 1 11
Mains current / input 60% 16A/11.0KVA 25A/17.3KVA 32A/21.0KVA Vylet 01101/01/01]101]01/01/01]01]02]02/02]02]02/0303]03]03]0.3]03
Winding Cu Cu Cu -5 02[02]02]02[02[02]02[02]02[02]02[02]02]02[02[02]02]02]02]0.2
Mains protection 25 A 32 A 62 A o/ 02]02[02]02]02[02]02]02[02]02]02/]02]02]02[02]02]02]02]02]0,2
Wire feed 4-kladka 4-kladka 4-kladka Lo-f 02]02]02]02/02[02]02]02]02[02]02]02]02]02][02]02]02]02]02]0,2
Wire feed speed - Standard 1 — 20 m/min - c|lc|lc|lc|Aa|lc|c|c|c|c|D|D|D|D|D|D|D|D|D]|D
Protection degree IP 21 o 123 ]als|e|7e]lolw|lt|2]3a]s]e]7]s]o]10
Insulation class y - 8> m/min|104 10,6 [109 [112 [114 [11,6 [11,7 [11,8 [122 [12,5 [12.9 [13.6 [14,8 |16,5 [18,5 | 20
Standards CSN EN 60974-1, EN 50150 Zao s lwlwlwlwlw|eloelnlnlulualislic|is]w
Dimensions LxWxH 920x615x700 920x615x700 1060x690x965 . ~ 7 r ry
. ‘ Orientacni doporucené hodnoty ostatnich parametri
Weight 135 ke 150 ke 230Kg Reference advisory values of other parameters
Tlumivka 2 [2J2J2J2J2J2J2J2J2]2[2]3]3[3]3
Technical data are constructed in compliance with the IP 21 Vyl 03103103103 103103 03103 03103103 03 03 03103 07
The general technical data of the machines protection level. 02 ]02]02]02 0,15 0,15] 0,15] 0,15] 0,15 0,15| 0,15] 0,15] 0,15| 0,15] 0,15] 0,15
L o/ 02[02]02]02[02[02]02[02]02]02]02[02]02]02[02]02
are summarised in table 1. Lo ff 2102]02[02[02]02]02[02[02]02]02]02[02]02]02]02
Safety standards A L

Usage limits

(EN 60974 - 1)

The use of a welder is typically discontinu-
ous, in that it is made up of effective work
periods (welding) and rest periods (for the
positioning of parts, the replacement of wire
and underflushing operations etc. This
welders are dimensioned to supply a 350 A
(KIT 400WS) and 450 A (KIT 500WS)
nominal current in complete safety for a pe-
riod of work 20% respective 45% of the to-
tal usage time. The regulations in force es-
tablish the total usage time to be 10 minutes.
The 20% work cycle is considered to be 2
minute of the ten-minute period of time. If
the permitted work cycle time is exceeded,
an overheat cut-off occurs to protect the
components around the welder from dan-
gerous overheating. Intervention of the
overheat cut-of is indicated by the lighting
up of yellow thermostat signal light (pos.4
picture 1). After several minutes the over-
heat cut off rearms automatically (and the
yellow signal light turns itself off) and the
welder is ready for use again. Machines KIT
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Welding machines KIT must
be used for welding and not
for other improper uses. Their use is permit-
ted only by trained and experienced persons.
The operator must observe ISO/IEC 60974-
1, ISO/IEC 050601, 1993, ISO/IEC 050630,
1993 safety standards in order to guarantee
his safety and that of third parties.

ELECTRICAL SHOCK
PREVENTION

N

e Do not carry out repairs with
the generator live

e Before carrying out any maintenance or
repair activities, disconnect the machine
from the mains.

e Ensure that the welder is suitably
earthed.

e The equipment must be installed and
run by qualified personnel.

e All connections must comply with the
regulations in force (CSN EN 60974-1)
and with the accident prevention laws.

e Do not weld with worn or loose wires.
Inspect all cables frequently and ensure

Program No.7 KIT-500-1,2-CO2

- AlA|lAa|Aa|lA|A|A[A|A|A|[B|B|B|[B|B|B|B|B|B|B
s 1|2 |3 |4|5]6 7|89 [10]1]2 4 10
8 mimin| 22 |23 (25|28 3 [33[34|37|43[49|51]57]63]| 7 [76]82]88]93]096]99
AN 20253 |3 ]alals|s|elele6]| 771888 |10]10]i10]10
Orientacni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka tlr oo oo oo a2l 2]2]2]2]2
Vylet 02]02]02]02]02]02]02[02]02]02[03]03[03][04][04]04]04][04]04]04
i« [&] 02]02]02]02[02]02]02]02]025025(0,25]|025[025[0,25]0,25|0,25[0,25|0,25|0,25(0,25
0.0/ 02[02]02]02[02]02[02[02]02[02[02]02|02[02]02]02]02]02]02]02
Lo-0 02]02]02]02[02]02[02][02]02[02[02]02|02]02]02]02][02]02]02]02
- c|lc|lc|c|afjc|c|c|c|c|D|D|D|D|[D|D|D|D|D]|D
" 1|23 |4|5|6|7 8|91 |2[3]|4|5[6]7]|8]|9]10
8> m/min|10,1 [103 [10,6 [10,8 | 11 [112 [114 |11,6 11,8 | 12 |12.2 |12,4 |12,5 12,7 | 13 |13.3 [13,5 |13,9 |145 [153
- 10|10 1212121214 |14 [ 14| 14|16 | 16| 16 | 16 | 18 | 18 | 18 [ 20 | 20 | 20
Orienta¢ni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters

Tlumivka 2 [2]2J2J2J2J2]2J2]2[3[3[3[3[3[3[3[3][3]3
Vylet 0404 [04]04]04]04]04[04][04][04[04][04][04][04][04]04]04][04][03][03
] -E 0,25 029 02 02| 02 02| 02| 02| 0,15 0,15 0,15 0,15 0,15 0,15 0,15 0,15 0,15 0,15 0,1 | 0,1
o/ 02]02]02]02[02[02]02[02]02]02[02][02]02]02]02]02]|02]02]02]02
L0 02102]02]02[02]02]02[02]02]02[02[02]02]02]02]02]02]02]02]02
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Program No.4 KIT-500-0.8-MIX

=1 A|[A|A|A|A|[A|A|A|A|[A|B|B|B|B|B|B|B|B|B|B
e 1 [2 34|56 |7 |8 9101 |2][3]4]5]6 10
8> mimin| 34 |39 |44 |51 |58|64][73[81]093[104 114 (123 [132 139 [145 | 15 [155 [158 [159 [162
ZZh Jos| 1|1 |wsl 222 ]2s| 3345|566 8|88 ]10]10
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka LTl Tl [rl2]T2af2]2]27T]2
Vylet 02]02f02f02]02]02]02]02]02]02]02[02]02]02]02[02]02]02[02]02
- 02002[02[02]02/02[02[02]02/02[02[02]02[02]02[02]02[02]02]0.2
o/ 02]02[02[02]02[02[02[02]02]02[02[02]02[02]02]02]02]02]02]02
Lo 02102]02]02]02[02[02]02]02]02]02[02]02[02]02]02]02]02]02]02
-] c|c|c|c|A|lc|c|c|c|c|D|D|(D|D|D|D|D|D|D|D
" 1|2 |3 (45|66 |7 |8|9]1w|1|2]|3|4|5]|6]|7|8]9]10
> mimin|i65 |169 [17.4 17,8 [182 [18,5 [189 [192 19520 | - | - | - | - | - [ - | - [ - | -]~
AN o]w|n|n2|a|lialalalie|lie] -|-]-]- e R e
Orienta¢ni doporucené hodnoty ostatnich parametrii
Reference advisory values of other parameters

