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Uvod

Vézeny zakazniku, de¢kujeme Vam za
divéru a zakoupeni naseho vyrobku.
Pred uvedenim do provozu si prosim
dikladné ptectéte vSechny pokyny uve-
dené v tomto navodu. Pro nejoptimalnéj-
§i a dlouhodobé pouziti musite piisné
dodrzovat instrukce pro pouziti a Gdrzbu
zde uvedené. Ve Vasem zajmu Vam
doporucujeme, abyste udrzbu a ptipadné
opravy svefili nasi servisni organizaci,
nebot’ ma dostupné ptislusné vybaveni a
specialné vyskoleny personal. Veskeré
nase stroje a zafizeni jsou predmétem
dlouhodobého vyvoje. Proto si vyhrazu-
jeme pravo upravit jejich vyrobu a vyba-
veni.

Popis

KIT 2 a 3 jsou snimatelné podavacde
uréené pro stroje ke svarfovani metodami
MIG (Metal Inert Gas) a MAG (Metal
Active Gas). Zdroje svafovaciho proudu
se strmou charakteristikou. Jedna se o
svafovani v ochranné atmosféte aktiv-
nich a neteénych plynt, kdy pfidavny
material je v podobé ,nekone¢ného*
dratu podavan do svarové 1azné posuvem
dratu. Tyto metody jsou velice produk-
tivni, zvlast¢ vhodné pro spoje kon-
strukénich oceli, nizkolegovanych oceli,
hliniku a jeho slitin. Snimatelné podava-
¢e maji zasobnik dratu a posuv dratu
vjedné kompaktni plechové skiini
sdvéma pevnymi a dvéma otoénymi
koly. Snimatelny podava¢ KIT 3 ma
navic zabudované vodni chlazeni svafo-
vaciho hofdku. Vodni chlazeni je kon-
struovano jako uzavieny vodni okruh
opatfeny cCerpadlem, chladi¢em, nadrz-
kou a tlakovym spinacem. Vstup a vy-
stup chladici kapaliny je opatien rychlo-
spojkami. Chladici jednotka svarovaciho
hotdk K315W je konstruovana jako
uzavieny vodni okruh opatfeny Cerpa-
dlem, chladi¢em, nadrzkou a tlakovym
spinaCem. Vstup a  vystup chladici
kapaliny je opatfen rychlospojkami
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Poznamky:
Note:
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Technicka data KIT 2
Vstupni napéti 50 Hz 24V
Rozsah svareciho proudu 5-700A
Primér dratu 0,6-2,4
Chladici vykon -

Maximalni tlak -
Pritok chladici kapaliny -

Hmotnost civky 18 kg
Jisténi 10A
Rychlost podavani dratu 1-20 m/min
Kryti

Rozméry D-S-V 666x350x460
Hmotnost 19 kg

KIT 3 K315W
48V 230V
5-700A -
0,6-2,4 -
850W 850W
0,4MPa 0,4MPa
81/min 81/min
18 kg -
6,3A 6,3A
1-20 m/min -
IP 21
665x445x556 449x334x224
34 kg 18 kg

s moznosti pfipojit k vodou chlazenym
svafovacim hotakim MIG/MAG a TIG.
KIT 2, 3 a K315W jsou v souladu nélezi-
tymi normami a nafizenimi Evropské
Unie a Ceské republiky.

Technicka data

Obecna technicka data stroju jsou shrnu-
ta v tabulce 1. na strané 4.

Bezpecnostni pokyny A
Svarovaci stroje KIT 2, 3
a vodni chlazeni K315W musi byt
pouzivany vyhradné pro svaieni a ne
pro jiné neodpovidajici pouziti. Ni-
kdy nepouzivejte svarovaci stroj s
odstranénymi  kryty. Odstranénim
kryt se snizuje G€innost chlazeni a
mize dojit k poSkozeni stroje. Doda-
vatel v tomto piipadé nepiejima
odpovédnost za vzniklou Skodu a
nelze z tohoto divodu také uplatnit
narok na zarucni opravu. Jejich ob-
sluha je povolena pouze vyskolenym
a zkuSenym osobam. Operator musi
dodrzovat normy CSN EN 60974-1,
CSN 050601, 1993, CSN 050630,
1993 a veskera bezpe€nostni ustano-
veni tak, aby byla zajisténa jeho
bezpecnost a bezpe€nost teti strany.

NEBEZPECi, PRI SVARENI A BEZ-
PECNOSTNI POKYNY PRO OB-
SLUHU JSOU UVEDENY:

CSN 05 06 01/1993 Bezpeénostni usta-
noveni pro obloukové svareni kovi. CSN
05 06 30/1993 Bezpecnostni piedpisy
pro svafeni a plasmové fezéani.

SvéafeCka musi prochazet periodickymi
kontrolami podle CSN 33 1500/1990.
Pokyny pro provadéni této revize, viz.
Paragraf 3 vyhlaska CUPB ¢.48/1982 sb.,
CSN 33 1500:1990 a CSN 050630:1993
¢l. 7.3.

DODRZUJTE VSEOBECNE PROTI-
POZARNI PREDPISY!

DODRZUJTE VSEOBECNE PROTI-
POZARNI PREDPISY pii soutasném
respektovani  mistnich  specifickych
podminek.

Svarovani je specifikovano vzdy jako
¢innost s rizikem pozaru. Svafovani v
mistech s hoflavymi nebo s vybusnymi
materidly je pFisné zakdzano..Na sva-
fovacim stanovisti musi byt vzdy hasici
pfistroje. Pozor! Jiskry mohou zpisobit
zapaleni mnoho hodin po ukonceni sva-
fovani piedev§im na nepfistupnych
mistech.Po ukonceni svafovani nechte
stroj minimalné¢ deset minut dochladit.
Pokud nedojde k dochlazeni stroje, do-
chazi uvniti k velkému nartistu teploty,
ktera mtize poskodit vykonové prvky.



BEZPECNOST PRACE PRI SVA-
ROVANI KOVU OBSAHUJICICH
OLOVO, KADMIUM, ZINEK, RTUT
A BERYLIUM

Ucinte zvlastni opatfeni, pokud svafujete
kovy, které obsahuji tyto kovy:

PREVENCE PRED URA-

ZEM EL. PROUDEM A
Neprovadéjte

U nadrzi na plyn, oleje, pohonné
hmoty atd. (i prazdnych) neprovadé;j-
te svafeCské prace, nebot’ hrozi ne-
bezpedi vybuchu. Svireni je moZné
provadét pouze podle zvlastnich
predpisa !!!

V prostorich s nebezpecim vy-
buchu plati zvlastni pi‘edpisy.

Pied kazdym ziasahem v elektrické
¢asti, sejmuti krytu nebo ¢iSténim
je nutné odpojit zaFizeni ze sité.

opravy stroje v provozu
a je-li zapojen do el. sité.
Pied jakoukoli udrzbou nebo opra-
vou vypnéte stroj z el. sité.

Ujistéte se, ze je stroj spravné
uzemnén.

Svatovaci stroj KIT musi byt obslu-
hovan a provozovan kvalifikova-
nym personalem.

VSechna piipojeni musi souhlasit
s platnymi regulemi a normami
CSN 332000-5-54, CSN EN 60974-
1 a zakony zabranujicimi uraztim.
Nesvarujte ve vlhku, vlhkém pro-
stiedi, nebo za desté.

Nesvatujte s opottebovanymi nebo
poskozenymi svarovacimi kabely.
Vzdy kontrolujte svafovaci horak,
svafovaci a napajeci kabely a ujisté-
te se, Ze jejich izolace neni posko-
zena, nebo nejsou vodice volné ve
spojich.

Nesvatujte se svafovacim hotfdkem
a se svafovacimi a napajecimi kabe-
ly, které maji nedostate¢ny prufez.
Zastavte svafovani, jestlize jsou
hotédk, nebo kabely piehfaté, aby se

ZPLODINY A PLYNY PRI &
SVAROVANI -

BEZPECNOSTNI POKYNY

zabranilo rychlému opotiebovani
izolace.

Nikdy se nedotykejte nabitych ¢asti
el. obvodu. Po pouziti opatrné od-
pojte svafovaci hotédk od stroje a za-
branite  kontaktu s uzemnénymi
¢astmi.

Zajistéte Cistou pracovni plochu a
odvétravani od veskerych plynd vy-
tvafenych béhem svafovani, zejmé-
na v uzavienych prostorach.
Umistéte svafovaci soupravu do
dobfe vétranych prostor.

Odstrante veskery lak, necistoty a
mastnoty, které pokryvaji Casti ur-
¢ené ke svafovani tak, aby se zabra-
nilo uvolnovani toxickych plynd.
Pracovni prostory vzdy dobie vé-
trejte. Nesvatujte v mistech, kde je
podezieni z uniku zemniho ¢i jinych
vybusnych plynd, nebo blizko u
spalovacich motorti.

Nepfiblizujte svafovaci zafizeni
k vanam urcenym pro odstranovani
mastnoty a kde se pouzivaji hoflavé
latky a vyskytuji se vypary trichlo-
rethylenu nebo jiného chloru, jez
obsahuje uhlovodiky, pouZzivané ja-
ko rozpoustédla, nebot svafovaci
oblouk a produkované ultrafialové
zéfeni s témito parami reaguji a vy-
tvareji vysoce toxické plyny.

OCHRANA PRED
ZARENIM, POPALENI- @
NAMI A HLUKEM
e  Nikdy nepouzivejte
rozbité nebo defektni ochranné
masky.

Umist'ujte prihledné ¢iré sklo pred
ochranné tmavé sklo za ucelem jeho
ochrany.

Chrarite své o€i specidlni svafovaci
kuklou opatfenou ochrannym tma-

ES PROHLASENI O SHODE

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

674 01 Tiebi¢

DIC: CZ25544390

prohlasujeme na svou vyluénou odpovédnost, ze vyrobky nize uvedené splituji pozadavky
zéakona 168/1997 Sb., v poslednim znéni a zdkona 169/1997 Sb. v poslednim znéni a natize-
ni vlady 17/2003, 18/2003, 24/2003.

Typy:
STANDARD KIT 2 KIT 3 K315W
PROCESSOR KIT 2

Popis elektrického zatizeni:
Svatovaci MIG/MAG stroje

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

Posledni dvoj¢isli roku, v némz bylo na vyrobky oznac¢eni CE umisténo:

02
Misto vydani: 26.7.2007
Datum vydani: Ttebic
Jméno: Martin Keliar
Funkce: jednatel spole¢nosti
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Osvédceni o jakosti a kompletnosti vyrobku

Testing certificate

Vyrobce . .
Producer Kiihtreiber, s.r.o.

4 ' STANDARD PROCESSOR
Nazev a typ vyrobku
Tope KIT 2 KIT 3 K315W

Vyrobni ¢islo stroje:
Serial number PCB:

Vyrobni ¢islo PCB:
Serial number PCB:

Datum vyroby
Date of production

Kontroloval
Inspected by

Razitko OTK
Stamp an signature
OTK

Zaruéni list
Warranty certificate

Datum prodeje
Date of sale

Razitko a podpis
prodejce
Stamp and signature of

seller

Zaznam o provedeném servisnim zakroku

Repair note

Datum pievzeti servisem
Date of take-over

Datum provedeni opravy| Cislo reklama. protokolu Podpis pracovnika
Date of repair Number of repair form | Signature of serviceman

Poznamky:
Note:
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vym sklem (ochranny stupeni DIN 9
—14).

