QUICKGUIDE
OMEGA:® YARD BASIC

Svejsetabel (indstillet veerdi) Indstilling af svejseforlabet
Langt tryk pa (11A) dbner for indstilling af svejseforlgbet. Veelg parameter ved at dreje pa (10).
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm Indstil valgt veerdi ved at dreje pa (11). Afslut med kort tryk pa (11A).
Materiale | Trad | Gas S uo S uo S uo S uo Kort tryk pa (12) slar visning af Fxx (F = funktion) parameternavne til og fra.
(m/min) V) (m/min) (V) (m/min) (V) (m/min) ) |
Fe 08 co, 2,5 19,0 4,5 19,5 7.0 21,0 11,0 27,0
Fe 10 |co, 2,0 180 |25 190 |30 200 |45 21,0 MIG/MAG parametre @
Fe 1,2 co, 1,0 18,0 2,0 20,0 2,5 21,0 3,5 22,0 Pr.G/F31 Forgas/Pre-gas (0,2 sek.)
AA Faktisk svejsestrgm (A) .
Fe 0,8 ArCo, 3,0 16,0 6,0 18,0 7.5 19,5 11,0 20,0 S.St/F32 Krybestart/Soft start (1,0 m/min.)
Fe 1,0 Arco, |20 15,0 3,0 16,0 4,0 170 |60 19,0 / bb.t/F37 Burn-Back (5 (0-30))
Fe 12 [arco, |15 165 |25 175 |35 180 |45 205 Po.G/F38 EftergasfPost-gas  (3,0sek.)
Pt/F39  Punktti i k.
Fe 16 | Arco, 1,0 17,0 2,0 180 |25 18,5 SPt/F39  Punkttid/Spot time (0,0 sek)
CrNi 1,0 Arco, |30 15,0 4,0 16,0 6,0 170 |85 20,0
CrNi 1,2 Arco, |20 15,0 3,0 16,0 35 16,5 6.0 18,0
Al 1,0 Ar 4,0 14,5 6.0 15,0 7.5 160 |90 19,0
Al 1,2 Ar 35 13,0 5,0 15,0 8,0 160 |90 17,0
> t
Proces 4,0 mm 6,0 mm 10,0 mm GS.F / F22 (gasflow) 0,5-27 I/min (kun maskiner med IGC) (option)
Materiale | Trad | Gas S uo S uo S uo
(m/min) V) (m/min) (V) (m/min) (V)
Fe 08 |co, 13,0 20 180 300 | 240 37,0 MMA (elektrode) parametre e.
Fe 1,0 o, 6,0 22,5 9.0 24,5 14,0 32,0 Nar MMA svejseprogrammet er valgt,
Fe 12 co 45 230 75 285 1.0 36,0 er der kun adgang til felgende parametre:
Fe 08 Arco, | 14,0 26,0 18,0 31,0 24,0 33,0 A
A
Fe 1,0 ArCO, 8,0 20,0 11,5 26,5 16,0 30,0 HS.A / F11 Hotstart (25%)
Fe 1,2 Arco, |55 20,5 8,0 29,0 10,0 32,0 Hs.t/F12 Hotstarttid (0,5 sek.)
Fe 1,6 Arco, |30 19,5 4,0 22,0 5,5 29,0 Arc/F13  Arcforce  (25%)
FeFlux 1,2 Arco, |60 21,0 8,0 25,0 11,0 28,0
CrNi 1,0 Arco, |90 25,0 10,0 27,0 A
Indstillet Kortslutning
CrNi 1,2 ArcCo, 8,0 24,0 10,0 24,0 12,0 31,0 svejsestrgm (A) t
»
Al 1,0 Ar 11,0 22,0 13,0 25,0 15,0 27,0 ~
Al 1,2 Ar 10,0 18,0 13,0 23,0 15,0 0 | e
Figur 1
Tabel 1

MiCALR0MNiC
WELDING VALUE
DK 50113783 A



QUICKGUIDE
OMEGA:® YARD BASIC

9. Visning af svejsespaending eller 14. MIG/MAG svejsning
Arc adjust Tryk pa knappen for at veelge MIG/MAG
svejsning.
10. Indstilling af trédhastighed eller Fabriksindstillinger genindlaeses ved langt

tryk, hvis indikator lyser.

svejsestrom Program er optimeret i forhold til mix-gas.