Tlumivka 2 [2J2J2TJ2TJ2J2J2T2T21-T-T-T-1T-T-T1T-T-T1T-T1-
Vylet 02]o02f02]02]02o02]02 020202 - [ -1 -1-1-1T-1-T1-1-T7T-
BS  Jois [ous foas 015 [os Jo.15 Joas Joas Joas Joas | - | - | - | - | - [ - | -[-]-]-
o/ 02]02]02]02]02]02[02[02]02]02] - | - |- |- |-]-|-]-1]1-/]"+
Lo 02]02[02]02[02[02]02]02]02(02] - | - |- [-|-|-|-[-]-]-*

Program No.5 KIT-500-1,0-CO2

- A|lA|A|A|[A|A|A|A|A|A|B|[B|B|B|B|B|B|B|B]|B
s 1|2 |3 (45|67 [8]9 101 ]2]3]4 6 | 71819 |10
> m/min 23125027 |29[32(36]39|41[44]46]65][67]69]|72[72]77|77]79]383 2’
AN 1 |islis| 223 3]4a4]la|ls|s5]e|le6le6l7]l7]7]8]8]38
Orientacni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka T [t i [t [t JaJui [t i it [tJi Tt [t 11t [t]1]1
Vylet 02 ]02]02]02]02]02]02]02]02]02]02]02]02]02]02]02]02]02]02]02
] - 02]02]02]02[02[02]02[02]02[02]02[02]02]02[02][02]02]02]02]02
o/ 02[02]02]02[02[02]02[02]02[02]02[02]02]02[02][02]02]02]02]0.2
Lo ff 02]02]02]02]02]02]02[02[02]02[02[02]02]02]02[02]02][02]02]02
-] c|lc|lc|c|Aa|c|c|c|c|c|[D|D|D|D|D|D|D|D|D|D
o 1|2 34|56 |7[8|9|1w|1]|2]|3|4]5]|6|7]8]9]10
8> mimin| 9.1 | 94|97 [10,1]104]104[107] 11 |11,5]12,5] 13 [13,5]| 142|151 [16,1|17,3]18,5[19,7] 20
o 1010101221214 14]14|14]|16]|16]16]16] 18] 18] 18] 20] 20
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka L[ 222233 [3[3[3[3[3[3[3[3[3][3][3]3
Vylet 02]02]02]04]04][04]04]04][04][04]04]04][04][04]04][04]04]04]04
j - 02 ]02]02]015[0,15]0,15]|0,15[0,15]0,15]0,15] 02 [ 0202 |02 [02]02]|02]02]02
o/ 02[02]02]02[02[02]02[02]02[02]02[02]02]02[02[02]02]02]02]02
Lo 02]02]02]02]02]02]02[02]02[02]02[02[02]02[02]02]02][02]02]02
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SAFETY REGARDING
WELDING FUMES AND
GAS

PROTECTION FROM
RADIATION, BURNS AND
NOISE

that there are no insulation defects, un-
covered wires or loose connections.

Do not weld with cables of insufficient
diameter and stop soldering if the cables
overheat, so as to avoid rapid deteriora-
tion of the insulation.

Never directly touch live parts. After
use, carefully replace the torch or the
electrode holding grippers, avoiding
contact with the parts connected to

earth.

Carry out purification of the work area,
from gas and fumes emitted during the
welding, especially when welding is
carried out in an enclosed space.

Place the welding system in a well aired
place.

Remove any traces of varnish that cover
the parts to be welded, in order to avoid
toxic gases being released. Always air
the work area.

Do not weld in places where gas leaks
are suspected or close to internal com-
bustion engines.

Keep the welding equipment away from
baths for the removal of grease where
vapours of trichlorethylene or other
chlorine containing hydrocarbons are
used as solvents, as the welding arc and
the ultraviolet radiation produced by it
react with such vapours to form phos-
gene, a highly toxic gas.

Never use broken or defective protec-
tion masks

Do not look at the welding arc without a
suitable protective shield or helmet
Protect your eyes with a special screen
fitted with adiactinic glass (protection
grade 9-14 EN 169)

Immediately replace unsuitable adiac-
tinic glass
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ATTENTION, REVOLVING
GEARING - SAFETY IN-

Place transparent glass in front of the
adiactinic glass to protect it

Do not trigger off the welding arc be-
fore you are sure that all nearby people
are equipped with suitable protection
Pay attention that the eyes of nearby
persons are not damaged by the ultra-
violet rays produced by the welding arc
Always use protective overalls, splinter-
proof glasses and gloves

Wear protective earphones or earplugs
Wear leather gloves in order to avoid
burns and abrasions while manipulating
the pieces

STRUCTIONS

AVOIDANCE OF FLAMES
AND EXPLOSIONS

Wire shift must be handled very care-
fully, only if the machine is switched off
While manipulating with the shift, never
use protection gloves, there is a danger
of catching in the gearing

Remove all combustibles —
from the workplace

Do not weld close to inflammable mate-
rials or liquids, or in environments satu-
rated with explosive gasses

Do not wear clothing impregnated with
oil and grease, as sparks can trigger off
fame’s

Do not weld on recipients that have con-
tained inflammable substances, or on
materials that can generate toxic and in-
flammable vapours when heated

Do not weld a recipient without first de-
termining what it has contained. Even
small traces of an inflammable gas or
liquid can cause an explosion

Never use oxygen to degas a container
Avoid gas-brazing with wide cavities
that have not been properly degassed

Keep a fire extinguisher close to the
workplace




e Never use oxygen in a welding torch;
use only inert gases or mixtures of these
MAGNETIC FIELDS

e The magnetic field generated @

by the machine can be dangerous to
people fitted with pace-makers, hearing
aids and similar equipment. Such people
must consult their doctor before going
near a machine in operation.

e Do not go near a machine in operation
with watches, magnetic data supports
and timers etc. These articles may suffer
irreperable damage due to the magnetic
field.

e This equipment (KIT) complies with the
set protection requirements and direc-
tives on electromagnetic compatibility
(EMC). In particular, it complies with
the technical prescriptions of the EN
50199 standard and is foreseen to be
used in all industiral spaces and not in
spaces for domestic use. If electromag-
netic disturbances should occur, it is the
user’s responsibility to resolve the situa-
tion with the technical assistance of the
producer. In some cases the remedy is to
schormare the welder and introduce
suitable filters into the supply line.

DISPOSAL

e These machines are built ,

with materials that do not contain sub-
stances that are toxic or poisonous to the
operator.

e During the disposal phase the machine
should be disassebled and its compo-
nents should be separated according to
the type of material they are made from.

RISKS DUE TO ELECTRO-

MATERIALS AND

DISPOSAL OF USED MA-

CHINERY

e Collecting places/banks de-
signed for back withdrawer should be
used for disposal of machinary put out
of operation.
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e Don't throw away machinery into com-
mon waste and apply the procedure
mentioned above.

HANDLING AND STOCKING
COMPRESSED GASES

e Always avoid contact between
cables carrying welding current and
compressed gases cylinder and their
storage systems.

e Always close the valves on the com-
pressed gas cylinders when not in use.

e The valves on inert gas cylinder should
always be fully opened when in use.

e The valves on flammable gases should
only be opened full turn so that quick
shut off can be made in an emergency.

e (Care should be taken when moving
compressed gas cylinders to avoid dam-
age and accidents which could result in
injury.

e Do not attempt to refill compressed gas
cylinders, always use the correct pres-
sure reduction regulators and suitable
base fined with the correct connectors.

e For further information consult the
safety regulation governing the use of
welding gases.