Nedivejte se na svareci oblouk bez
vhodného ochranného $titu nebo
helmy.

Nesvartujte pfed tim, nez se ujistite,
ze vSichni lidé ve vasi blizkosti jsou
vhodné chranéni.
Ihned  odstraiite
ochranné tmavé sklo.
Davejte pozor, aby oc¢i blizkych
osob nebyly poskozeny ultrafialo-
vymi paprsky produkovanymi sva-
fecim obloukem.

Vzdy pouzivejte ochranny odév,
vhodnou pracovni obuv, netfistivé
bryle a rukavice.

Pouzivejte ochranna sluchatka nebo
usni vyplné.

Pouzivejte kozené rukavice, abyste
zabranili spalenindm, a odérkam pfi
manipulaci s materidlem.

nevyhovujici

POZOR, TpéiCI SE
OZUBENE SOUKOLI- _@&
BEZP. POKYNY ]

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

Pfi manipulaci s posuvem nikdy
nepouzivejte ochranné rukavice, hro-
zi zachyceni soukolim.

ZABRANENI POZARU A
EXPLOZE

Odstrarite z pracovniho
prostiedi vSechny hoflaviny.
Nesvatujte v blizkosti  hotlavych
materialt ¢i tekutin, nebo
v prostiedi s vybusnymi plyny.
Nemgéjte na sobé obleceni impreg-
nované olejem a mastnotou, nebot’
by jiskry mohly zpiisobit pozar.
Nesvatujte materialy, které obsaho-
valy hoflavé substance, nebo ty, kte-
ré vytvaii toxické, nebo hoflavé pa-
ry pokud se zahieji.

NEBEZPECI SPOJENE
ELEKTOMAGNE-

TICKYM POLEM

Nesvatujte pred tim, neZ zjistite,
které substance materialy obsahova-
ly. Dokonce nepatrné stopy hofila-
vého plynu nebo tekutiny mohou
zpusobit explozi.

Nikdy nepouzivejte kyslik
k vyfoukavani kontejnert.
Vyvarujte se svafovani v prostorach
a rozsahlych dutindch, kde by se
mohl vyskytovat zemni ¢i jiny vy-
busny plyn.

Mc¢jte blizko Vaseho pracovisté
hasici pfistroj.

Nikdy nepouzivejte kyslik ve svato-
vacim hotaku, ale vzdy jen netecné
plyny a jejich smési, nebo CO,.

Elektromagnetické pole vytvaiené
strojem pfi svafovani mize byt ne-
bezpecné lidem s kardiostimulatory,
pomuckami  pro  neslySici a
s podobnymi zafizenimi. Tito lidé
musi pfiblizeni k zapojenému pfi-
stroji konzultovat se svym lékatfem.
Neptiblizujte ke stroji  hodinky,
nosi¢e magnetickych dat, hodiny
apod., pokud je v provozu. Mohlo
by dojit v disledku pisobeni mag-
netického pole k trvalym poskoze-
nim téchto piistroju.

Svafovaci stroje  jsou ve shodé
s ochrannymi pozadavky stanove-
nymi smérnicemi o elektromagne-
tické kompatibilit¢ (EMC). Zejména
se shoduji s technickymi piedpisy
normy CSN EN 50199 a predpokla-
da se jejich Siroké pouziti ve vSech
primyslovych oblastech, ale neni
pro domaci pouziti! V ptipadé pou-
ziti v jinych prostorach nez primys-
lovych mohou existovat nutna
zvlastni opatieni (viz CSN EN
50199, 1995 ¢€1.9). Jestlize dojde k
elektromagnetickym porucham, je



povinnosti uzivatele nastalou situaci

vyfesit.
SUROVINY A ODPAD o
e Tyto stroje jsou t)

postaveny z mate-
rialt, které neobsahuji
toxické nebo jedovaté latky pro uzi-
vatele.

e Béhem likvidacni faze by mél byt
pristroj rozlozen a jeho jednotlivé
komponenty by mély byt rozdéleny
podle typu materialu, ze kterého by-
ly vyrobeny.

LIKVIDACE POUZITEHO ﬂ
ZARIZENI
e  Pro likvidaci vytazeného —

zafizeni vyuzijte sbérnych mist
urcenych k odbéru pouzitého elek-
trozatizeni. (sidlo firmy Kiihtreiber)

e Pouzité zafizeni nevhazujte do béz-
ného odpadu a pouzijte postup uve-
deny vyse.

MANIPULACE A USKLAD-
NENI STLACENYCH
PLYNU

e Vzdy se vyhnéte kontaktu
mezi kabely pfenasSejicimi svafeci
proud a lahvemi se stlacenym ply-
nem a jejich uskladiiovacimi systé-
my.

e Vzdy uzavirejte ventily na lahvich
se stlacenym plynem, pokud je
zrovna nebudete pouZzivat.

e  Ventily na lahvi inertniho plynu by
mély byt Gplné otevieny, aby mohly
byt v piipad¢ nebezpeci pouzity vy-
pinaci systémy.

e  ZvysSena opatrnost by méla byt pii
pohybu slahvi stlatené¢ho plynu,
aby se zabranilo poskozenim a tra-
zum, jeZ by mohly vést ke zranéni.

Nepokousejte se plnit lahve stlacenym
plynem, vzdy pouzivejte piislusné re-
gulatory tlakové redukce a vhodné ba-
ze s piislusnymi konektory.

e Vpfipadé Ze chcete ziskat dalsi
informace,konzultujte bezpecnostni
pokyny tykajici se pouzivani stlace-
nych plynii dle norem CSN 07 83
05 a CSN 07 85 09.

Instalace

Misto instalace pro systém by mélo byt
peclivé zvazeno, aby byl zajistén bez-
pecny a po vSech strankach vyhovujici-
provoz.Uzivatel je zodpovédny za insta-
laci a pouzivani systému v souladu
s instrukcemi ~ vyrobce  uvedenymi
vtomto navodu. Vyrobce neruéi za
Skody vzniklé neodbornym pouzitim a
obsluhou. Stroje KIT je nutné chranit
pfed vlhkem a de§tém, mechanickym
poskozenim, privanem a piipadnou
ventilaci sousednich stroji, nadmérnym
ptetézovanim a hrubym zachazenim.
Pred instalaci systému by mél uzivatel
zvazit mozné elektromagnetické problé-
my na pracovisti, zejména Vam doporu-
Cujeme, aby jste se vyhnuli instalaci
svafovaci soupravy blizko: signalnich,
kontrolnich a telefonnich kabell, radio-
vych a televiznich pfenaSeci a pfijimaci,
pocitaci, kontrolnich a méficich zatizeni,
bezpecnostnich a ochrannych zafizeni.
Osoby s kardiostimulatory, pomtckami
pro neslysici a podobné musi konzultovat
pfistup k zafizeni v provozu se svym
Iékafem. Pfi instalaci zafizeni musi byt
zivotni prostiedi v souladu s ochrannou
urovni tj.IP 21 (IEC 529). Tento systém
je chlazen prostfednictvim nucené cirku-
lace vzduchu a musi byt proto umistén na
takovém misté, kde vzduch mtze snadno
proudit pfistrojem.

Vybaveni stroji KIT 2 a 3

Stroje KIT 2 a 3 jsou standardné vybave-

ny:

e Kladka pro drat o primérech 1.0 a
12

e  Privodni dokumentace

CWF 610 - 2-KLADKOVY POSUV DRATU

Poz./Pos. Description Obij. &. / Code
1 Deska posuvu pro ELVI motor Feed plate for ELVI motor 000780024
2 Plast pfitlaku se stupnici-komplet Fixing arm complete 000780013
3 Plast pfitlaku se stupnici Calibrated part for fixing arm 000780045
4 Plast pritlaku s matici Cap for the fixing shaft 000780027
5 Hiidel $roubu ptitla¢ny Shaft @ 5 000780002
6 Matice pfitlaného ramene Nut for pressure arm 000780036
7 Rameno piitlacné Pressure arm 000780008
8 Kolo ozuben¢ komplet Gear wheel compl. 000780003
9 2;(())“) pritlaku ramene CWFS10, Shaft for pressure arm 000780037
10 Sroub M6x8 Screw M6x8 000780038
11 Krouzek pojistny Retaining ring for shaft RAS 000780016
12 PruZzina ramene Spring for pressure arm 000780017
13 Cep@6 Shaft © 6 000780006
14 Klinek zajist'ovaci 4x4x8 Paralell key 4x4x8 000780004
15 Kolo ozubené Gear wheel 0 32 000780005
16 Kladka @ 32/40 Feed roll © 32/40 -

17 Sroub upinaci kladky podavace Fixing cap @ 40 000780046
18 Sroub M6x12 Screw M6x12 000780043
19 Podlozka izola¢ni Insulating washer 000780041
20 Zavadéci bowden + plast. privlak Wire guid tube 000780020
21 Plast zavadéci bez bowdenu Inlet guide 000780028
22 Klinek hiidele motoru 3x6,5 Woodruff key 3x6,5 000780019
23 Pojistny krouzek A10 Retaining ring for shaft A10 000780042
24 Pojistny krouzek pro hiidel Retaining ring for shaft RA4 000780018
25 Motor maly Motor-small 30362

25 Motor velky Motor-big 30460

Typ kladky / Type of feed roll W-‘ ~ ’_g_‘
Vnitini/vnéjsi pramér kladky 32/40 mm

Inside/outside diameter of feed roll 32/40mm

Prumér dratu/Diameter of wire 0,6 — 0,8
Prumér dratu/Diameter of wire 0,8 — 1,0
Prumér dratu/Diameter of wire 1,0 — 1,2
Primér dratu/Diameter of wire 1,4 — 1,6

Ocel,nerez - Fe
30348 - 0,6/0,8
31330 -0,8/1,0
31331-1.0/1,2
32159 - 1,4/1,6

Hlinik - Al
32004 — 0,8/1,0
31893 — 1,0/1,2
31869 — 1,4/1,6

Trubicka - Tube wire

32122 -1,0/1,2
32145 -1,4/1,6
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Néhradni dily posuvii dratu a seznam kladek
Spare parts of wire feeder and list of pulleys

Poz./Pos.