Drej pa knappen for at indstille den gnskede
tradhastighed (MIG/MAG) (se tabel 1) eller 15

svejsestram (MMA). - Rangering af trad

Trad fremfores ved tryk pa knappen.

- . . Hastighed justeres ved samtidig at dreje pa
11. Indstilling af svejsespaending, (10). ghed) ° ep

Arc adjust og svejseforlab

Drej pa knappen for at indstille den gnskede
svejsespaending eller Arc adjust (se tabel 1).
Kort tryk (11A) (MIGIMAG): Skift mellem
visning af svejsespaending og Arc adjust.
Langt tryk (11A): Abner for justering af
svejseforlgbet (se figur 1).

; 12. Valg af tastemetode
1. Svejsestrom, [A] skift mellem 2-takt (indikator slukket) og
4-takt (indikator taendt).

2. Tradhastighed, [m/min] 2-takt: Svejseforlgbet begynder, nar
3. Svei di V] braendertasten aktiveres og afsluttes, nar
- Svejséspzending, braendertasten slippes.
. 4-takt: Svejseforlgbet begynder, nar
4. Arc adJUSt braendertasten aktiveres og slippes. Svejse-
. forlobet afsluttes, nér breendertasten atter
5. Lasesymbol aktiveres.
Las: Iseet SD lasekort og veelg "1", "2" eller Langt tryk: Abner brugermenu.
"All” ved at dreje pa (11). Se yderligere information i brugsanvisning.
Las op: Isaet atter SD lasekort og panelet
er ulast. Se yderligere information i 13. Elektrodesvejsning (VMA)
brugsanvisning. Tryk p& knappen for at veelge elektrode-
. svejsning.
6. Advarsel — Overophedning Fabriksindstillinger genindlaeses ved langt

tryk, hvis indikator lyser.
7. Fejl - Se brugsanvisning

8. Visning af tradhastighed eller
svejsestrom
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Welding table (set value)

Setting the welding process

Press and hold (11A) to open for setting the welding process. Choose parameter by turning (10).
Set the chosen value by turning (11). To close this function, press (11A) briefly.

Press (12) briefly to turn display of Fxx (F = function) parameter names on/off.

Process 1.0 mm 1.5 mm 2.0 mm 3.0 mm
Material | Wire | Gas S uo S uo S uo S uo

(m/min) (V) (m/min) V) (m/min) (V) (m/min) V)
Fe 0.8 co, 25 19.0 4.5 19.5 7.0 21.0 11.0 27.0
Fe 1.0 co, 2.0 18.0 25 19.0 3.0 20.0 45 21.0
Fe 1.2 co, 1.0 18.0 2.0 20.0 25 21.0 35 22.0
Fe 0.8 ArCo, 3.0 16.0 6.0 18.0 7.5 19.5 11.0 20.0
Fe 1.0 ArCo, 2.0 15.0 3.0 16.0 4.0 17.0 6.0 19.0
Fe 1.2 ArCo, 15 16.5 25 17.5 3.5 18.0 4.5 20.5
Fe 1.6 ArCO, 1.0 17.0 2.0 18.0 2.5 18.5
CrNi 1.0 ArCo, | 3.0 15.0 4.0 16.0 6.0 17.0 8.5 20.0
CrNi 1.2 ArCO, 2.0 15.0 3.0 16.0 35 16.5 6.0 18.0
Al 1.0 Ar 4.0 14.5 6.0 15.0 7.5 16.0 9.0 19.0
Al 1.2 Ar 3.5 13.0 5.0 15.0 8.0 16.0 9.0 17.0
Process 4.0 mm 6.0 mm 10.0 mm
Material | Wire | Gas S uo S uo S uo