Installation

The installation site for the KIT system
must be carefully chosen in order to ensure
its satisfactory and safe use. The user is re-
sponsible for the installation and use of the
system in accordance with the producer’s
instructions contained in this manual.
Before installing the system the user must
take into consideration the potential elec-
tromagnetic problems in the work area. In
particular, we suggest that you should avoid
installing the system close to:

o Signalling, control and telephone cables

e Radio and television transmitters and
receivers

e Computers and control and measure-
ment instruments

e Security and protection instruments

Program No.2 KIT-500-0.6-MIX

- AlA|lA|lA|A|A|[A|lA|A|A|B|B|B|B|B|B|B|[B|B]|B
=
e 1| 2|34 |5]|6]|7]8]9] 101 4 6 10
8 mmin| - | - - - -l
Orienta¢ni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka - - - - - - - - - - B - B B _
Vylet - -l - - - -1 -1 - - -
-] c|lc|lc|jc|lAa|lc|c|c|c|CcC|D|(D|(D|D|D|D|D|D]|D]|D
o 1| 2|3 [4|5]6 8 | 9|10 1 |2]3[4]|5]|6]|7[8]|09]|10
8 mmin| - | - - - -l e
Orientacni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka - - - - - - - - - - - - - - -
Vylet - - - - - - - - - - - - - -
L€ : T T : : :

Program No.3 KIT-500-0.8-CO2

- A|lA|lA|A|lA|A|A|A|[A|A|[B|B|B|[B|B|B|B|B|B|B
.~ 1|2 |3 |4|s5|6|7|8|9|1w|1]|2][3]|4|5[6]7]|8]09]10
S mimin| 32| 36| 42| 46| 5| 55 6| 7| 79 9] 99| 103 107 11| 112 11,5 12,3 13,8 15| 15,
ZAh fog| 1 |1 lisl22]3l4a]ls5]6l6]l6| 77889 ]1ww0]i10]in2
Orienta¢ni doporucené hodnoty ostatnich parametrii
Reference advisory values of other parameters

Tlumivka Lt [t Ja oo o[ JrJrJaJ2]2]2]2]2J27]2
Vylet 02]02]02]02]02]02]02]02]02]02]02]02]02]02]02]02][03]03][03][03
] -E 02[02[02]02[02[02[02]02[02[02[02[02]02]02[02][02]02]02]02]0.2
o/ 02]02]02]02[02[02][02]02[02]02[02[02]02]|02]02][02]02]02]02]02
Lo[ 02]02]02]02[02]02]02]02[02]02[02]02]02]02]02]02]02]02]02]02
- c|lc|lc|c|lalc|c|c|c|c|D|D|D|D|D|D|D|D|D]|D

- 1|2 |3 |4|5|6|7|8|9|1w0|1|2|3[4]|5]|6|7]8]9]10

8> m/min|i57 165 [168 | 17 [17.4 [17.8 [18,1 [185 19 19620 | - | - | - | - | - | - | - | - | -
o 21214 |14]14]14]14]16)16]16]16] -] -] - = l=ll=0=1]-

Orienta¢ni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters

Tlumivka 3 [3[3[3[3[3 333313 -1-T1T-T-T-1T-T-T1T-T1-+-
Vylet 03]03[03]03]03[04][04]04]04][04]04] - - - -] -] - -
] -2 02]02[02]02]02[02]02]02]02]02]02] - S I D D R R
o/ 02]02]02]02[02[02[02]02[02]02]02] - S D B R R B
L0 02102]02]02[02[02[02]02[02]02]02] - o I R R R R
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Doporucené nastaveni svarovacich parametru

Recommended adjustment of welding parameters

PROCESSOR KIT 500WS
Program No.1 KIT-500-0.6-CO2
] |A|A|A|A|A|A|A|A|A|A|B|B|B|B|B|B|B|B|B|B
e 1234|567 ]|8|9|10]1]2 4 10
8 m/min
A
Orientacni doporucené hodnoty ostatnich parametra
Reference advisory values of other parameters
Tlumivka - - - - - - - - -
Vylet
-]
o/
L€ -
S]] |lclcjc]clAajc|jc|jc|c|Cc|D|D|D|D|D|D|D|D|D]|D
=
i 1 2 3 4 5 6 7 8 9 10| 1 2 3 4 5 6 7 8 9 |10
8> m/min
Orienta¢ni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka - - - - - - - - -
Vylet
-2
o/
Lo

Persons fitted with pace-makers, hearing
aids and similar equipment must consult
their doctor before going near a machine in
opearation. The equipment’s installation en-
vironment must comply to the protection
level of the frame i.e. IP 21. The system is
cooled by means of the forced circulation of
air, and must therefore be placed in such a
way that the air may be easily sucked in and
expelled through the apertures made in the
frame.

Equipment of KIT machines
are standardly equipped with:

Earthing cable 3 m long with a grip
Hose for gas connection

Cable for gas heating connection
Roller for wire of 0,8 and 1,0 in di-
ameter, 1,0 and 1.2

Spare wire feeder

Accompanying documentation
Reduction for wire 5 kg and 18 kg
Extension cable two and four cycle
time

Functions for two and four cycle time
e Modes of spot welding and slow puls-
ing

Special accessories for ordering:
e Cylinder pressure regulators for CO,
or mixed gases of Argon
e Spare rollers for wires different in di-
ameter
e Spare parts of welding torch
o Welding torch Tbi or Binzel 3, 4 or 5

Connection to the electrical
supply

Before connecting the welder to the electri-
cal supply, check that the machines plate
rating corresponds to the supply voltage and
frequency and that the line switch of the
welder is in the ,,0“ position. Only connect
the welder to power supplies with grounded
neutral.

This system (KIT) has been designed for
nominal voltage 400V 50/60 Hz. It can
however work at 380V and 400V 50/60 Hz
without any problem. Connection to the
power supply must be carried out using the
four polar cable supplied with the system, of
which:

e 3 conducting wires are needed for con-
necting the machine to the supply

e the fourth, which is YELLOW GREEN
in colour is used for making the
,,EARTH* connection.

Connect a suitable load of normalised
plug to the power cable and provide for
an electrical socket complete with fuses
or an automatic switch. The earth termi-
nal must be connected to the earth con-
ducting wire (YELLOW-GREEN) of the
supply.

Table 2: shows the recommended load val-
ues for retardant supply fuses chosen ac-
cording to the maximum nominal current
supplied to the welder and the nominal sup-
ply voltage.

Note 1: any extensions to the power cable
must be of a suitable diameter, and abso-

m long lutely not of a smaller diameter than the
special cable supplied with the machine.
Table 2
KIT 400WS KIT 500WS KIT 600WS

I Max 30% 350A 450A 700A
Instaled power 13,5KVA 18,6 KVA 21,0 KVA
Protection 25A 32A 62A
Diameter of input connection 4x2,5 4x2,5 4x4

Earth cable - cut 35 mm? 50mm? 90 mm?
Welding torch TBi 411 TBi 511 TBi 9W
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Picture 1

Note 2: It is not advisable to plug up the
welder to motor-driven generators, as they
are known to supply an unstable voltage.

Control apparatus

PICTURE 1

Pos. 1 Earth cable connection
Pos. 2 Supply switch. In the ,,0° position
the welder is off.

Pos.3 Positional voltage change-over
switch

Pos. 4 Positional voltage change-over
switch

Pos. 5 Supply signal light

Pos. 6 THERMOSTAT yellow signal light.

When this light comes it means that

the overheat cut-off has come on, be-

cause the work cycle limit has been

exceeded. Wait for a few minutes be-

fore starting to weld again. The

welder is ready for use again after the

yellow signal light turns itself off.

Red control light of water cooling unit

Connection of water cooling system

of torch

Pos. 9 Test GAS buton

Pos. 10 Four and two stroke

Pos. 11 Introduce wire button

Pos. 12 Potentiometer adjustment of the
wire feeder speed

Pos. 7
Pos. 8
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Obr. 2

Pos. 13 Switch of SPOT WELDING func-
tion with potentiometer of adjust-
ment of spot welding length.

Pos. 14 Switch of PAUSE function with po-
tentiometer of adjustment of pause
length between each spots — slow
pulses and switch of two- and four -
cycle function.

Pos. 15 EURO connector of welding torch
connection.