Deska posuvu pro ELVI motor
Plast pfitlaku se stup. CWF 510
Plast pfitlaku se stup. CWF 510
Plast pfitlaku s matici CWF 510
Hiridel Sroubu piitlaku CWF 510
Matice pritlaéného ramene
Rameno piitlaku CWF 510-2 levé
Kolo ozubené CWF 510 komplet
Sroub ptitlaku CWF 510, 610
Sroub M4,8x9,5

Krouzek pojistny

Pruzina ramene

Cep@ 6

Klinek zajistovaci 4x4x8

Kolo ozubené

Kladka © 32/40

Sroub $estihran

Sroub upinaci k. podavace 510
Kolo ozubené

Krytka plast. ozubeného kola
Sroub M4x12

Podlozka izolaéni

Sroub M6x12

Zavadéci bowden + plas.pravlak
Zavadeci plastovy privlak
Klinek hiidele motoru 3x6,5
Pojistny krouzek A10

Pojistny krouzek pro htidel
Trubice mezi kladky @ 5x55/02
Motor maly

Motor velky

Zelezny kryt

Sroub M4,8x9,5

Description
Feed plate for ELVI motor
Fixing arm complete
Calibrated part for fixing arm
Cap for the fixing shaft
Spring type straight pins
Nut for pressure arm
Pressure arm left
Gear wheel complete
Shaft for pressure arm
Screw M4,8x9,5
Retaining ring for shaft RAS
Spring for pressure arm
Shaft @ 6
Paralell key 4x4x8
Gear wheel complete
Feed roll @ 32/40
Shaft
Fixing cap
Gear wheel
Fixing cap
Screw M4x12
Insulating washer
Screw M6x12
Wire guid tube + Inlet guide
Inlet guide
Woodruff key 3x6,5
Retaining ring for shaft A10
Retaining ring for shaft RA4
Intermediate guide @ 5x55/02
Motor-small
Motor-big
Metal cover
Screw M4,8x9,5

000780026-2
000780035-2
000780011-2
000780027-2
000780021-2
000780036-2
000780015-2
000780003-2
000780037-2

000780016
000780017
000780006
000780004
000780012-2

000780010
000780001
000780007
000780039
000780040
000780041
000780043
000780020
000780028
000780019
000780042
000780018
000780014-2
30362
30460
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K315W
Obr. 1

Obr. 2

e  Redukce pro drat Skg a 18kg
Funkcemi dvoutaktu a ¢tyitaktu
Rezimy bodovani a pomalého pul-
zovani

e  Dvou kladkovy podavac dratu

Zvlastni prislusenstvi na objednani:

e  Redukéni ventily na CO2, nebo
smésné plyny Argonu
Svatovaci hotaky délek 3,4 a S m

e  Nahradni kladky pro rizné praméry
dratt

e  Ctyf kladkovy podavag dratu (-4)

e  Nahradni dily hofaku

e  Propojovaci kabel délky 2, 5, 10, 15
a 20m, rovna¢ dratu

Pripojeni stroji KIT 2 a 3 k
napajeni

V ptipadé, Ze podavade dratu nejsou
zapojeny z vyroby postupujte nasledov-
né:

pred pfipojenim do napéjeni se ujistéte,
ze hodnota napéti a frekvence napdjeni
zdroje odpovidd napéti na vyrobnim
Stitku pfistroje a Ze je hlavni vypinaé
svarecky v pozici ,,0%.

Ptipojte propojovaci kabel do rychlo-
spojky uvniti podavace. Dale zapojte

-

konektor do zasuvky a pfipojte plynovou
hadicku.

Pripojeni stroje K315W
k napajeni
V pfipadé, Zze chlazeni neni zapojen
z vyroby postupujte nasledovné:pied
pfipojenim do napajeni se ujistéte, ze
hodnota napéti a frekvence napajeni
zdroje odpovida napéti na vyrobnim
Stitku chlazeni.
Pouzivejte pouze origindlni ptivodni
kabel stroji K315W pro pfipojeni do el.
sité. Cheete-li pfipojit zastrcku, postupuj-
te nasledovné:
e pro pripojeni stroje k napdjeci siti
jsou nutné 2 ptivodni vodice
e tieti, ktery je ZLUTO-ZELENY, se
pouziva pro zemnici pfipojeni
Ptipojte normalizovanou zastréku (2p+e)
vhodné hodnoty zatizeni k pfivodnimu
kabelu. Mg¢jte jisténou elektrickou za-
suvku pojistkami, nebo automatickym
jistic¢em. Zemnici obvod zdroje musi
byt spojen suzemiujicim vedenim
(ZLUTO-ZELENY vodic¢).

POZNAMKA 1: Jakékoli prodlouZeni
kabelu vedeni musi mit odpovidajici
prifez kabelu a zdsadné ne s menSim



prufezem nez je originalni kabel dodava-
ny s piistrojem.

Ovladaci prvky stroju

Pozice 1  Rychlospojky vodniho
chlazeni

Pozice2  EURO konektor

Pozice 3  Tlacitko navadéni dratu

Pozice4  Piepina¢ dvoutaktu a Ctyi-

taktu
Pozice 5  Tlacitko testu plynu
Pozice 6  Potenciometr nastaveni

rychlosti podavani dratu.

Pozice7  Vypina¢ funkce BODOVA-
NI s potenciometrem nasta-
veni délky bodu.

Pozice 8  Vypina¢ funkce PRODLE-
VY s potenciometrem nasta-
veni délky prodlevy mezi
jednotlivymi body — pomalé
pulsy.

Pozice 9  Zapnuti funkce ,,Ctyitakt®

Pozice 10 Kontrolka LED signalizujici
nizky tlak chladici kapaliny
v chladicim okruhu.

Pozice 11 Kontrolka LED zapnuti.

Pozice 12 Nalevka chladici kapaliny.

Pozice 13 Napajeci kabel.

Pozice 14 M¢érka hladiny chladici
kapaliny.

Pozice 14 Navadéci trubicka EURO
konektoru

Pozice 15 Potenciometry funkci piefu-
ku, dofuku vyletu a dohote-
ni.

Pozice 16 Navadéci bovde dratu.

Pozice 17 Adaptér civky dratu

Pozice 18 Drzak civky dratu s brzdou

Pripojeni svarovaciho hora-
ku

Pii pfipojovani hotaku odpojte stroj
od sit¢!Do EURO konektoru (obr. 1
poz.2) pfipojte svafovaci hordk a
pevné dotdhnéte pfevleCnou matici.

Zemnici kabel pfipojte do jedné
zemnici rychlospojky na zdroji sva-
fovaciho stroje a dotahnéte. Svaiovaci
hotak a zemnici kabel by mély byt co
nejkratsi, blizko jeden druhému a umis-
téné na urovni podlahy nebo blizko ni.

SVAROVANA CAST

Material, jez ma byt svafovan musi byt
vzdy spojen se zemi, aby se zredukovalo
elektromagnetické zafeni.

Velka pozornost musi byt té¢z kladena na
to, aby uzemnéni svafovaného materialu,
nezvySovalo nebezpedi urazu, nebo
jiného elektrického zafizeni.

Pokud je nutné spojit svatovanou cast se
zemi, mé¢li byste vytvofit pfimé spojeni
mezi ¢asti a zemi.

Zavedeni dratu a nastaveni
priitoku plynu

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

VYMENA KLADKY POSUVU DRA-

TU

U obou pouzivanych typt posuvi dratu

(dvoukladka i ctytkladka) je postup

vymeény shodny:

Kladky jsou dvoudrazkové. Tyto drazky

jsou uréeny pro dva rizné priméry dratu

(napt. 0,8 a 1,0 mm).

e odklopte pritlany mechanizmus.
Pritla¢na kladka se odklopi vzhuru

e vySroubujte plastovy  zajiStovaci
dilec a vyjméte kladku

e pokud je na kladce vhodna drazka
kladku otocte a nasad’te ji zpét na
htidel a zajistéte plastovym dilcem

Poz.
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Popis
Kolo pevné KIT 2-3-2-4
Drzék propoj. kabelu
Filtr plynovy WK 31/2
Ventilator SUNON
Réamecek ventilatoru novy typ
Rychlospojka zastrcka panel
Chladi¢ — radiator KIT 3-4
Trafo KIT 3-4 ovladaci
Kanystr KIT 456W
Spinac¢ tlaku
Ventil plynovy 24V
Cerpadlo C.EMM.E.
Rychlospojka voda vsuvka
Kolo oto¢né KIT 2-3-2-4
Hadice vodni 5x8 modra
Tlacitko hranaté kratké
Spinac kolibkovy 16A/250V
Objimka LED d=10
Panel ¢elni KIT 3-4
Trubka madla
Drzak madla Sikmy
Knoflik pr. 26,4
Zasuvka EURO komplet DL
Prichodka zasuvky EURO novy typ
Trubice mosaz dl
Podlozka pod posuv M8
Posuv 4 kladka CWF 510 s moto-
rem
Posuv 4 kladka CWF510 bez motoru
kladky
Kladka 32/40 1,0-1,2
Motor KIT 356-600
Plosny spoj AEK 24
Plosny spoj AEK 802-003
Drzék civky AEK-COOP
Redukce civky adaptér 1 par
Samolepka vykonnostni KIT 3-4
Konektor 3.kol. zasuvka
Hadice acetylén 8/16
Hadice plynova PVC
Zamek plastovy
Relé jazyckova kompl.
Sktin KIT 3-4 kompl.

Description
Wheel fixed KIT 2-3-2-4
Holder of connect cable
Gas filter WK 31/2
Fan SUNON
Fan border
Cable gladhand
Refrigerator KIT 3-4
Transformer KIT 3-4
Canister KIT 456 W
Switch pressure
Gas valve 24V
Pump C.E.M.E.
Cable gladhand
Wheel diameter KIT 2-3-2-4
Gas tube 5x8 blue
Switch
Toggle switch 16A/250V
Case LED
Front panel KIT 3-4
Handle tube
Holder handle - sloping
Potentiometer knob @ 26,4
Euro connector complete
Euro connector crommet
Tube - brass
Washer under wire feeder
Wire feeder 4 rolls CWF 510
with motor
Wire feeder 4 rolls CWF 510
without mot. and roll
Roll 32/40 1,0-1,2
Motor KIT 356-600
PBS AEK 24
PBS AEK 802-003
Holder of spool AEK-COOP
Adaptor
Sticker KIT 3-4
Connector
Tube 8/16
Gas tube
Plastic lock
Dry - reed relay
Case KIT 3-4 complete

Code
30221
10004
30270
30451
30512
30412
31985
30400
30044
30325
30067
30006
30103
30034
30473
31352
30135
30200
10527
10232
10313
30598
10308
30513
10310
30263

10115

30472

31329
30460
10186
10350
30009
30096
30394
30041
30013
30475
30182
10183
30286
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Seznam nahradnich dild stroju KIT 3

Spare parts list KIT 3

7
6
5
4
3
2
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ZAVEDENI DRATU

odejméte bo¢ni kryt zasobniku dratu
do zasobniku (obr. 2) nasad’te civku
s dratem na drzak a zajistéte plasto-
vym Sroubovacim dilcem. V ptipadé
pouziti draténé kostiicky dratu je
nutné pouzit plastové adaptéry
odstiihnéte nerovny konec dratu
pripevnény k okraji civky a zaved'te
jej do bovdenu (obr. 2 poz. 16) pies
kladku posuvu do navadéci trubi¢ky
(obr.2 poz. 14) alespont 10 cm. Zkon-
trolujte, zda drat vede spravnou draz-
kou kladky posuvu

sklopte pfitla¢nou kladku dolu tak,
aby zuby ozubeného kola do sebe za-
padly a vratte pritlacny mechani-
zmus do svislé polohy

nastavte tlak upinaci matice tak, aby
byl zajistén bezproblémovy posun
dratu a ptitom nebyl deformovan pii-
lisSnym pfitlakem.

sefidte brzdu civky svafovaciho
dratu tak, aby se pti vypnuti pfitlac-
ného mechanizmu posuvu civka vol-
né otacela. Prili§ utazena brzda znac-
né namaha podavaci mechanismus a
mize dojit kprokluzu  dratu
v kladkdch a Spatnému podavanim.
Sefizovaci Sroub brzdy se nachazi
pod plastovym Sroubenim drzaku
civky (obr. 2 poz. 18).

odmontujte plynovou hubici svato-
vaciho hofaku

odsroubujte proudovy priavlak
zapojte do sité sitovou vidlici
zapnéte hlavni vypina¢ zdroje svaf.
proudu

stisknéte tlacitko navadéni dratu
svatovaci drat se zavadi do hotréku
bez plynu po prichodu dratu z hota-
ku naSroubujeme

proudovy pruvlak a plynovou hubici
pfed svafovanim pouzijeme na
prostor v plynové hubici a proudovy
pruvlak separacni sprej. Tim zabra-
nime ulpivani rozstfikovaciho kovu a

prodlouzime zivotnost plynové hubi-
ce.