(m/min) V) (m/min) V) (m/min) )
Fe 0.8 co, 13.0 29.0 18.0 30.0 24.0 37.0
Fe 1.0 co, 6.0 22,5 9.0 24.5 14.0 32.0
Fe 1.2 co, 45 23.0 7.5 28.5 11.0 36.0
Fe 0.8 ArCo, 14.0 26.0 18.0 31.0 24.0 33.0
Fe 1.0 ArCOo, | 8.0 20.0 11.5 26.5 16.0 30.0
Fe 1.2 ArcCo, 5.5 20.5 8.0 29.0 10.0 32.0
Fe 1.6 ArCO, 3.0 19.5 4.0 22.0 5.5 29.0
FeFlux 1.2 ArCo, | 6.0 21.0 8.0 25.0 11.0 28.0
CrNi 1.0 ArCO, 9.0 25.0 10.0 27.0
CrNi 1.2 Arco, | 8.0 24.0 10.0 24.0 12.0 31.0
Al 1.0 Ar 11.0 22.0 13.0 25.0 15.0 27.0
Al 1.2 Ar 10.0 18.0 13.0 23.0 15.0 26.0

Table 1

MIG/MAG parameters @

AA Actual welding current (A) Pr.G/F31 Pre-gas (0.2 sec.)
S.St/F32 Soft start (1.0 m/min.)
bb.t/ F37 Burn-Back (5 (0-30))
Po.G / F38 Post-gas (3.0 sec.)
SPt/F39 Spottime (0.0 sec.)

GS.F/ F22 (gas flow) 0,5-27 I/min (only machines with IGC) (optional equipment)

MMA (electrode) parameters @

When the MMA welding program is chosen, the operator is
allowed access to the following parameters only

AA
HS.A/F11 Hotstart (25%)
HS.t/F12 Hotstart time (0,5 sek.)
Arc/F13  Arc force (25%)

2
Set welding Short circuit
current (A)

Ve

Figure 1
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v & W N

Welding current, [A]

Wire feed speed, [m/min]
Welding voltage, [V]
Arc adjust

Lock symbol

Lock: Insert the SD lock card and choose “1”,
“2" or "All" using (11).

Unlock: Reinsert the SD lock card to unlock
the control panel. For detail information,
see instruction manual.

Warning - Overheating

Fault indicator
See instruction manual

Display of wire feed speed or
welding current

9.

10.

11.

12.

13.

14.

Display of welding voltage or 15.

Arc adjust

Setting wire feed speed or

welding current

Turn the control knob to set the desired
wire feed speed (MIG/MAG) (see table 1) or
welding current (MMA).

Setting welding voltage,

Arc adjust and welding process
Turn the control knob to set the desired
welding voltage or Arc adjust (see table 1).
Short press (11A) (MIG/IMAG): Change
between display of welding voltage and Arc
adjust.

Long press (11A): Opens for setting the
welding process (see figure 1).

Selecting trigger mode

Change between 2-stroke (indicator off) and
4-stroke (indicator on).

2-stroke: The welding process starts when
the torch trigger is activated and ends when
the torch trigger is released.

4-stroke: The welding process starts when
the torch trigger is activated and released
and ends when the torch trigger is activated
again.

Long press: Opens user menu. For detail
information, see instruction manual.

MMA welding

Press the key to choose MMA welding.

Long press recalls factory settings if indicator
is on.

MIG/MAG welding

Press the key to choose MIG/MAG welding.
Long press recalls factory settings if indicator
is on.

Program is optimised with regard to mix-gas

Wire inching

Press the key to feed the wire and adjust
the wire feed speed by turning (10)
simultaneously.
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SchweiBtabelle (eingestellter Wert)