Pos. 16 V/A measurement

Pos. 17 Water tank of cooling unit

Pos. 18 Holder of extension cable

Pos. 19 Supply cable

Pos. 20 Three PIN connector of cable

Pos. 21 Gas valve heating supply connector

Pos. 22 Gas heating fuse

Pos. 23 Water cooling system connection

Pos. 24 Power cable connection

Pos. 25 Plastic holder of wire

Pos. 26 Gas inlet into electormagnetic valve

Pos. 27 Three PIN connector of cable

Pos. 28 Connection of water cooling system
of torch

Pos. 29 Power cable connection

PICTURE 2

Pos. 30 Pre-post gas, initial speed and burn
back time adjustment

Pos. 31 Introduce spring

Pos. 32 Inlet tube of Euro connector

Pos. 33 Wire feed rolls

Program No.7 KIT-400-1,2-CO2

- A|A|A|A|A|A|A|A|A|A|B|B|[B|B|B|B|B|B|B]|B
s 1|2 |3 |45 |67 |8 9 10]1]2 5 9 |10
8 mmin| - | - [ - - - -l -l -l - L2093 [30]32]33]35](37](39]42 |44
o Sl - s 2223 354 a]a
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka - Sl s e
Vylet - Sl -l -l - loe2]o2]02[02]02]02[02]02]02]02
] -5 - - - 102]02[02[02]02]02]02]02]021]02
o c|lc|c AlC |C|C C|D|D|D|D|D|D|D|D]|D|D
i 1|2 |3 4|5 |67 |8|9]w|1|2]|3|4][5]|6|7]|8]|9]|10
8 mimin| 46 |49 |54 |59 |64 |67 | 7 | 74|81 |87|95]102] 11 |114]122]129]1356]143] 15 156
o s | 5] 5] 6] 6] 8| 8| 8 |10]10]12]|12]14]14] 16| 16| 18 | 18 |20 |20
Orientacni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka Ll oo el o222 ]2]2]2]2
Vylet 02]02]02]02[02[02]02]02]02[02]02]02[02]02]02][02][02]02]02]02
02102]02]02[02]02]02]02]02[02]02]02]02]02]02]02]02]02]02]02

-] A|lA|A|A|A|A|A|A|A|A|B|B|B|B|B|B|B|B|B]|B
s 1 |2 3|45 ]|6|7|8[9]1]1|2|[3][4]5]|6]|7][8]9]I0
S mmin| - | - | - | - | - |21 ]25]27|28] 3 [33]38[45]| 5 [54]58]66]69]|73]75
i Sl - -l - -l s lslisl 22 lesles| 33l als]s]6] 6
Orienta¢ni doporucené hodnoty ostatnich parametrii
Reference advisory values of other parameters
Tlumivka Sl v e e et
Vylet Sl -l -l -102]03[03[03[03]03]/03[03[03][03]03][03[03]03]03
[© - - {o1]o1fo1]o1]o1]o2]02[02]02]02]02]03][03]03]03
- c|lc|lc|c|lalc|c|c|c|c|D|(D|D|D|D|D|D|D|D|D
- 1|2 |3 (4|56 |78 [9of1w0]1]|2|3[4]5]|6|7|8]9]10
8> mimin| 78 |81 |84 (889397 |103]108|11,3]11,8]122]12,7]128]132]139]|144]152[159] 17 | 18
6 | 8| 8 | 8|10 10]10] 12|12 |12 |14 14] 16| 16 | 16 | 18 | 18 | 20 | 20 | 20
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka Lt e fa 2222 ]2]2|2]2
Vylet 03]03[03/03[03[03]/03[03]03[03]03[03[03[03]03[03[03][03]03]03
[© 03]03]03/03[03[03]03[03(03[03]03[03[03[03]03][03]03]03]03]03
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Position 1  Potentiometer setting parame-
o1 AlA|A|lAa|Aa|a|a|lAa|lAa|[Aa|lB|B|B|B|B|[B|B|[B|B|B ters
o
e 112131415 61 718191100112 ! 10 Position 2 Button TEST OF GASES
8 mimin| - | - 2629323537 [39|41 |44 |45]|46|47|48|48[49]| 5 [52]54]56 Position 3  LED diode illustrating pre-gas
AR Sl - [t ] 1 Jtsp2 ]2 25]3 |3 31414415 ][5]51]5]161]6 Position 4 LED diode illustrating start of
Orienta¢ni doporucené hodnoty ostatnich parametria speed of welding wire
Reference advisory values of other parameters Position 5 Button SET - it allows
Tlumivka Sl -l oo oo n o e rfr choosing setting parameters
Vylet - - Jotjotforfoi|o1]|or]o1]02]02][02[02]02]02][02]02]02]02]02 Position 6 LED diode illustrates switch-
@ - | - 0,25 10,25 (0,25 [0.25 [0,25 [0,25 |0,25 0,25 [0,25 (0,25 [0,25 [0,25 |0,25 0,25 0,25 0,25 0,25 [0,25 ing on of pulse function
o] cjejejejajcjcjc|jc|jc|p|pypyp)D|D|D|D|D|D Position 7  Button welding mode — it al-
- . .
e 1 2 3 4 5 6 7 8 9 10| 1 2 3 4 5 6 7 8 9 10 lows sw1tch1ng on and off of
8 mimin|s59|62]66| 7 |78]86]|95]109[122]135 144 151 |162 ] 17 |182|193] - | - | - | - two-time and  four-time
e 7 1718 | 8| 8100|1212 14]16]18 18 [20]20 |20 | - |- |-]- modes, spot and pulse weld-
Orientacni doporucené hodnoty ostatnich parametri Pic. A ing.
Reference advisory values of other parameters Position 8 LED diode illustrating spot
Tlumivka Ll oo oo fu 22222 -|-1|-1- DIGITAL CONTROL PROCESSOR welding mode
Vylet 02]02]02]02[03]03]03[03[03]03]03]03]03]03]03[03] -] -]-]- " Position 9 LED diode illustrating four-
0,25 10,25 10,25 0,25 [0,25 |0,25 |0,25 0,25 [0,25 [0,25 [0,25 [0,15 0,15 0,15 [0,15 [0,15 | - | - | - | - time welding mode
10 12 Position 10 Button MEM allows loading
o 12 of values of voltage and weld-
8 . .
Program No.6 KIT-400-1,0-MIX . 14 ing current which were meas-
" 15 ured last time
é Alalals|aAllas | AlA|IAIAIDI|IB[BIBSILEIEIEISEISE IS 5 1E Position 11 LCD display of welding cur-
| 1 | 23| 4|56 7|89 101 |2]|3|4]5]|6]|7[8]9]10 4 rent
-89 m/min| - - - - 42 4345|148 [52[55]58[62]66][69]72]76]|81]84]388]93 3 g Position 12 LCD dlsplay Showing We]dlng
Sk -l -l -l -l sl 222533 lalalals|s]|s|e]6 pressure and vaules with LED
Orientaéni doporucené hodnoty ostatnich parametri 1 diode SETTING light up.
Reference advisory values of other parameters 2 19 They are values of speed of
Tlumivka Sl -l v e v e fu e | wire feeder , pre-gas etc.
0, " : .
Vylet S oaloa]or ot ]oi]or]oz2]o2]02]02]02]02]02]02]02]2 Position 13 LED diode SETTING which
@ T | [02[02]02[02]02[02[02]02[02[02]02[02]02[02]02]0, is on only when parameters
Qe 5055|5555 515155515 ][5]5]25 Pic. B 1 are shown speed of wire
- clc|lc|c|lalc|c|c|c|c|pD|D|D|D|D|D|D|[D|D|D Position 14 LED diode illustrating speed
- L2 345|678 ]ofmwof1r]2]3]4]|5]6|7]8]9]10 of shifting of welding wire
8 m/min| 97 (102 107 [11.3 | 12 12,6 [13.4 |142 | 15 159 | 17 |8 |9 f20| - | - | -|-|-]- PICTURE A Position 15 LED diode illustrating spot
= 6 |6 |8 |8 |8 o214l |18]18]20]2 ]2 ]| -]-]-]-1]-]-+ . . time
" ] — - - Position 1  Potentiometer of speed ad- f : . :
Orienta¢ni doporuéené hodnoty ostatnich parametri . . P Position 16 LED diode illustrating burnt
. justment of wire feed :
Reference advisory values of other parameters Position 2 Switch of SPOT functi ith out time
Tlumivka 1 1 1 1 1 1 1 1 1 1 1 1 1 1 R N e osition witeh o unction wi Position 17 LED diode illustrating post-
- potentiometer of spot time ad- :
Vylet 02 ]02]02]02]02[03]03]03[03]03]|03]03]03 03] - | -|-|-/]-]-+- justment gas time
. . . Position 18 LED diode illustrating pulse
0,25 0,25 10,25 |0,25 |0,25 [0,25 0,25 [0,25 (0,25 [0,15 0,15 |0,15 [0,15 |0,15 Position 3 Switch of DELAY function . gp

with potentiometer setting de-
lay time between particular
spots, slow pulses and switch
of two-time and four-time
functions.