UPOZORNENI!
Pfi zavadéni dratu nemifte hofakem proti
o¢im !

ZMENY PRI POUZITi HLINIKO-
VEHO DRATU

Stroje KIT nejsou téz ureny pro svaio-
vani hliniku , ale po nize popsanych
upravach je mozné hlinik svafovat.

Pro svatovani hlinikovym dratem je tfeba
pouzit specialni kladky s profilem ,,U“
(kapitola Prehled kladek posuvi dratu).
Abychom se vyhnuli problémim s ,,cu-
chanim* dratu, je tfeba pouZzivat draty o
pruméru min. 1,0 mm ze slitin AIMg3
nebo AIMgS. Draty ze slitin A199,5 nebo
AlSiS5 jsou piili§ mekké a snadno zplisobi
problémy pfi posuvu.

Pro svarovani hliniku je dale nezbytné
vybavit hofdk teflonovym bovdenem a
specialnim proudovym pravlakem. Jako
ochrannou atmosféru je potieba pouzit
Cisty argon.

Nastaveni svarovacich pa-
rametri napéti a rychlosti

posuvu dratu

Nastaveni hlavnich svafovacich paramet-
ri svafovaciho napéti a rychlosti posuvu
dratu se provadi potenciometrem rych-
losti dratu (obrazek A pozice 1) a piepi-
nac¢em napéti (obrazek 1 pozice 1). Vzdy
se k nastavenému napéti (poloha pfepi-
naCe 1-20) pfifazuje rychlost posuvu
dratu. Nastavované parametry zalezi na
pouzitém ochranném plynu, priméru
dratu, pouzitém typu dratu, velikosti a
poloze svaru atd. Orientani nastaveni
rychlosti dratu k poloze piepinace nalez-
nete v tabulkéach na str. 43 az 48.
Napriklad:

Svafovaci troj KIT 400WS, pouzity
ochranny plyn MIX (82% Argonu a 18%
CO,) a pouzitém priméru dratu 0,8 mm
je vhodna tabulka (program No 4). Na-



stavené hodnoty tedy budou - Poloha
pfepinace Al a nastavena rychlost posu-
vu dratu bude 2 m/min.

STROJE PROCESSOR

Nastaveni rychlosti posuvu driatu
Stlacujte tlacitko 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 dratu
lze nastavovat i v prabéhu svafovani. A
to jak potenciometrem, tak i dalkovym
ovladanim UP/DOWN.

POZNAMKA 2: Spodni display zobra-
zuje rychlost posuvu dratu jen tehdy,
kdyz sviti ¢ervena LED dioda (kontrol-
ka) SETTING a LED dioda (kontrolka)
m/min.

NASTAVENI OSTATNICH PARA-

METRU SVAROVANi

Ridici elektronika strojii Processor nasta-

veni nasledujicich parametrt svafovani:

e dobu trvani ptredfuku plynu 0-5 sec.
(doba ptedfuku ochranné¢ho plynu
pred zacatkem svatovaciho procesu)

e dobu nabchu rychlosti posuvu dratu
(funkce SOFTSTART) 0-5 sec. (do-
ba nabéhu zminimalni posunové
rychlosti do hodnoty nastavené sva-
fovaci rychlosti dratu)

e rychlost posuvu dratu m/min (rych-
lost posuvu dratu pii svafovani)

e dobu prodlevy vypnuti svafovaciho
napéti na oblouku proti posuvu dratu:
,,dohoteni® dratu ke $pic¢ce hofaku

e dobu dofuku plynu po dokonceni
svatrovaciho procesu 0-5 sec.

Nastaveni predfuku plynu
Stlacujte tlacitko SET az se rozsviti

LED dioda (kontrolka) vyznafené na
obrazku.

SET

Potenciometrem nastavte poZadovanou
hodnotu doby piedfuku plynu v rozmezi
0-10 sec.

NASTAVENI NABEHU RYCHLOSTI
DRATU — FUNKCE SOFT-START
Nastaveni funkce SOFT-START, ktera
zajistuje bezchybny start svafovaciho
procesu umoziuje nastaveni parametru:

e Cas nab&hu rychlosti svafovaciho
dratu z minimalni rychlosti na na-
stavenou svarovaci rychlost.

e PribliZzovaci rychlost dratu pied
zapalenim svafovaciho oblouku.

Ob¢ funkce funguji odlisSnym zpisobem.

Pro jemngjsi start doporuCujeme piibli-

zovaci rychlost dratu — druha varianta.

Nastaveni ¢asu nabéhu rychlosti sva-
Fovaciho dratu

Stlacujte tlacitko SET az se rozsviti LED
dioda (kontrolka) vyznacend na obrazku.
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Kolo pevné KIT 2-3-2-4
Drzak propoj. kabelu
Rychlospojka zastrcka panel
Plosny spoj AEK 802-003
Madlo KIT 2-4-2-4E kovové
Plosny spoj AEK 24
Konektor 3 kol. zasuvka
Ventil plynovy 24V

Hadice vodni modra 5x8
Kolo oto¢né KIT 2-3-2-4
Rychlospojka voda modra
Rychlospojka voda ¢ervena
Tlacitko test plynu 3A Cervené
Spina¢ kolibkovy 16A/250V
Tlacitko zavadéni dratu 3A Cer-
vené

Panel ¢elni KIT 2-4-2-4E
Knoflik primér 26,4
Zasuvka EURO komplet DL
Priichodka zasuvky EURO novy
typ

Trubice mosaz DL

Skiin KIT 2-4 komplet
Posuv 4 kladka CWF510 bez
motoru a kladky

Podlozka pod posuv M8
Kladka 32/40 1,0-1,2

Motor KIT 356-600 velky
Drzék civky AEK-COOP
Redukcee civky adaptér AEK
Zamek plastovy

Boc¢ni kryt plechovy komplet
Filtr plynovy WK 31/2
Hadice acetylén 8/16

Hadice plynova PVC
Pouzdro pojistkové

Pojistka sklenéna 10A

Relé jazyckové

Relé jazyckové komplet

Description

Wheel fixed KIT 2-3-2-4
Holder jumper cabel

Gladhand - plug - panel

PCB AEK 802-003

Handle KIT 2-4-2-4E metal
PCB AEK 24

3-pin-type plug - socket

Cas valve 24V

Gas tube 5x8 blue

Wheel rotary KIT 2-3-2-4
Gladhand water red

Gladhand water blue

Switch knob of gas test 3A red
Toggle switch 16A/250V
Switch knob of wire insertion 3A
red

Front panel KIT 2-4-2-4E
Potentiometer knob @ 26,4
EURO connector complete DL

EURO connector of grommet

Tube - brass DL

Case KIT 2-4 complete
Wire feeder 4 rolls CWF510
without mot.and roll

Washer under wire feeder M8
Roll 32/40 1,0-1,2

Motor KIT 356-600 big
Holder of spool AEK-COOP
Adaptor AEK

Plastic lock

Side cover metal complete
Gas filter WK 31/2
Acetylene tube 8/16

Gas tube PVC

Protection case

Fuse 10A

Dry - reed relay

Dry - reed relay complete

30221
10004
30412
10350
30728
10186
30041
30067
30473
30034
30496
30495
30223
30135

30223

10535
30598
10308

30513

10310
30130

30472

30263
31329
30460
30009
30096
30182

30270
30013
30475
31270
20125
20217
10183
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Seznam nahradnich dila stroji KIT 2-4P

Spare parts list KIT 2-4P

SET

Potenciometrem nastavte poZadovanou
hodnotu doby néb&hu dratu rychlosti
posuvu v rozmezi 0,1-0,5 sec.

Nastaveni piibliZovaci rychlosti posu-
vu dritu
'Pozor! Pied nastavenim pii-

Qﬂ bliZovaci rychlosti dratu vypné-
te ¢as nabéhu rychlosti posuvu
dratu - nastavte hodnotu ,,0.

@ Podminkou moznosti nastaveni
ptiblizovaci rychlosti — ,vylet
dratu“ je vypnuti funkce nab&hu
rychlosti dratu — tedy nastaveni
hodnoty na ,,0“ dle popisu vyse.

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

SET

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

Nastaveni dohofeni dratu

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

-11-

SET

Potenciometrem nastavte poZadovanou
hodnotu doby dohofeni dratu v rozmezi
0-0,9 sec.

Nastaveni dofuku plynu
Stlacujte tlacitko SET az se rozsviti

LED dioda (kontrolka) vyznacené na
obrazku.

SET

POZNAMKA 1: Nastavené hodnoty se
automaticky ukladaji do paméti po
zmacknuti tlacitka hotaku na dobu cca 1
sec.

POZNAMKA 2: Nastavené hodnoty
nelze ménit v priabéhu svafovani.

FUNKCE TOVARNI NASTAVEN{
Funkce tovarni  nastaveni  slouzi
k nastaveni vychozich parametrti fidici
elektroniky. Po pouziti této funkce se
veskeré hodnoty automaticky nastavi na
hodnoty pifednastavené od vyrobce tak
jako u nového stroje.

Vypnéte hlavni vypina¢. Zmacknéte a
drzte tlacitko SET.

OFF SET ON




Zapnéte hlavni vypina¢. Uvolnéte tladit-
ko SET. Na displeji se zobrazuji hodnoty
vychoziho nastaveni.

NASTAVENi REZIMU SVAROVANI

Ridici elektronika stroji  Processor a

Synergic umoziiuje svarovani

v nasledujicich rezimech:

e Plynuly dvoutaktni a ¢tyitaktni rezim

e Bodovani a pulsovani ve dvoutakt-
nim rezimu

e Bodovani a pulsovani ve ¢tyitaktnim
rezimu.

Nastaveni reZimu svaifovani dvoutakt
Rezim dvoutakt je nastaven kdyz je stroj
zapnuty a nesviti zadnad LED dioda (kon-
trolka) u tlacitka FNC jako na obrazku.

Nastaveni reZimu dvoutakt BODO-
VANI
Stlacujte tlacitko FNC az se rozsviti LED
dioda (kontrolka) BODOVANI na ob-
razku.

o 1
FNC oos
. -

Rezim dvoutakt bodovani je nastaven.