Verfahren 1,0 mm 1,5 mm 2,0 mm 3,0 mm
Material |Draht | Gas S uo S uo S uo S uo

(m/min) V) (m/min) v) (m/min) v) (m/min) V)
Fe 0,8 co, 2,5 19,0 4,5 19,5 7,0 21,0 11,0 27,0
Fe 1,0 co, 2,0 18,0 2,5 19,0 3,0 20,0 4,5 21,0
Fe 1.2 co, 1.0 18,0 2,0 20,0 2,5 21,0 3,5 22,0
Fe 0,8 ArCO, 3,0 16,0 6,0 18,0 7.5 19,5 11,0 20,0
Fe 1,0 ArcCo, 2,0 15,0 3,0 16,0 4,0 17,0 6,0 19,0
Fe 1,2 Arco, |15 16,5 2,5 17,5 3,5 18,0 4,5 20,5
Fe 1.6 ArCO, 1.0 17,0 2,0 18,0 2,5 18,5
CrNi 1.0 ArCo, 3,0 15,0 4,0 16,0 6,0 17,0 8,5 20,0
CrNi 1,2 ArCO, 2,0 15,0 3,0 16,0 3,5 16,5 6,0 18,0
Al 1,0 Ar 4,0 14,5 6,0 15,0 7.5 16,0 9,0 19,0
Al 1,2 Ar 3,5 13,0 50 15,0 8,0 16,0 9,0 17,0
Verfahren 4,0 mm 6,0 mm 10,0 mm
Material |Draht | Gas S uo S uo S uo

(m/min) V) (m/min) (V) (m/min) (V)
Fe 0,8 co, 13,0 29,0 18,0 30,0 24,0 37,0
Fe 1.0 co, 6,0 22,5 9,0 24,5 14,0 32,0
Fe 1.2 co, 4,5 23,0 7.5 28,5 11,0 36,0
Fe 0,8 ArCO, 14,0 26,0 18,0 31,0 24,0 33,0
Fe 1,0 ArCO, 8,0 20,0 11,5 26,5 16,0 30,0
Fe 1,2 ArCo, 5,5 20,5 8,0 29,0 10,0 32,0
Fe 1.6 ArCo, 3,0 19,5 4,0 22,0 5,5 29,0
FeFlux 1,2 ArCO, 6,0 21,0 8,0 25,0 11,0 28,0
CrNi 1,0 ArcCo, 9,0 25,0 10,0 27,0
CrNi 1,2 ArCO, 8,0 24,0 10,0 24,0 12,0 31,0
Al 1.0 Ar 11,0 22,0 13,0 25,0 15,0 27,0
Al 1.2 Ar 10,0 18,0 13,0 23,0 15,0 26,0

Tabelle 1

Einstellung des SchweiBBvorgangs

Langer Tastendruck auf (11A) 6ffnet fur Einstellung des SchweiBvorgangs. Wahlen Sie die
Parameter mittels (10). Den gewahlten Wert mittels (11) einstellen. Kurzer Tastendruck auf (11A)
schaltet die Funktion aus. Kurzer Tastendruck (12): Anzeige der Fxx (F = Funktion)-Parameter-

namen ein/aus.

MIG/MAG-Parameter (&

AA Tatsédchlicher SchweiBstrom (A)

™

5SSk
olos

m/min

Pr.G/F31 Vorgas/Pre-gas (0,2 Sek.) H
S.St/F32 Einschleichen/Soft start (1,0 m/min.) '
bb.t / F37 Drahtriickbrandzeit/Burn-Back (5 (0-30))
Po.G / F38 Nachgas/Post-gas (3,0 Sek.)
SPt/F39 PunktschweiBzeit/Spot time (0,0 Sek.)

MMA-(Elektroden)Parameter '@'

Wenn das MMA-SchweiBprogramm gewahlt wurde,
sind nur folgende Parameter zugénglich

GS.F / F22 (Gasdurchfluss) 0,5-27 I/min (nur Maschinen mit IGC) (optionale Ausstattung)

HS.A/F11 Hotstart
HS.t/F12 Hotstartzeit (0,5 Sek.)

(25%)

Arc force (25%)

AA
Arc/F13
Eingestellter Kurzschluss
SchweiBstrom (A) t
—>

Figur 1
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. SchweiB3strom, [A]

. Drahtférdergeschwindigkeit,
[m/min]

. SchweiB3spannung, [V]
. Arc adjust

. Sperr-Symbol

Sperren: Die SD-Sperrkarte einsetzen und
"1", “2" oder "All"” mittels (11) wahlen.
Entsperren: Die SD-Sperrkarte wieder ein-
setzen, wodurch das Bedienfeld entsperrt
wird. Weitere Information entnehmen Sie
der Betriebsanleitung.