Position 19 Button wire feeder
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Connection of welding torch
With the machine disconnected from the
supply, connect welding torch into EURO
connector and tighten well the cap nut.
Welding torch and earth cable should be as
short as possible, close to each other and
positioned at the floor level or close to it.

WELDING PART

The part to be welded must always be con-
nected to earth in order to reduce electro-
magnetic emission. Much attention must be
afforded so that the earth connection of the
part to be welded does not increase the risk
of accident to the user or the risk of damage
to other electric equipment.

Connection of the welding wire

and adjustment of gas flow
Before connecting the welding wire, it is
necessary to check the wire feed rolls if they
correspond to the profile of roll groove.
When using the steel welding wire, it is nec-
essary to use the roll with V-shaped roll
groove. A list of rolls can be found in Chap-
ter 24 ,,Spare parts of wire feeders and List
of rolls.*

CHANGING OF WIRE FEED ROLL

rolls are two-grooved. These grooves are

designed for two different diameter of the

wire (e.g. 0.8 and 1.00 mm).

o lift the holding-down mechanism

e screw out the locking plastic screw and
take out the roll

o if there is a suitable groove on the roll,
turn the roll and put it back on the shaft
and secure it with a plastic locking
screw

CONNECTION OF WELDING WIRE

o take off the side cover of wire container

e put on the wire spool onto the holder
into the container (pic.2)

e In case of using wire coil 5kg, apply
spacer plastic rings, see picture 3A. If
you use wire coil 15kg, use plastic adap-
tors according to picture 3B. Tighten a
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castle nut so that wire coil could turn
but it would be hampered. You must
always secure the castle nut with a cot-
ter pin

Pic. 3B

Pic. 3C

If you use machines supplied with a
plastic holder of wire coil, apply a tight-
ening screw under the plastic nut to ad-
just brake, see picture 3C

cut off the end of the wire fastened to
the edge of the roller and lead it into the
inlet guide (pic. 2 pos. 13), then through
the roll of feed into the draw-in tube
(pic. 2 pos. 14) 10 cm at least

check if the wire leads through the right
feed groove

tilt the holding-down roll down and re-
turn the holding-down mechanism into
the vertical level

adjust the nut pressure of thrust to se-
cure the wire feed without problems and
deformation by too much thrust
dismount the gas tip of welding torch
unscrew the flow drawing tip

connect the socket plug into the network
turn on the main switch (pic. 1 pos. 1)
into position 1

press the button of the torch. The weld-
ing fire is lead into the torch. The speed
of the leading-in must be adjusted with

Program No.3 KIT-400-0.8-CO2
B

- A|A|A|A|A|A|A|A|A|A|B]|B]|B B|B|B|B|B|B
o 123|456 |7 [8 9101 |[2|3]|4]|5][6|7]|8]29]l0
& mmin| - | - | - | - | - |38 4 | 41|42 |43 |43 |44 |46 |48 | 5 [53[58|66]|74] 8
S Sl - - -] - o808 1 [1,5]|1,5] 2 (25(25|3 | 4|4|5]|5]6]6
Orienta¢ni doporucené hodnoty ostatnich parametrii
Reference advisory values of other parameters
Tlumivka Sl -l v e v e
Vylet -l -1l -1-1-1]orfo1forfor]o1]{02[03]03][03[03[03[03]|03][03]|03
]- & - - 10,35 10,35 [0,35 /0,35 10,35 0,35 [0,35 ]0,35 {0,35 0,35 0,35 |0,35 ]0,35 |0,35 0,35
- c|lc|c A|lc|c|lc|c|c|D|D|D|D|D|D|D|D|D|D
= 123|456 |7 [8|9]1w0]1|[2|3]|4]|5][6|7]|8]29]l0
8 m/min| 86| 9 | 96| 10 10,5 [IL1 |17 [12,5 [13,6 [146 [159 [17 [186 |20 | - | - | - | - | - | -
S 71889 |1w0]|1w0f12|14]14]16|18|18|20([20]| - |-|-1|-1]-]-
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka | 0 1 U I O 6 O I O I O A O O R R S R R
Vylet 03]03[03[03]03][03[03[03]03[03[03]03][03[03| - | -] -1-1]-1-+-
[© 0,35]0,35/0,35] 0,35]0,35 (0,35 0,35 [0,35 (0,35 02 ] 0202 ]02]02] - | - | - | -] - |-~

Program No.4 KIT-400-0.8-MIX

o] A|lA|A|A|A|A|[A|A|A|A[B|B|B|[B|B|B|B|B|B]|[B
e 1| 23| 4|56 7|8 |o9ofmw|l1|2][3]4]5]|6|7]8]9]10
8 mimin| 3 [33 (36|38 4 [42]|46] 5 |54(56] 6 |63]67|72]76]81]86]94]99 106
“ZZh Jos|oslos]os| 1 [12f1s]1s] 222 25]25]3 ]3] 3 [35][35]4]a4
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka Ll oo oo oo oo e o e e
Vylet 00 o] o1]|o1]02[02[02]02][02[02][02]02][02[02]|02]02]02]02]04
B o5 Jos Jo.us Jo.1s Jo.15 Jo.15 o5 Jo.15 Jo.15 o5 Jo.1s o5 Jo.15 Jo.1s Jo.ts o.1s Jo.is fo.1s [o.s foas
-] cfc|c|lc|Aa|jc|c|lc|c|Cc|D|D|D|D|D|D|D|D|D]|D
o 1| 2|34 |56 |7 |8|9]1w0]1]|2[3]|4]5|6]7]|8]9]10
8 mmin|i1 | 12 127|134 [143 [152 16,1 [ 17 [182] 19 19520 [ - | - | - [ - | - | -] -]-
PZh Jas| s |le |7 s lolwo|nlmlwe|w|[s]-|-1-1-1-1-1-1]-
Orientacni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka HREERERERE RN RN RN R R e e
Vylet 0404 ]04[04][04|04[04]04]04[04]04]04]| - | - | -] -1 -1-1-1-+
0,15 10,15 10,15 10,15 [0,15 [0,15 0,15 |0,15 [0,15 Jo,15 [0,05 Jo,15 | - | - | - [ - | - | - [ - |-
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Doporucené nastaveni svarovacich parametru
Recommended adjustment of welding parameters

PROCESSOR KIT 400WS
o |A|lajAajlalajla|Aa|Aa|A|A|B|B|B|B|B|B|B|B|B|B
Sl r 23| 4|s|e| 78|90t |23 4|56 7]8]09]10
£ m/min
=Ry e
Orienta¢ni doporucené hodnoty ostatnich parametrii
Reference advisory values of other parameters
Tlumivka
Vylet
j-E]
S lcejc]c AlCc |cCc]|cC C|D|(D|(D|(D|D|D|D|D|D|[D
Sl r |2 s as|e| 78|91t |23 [4]5][6]7]8]09]10
8 m/min
Orienta¢ni doporucené hodnoty ostatnich parametrii
Reference advisory values of other parameters
Tlumivka - B B - B B -
| Vylet
-

Program No.2 KIT-400-0.6-MIX

o |A|lA|lAajalAafAa|A|lA|lA|A|B|B|B|B|B|B|B|B|B|B
Sl |2 3456|7890l |2|3]4|5[6]|7|[8]09]10
8 m/min
A -
Orienta¢ni doporucené hodnoty ostatnich parametria
Reference advisory values of other parameters
Tlumivka
Vylet
- =
s |cljcjclc|lAajc|c|c|c|c|D|D|D|D|D|D|D|D|D]|D
< 1|23 4as|e| 78|91t |2]3]4]|5]6]|7]|8]09]10
8 m/min
2 e
Orientacni doporucené hodnoty ostatnich parametri
Reference advisory values of other parameters
Tlumivka
Vylet

~40 -

o the potentiometer with the speed of the
wire feed (pic.1 pos. 3)

e after the run of wire from the torch,
screw the flow drawing tie and gas tube

e before welding use separating spray in
the space of gas tube and flow drawing
tie. In that way you prevent adherence
of metal spatter and prolong the life of
gas tube

During wire threading don't A

aim the torch against eyes! Be

careful when manipulating the wire feed

because of possible injury of a hand with
sheaves.