Na'sta’veni rezimu dvoutakt PULSO-
VANI

Stlacujte tlacitko FNC az se rozsviti LED
dioda (kontrolka) PULSOVANI na
obrazku.

Rezim dvoutakt pulsovani je nastaven.

Nastaveni ¢asu BODOVANI

Stlacujte tlacitko SET az se rozsviti
LED diody (kontrolky) vyznadené na
obrazku.

SET

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

Nastaveni ¢asu PULSOVANI

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

SET

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

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

Rezim ¢tyitakt je nastaven.

Nastaveni rezimu ¢tyitakt BODO-
VANI

Stlacujte tlacitko FNC az se rozsviti dveé
LED dioda (kontrolka) &tyitakt a BO-
DOVANI na obréazku.
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Popis
Rychlospojka zastrcka panel
Rychlospojka voda ¢ervena
Rychlospojka voda modra
Konektor 3. kol. zasuvka
Ventil plynovy 24V
Kryt civky KIT 2-4E plast
Plosny spoj AEK 802-003
Motor KIT 356-600
Madlo na 2-4E kovové
Plosny spoj AEK 24
Posuv 4 kladka CWF 510 bez
motoru a kladky
Jazyckové relé komplet
Tlacitko 3A Cervené
Spinac kolibkovy 16A/250V
Knoflik na potenciometr pr. 26,4
Tlacitko test plynu - 3A Cervené
Euro zasuvka komplet DL
Skiin KIT 2-4E komplet
Kolecko otoéné KIT 2-4-3-4
Podlozka pod posuv plast M8
Trubice mosazna
Bovden zavadéci

Drzak plastového krytu s madlem

Drzék propoj. kabelu

Kolo pevné KIT 2-4-3-4
Drzak civky AEK-COOP
Redukce civky adaptér AEK
Zamek plastovy

Panel ¢elni KIT 2-4-2-4E
Pouzdro pojistové

Pojistka sklenéna

Hadice acetylen 8/16
Hadice vodni 5x8 modra
Boc¢ni kryt plechovy komplet
Svazek ¢ervenych vodi¢u
Rychlospojka voda vsuvka
Kladka pod. 32/40 1,0-1,2

Description
Gladhand panel - plug
Gladhand water red
Gladhand water blue
Connector 3-pin socket
Gas valve 24V
Cover of cops KIT 2-4E plastic
PCB AEK 802-003
Motor KIT 356-600
Handle 2-4E metal
PCB AEK 24
Wire feeder 4-rolls CWF510
without mot.and roll
Dry - reed relay
Knob 3A - red
Toggle switch 16A/250V
Potentiometer knob @ 26,4
Switch 3A red
Euro connector complet DL
Case KIT 2-4E complet
Wheel rotary KIT 2-4-3-4
Washer under wire feeder M8
Tube - brass
Storing bowden
Holder of plastic cover with
handle
Holder of connect cable
Wheel KIT 2-3-2-4
Holder of spool AEK-COOP
Adaptor AEK
Plastic lock
Front panel KIT 2-4-2-4E
Protection case
Fuse
Acetylene tube 8/16
Gas tube 5x8 blue
Side cover metal
Pack of red cable
Gladhand water - patch
Roll 32/40 1,0-1,2

Code
30412
30495
30496
30041
30067
10628
10350
30460
30728
10186

30478

10183
30223
30135
30598
30223
10308
30695
30034
30263
10310
30747

10004
30221
30009
30096
30182
10535
31270
20125
30013
30473

10173
30103
31329




Seznam nahradnich dila stroji KIT 2-4E
Spare parts list KIT 2-4E
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Rezim Ctyitakt bodovani je nastaven.

Nastaveni rezimu ¢tyitakt PULSO-
VANI

Stlacujte tlac¢itko FNC az se rozsviti dvé
LED dioda (kontrolka) ctyitakt a PUL-
SOVANI na obrazku.

Rezim Etyitakt pulsovani je nastaven.

FUNKCE MEM (JEN U STROJU
PROCESSOR)

Funkce umoziuje zpétné vyvolani a
zobrazeni poslednich ulozenych paramet-
i po dobu cca 7 sec.

Zmacknéte tlacitko MEM MEM

Na displeji se objevi po dobu 7 sec.
posledni naméfené hodnoty svarovaciho
napéti a proudu. Hodnoty lze opétovné
vyvolavat.

FUNKCE LOGIC - JEN U STROJU

PROCESSOR A SYNERGIC

Funkce LOGIC obsahuje soubor zjedno-

dusSujicich a zprehlednujicich prvka

zobrazovani nastavenych a nastavova-
nych hodnot.

Jelikoz dva displeje zobrazuji nékolik

odlisnych parametrd je nutné zobrazova-

ni parametrii zjednodusit. Funkce LO-

GIC pravée takto pracuje - zptehlediuje:

e Horni display se rozsviti jen
v prub¢hu svatovaciho procesu, kdy
elektronika méfi a zobrazuje svaio-
vaci proud A. Po uplynuti doby cca
7 sec. displej opét automaticky
zhasne. Tim elektronika zvySuje
orientaci pfi Cteni parametrd pfi na-
stavovani.

e Horni displej zobrazuje pouze sva-
fovaci proud.

e Spodni displej zobrazuje v prib&éhu
svafovani  svafovaci napéti a

-13-

v pribéhu  nastavovani  veSkeré
ostatni hodnoty - ¢as, rychlost atd.

e LED dioda (kontrolka) SETTING
piestane svitit jen v prib&hu svaio-
vaciho procesu kdy je v ¢innosti di-
gitalni voltampérmetr.

e LED dioda (kontrolka) SETTING
sviti v prab&hu svafovani jen tehdy,
kdyz obsluha nastavuje a méni rych-
lost posuvu dratu potenciometrem
nebo dalkovym ovladanim
UP/DOWN. Jakmile obsluha pfte-
stane parametr nastavovat LED dio-
da (kontrolka) SETTING automa-
ticky do 3 sec. zhasne a displej uka-
zuje hodnotu svafovaciho napéti.

PRINCIP SVAROVANi
MIG/MAG

Svatovaci drat je veden z civky do prou-
dového privlaku pomoci posuvnych
kladek. Oblouk propojuje tajici dratovou
elektrodu se svafovanym materidlem.
Svafovaci drat funguje jednak jako nosic¢
oblouku a zarovei i jako zdroj pfidavné-
ho materialu. Z mezikusu pfitom proudi
ochranny plyn, ktery chrani oblouk i
cely svar pted ucinky okolni atmo-
sféry (viz obr. 3).

Svarovaci parametry se nastavuji pomoci
potenciometru rychlosti posuvu dratu
(obr. 1 poz. 6) Hodnota rychlosti posuvu
se nastavuje k hodnoté nastaveného
napéti na zdroji svaf. proudu.

Kladky posuvu

otvor pro ochranny plyn sv. elektroda

mezkus plynova hubice
proudovy pruviak ochranny plyn

svareci oblouk sv. material

Svarovaci rezimy
Svarovaci stroje KIT 2 a 3 pracuji v téchto
rezimech:

e plynule dvoutakt

e plynule ctyftakt

e bodové svaifovani dvoutakt
e pulsové svafovani dvoutakt



e bodové svafovani Ctyitakt

e pulsové svatfovani Ctyitakt

Nastaveni stroje na tyto rezimy se prova-
di dvéma vypina¢i s potenciometry
(obr.1, poz.7, 8). Na ovladacim panelu
nad potenciometry jsou schématicky
znazornény jejich funkce.

DVOUTAKT

Svarovaci proces se zapne zmacknu-
tim spinace hotéku. Pfi svafovacim
procesu se musi spinac stale drzet.
Svarovaci proces se pierusi uvolné-
nim spinace hotaku.

predfuk svafovaci proces dofuk

| konec svafovani

| 1 zahajeni svafovani | 2 |

1 — stisknuti a drzeni tla¢itka horaku
2 —uvolnéni tlacitka hotaku

CTYRTAKT

Pouziva se pti dlouhych svarech, pfi
kterych svare¢ nemusi neustdle drzet
spina¢ hotdku. Funkce se zapne vypina-
¢em (obr. 1, poz. 7) z polohy 0 do jaké-
koliv polohy 1-10.Sepnutim spinace
hofaku se spusti svafovaci proces. Po
jeho uvolnéni svafovaci proces nadale
trva. Teprve po opétovném zmacknuti
spinace hotédku se prerusi svareci proces.

ptedfuk| | svafovaci proces dofuk
A A

| konec svafovani

[2-2]

1 - 2 stisknuti a uvolnéni tlacitka hotaku
3 - 4 opakované stisknuti a uvolnéni
tlacitka hotaku

zahdjeni svafovani | 3-4

14-

BODOVE SVAROVANI

Pouziva se pro svafovani jednotlivymi
kratkymi body, jejichz délka se da plynu-
le nastavovat pootocenim levého poten-
ciometru (obr. 1, poz. 7) na odpovidajici
hodnotu na stupnici (smérem doprava se
interval prodluzuje). Zmacknutim spina-
¢e na hotaku se spusti ¢asovy obvod,
ktery spusti svafovaci proces a po nasta-
vené dobé ho vypne. Po opétovném
stisknuti tlacitka se celd ¢innost opakuje.
K vypnuti bodového svatrovani je treba
potenciometr vypnout do polohy 0. Pravy
potenciometr zidstdvd po celou dobu
trvani bodového svafovani vypnuty.

pfedtﬂ svafovani po nasta- dofuk
venou dobu

h 4

A

I konec bod. svafovani

| 1 | zahajeni bod. svafovém'l

1 — stisknuti a drzeni tla¢itka hofaku
2 — uvolnéni tlacitka hofaku

[2]

PULSOVE SVAROVAN{

Pouziva se pro svarovani kratkymi body.
Délka téchto bodu i délka prodlev se da
plynule nastavovat. Nastavuje se pooto-
¢enim levého potenciometru , ktery
udava délku bodu (obr. 1, poz. 7) a pra-
vého potenciometru, ktery udava délku
prodlev (obr. 1, poz.8) zpolohy 0 na
pozadované hodnoty na stupnici (smérem
doprava seinterval prodluzuje).
Zmacknutim spinace hofaku se spusti
casovy obvod, ktery spusti svafeci proces
a po nastavené dob¢ ho vypne. Po uply-
nuti nastavené prodlevy se cely proces
opakuje. K preruseni funkce je nutné
uvolnit spina¢ na svafovacim hotdku. K
vypnuti funkce je tfeba vypnout oba
potenciometry do polohy O.

Elektrotechnické schéma stroje KIT 3
Electrical diagram KIT 3
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Elektrotechnické schéma stroje KIT 2

Electrical diagram KIT 2
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VF-04-700-562

| konec puls. svafovani

| 1 | zahajeni puls. svafovénil | 2 |

1 — stisknuti a drzeni tlac¢itka horaku
2 —uvolnéni tlacitka hotaku

BODOVE A PULSOVE SVARO-
VANI VE CTYRTAKTNIM RE-
ZIMU

Rezim bodovani a pulsovani ve étyftakt-
nim rezimu zapneme piepinacem (obr.1,
poz.4) do polohy 4T.