. Warnung - Uberhitzung

. Fehleranzeige
Siehe Betriebsanleitung

10.

11.

12.

Anzeige der Drahtférder- 13.

geschwindigkeit oder
des SchweiBstroms

Anzeige der SchweiBspannung
oder Arc adjust

14.

Einstellung der Drahtforder-
geschwindigkeit oder

des SchweiBstroms

Einstellung der gewuinschten Drahtforder-
geschwindigkeit (MIG/MAG) (siehe Tabelle 1)
oder des SchweiBstroms (MMA) mittels des
Drehknopfs.

Einstellung der SchweiBspannung,
Arc adjust und des SchweiB3-
vorgangs

Einstellung der gewlinschten Schweif3-
spannung oder Arc adjust (siehe Tabelle 1)
mittels des Drehknopfs.

Kurzer Tastendruck (11A) (MIG/IMAG):
Zwischen Anzeige der SchweiBBspannung
und Arc adjust wechseln.

Langer Tastendruck (11A): Offnet fur Ein-
stellung des SchweiBvorgangs (siehe Figur
1).

Trigger-Modus

Wechseln Sie zwischen 2-Takt (Indikator aus)
und 4-Takt (Indikator ein).

2-Takt: Der SchweiBvorgang beginnt, wenn
der Trigger gedruckt wird und endet, wenn
er losgelassen wird.

4-Takt: Der SchweiBvorgang beginnt, wenn
der Trigger gedruckt und losgelassen wird
und endet, wenn er wiederum gedrickt
wird.

Langer Tastendruck: Offnet das Anwender-
menu. Weitere Information entnehmen Sie
der Betriebsanleitung.

15.

Elektrodenhandschweien (MMA)
Taste driicken um ElektrodenhandschweiBen
zu wahlen.

Langer Tastendruck setzt auf werkseitige
Einstellung zurtick, wenn der Indikator
leuchtet.

MIG/MAG-Schweif3en

Taste driicken um MIG/MAG-SchweiB3en zu
wahlen.

Langer Tastendruck setzt auf werkseitige
Einstellung zurlck, wenn der Indikator
leuchtet.

Programm ist optimiert im Verhaltnis zu
Mischgas.

Drahtforderung

Taste gedrilickt halten um den Draht zu
fuhren. Gleichzeitig die Drahtforder-
geschwindigkeit mittels (10) einstellen.

MiCAT30MNiC
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Tableau de soudage (consigne)

Procédé 1.0 mm 1.5 mm 2.0 mm 3.0 mm
Matériau | Fil Gaz S uo S uo S uo S uo

(m/min) V) (m/min) (V) (m/min) (V) (m/min) ()]
Fe 0.8 co, 2.5 19.0 4.5 19.5 7.0 21.0 11.0 27.0
Fe 1.0 co, 2.0 18.0 25 19.0 3.0 20.0 4.5 21.0
Fe 1.2 o, 1.0 18.0 2.0 20.0 2.5 21.0 3.5 22.0
Fe 0.8 Arco, | 3.0 16.0 6.0 18.0 7.5 19.5 11.0 20.0
Fe 1.0 Arco, | 2.0 15.0 3.0 16.0 4.0 17.0 6.0 19.0
Fe 1.2 Arco, |15 16.5 25 17.5 3.5 18.0 4.5 20.5
Fe 1.6 ArCo, 1.0 17.0 2.0 18.0 25 18.5
CrNi 1.0 Arco, | 3.0 15.0 4.0 16.0 6.0 17.0 8.5 20.0
CrNi 1.2 Arco, |20 15.0 3.0 16.0 3.5 16.5 6.0 18.0
Al 1.0 Ar 4.0 14.5 6.0 15.0 7.5 16.0 9.0 19.0
Al 1.2 Ar 3.5 13.0 5.0 15.0 8.0 16.0 9.0 17.0
Procédé 4.0 mm 6.0 mm 10.0 mm
Matériau | Fil Gaz S uo S uo S uo