Warning!

CHANGES WHEN USING ALLUMIN-
IUM WIRE

For welding with aluminium wire it is nec-
essary to use a special roll with ,,U* profile
(chapter spare parts of wire feed and list of
sheaves on pg 14). In order to avoid prob-
lems with ,,ruffle” of wire, it is necessary to
use wire in diameter min. 1.0 mm from al-
loys AIMg3 or AIMgS. Wires from alloys
A199.5 or AlSi$5 are too soft and can easily
cause problems with feed. For welding of
aluminium it is necessary to equip the torch
with teflone bovden and special flow draw-
ing tie. As shielding atmosphere it is neces-
sary to use pure Argon.

ADJUSTMENT OF GAS FLOW

Electric arc and welding pool must be per-
fectly protected by gas. Too little amount of
gas cannot create necessary shielding at-
mosphere and on the contrary, too big
amount of gas entrains air into electric arc,
which makes the weld imperfectly pro-
tected.

Proceed as follows:

e fix the gas tube with the filter on the
inlet of the gas valve on the back side of
the machine (pic. 8 pos. 1)

e if you use gas carbon dioxide, it is suit-
able to plug in gas heating (during the
flow less than 6 litres/min. the heating is
not necessary)
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e plug in the cable of heating into the
socket (pic. 1 pos. 9) on the machine
and into the connector at cylinder pres-
sure regulator, polarity is not important

e unplug the holding-down mechanism of
wire feed and press the button of the
torch

Adjustment of welding pa-

rameters

FUNCTION FACTORY CONFIGURA-
TION

Function Factory configuration allows set-
ting original parameters of the machines
from the manufactory centre. It serves fast
initial setting. It is carried out when the ma-
chine is switched off — we press and hold
the button SET and we shall start the ma-
chine using the main switch. Initial — so
called factory configuration is set automati-
cally for all values — speed of wire feed,
pre-blow, after-blow, softstart, burn out,
spot, pulse.

PRINCIPLE OF MIG/MAG WELDING
Welding wire is lead from the roller into
the flow drawing tie with the use of the
feed. Arc joins thawing wire electrode with
welding material. Welding wire functions as
a carrier of the arc and as the source of addi-
tional material at the same time. Protective
gas flows from the spacer which protects arc
and the whole weld against the effects of
surrounding atmosphere (pic. 3).

ADJUSTMENT OF WELDING PARA-
METERS OF VOLTAGE AND SPEED
WIRE

Adjustment of main welding parameters of
welding voltage and speed of wire shift is
carried out with a potenciometer of wire
speed (picture A position 1) and a voltage
switch (picture 1 position 1). You shall al-
ways allocate speed of wire shift to adjusted
voltage (switch position 1-20). Adjusted pa-
rameters depend on used protective gas,
wire diameter, applied wire type, size and
position of a weld etc. Reference setting of



wire speed and switch positions can be
found in page 43 - 48.

For instance:

Welding machine KIT 255, used protective
gas MIX (82% Argon and 18% CO,) and
used wire diameter 0,8mm can be found in a
chart (program No). Adjusted values will be
then — Switch position Al and adjusted
speed of wire shift will be 2 m/min.

MACHINES PROCESSOR
Setting speed of wire shift

Press button SET until you switch on LED
diode marked in the picture.

SET

Use the potenciometer to set up required
value of shift speed within range 0,5-
20m/min.

NOTE 1: Speed of wire shift can also be
adjusted and changed during welding. Ei-
ther a potenciometer or a remote control
UP/DOWN can be used. During welding
(turning the potenciometer).

NOTE 2: Bottom display shows speed of
wire shift only if red LED diode is on SET-
TING and LED diode m/min.

ADJUSTMENT OF OTHER WELDING

PARAMETERS

Controlling electronics of machines Proces-

sor and Synergic enables adjustment of the

following welding parameters:

e Time duration of gas fore-blow 0-5 sec.
(time of protective gas fore-blow before
the beginning of welding process).
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e Time of start of wire shift speed (func-
tion SOFTSTART) 0-5 sec. (time of
start from minimum shift speed up to
value of adjusted welding wire speed).

e Speed of wire shift m/min (speed of
wire shift during welding).

e Time of switching off interval of weld-
ing voltage on arc opposite wire shift:
,,burning out* of wire towards the torch
top.

e Time of gas afterblow after finishing
welding process 0-5 sec.

Setting gas fore-blow
Press button SET until you switch on LED
diode marked in the picture.

SET

Use the potenciometer to set up required
value of gas fore-blow time within range
0-5 sec.

ADJUSTMENT OF THE START OF
WIRE SPEED - THE FUNCTION
SOFT-START

Adjustment of the function SOFT-START

which secures an error-free start of the wel-

ding process SOFT-START enables ad-
justment of the following parameters:

e The start time of welding wire speed
from minimum speed up to ajdusted
welding speed.

e Approaching wire speed before weld-
ing arc ignition.

Both the functions work in a different way.

For a softer start approaching wire speed is

recommended — the second option.

Adjustment — The start time of welding
wire speed

Grafické symboly na vyrobnim Stitku
Graphic symbols on the production plate

—\ = x
| 18-38V TR
cos, ¢

\ U, b I1
— 3 x 400V

12

e

Kl'.'lht'reiber, S..0.

674 01 Trebic

Prazska 343/20 ( 6

= 7
SVAR.POLOAUTOMAT
MIG, MAG

VYL.C.:

—\\ Typ: KIT 456

3 ~ CO{BILX2

EN 60974 -1

10A/14,5V - 350A/31,5V

35% | 60% 100% 1

350A | 310A | 260A

31,5V | 295V | 27V /

0,618 '

19,5A 16A | 123A

IR ANRRRNE

9
i, izolF 50 Hz s |13,5KVA[ 11KVA | 8,5KVA/
Chlazeni AF IP 21 [

Jméno a adresa vyrobce

Typ stroje

Ttifazovy usmérnény zdroj

Zdroj s plochou charakteristikou
Stroj pro svafovani v ochranné atmo-
sfete MIG/MAG

Rozsah svatovaciho napéti

Pocet fazi

Jmenovité napajeci napéti a frekven-
@

Ttida izolace

Kryti

Chlazeni ventilatorem

Svarovaci poloautomat MIG/MAG
Vyrobni ¢islo

Normy

Svarovaci napéti pfi zatizeni vyzna-
¢enym proudem

Doba zatizeni

Jmenovity svafovaci proud
Jmenovité napéti

Utinik

Vstupni proud

Instalovany vykon

Description
Name and address
Type of machine
Three phase input
MIG/MAG characteristic of welding
MIG/MAG power source

Voltage
Number of phase
Input voltage and frequency

Insulation class

Protection degree

Cooling system with ventilator
Welding machine MIG/MAG
Serial number

Norms

Welding voltage/current

Duty cycle

Duty cycle/current
Duty cycle/voltage
Eficience

Main current
Power instaled
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Pouzité grafické symboly
Key to graphic symbols

Press the button SET until the LED diode
(indicator light) is on, marked in the picture.