Stiskem tla¢itka hotdku se spusti svafo-
vaci proces vbodovém a pulsovacim
rezimu. Po uvolnéni spinace hotaku
svafovaci proces nadale trva. Pii opétov-
ném stisnuti tlacitka se svafovaci proces
ukonéi v kazdém rezimu. Funkci vypne-
me prepina¢em (obr.1 , poz.4 ) do polohy
2T.

NezZ zanete svarovat

DULEZITE: pfed zapnutim svafecky

zkontrolujte jesté jednou, Ze napéti a

frekvence elektrického napajeni odpovi-

da vyrobnimu §titku.

1. Nastavte svafovaci proud potencio-
metrem rychlosti posuvu dratu (obr.
1 poz. 6).

2. Zapnéte svareCku hlavnim vypina-
¢em zdroje

3. Stroj KIT je pfipraven k pouziti.

Udrzba A
VAROVANI: Pied tim, neZ

provedete jakoukoli kontrolu
uvnitt stroje odpojte jej od elektrické
sit&.

NAHRADNI DILY

Originalni ndhradni dily byly specialné
navrzeny pro nase zafizeni. Pouziti neo-
rigindlnich nahradnich dild mize zplso-
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bit rozdilnosti ve vykonu nebo redukovat
predpokladanou uroven bezpec€nosti.
Odmitame ptevzit odpovédnost za pouZi-
ti neoriginalnich ndhradnich dild.
POSUV DRATU

Velkou péci je tfeba vénovat podavaci-
mu ustroji, a to kladkdm a prostoru
kladek. Pfi podavani dratu mezi kladka-
mi dochazi k otéru mé€déného povlaku a
k odpadavani drobnych pilin které jsou
vnaseny do bovdenu a také znecist'uji
vnitini prostor podavaciho ustroji. Pravi-
deln¢ odstranujte nashromazdénou necis-
totu a prach zvnitini ¢asti zasobniku
dratu a podavaciho ustroji.
SVAROVACI HORAK

Svafovaci hofdk je tieba pravidelné
udrzovat a v€as vyméinovat opotiebované
dily. Nejvice namahanymi dily jsou
proudovy pruvlak, plynova hubice, trub-
ka hotéku,bovden pro vedeni dratu,
hadicovy kabel a tla¢itko hotaku.
PROUDOVY PRUVLAK pievadi
svafovaci proud do dratu a zaroven drat
usmérnuje k mistu svafovani. Ma zivot-
nost 3 az 20 svafovacich hodin (podle
udajii vyrobee), coz zavisi zejména na
jakosti materialu pravlaku (Cu nebo
CuCr), na jakosti a povrchové Upraveé
dratu a svafovacich parametrech.
Vyména pravlaku se doporucuje po
opotfebeni otvoru na 1,3 nasobek prime-
ru dratu. Pii kazdé montazi i vyméné se
doporucuje nastiikat privlak separaénim
sprejem.

PLYNOVA HUBICE piivadi plyn
uréeny k ochrané oblouku a tavné lazné.
Rozsttik kovu zanas$i hubici, proto je
tieba ji pravidelné Cistit, aby byl zabez-
pecen dobry a rovnomérny prutok a
predeslo se zkratu mezi pravlakem a
hubici. Rychlost zanaSeni hubice zavisi
pfedevsim na spravném sefizeni svafova-
ciho procesu.Rozstiik kovu se snadngji
odstraiiuje po nastiikani plynové hubice
separa¢nim sprejem.Po téchto opatienich
rozstiik ¢astecné opadava, piesto je tiecba
jej kazdych 10 az 20 minut odstraiovat
z prostoru mezi hubici a privlakem



nekovovou ty¢inkou mirnym poklepem.
Podle velikosti proudu a intenzity prace
je potieba 2x - 5x béhem smény plyno-
vou hubici sejmout a dikladn¢ ji
oCistit  vCetné kanalkd  mezikusu,
které slouzi pro piivod plynu. S ply-
novou hubici se nesmi silné¢ klepat, aby
nedoslo k poskozeni izola¢ni hmoty.
MEZIKUS je téz vystavovan uéinkim
rozstfiku a tepelnému namahani. Jeho
zivotnost je 30-120 svafovacich hodin
(podle udaje uvedeného vyrobcem).
INTERVALY VYMENY BOWDENU
jsou zavislé na Cistot¢ dratu a udrzbé
mechanismu v podava¢i a na sefizeni
pritlaku kladek posuvu. Jednou tydné se
ma vydistit trichloretylenem a profouk-
nout tlakovym vzduchem. V ptipadé
velkého opotiebeni nebo ucpani je tieba
bovden vyménit.

Upozornéni na mozné
problémy a jejich odstranéni
Piivodni S$idra, propojovaci kabel a
svafovaci hotdk jsou povazovany za
nejcastéjsi pficiny problému. V piipadé
problémi postupujte nasledovne:
1. Zkontrolujte hodnotu dodavaného
napéti
2. Zkontrolujte, zda je ptivodni kabel
dokonale pripojen k vidlici a hlav-
nimu vypinaci
3. Zkontrolujte, zda  jsou pojistky,
nebo jisti¢ v poradku
4. Zkontrolujte zda nasledujici casti
nejsou vadné:
e  hlavni vypina¢ rozvodné sité
e napajeci vidlice
e  hlavni vypinac stroje
5. Zkontrolujte svafovaci hofdk a jeho
Casti:
e napdjeci pravlak a jeho opotie-
beni
e  vodici bovden v hotaku
vzdalenost utopeni privlaku do
hubice
POZNAMKA: 1 pies Vase technické
dovednosti je nezbytné pro opravu stroje
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Vam doporucit kontaktovat vyskoleny
personal a nase servisni technické oddé-
leni.

Postup pro sestaveni a rozlo-

Zeni stroju

Postupujte nasledovneé:

e KIT 2 a3 - vySroubujte 4 Srouby na
pravém boc¢nim plechovém krytu.

e K315W - vySroubujte 6 Sroubl na
pravém boc¢nim plechovém krytu a
6 Sroubti na levém boc¢nim krytu.

e  Pii sestaveni stroje postupujte opac-
nym zpiisobem.

Objednani nahradnich dili

Pro bezproblémové objednani nahrad-

nich dilt uvadéjte:

1. Objednaci ¢islo dilu

2. Nazev dilu

3. Typ pristroje

4. Napajeci napéti a kmitocet uvedeny
na vyrobnam Stitku

5. Vyrobni ¢islo piistroje

Priklad: 2 kusy obj. ¢islo 331028 venti-

lator MEZAXIAL pro stroj KIT 3,

3x400V 50/60 Hz, vyrobni ¢islo ...

Poskytnutl zaruky
Zaru¢ni doba stroji KIT 2, 4 a
K315W je vyrobcem stanovena na
24 mésict od prodeje stroje kupuji-
cimu. Lhita zaruky zacind bézet
dnem pfedani stroje kupujicimu,
ptipadné dnem mozné dodavky. Za-
ruéni lhiita na svarovaci horaky je 6
mésicti. Do zaruéni doby se nepoci-
ta doba od uplatnéni opravnéné re-
klamace az do doby, kdy je stroj
opraven.

2. Obsahem zaruky je odpovédnost za
to, ze dodany stroj ma v dobé doda-
ni a po dobu zaruky bude mit vlast-
nosti stanovené zavaznymi technic-
kymi podminkami a normami.

3. Odpovédnost za vady, které se na
stroji  vyskytnou po jeho prodeji

4. Check whether the following are

defective:
e The switch that supplies the
machine

e  The plug socket in the wall

e  The generator switch

NOTE: Given the required techni-
cal 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 assem-
bly 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, 230V 50/60Hz, serial
number ...
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aim the air jet directly onto the elec-
trical components, in order to avoid
damaging them.

e Make periodical inspections in order
to individuate worn cables or loose
connections that are the cause of
overheating.

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.

WELDING TORCH

The welding torch has to be regularly
maintained and worn-out parts have to be
exchanged 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 directed 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
exchange of drawing die is recommended
after the worning-out of drawing die hole
to 1.5 multiple of wire diameter. After
each installing and exchange it is rec-
ommended 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
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tube and it is necessary to clean it regu-
larly 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 clogging the tube depends
particularly on good adjustment of weld-
ing process.Spatter of metal is easily
removed after spraying the gas tube with
separating spray.After these precautions,
spatter falls out partially, though it is
necessary to remove it every 10 — 20
minutes from the space between 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, including
channels of the spacer, which serve as
gas inlet. You are not allowed to pound
with the as tube since its insulating com-
pound 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 pro-
ducer).Time intervals of changing the
springs depend 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 difficulties and

their elimination

The supply line is attributed with the

cause of the most common difficulties. In

the case of breakdown, proceed as fol-

lows:

1. Check the value of the supply volt-
age

2. Check that the power cable is per-
fectly connected to the plug and the
supply switch

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

v zaruéni lhute, spociva
v povinnosti bezplatného odstranéni
vady vyrobcem stroje, nebo servisni
organizaci povéfenou vyrobcem
stroje.

Podminkou platnosti zaruky je, aby
byl svatovaci stroj pouzivan zpuso-
bem a k u€elim, pro které je urden.
Jako vady se neuznavaji poSkozeni
a mimofadna opotiebeni, ktera
vznikla nedostate¢nou péci ¢i zane-
dbanim i1 zdéanlivé bezvyznamnych
vad.

Za vadu nelze naptiklad uznat:
Poskozeni transformatoru, nebo
usmériiovace vlivem nedostatecné
udrzby svatovaciho hotdku a na-
sledného zkratu mezi hubici a pri-
vlakem.

Poskozeni elektromagnetického
ventilku necistotami vlivem nepou-
zivani plynového filtru.

Mechanické poskozeni svatfovaciho
hotdku vlivem hrubého zachazeni
atd.Zaruka se dale nevztahuje na
poskozeni vlivem nesplnénim po-
vinnosti majitele, jeho nezkusenosti,
nebo snizenymi schopnostmi, nedo-
drzenim ptredpist uvedenych
v navodu pro obsluhu a udrzbu, uzi-
vanim stroje k ucelim, pro které
neni urcen, pfetéZovanim stroje, byt
i pfechodnym.Pfi drzbé a opravach
stroje musi byt vyhradné pouzivany
originalni dily vyrobce.

V zaruéni dobé nejsou dovoleny
jakékoli Gpravy nebo zmény na stro-
ji, které mohou mit vliv na funké-
nost jednotlivych soucasti stroje.
V opacném ptipadé nebude zaruka
uznana.

Naroky ze zaruky musi byt uplatné-
ny neprodlené po zjisténi vyrobni
vady nebo materidlové vady a to u
vyrobce nebo prodejce.

Jestlize se pfi zaruéni opravé vyme-
ni vadny dil, pfechazi vlastnictvi
vadného dilu na vyrobce.
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ZARUCNI SERVIS

1.