(m/min) (V) (m/min) (V) (m/min) ()]
Fe 0.8 o, 13.0 29.0 18.0 30.0 24.0 37.0
Fe 1.0 co, 6.0 225 9.0 24.5 14.0 32.0
Fe 1.2 o, 4.5 23.0 7.5 28.5 11.0 36.0
Fe 0.8 Arco, | 14.0 26.0 18.0 31.0 24.0 33.0
Fe 1.0 Arco, | 8.0 20.0 11.5 26.5 16.0 30.0
Fe 1.2 ArcCo, 5.5 20.5 8.0 29.0 10.0 32.0
Fe 1.6 Arco, | 3.0 19.5 4.0 22.0 5.5 29.0
FeFlux 1.2 Arco, | 6.0 21.0 8.0 25.0 11.0 28.0
CrNi 1.0 Arco, | 9.0 25.0 10.0 27.0
CrNi 1.2 Arco, | 8.0 24.0 10.0 24.0 12.0 31.0
Al 1.0 Ar 11.0 22.0 13.0 25.0 15.0 27.0
Al 1.2 Ar 10.0 18.0 13.0 23.0 15.0 26.0

Tableau 1

Réglage du procédé de soudage

Appuyer et maintenir la pression sur (11A) pour ouvrir le réglage du procédé de soudage.
Choisir le paramétre en faisant tourner (10). Régler la valeur choisie en faisant tourner (11).
Pour fermer cette fonction, appuyer brievement sur (11A).

Appuyer brievement sur (12) pour activer/désactiver I'affichage des noms de parametre
Fxxx (F = fonction).

Paramétres MIG/MAG &

Pr.G/F31 Pré-gaz/Pre-gas (0,2 sec.)
AA Courant de soudage actuel (A) | g s¢/F32  Approche fillSoft start (1,0 m/min.)
/ bb.t/ F37 (Anti collage) Burn-Back (5 (0-30))
Po.G / F38 Post-gaz/Post-gas (3,0 sec.)
5 Gk SPt/F39 Pointage (tempo) /Spot time (0,0 sec.)
olos
m/min

GS.F / F22 (débit gazeux) 0,5-27 I/min (uniquement sur les machines avec IGC) (disponible en option)

Paramétres (électrode) MMA @

Lorsque le programme de soudage MMA est sélectionné,
I'opérateur n'a accés gu’aux paramétres suivants.

AA
HS.A /F11 Hotstart (25%)
HS.t/F12 Hotstart tempo (0,5 sec.)
Arc/F13  Arcforce (25%)

A
Courant de Court-circuit
soudage réglé (A)

o

Figure 1
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-

. Courant de soudage, [A]

2.
3.
4,
5.

Vitesse du fil, [m/min]
Tension de soudage, [V]
Réglage de I'arc

Verrouillage

Verrou : Insérer la Carte SD et sélectionner
1", "2" ou “ALL" avec le bouton (11) pour
verrouiller le panneau frontal partiellement
(1)/(2) ou completement (ALL).
Déverrouillage : Ré-insérer la carte SD pour
déverrouiller le panneau frontal. Pour plus
d’information, veuillez vous reporter au
manuel d'utilisation.

Avertissement — Surchauffe

Indicateur de défaut
Voir manuel

10.

11.

12.

Affichage de la vitesse du fil ou
du courant de soudage

Affichage de la tension de soudage
ou du réglage de I'arc

14.

Réglage de la vitesse du fil ou

du courant de soudage

Faire tourner le bouton de commande pour
régler la vitesse du fil (MIG/MAG) (voir
tableau 1) ou le courant de soudage (MMA)
désiré.

Réglage de la tension de soudage,

de I'arc et du procédé de soudage
Faire tourner le bouton de commande pour
régler la tension de soudage ou I'arc désiré
(voir tableau 1).

Courte pression (11A) (MIG/IMAG): Changer
entre affichage de la tension de soudage et
réglage de l'arc.

Longue pression (11A): Ouvre le réglage du
procédé de soudage (voir figure 1).