SET

o 1| 8| L
1 m/min = - +
1 2 3 4 5 6
8 9 10
09 | 90 |f_/ E
15 16 17

Hlavni vypina¢

Rychlost posuvu dratu
Uzemnéni

Kontrolka tepelné ochrany
Nebezpeci, vysoké napéti
Minus pol na svorce

Plus pdl na svorce
Ochrana zeménim
Svafovaci napéti
Svarovaci proud

Prepinac napéti

Sila svafovaného materialu
Bodové svarovani

Pulsové svafovani

Plynulé svafovani
Svafovani ve Ctyitaktnim rezimu
Predfuk plynu

Dofuk plynu

Dohoteni dratu

Soft start

Pozor, todici se soukoli

Description
Main switch

Wire speed

Ground

Thermo control

High voltage

Minus polarity

Plus polarity

Ground protection
Welding voltage
Welding current
Welding current switch
Material thickness
Spoting welding

Puls mode

Continue welding

Four cycle welding
Gas fore-blow

Gas afterblow

Burning out of wire
Soft start

Attention, revolving gearing
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Adjust the required value of the start time of
the wire speed shift with a potenciometer
within the range of 0-5 sec.

Adjustment of the approaching wire spe-
ed shift

!Attention! Before adjusting the ap-
@_g proaching speed of the wire, switch
off the start time of the wire speed
shift — set the value "0".
Adjustment of the approaching speed —
,.the wire outlet” is possible only when
the function of the start time of wire
speed is switched off — it means you
have to set the value ,,O“ according
to the description in the previous
chapter.

&

Press the button SET until the LED diode
(indicator light) is on, marked in the pic-
ture.

SET

Adjust the required value of the approach-
ing speed of the wire shift with a poten-
ciometer within the range of 0,5 up up to
1,5 m/min.
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Adjustment of wire burning out
Press button SET until you switch on LED
diode marked in the picture.

SET

Use the potenciometer to set up required
value of wire burning out within range 0-0,9
sec.

Setting of gas afterblow
Press button SET until you switch on LED
diode marked in the picture.

SET

Use the potenciometer to set up required
value of gas afterblow time 0-5 sec.

NOTE 1: Adjusted values will be stored
automatically in memory after pressing
torch button for a period of about 1 sec.

NOTE 2: Set values cannot be changed dur-
ing welding.

FUNCTION FACTORY CONFIGURA-
TION

Function factory configuration is used for
initial setting of all parameters for control-
ling electronics. After you have used this
function, all values will be adjusted auto-
matically on values pre-set by producer like



with a new machines. In other words, you
restart controlling electronics.

Switch the main switch off. Press and hold
button SET.

OFF SET ON

Switch the main switch on. Release button
SET. Display shows values of initial ad-
justment.

ADJUSTMENT OF WELDING MODE
Controlling electronics of machines Proces-
sor and Synergic enables welding in the fol-
lowing modes:

e  Smooth two-cycle and four-cycle

mode
e  Spotting and pulse in two-cycle
e  Spotting and pulse in four-cycle

Setting up two-cycle welding mode

Mode two-cycle is set up when the machine
is switched off and there is no LED diode
on such as in the picture

Setting two-cycle SPOTTING
Press button until you switch on LED diode
SPOTTING in the picture

Mode two-cycle spotting is adjusted.

Setting two-cycle PULSE
Press button until you switch on LED diode
PULSE in the picture

Mode two-cycle pulse is adjusted.
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Setting SPOTTING time
Press button SET until you switch on LED
diode marked in the picture.

SET

Use the potenciometer to set required value
of spot time 0,1-5 sec.

Setting PULSE time
Press button SET until you switch on LED

diode marked in the picture.

SET

Use the potenciometer to set up required
value of interval time between particular
0,1-5 sec

Setting four-cycle welding mode
Press button FNC until you switch on LED
diode in the picture.

Mode four-cycle is adjusted.

Setting four-cycle SPOTTING

Press button FNC until you switch on two
LEDs four-cycle and SPOTTING in the pic-
ture.

tting is adjusted.

2. Check that the power cable is perfectly
connected to the plug and the supply
switch

3. Check that the power fuses are not
burned out or loose

4. Check whether the following are defec-
tive:

e The switch that supplies the machine
o The plug socket in the wall
e The generator switch

NOTE: Given the required technical skills
necessary for the repair of the generator, in
case of breakdown we advise you to contact
skilled personnel or our technical service
department.

Procedure for welder assembly

and disassembly
Proceed as follows:
e Unscrew the 11 screws holding the left
side panel
Proceed the other way round to re-assemble
the welder.

Ordering spare parts

For easy ordering of spare parts include the

following:

1.The order number of the part

2.The name of the part

3.The type of the machine or welding torch

4.Supply voltage and frequency from the
rating plate

Serial number of the machine

Example: 2 pcs. code 331028 ventilator, for

machine KIT 400, 3x400V 50/60Hz, serial

number ...
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the air jet directly onto the electrical
components, in order to avoid damaging
them.

e Make periodical inspections in order to
individuate worn cables or loose con-
nections that are the cause of overheat-
ing.

e Periodical revision inspection of the
machines has to be done once in a half
of year by an authorised staff in accord
with CSN 331500, 1990 and CSN
056030, 1993.

WIRE FEED

Great attention has to be paid to the feeding
mechanism, especially to the sheaves and
the space around them. During the wire
feeding, copper coating peels off and small
fillings fall off, which are either brought
into the spring or pollute the inner space of
feeding mechanism. Regularly remove and
store up dirt and dust from the inner part of
wire store and feeding mechanism.

Great attention has to be paid to the feeding
mechanism, especially to the sheaves and
the space around them. During the wire
feeding, copper coating peels off and small
fillings fall off, which are either brought
into the spring or pollute the inner space of
feeding mechanism. Regularly remove and
store up dirt and dust from the inner part of
wire store and feeding mechanism.

WELDING TORCH

The welding torch has to be regularly main-
tained and worn-out parts have to be ex-
changed on time. The most stressed parts
are the flow drawing die, the gas tube, the
pipe of the torch, the spring for leading the
wire, the coaxial cable and the button of the
torch.

The flow drawing die lead welding current
into wire and at the same time wire is di-
rected to the point of welding. It has service
life from 3 to 20 welding hours (according
to the producer), which depends on the
quality of material of drawing die (Cu or
CuCr), the quality and surface finish of
wire, welding parameters and service. The
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exchange of drawing die is recommended
after the worning-out of drawing die hole to
1.5 multiple of wire diameter. After each in-
stalling and exchange it is recommended to
spray the drawing die and its thread with
separating spray.

The gas tube leads gas which protects arc
and molten pool. Spatter of metal clogs the
tube and it is necessary to clean it regularly
to secure good and uniform flow of gas and
to avoid short-circuit between the drawing
die and the tube. A short-circuit can make
damage to the rectifier! The speed of clog-
ging the tube depends particularly on good
adjustment of welding process.

Spatter of metal is easily removed after
spraying the gas tube with separating spray.
After these precautions, spatter falls out par-
tially, though it is necessary to remove it
every 10 — 20 minutes from the space be-
tween the tube and drawing die with non-
metallic rod by mild pounding. According
to the current and rate of work you need to
take off the gas tube twice of 5 times during
the shift and to clear it thoroughly, includ-
ing channels of the spacer, which serve as
gas inlet. You are not allowed to pound with
the gas tube since its insulating compound
can be damaged.

The spacer is also exposed to the effects of
the spatter and heat stress. Its service life is
30 — 120 welding hours (according to the
producer).

Time intervals of changing the springs de-
pend on the wire purity and maintanance of
the feeding mechanism and adjustment of
the trust of feed sheaves. Once a week it has
to be cleaned with trichloroethylene and
blown through with compressive air. In the
case of high working-out or its clogging the
spring has to be exchanged.