Zaruéni servis muze provadét jen
servisni technik proSkoleny a poveé-
feny spolec¢nosti Kiihtreiber, s.r.0.
Pied vykonanim zaru¢ni opravy je
nutné provést kontrolu udajt o stro-
ji : datum prodeje, vyrobni ¢islo, typ
stroje. V piipadé Ze udaje nejsou
v souladu s podminkami pro uznani
zaruéni opravy, napt. pro§la zarucni
doba, nespravné pouzivani vyrobku
v rozporu s navodem k pouziti atd.,
nejednd se o zaruéni opravu.
V tomto piipadé veskeré naklady
spojené s opravou hradi zakaznik.
Nedilnou soudasti podkladi pro
uznani zaruky je Fadné vyplnény
zarucni list a reklamacni proto-
kol.

V ptipadé opakovani stejné zavady
na jednom stoji a stejném dilu je
nutnd konzultace se servisnim tech-
nikem spole¢nosti Kiihtreiber, s.r.o.
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Introduction

Thank you for purchasing one for our
products. Before using the equipment
you should carefully read the instructions
included in this manual. In order to get
the best performance 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 rec-
ommended to have maintenance and,
where necessary, repairs carried out by
the workshops of our service organisa-
tion, since they have suitable equipment
and specially trained personnel available.
All our machinery and systems are sub-
ject to continual development. We must
therefore reserve the right to modify their
construction and properties.

Description

KIT 2 and 3 are removable feeding ma-
chines specified for machines to the
welding of methodsfor 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 protection atmos-
phere of active and intact gases when
added material is in a form of ,,infi-
nite* wire supplied into the weld by the
wire feeding. These methods are very
productive, especially for the welds of
construction steel, low steel, aluminium
and its alloys. The source of welding
current, wire supply and feed are in one
compact metal case with two fixed and
two turning wheels. The removable
feeding machine KIT 3 has built in water
cooling of welding burner in addition.
The water cooling is built as closed water
circle equipped pump, cooler, reservoir
and air-pressure switch. The entry and
the exit of cooling liquid is equipped
gladhands.

after finishing the welding, it is neces-
sary to adjust suitably the time of pre-
blow or afterblow of gas. Regulation is
carried out by potentiometers on front
panel of the machine next EURO con-
nector (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 ad-
justed 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 light-
ing-up the arc. It is required to adjust
parameters of combustion so that the ball
at the end of wire was as small as possi-
ble. Parameters differ according to dif-
ferent welding materials.

ADJUSTMENT OF SOFT START
This function enables when suitably
adjusted 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 welding torch shifted at a small
approaching speed adjusted by potenti-
ometer SOFT START (picture 4). At the
time of the contact of welding wire and
material, arc is lighted-up and there is an
automatic switch-ing to the shift value
adjusted with the potentiometer on panel
inside of the wire feeder (picture 1, posi-
tion 5) — so called SOFT START.
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Picture 4 0

PRE-GAS

+

POST-GAS

K

BURN BACK

[

SOFT-START

Prior to welding

IMPORTANT: before switching on the
welder, check once again that the voltage
and frequency of the power network
correspond 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
potentiometer (pos. 5 pict. 1).

2. Adjust the PROCESS switch (pos.6
and 7 pict. 1) to the most suitable po-
sition according to the type of weld-
ing to be carried out.

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

Maintenance

Warning: Before carrying out any

inspection of the inside of the genera-

tor, disconnect the system from the
supply.

SPARE PARTS
Original spare parts have been specially
designed for our equipment. The use of
non-original spare parts may cause varia-
tions in performance or reduce the fore-
seen level of safety. We decline all re-
sponsibility for the use of non-original
spare parts. As these systems are com-
pletely static, proceed as follows:
e Periodic removal of accumulated dirt
and dust from the inside of the gen-
erator, using compressed air. Do not



| Pre-gas | |Welding proces| | Post-gas |

B\ X

' : I

|End of the welding process

| 1 Start of the welding processl 2 |

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

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 process is inter-
rupted.

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

I

| 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
adjusted by turning of the left potenti-
ometer (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
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right potentiometer is off during the
whole time of spot welding.

| Pre-gas | | Welding in adjusted time | |P ost-gas|

I ] I

A

| End of the welding process

| 1 I Stanoftheweldingprocessl ﬂ

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
continuously adjusted. It is set up turning
the left potentiometer, which is for the
lenght of spot (pic. 1, pos. 6) and the
right potentiometer, which is for the
lenght of pauses (pic. 1, pos. 7) from the
position 0O into required value on the
scale (towards the right direction, the
pause is prolonged). By pressing 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
interrupt the function, it is necessary to
realease the switch on the welding torch.
To turn off the function, it is necessary to
switch both potentiometers into position
0.

Technical data KIT 2 KIT 3 K315W
Mains voltage 50 Hz 24V 48V 230V
Welding current range 5-700A 5-7000A -
Hole wire 0,6-2,4 0,6-2,4 -
Cooling service - 850W 850W
Maximum pressure - 0,4MPa 0,4MPa
Protection degree = 81/min 81/min
Weight 18 kg 18 kg -
Wire feed speed 6A 6A 6A
Protection degree 1-20 m/min 1-20 m/min -
Protection IP 21

Dimensions D-S-V 666x350x460 665x445x556 449x334x224
Weight 19 kg 34 kg 18 kg

|Pre—gas| | Welding | | Pause |

| Post-gas |

A

| End of the welding process

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
during the welding start in protective gas
and to prevent oxidation of the end crater

| 1 I Startoftheweldingprocessl | 2 I

The cooling unit of welding torch
K315W is designed as a closed water
circuit equipped with a pump, a cooler, a
tank and an air-pressure switch. Input
and output of cooling liquid is equipped
with quick-acting couplings with a pos-
sibility to join water cooling welding
torches MIG/MAG and TIG. Welding
machines confirm to all European Union.

Technical data
The general technical data of the ma-
chines are summarised in table 1 on

page .

Safety standards

Welding machines KIT must be used for
welding and not for other improper uses.
Never use the welding machines with its
removed covers. By removing the covers
the cooling efficiency is reduced and the
machine can be damaged. In this case the
supplier does not take his responsibility
for the damage incurred and for this
reason you cannot stake a claim for a
guarantee repair. Their use is permitted
only by trained and experienced persons.
The operator must observe ISO/IEC
60974-1,JEC 050601, 1993, ISO/IEC
050630, 1993 safety standards in order to
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guarantee his safety and that of third
parties.

DANGERS WHILE WELDING AND

SAFETY INSTRUCTIONS FOR
MACHINE OPERATORS ARE
STATED:

CSN 05 06 01/1993 Safety regulations
for arc welding of metals. CSN 05 06
30/1993 Safety rules for welding and
plasma cutting. The welding machine
must be checked through in regular
inspections according to CSN 33
1500/1990. Instructions for this check-up,
see Paragraph 3 Public notice CUPB
number 48/1982 Digest, CSN 33
1500:1990 and CSN 050630:1993 Clause

7.3.
KEEP GENERAL FIRE-

FIGHTING REGULATIONS!

KEEP GENERAL FIRE-FIGHTING
REGULATIONS while respecting local
specific conditions at the same time.
Welding is always specified as an activ-
ity with the risk of a fire. Welding in
places with flammable or explosive
materials is strictly forbidden.

There must always be fire extinguishers
in the welding place. Attention! Sparks
can cause an ignition many hours after




the welding has been finished, especially
in unapproachable places.

After welding has been finished, let the
machine cool down for at least ten min
utes. If the machine has not been cooled
down, there is a high increase of tem
perature inside, which can damage power
elements.

SECURITY OF WORK WHILE
WELDING OF METALS CONTAIN-
ING LEAD, CADMIUM, ZINK,
MERCURY AND GLUCINUM

Make specific precautions if you weld

metals containing these metals:

e Do not carry out welding processes
on gas, oil, fuel etc. tanks (even
empty ones) because there is the risk
of an explosion. Welding can be
carried out only according to spe-
cific regulations!!!

e In spaces with the risk of an explo-
sion there are specific regulations
valid.

e Before any interference in electri-
cal part, removing the cover or
cleaning it is necessary to switch
off the machine from the supply.

ELECTRICAL SHOCK
PREVENTION A
e Do not carry out repairs

with the generator live

e Before carrying out any mainte-
nance or repair activities, disconnect
the machine from the mains.

e  Ensure that the welder is suitably
earthes.

e The equipment KIT 169 must be
installed and run by qualified per-
sonnel.

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

e Do not weld with worn or loose
wires. Inspect all cables frequently
and ensure that there are no insula-
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tion defects, uncovered wires or
loose connections.

e Do not weld with cables of insuffi-
cient diameter and stop soldering if
the cables overheat, so as to avoid
rapid deterioration of the insulation.

e Never directly touch live parts.
After use, carefully replace the torch
or the electrode holding grippers,
avoiding contact with the parts con-
nected to earth.

SAFETY REGARDING

WELDING FUMES AND A

GAS

e 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.

e  Place the welding system in a well
aired place.

e Remove any traces of varnish that
cover the parts to be welded, in or-
der to avoid toxic gases being re-
leased. Always air the work area.

e Do not weld in places where gas
leaks are suspected or close to inter-
nal combustion engines.

e Keep the welding equipment away
from baths for the removal of grease
where vapours of trichlorethylene or
other chlorine containing hydrocar-
bons are used as solvents, as the
welding arc and the ultraviolet ra-
diation produced by it react with

PROTECTION FROM
RADIATION, BURNS AND
NOISE

such vapours to form phosgene, a
highly toxic gas.

e Never use broken or
defective protection masks

e Do not look at the welding arc

without a suitable protective shield
or helmet

e Upper display switches on during
welding process only when electron-
ics makes meausurements and shows
welding current A After about 7 sec.
display switches off automatically
again. Thus electronics increases ori-
entation while reading parameters
during adjustment.

e Upper display shows only welding
current.

e Bottom display shows welding volt-
age 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
adjusting and changing speed of wire
shift with a poteciometer or a remote
control UP/DOWN. As soon as oper-
ating staff stops adjustment of a pa-
rameter, LED diode SETTING will
be switched off automatically within
3 sec. and display shows value of
welding voltage.

PRINCIPLE OF MIG/MAG WELD-
ING

Welding wire is lead from the roller into
the flow drawing tie with the use of
thefeed. Arc joins thawing wire electrode
with welding material. Welding wire
functions as a carrier of the arc and as the
source of additional material at the. same
time. Protective gas flows from the
spacer which protects arc and the whole
weld against the effects of surrounding
atmosphere.

wire feeder rolls

gas opening
tip holder
welding tip

welding arc

welding wire
gas nosle

protection gas

/ welding
i piece
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ADJUSTMENT OF WELDING PA-
RAMETERS

For approximate adjustment of welding
current and voltage with MIG/MAG
methods corresponds with empirical
relation U = 14 + 0.05 x I . According to
this relation we can asses required ten-
sion. During adjustment of the tension,
we must take into account with its de-
crease at loading by welding. Decrease
of tension is approximately 4.8V to 100
A. Adjustment of welding current is done
so that for chosen welding tension set
required welding current by increasing or
decreasing of the speed of wire feed or
we tune the tension so that the welding
arc is stable. For good quality of welds
and optimal adjustment of welding cur-
rent it is necessary to reach the distance
of drawing die from material of ap-
proximately 10 x of welding wire (pic.
5). Dipping of drawing die in gas tube
should not extend 2 — 3 mm.