Sélection du mode

de déclenchement

Changer entre 2-temps (indicateur éteint) et
4-temps (indicateur allumé).

2-temps : Le procédé de soudage démarre
lorsque le déclencheur de torche est activé
et s'arréte lorsque le déclencheur de torche
est relaché.

4-temps : Le procédé de soudage démarre
lorsque le déclencheur de torche est activé
et relaché et s'arréte lorsque le déclencheur
de torche est activé a nouveau.

Longue pression : Ouvrir le menu de
|'utilisateur. Pour plus d'information, veuillez
vous reporter au manuel d'utilisation.

13.

15.

Soudage MMA

Appuyer sur la touche pour choisir soudage
MMA.

Une longue pression permet de rappeler les
réglages d'usine si I'indicateur est allumé.

Soudage MIG/MAG

Appuyer sur la touche pour choisir soudage
MIG/MAG.

Une longue pression permet de rappeler les
réglages d'usine si I'indicateur est allumé.
Ce programme est optimisé pour les
mélanges gazeux.

Avancement du fil

Appuyer sur la touche pour dévider le fil et
régler la vitesse du fil en faisant tourner (10)
simultanément.
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Svetstabell (installda varden) Instéllning av svetsforloppet
Langt tryck (11A) 6ppnar for installning av svetsforloppet. Valj parameter genom att vrida pa (10).

Process 1,0 mm 1,5 mm 2,0 mm 3,0 mm Stall in valt varde genom att vrida pa (11). Avsluta med kort tryck pa (11A)
Material | Trad | Gas s ) S uo S uo S uo Kort tryck pa (12) slar visning av Fxx (F = funktion) parameternamn till och fran.

(m/min) V) (m/min) (V) (m/min) (V) (m/min) ()]
Fe 08 co, 2,5 19,0 45 19,5 7.0 21,0 11,0 27,0
Fe 10 |co, 2,0 180 |25 190 |30 200 |45 21,0 MIG/MAG parametrar @
Fe 1,2 co, 1,0 18,0 2,0 20,0 2,5 21,0 |35 22,0 A

A . N i ]
e 08 Ao, | 3.0 160 6.0 180 75 95 0 20,0 Faktisk svetsstrém (A) Pr.G /F31 Forgas/Pre-gas (0,2 sek.)
/ S.St/F32 Krypstart/Softstart (1,0 m/min.)
Fe 1,0 Arco, |20 15,0 3,0 16,0 4,0 170 |60 19,0
bb.t / F37 Burn-Back (5 (0-30))
Fe 1,2 Arco, |15 16,5 2,5 17,5 35 180 |45 20,5
Po.G / F38 Eftergas/Post-gas (3,0 sek.)
Fe 16 | Ao, 1.0 170 |20 180 [25 185 SPt/F39  Punkttid/Spottime (0,0 sek.)
CrNi 1,0 Arco, |30 15,0 4,0 16,0 6,0 170 |85 20,0
CrNi 1,2 Arco, |20 15,0 3,0 16,0 3,5 16,5 6.0 18,0
Al 1,0 Ar 4,0 14,5 6.0 15,0 7.5 160 |90 19,0
Al 1,2 Ar 3,5 13,0 5,0 15,0 8,0 160 |90 17,0
> t

Process 4,0 mm 6,0 mm 10,0 mm GS.F / F22 (gasflow) 0,5-27 I/min (endast maskiner med IGC) (option)
Material | Trad | Gas S uo S uo S uo

(m/min) V) (m/min) (V) (m/min) (V)
Fe 0,8 co, 13,0 29,0 18,0 30,0 24,0 37,0 MMA (elektrod) parametrar .e.
Fe 1,0 o, 6,0 22,5 9.0 24,5 14,0 32,0 Nar MMA svetsprogrammet ar vald har man
Fe 1,2 co, 4,5 23,0 7,5 28,5 11,0 36,0 endast tillgang till féljande parametrar:
Fe 0,8 Arco, | 14,0 26,0 18,0 31,0 24,0 33,0 A A
Fe 1,0 Arco, |80 20,0 11,5 26,5 16,0 30,0 HS.A/F11 Hotstart (25%)
Fe 1,2 Arco, |55 205 |80 29,0 10,0 32,0 HS.t/F12 Hotstarttid (0,5 sek.)
Fe 16 |arco, |30 195 |40 20 |55 29,0 Arc/F13  Arcforce  (25%)
FeFlux 1,2 Arco, |60 21,0 8,0 25,0 11,0 28,0