The pointing out of any diffi-

culties and their elimination

The supply line is attributed with the cause
of the most common difficulties. In the case
of breakdown, proceed as follows:

1. Check the value of the supply voltage

Setting four-time PULSE mode
Press button FNC until you switch on two
LEDs four-cycle and PULSE in the picture.

Mode four-cycle pulse is adjusted.

FUNCTION MEM (ONLY WITH MA-
CHINES PROCESSOR)

Function enables back recall and display of
last stored parameters for a period of about
7 sec.

Press button MEM MEM

Display will show last measured values of
welding voltage and current for 7 sec. Val-
ues can be recalled repeatedly.

FUNCTION LOGIC - ONLY WITH
MACHINES PROCESSOR

Function LOGIC includes a file of simplify-
ing and clarifying points which present ad-
justed and currently set values.

If two displays show a few different pa-
rameters, it is necessary to simplify presen-
tation of parameters. Function LOGIC oper-
ates just in this way — it makes everything
clear and distinct:

e Upper display switches on during weld-
ing process only when electronics
makes meausurements and shows weld-
ing current A (in case there is no mode
SYNERGIC on with machines Syner-
gic.

In case there is mode SYNERGIC on
with machines Synergic, display is lit up
constantly and only shown values
change). After about 7 sec. display
switches off automatically again. Thus
electronics increases orientation while
reading parameters during adjustment.

e Upper display shows only welding cur-
rent. When function SYNERGIC is on
(only with machines Synergic), upper
display shows thickness of material.
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e Bottom display shows welding voltage
while welding and other values — time,
speed etc. during adjustment.

e LED diode SETTING will switch off
during welding process only when a
digital voltampermeter is used.

e LED diode SETTING is on during
welding only when operating staff is ad-
justing and changing speed of wire shift
with a poteciometer or a remote control
UP/DOWN. As soon as operating staff
stops adjustment of a parameter, LED
diode SETTING will be switched off
automatically within 3 sec. and display
shows value of welding voltage.

Recommended adjustment of welding pa-
rameters see charts on pages 43 - 48.

PRINCIPLE OF MIG/MAG WELDING

Welding wire is lead from the roller into the
flow drawing tie with the use of the feed.
Arc joins thawing wire electrode with weld-
ing material. Welding wire functions as a
carrier of the arc and as the source of addi-
tional material at the same time. Protective
gas flows from the spacer which protects arc
and the whole weld against the effects of
surrounding atmosphere (pic. 4).

wire feeder rolls

gas opening welding wire

tip holder gas nosle

welding tip protection gas

/ welding
T piece

welding arc

Welding work cycles

Welding machines KIT work in four work-
ing cycles:

e continuous two-cycle time

e continuous four-cycle time

e spot welding two-cycle time

e pulse welding two-cycle time
Adjustment of the machines for these work
cycles is done through two switches with



potentiometers (pic.1 pos. 6 and 7). On the
control panel there are shown their func-
tions in schemes.

TWO-STROKE CYCLE

During this function both potentiometers are
always switched off. Welding process is
started by only the pressing the switch of
the torch. The switch must always be held
during the welding process and it can be in-
terrupted releasing the switch of the torch.

Pre-gas Welding proces Post-gas

EN 2]

1. Push and hold the switch of torch
2. Release the switch of torch

IEnd of the welding process|

Start of the welding
process

FOUR-WORK CYCLE

It is used to weld long, when the welder
does not have to hold the switch of the torch
all the time. The function is started pressing
the switch (pic. 1 pos. 7) from the position 0
into any of 1 — 10.You will start the welding
process in such a way. After releasing of the
switch, the welding process still goes on.
Only after a further pressing and releasing
of the switch of the torch, the welding proc-
ess is interrupted.

| Pre-gas | | Welding process | | Post-gas |

| End of the welding proc

1-2 Start of the welding process | 3-4 |

1-2. Push and hold the switch of torch
3-4. Release the switch of torch

SPOT WELDING
It is used for welding by individual short
spots, whose length can be continuously ad-
justed by turning of the left potentiometer
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(pic. 1, pos. 6) for required value on the
scale (toward the right direction, the interval
is prolonged). By pressing the switch on the
torch, the time circuit is started, which starts
the welding process and after the set time it
turns off. After further pressing the button,
the whole process is repeated. For turning
off the spot welding it is necessary to switch
off the potentiometer into position 0. The
right potentiometer is off during the whole
time of spot welding.

| Welding in adjusted time | |Post—gas|
] }

s

| End of the welding process

| 1 | Start of the weldingprocessl 2 |

1. Push and hold the switch of torch
2. Release the switch of torch

PULSE WELDING

It is used for welding by short spots. Length
of these spots and pauses can be continu-
ously adjusted. It is set up turning the left
potentiometer, which is for the lenght of
spot (pic. 1, pos. 6) and the right potenti-
ometer, which is for the lenght of pauses
(pic. 1, pos. 7) from the position 0 into re-
quired value on the scale (towards the right
direction, the pause is prolonged). By press-
ing the switch of the torch, time circuit is
started, which starts the welding process and
after certain time turns it off. After set
pause, the whole activity is repeated. To in-
terrupt the function, it is necessary to real-
ease the switch on the welding torch. To
turn off the function, it is necessary to
switch both potentiometers into position 0.

|Pre-gas| | Welding | | Pause | |Post—gas|

}

A A

| End of the welding process

1 | Start of the welding process | 7‘

1. Push and hold the switch of torch
2. Release the switch of torch

ADJUSTMENT OF THE TIME OF
PREGAS AND POSTGAS

To secure lighting-up of the electric arc dur-
ing the welding start in protective gas and to
prevent oxidation of the end crater after fin-
ishing the welding, it is necessary to adjust
suitably the time of preblow or afterblow of
gas. Regulation is carried out by potenti-
ometers on front panel of the machine next
EURO connector (picture 4). The lenght of
the preblow and afterblow is adjusted in the
interval 0-5 seconds.

ADJUSTMENT OF BURN BACK TIME
The time of final wire burning prevents
thanks to the right adjustment of sticking
welding wire to the melt or contact tip. The
lenght of combustion can be adjusted in the
interval of 0-1 second. The adjustment of
this function influences the size of the ,,ball*
at the end of welding wire and so the quality
of further lighting-up the arc. It is required
to adjust parameters of combustion so that
the ball at the end of wire was as small as
possible. Parameters differ according to dif-
ferent welding materials.

ADJUSTMENT OF SOFT START

This function enables when suitably ad-
justed lighting-up of the arch without any
problems and no unnecessary spatter and
~movement® of the welding torch. Welding
wire is after pressing the button of the weld-
ing torch shifted at a small approaching
speed adjusted by potentiometer SOFT
START (picture 4). At the time of the con-
tact of welding wire and material, arc is
lighted-up and there is an automatic switch-
ing to the shift value adjusted with the po-
tentiometer on panel inside of the wire
feeder (picture 1, position 5) — so called
SOFT START.
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Picture 4 F X
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PRE-GAS
_+

POST-GAS

=

BURN BACK

F

-+
SOFT-START

Prior to welding

IMPORTANT: before switching on the

welder, check once again that the voltage

and frequency of the power network corre-
spond to the rating plate.

1. Adjust the welding voltage using the
switch (pos. 2,4 pict. 1) and welding
current/wire speed using the panel po-
tentiometer (pos. 5 pict. 1).

2. Adjust the PROCESS switch (pos.6 and
7 pict. 1) to the most suitable position
according to the type of welding to be
carried out.

3. Turn on the welder by selecting pos. 1
on the supply switch (pos. 1 pict. 1).

Maintenance

Warning: Before carrying out any inspec-
tion of the inside of the generator, dis-
connect the system from the supply.
SPARE PARTS

Original spare parts have been specially de-
signed for our equipment. The use of non-
original spare parts may cause variations in
performance or reduce the foreseen level of
safety.

We decline all responsibility for the use of
non-original spare parts.

THE GENERATOR

As these systems are completely static, pro-

ceed as follows:

e Periodic removal of accumulated dirt
and dust from the inside of the genera-
tor, using compressed air. Do not aim