Welding work cycles

Welding machines KIT work in four
working cycles:

e continuous two-cycle time

e continuous four-cycle time

e spot welding two-cycle time

e pulse welding two-cycle time

e pulse welding four-cycle time
Adjustment of the machines for these
work cycles is done through two
switches with potentiometers (pic.l pos.
6 and 7). On the control panel there are
shown their functions in schemes.

TWO-STROKE CYCLE

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 interrupted
releasing the switch of the torch.



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.

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
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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 picture.

Mode four-cycle spotting is adjusted.
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
Function enables back recall and display
of last stored parameters for a period of
about 7 sec.

Press button MEM e

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

FUNCTION LOGIC

Function LOGIC includes a file of sim-
plifying and clarifying points which
present adjusted and currently set values.
If two displays show a few different
parameters, it is necessary to simplify
presentation of parameters. Function
LOGIC operates just in this way — it
makes everything clear and distinct:

e  Protect your eyes with a special
screen fitted with adiactinic glass
(protection grade 9-14 EN 169)

e Immediately replace unsuitable
adiactinic glass

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

e Do not trigger off the welding arc
before you are sure that all nearby
people are equipped with suitable
protection.

e  Pay attention that the eyes of nearby
persons are not damaged by the ul-
traviolet rays produced by the weld-
ing arc

e Always use protective overalls,
splinter-proof glasses and gloves

e  Wear protective earphones or ear-
plugs

e  Wear leather gloves in order to
avoid burns and abrasions while
manipulating the pieces.

ATTENTION, YARNNG,
REVOLVING GEARING ®

— SAFETY IN- 7
STRUCTIONS

e Wire shift must be handled very
carefully, only if the machine is
switched off.

e  While manipulating with the shift,
never use protection gloves, there is
a danger of catching in the gearing.

AVOIDANCE OF LA-

MES AND EXPLOSI-
ONS

e Remove all
combustibles from the workplace

e Do not weld close to inflammable
materials or liquids, or in environ-
ments saturated with explosive gas-
ses

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

e Do not weld on recipients that have
contained inflammable substances,
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or on materials that can generate
toxic and inflammable vapours
when heated.

e Do not weld a recipient without first
determining what it has contained.
Even small traces of an inflammable
gas or liquid can cause an explo-
sion.

e Never use oxygen to degas a con-
tainer.

e  Avoid gas-brazing with wide cavi-
ties that have not been properly de-
gassed.

e  Keep a fire extinguisher close to the
workplace

e Never use oxygen in a welding

torch; use only inert gases or mix-
RISKS DUE TO
ELECTROMAGNETIC

tures of these.
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 be-
fore going near a machine in opera-
tion.

e Do not go near a machine in opera-
tion with watches, magnetic data
supports and timers etc. These arti-
cles may suffer irreperable damage
due to the magnetic field.

e This equipment (KIT) complies
with the set protection requirements
and directives on electromagnetic
compatibility (EMC). In particular,
it complies with the technical pre-
scriptions of the EN 50199 standard
and is foreseen to be used in all in-
dustiral spaces and not in spaces for
domestic use. If electromagnetic
disturbances should occur, it is the
user’s responsibility to resolve the
situation with the technical assis-
tance of the producer. In some cases
the remedy is to schormare the



welder and introduce suitable filters
into the supply line.

MATERIALE AND &

DISPOSAL

e  These machines are built
with materials that do not
contain substances that are toxic or
poisonous to the operator.

e During the disposal phase the ma-
chine should be disassebled and its
components should be separated ac-
cording to the type of material they

SSED GASES

are made from.

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

e Always close the valves on the
compressed 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
damage and accidents which could
result in injury.

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

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

HANDLING AND
STOCKING COMPRE-

PLACEMENT OF THE MACHINE
When choosing the position of the ma-
chine placement, be careful to prevent
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the machine from conducting impurities
and getting them inside (for example
flying particles from the grinding tool).

Installation
The installation site for the KIT system
must be carefully chosen in order to
ensure its satisfactory and safe use. The
user is responsible 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
electromagnetic problems in the work
area. In particular, we suggest that you
should avoid installing the system close
to:
e  Signalling, control and telephone
cables
e Radio and television transmitters
and receivers
e Computers and control and meas-
urement instruments
e  Security and protection instruments
Persons fitted with pace-makers, hearing
aids and similar equipment must consult
their doctor before going near a machine
in opearation. The equipment’s installa-
tion environment must comply to the
protection level of the frame i.e. IP21.
The system is cooled by fens 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
Machines KIT are standardly
equipped with:

e Earthing cable 3 m long with a grip
Welding torch 3, 4 or 5 m long

Hose for gas connection

Cable for gas heating connection
Roller for wire of 0.8 and 1,0 in diame-
ter

e Accompanying documentation

SET

Adjust the required value of the ap-
proaching speed of the wire shift with a
potenciometer within the range of 0,5 up
to 1,5 m/min.

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.
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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
during welding.

FUNCTION FACTORY CONFIGU-
RATION

Function factory configuration is used
for initial setting of all parameters for
controlling electronics. After you have
used this function, all values will be
adjusted automatically 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.

SET
OFF ON

Switch the main switch on. Release
button SET. Display shows values of
initial adjustment.

ADJUSTMENT OF WELDING

MODE

Controlling electronics of machines

Processor and Synergic enables welding

in the following 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 ma-
chine 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




before the beginning of welding
process).

e Time of start of wire shift speed
(function 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
welding voltage on arc opposite wire
shift: ,,burning out” of wire towards
the torch top.

e Time of gas after blow 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 potentiometer to set up required
value of gas fore-blow time within range
0-10 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 welding process SOFT-START

enables adjustment of the following
parameters:

e The start time of welding wire
speed from minimum speed up to ad-
justed welding speed.

e Approaching wire speed Dbefore
welding arc ignition.

Both the functions work in a different

way. For a softer start approaching wire

-26-

speed is recommended — the second
option.

Adjustment — The start time of weld-
ing wire speed

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

SET

Adjust the requir value of the start time
of the wire speed shift with a potenti-
ometer within the range of 0-5 sec.

@ﬁ Adjustment of the approaching
wire speed shift
!Attention! Before adjusting
the approaching 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 pos-
sible 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 previ-
ous chapter.

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

KIT 2

KIT 3

Reduction for wire 5 kg and 18 kg

Spare fuses for heating gas source

Functions for two and four cycle time

Modes of spot welding and slow

pulsing

Special accessories for ordering:

e Cylinder pressure regulators for CO,
or mixed gases of Argon

e Spare rollers for wires different in
diameter

e Spare parts of welding torch

Connection to the electrical
supply

Before connecting the welder to the
electrical 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 230V50/60 Hz. It can however
work at 220V and 230V 50/60 Hz with-
out any problem. Connection to the
power supply must be carried out using
the four polar cable supplied with the
system, of which:
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e 2 conducting wires are needed for
connecting the machine to the sup-
ply

e the thirth, which is YELLOW
GREEN in colour is used for mak-
ing 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 terminal must
be connected to the earth conducting wire
(YELLOW-GREEN) of the supply.

NOTE 1: any extensions to the power
cable must be of a suitable diameter, and
absolutely not of a smaller diameter than
the special cable supplied with the ma-
chine.

Control agﬁaratus

Position 1 Connection of water cooling
system of torch

Position 2 EURO connector

Position 3 Button wire feeder

Position 4 Four and two stroke

Position 5 Test GAS buton

Position 6 Potentiometer of  speed
adjustment of wire feed

Position 7 Switch of SPOT function

with potentiometer of spot
time adjustment



Switch of DELAY func-
tion with potentiometer
setting delay time be-
tween particular spots,
slow pulses and switch of
two-time and four-time
functions

Switch on function ,,four
cycle

Control lamp LED whitch
indicate low compression
of cooling liquid in coo-
ling circle

Control lamp LED switch
on

Tundisch of cooling liquid
Service cable
PositronScaling with
function of over
blow,after blow of tri
pand burning low

PICTURE 2

Position 15  Inlet tube of Euro connec-
tor

Introduce spring

Adaptor of wire spool
Wire spool holder with
Brake

Position 8

Position 9

Position 10

Position 11

Position 12
Position 13
Position 14

Position 16
Position 17
Position 18

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
connected to earth in order to reduce elec-
tromagnetic 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.
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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
necessary to use the roll with V-shaped roll
groove. A list of rolls can be found IN ,,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. 0.6 and 0,8 mm).
e lift the holding-down mechanism
e screw out the locking plastic screw
and take out the roll
e 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

WIRE

e take off the side cover of wire con
tainer put on the wire spool onto the
holder into the container

e tighten the slotted nut so that the
roller slowed down, but it could turn
freely. If the slotted nut was tight-
ened too much, it slows turning of
the roller of wire down and it’s dif-
ficult for feeding mechanism, which
may make wire slipping in the roll
and bad feeding

e secure the nut with a split pin cut
off the end of the wire fastened to
the edge of the roller and lead it into
the inlet guide, then through the roll
of feed into the draw-in tube 10 cm
at least

e  check if the wire leads through the
right feed groove

e tilt the holding-down roll down and
return the holding-down mechanism
into the vertical level

e adjust the nut pressure of thrust to
secure the wire feed without prob-

WELDING

lems and deformation by too much

thrust

e dismount the gas tip of welding torch
unscrew the flow drawing tip

e connect the socket plug into the
network

e turn on the main switch (press the
button of the torch. The welding fire

e s lead into the torch. The speed of
the leading-in must be adjusted with
the potentiometer with the speed of
the wire feed

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 pro-
long the life of gas tube.

CHANGES WHEN USING ALLU-
MINIUM WIRE

For welding with aluminium wire it is
necessary 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 problems with ,,ruffle® of
wire, it is necessary to use wire in diame-
ter min. 1.0 mm from alloys AIMg3 or
AIMg5. Wires from alloys A199.5 or
AlSi5 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 drawing tie. As shielding atmos-
phere it is necessary to use pure Argon.

ADJUSTMENT OF WELDING PA-
RA-METERS OF VOLTAGE AND
SPEED WIRE

Adjustment of main welding parameters
of welding voltage and speed of wire
shift is carried out with a potentiometer
of wire speed (picture A position 1) and a
voltage switch (picture 1 position 1).
You shall always allocate speed of wire
shift to adjusted voltage (switch position
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1-10). Adjusted parameters depend on
used protective gas, wire diameter, ap-
plied wire type, size and position of a
weld etc.

For instance:

Welding machine KIT 2, 3, 315W, 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 A1 and adjusted speed of
wire shift will be 2,3 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 potentiometer to set up required
value of shift speed within range 0,5-20
m/min.

NOTE 1: Speed of wire shift can also be
adjusted and changed during welding.
Either a potentiometer or a remote con-
trol UP/DOWN can be used. During
welding (turning the potentiometer).

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

ADJUSTMENT OF OTHER WELD-

ING PARAMETERS

Controlling electronics of machines

Processor and Synergic enables adjust-

ment of the following welding parame-

ters:

e Time duration of gas fore-blow 0-5
sec. (time of protective gas fore-blow