; 2
CrNi 1,0 ArcCo, 9.0 25,0 10,0 27,0 Instélld Kortslutning
CrNi 12 | Arco, |80 240 | 100 24,0 12,0 31,0 svetsstrom (A) 't
Al 1,0 Ar 11,0 22,0 13,0 25,0 15,0 27,0
Al 1,2 Ar 10,0 18,0 13,0 23,0 15,0 26,0
Tabell 1 Figur 1
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9. Visning av svetsspanning eller 14. MIG/MAG svetsning
Arc adjust Tryck pa knappen for att vélja MIG/IMAG
svetsning.
10. Instéllning av trédhastighet eller Fabriksinstéllningar aterinlases vid langt

tryck om indikatorn lyser.
Programmet ar optimerat i férhallande till
mix-gas.

svetsstrom
Vrid pa knappen for att stalla in 6nskad
tradhastighet (MIG/MAG) (se tabell 1) eller

svetsstrom (MMA). 15. Rangering av trad

rr P Trad matas fram genom att trycka pa
11. Instéllning av svetsspanning, knappen. Hastighet justeras genom att

Arc adjust och svetsforloppet samtidigt vrida pa (10).
Vrid pa knappen for att stalla in den
Onskade svetsspanningen eller Arc adjust (se
tabell 1).

Kort tryck (11A) (MIG/IMAG): Vaxling mellan
visning av svetsspanning och Arc adjust.
Langt tryck (11A): Oppnar fér justering av
svetsforloppet.

1. Svetsstrom, [A]

12. Val av avtryckarmetod
Skifta mellan 2-takt (indikator slackt) och

2. Tradhastighet, [m/min] 4-takt (indikator tand).
. 2-takt: Svetsforloppet startar nar brannar-
3. Svetsspénning, [V] avtryckaren aktinrF')as och avslutas nar
. brannaravtryckaren slapps.
4. Arc adJUSt 4-takt: Svetsforloppet startar nar brannar-
avtryckaren aktiveras och slapps. Svets-
5. Lassymbol forloppet avslutas nar avtryckaren &ater
Las: Satt i SD laskort och valj "1, “2" eller aktiveras.
"All" genom att vrida pa (11). Langt tryck: Oppnar anvandarmenyn. Se
Las upp: Satt ater i SD laskort och panelen ytterligare information i bruksanvisningen.
ar olast. Se ytterligare information i
bruksanvisningen. 13. Elektrodsvetsning (MMA)
" Tryck pa knappen for att valja elektrod-
6. Varning — Overhettning svetsning.
Fabriksinstallningar aterinlases vid langt
7. Fel - Se bruksanvisning tryck om indikatorn lyser.

8. Visning av tradhastighet eller
svetsstrom

MiCAT30MNiC
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Tabella parametri di saldatura (set value)

Processo 1,0 mm 1,5 mm 2,0 mm 3,0 mm
Materiale | Filo Gas S uo S uo S uo S uo

(m/min) V) (m/min) (V) (m/min) (V) (m/min) ()]
Fe 0,8 o, 2,5 19,0 4,5 19,5 7.0 21,0 11,0 27,0
Fe 1,0 co, 2,0 18,0 2,5 19,0 3,0 20,0 4,5 21,0
Fe 1,2 co, 1,0 18,0 2,0 20,0 2,5 21,0 3,5 22,0
Fe 0,8 Arco, |30 16,0 6,0 18,0 7.5 19,5 11,0 20,0
Fe 1,0 ArCo, |20 15,0 3,0 16,0 4,0 17,0 6,0 19,0
Fe 1,2 ArCo, 1,5 16,5 2,5 17,5 3,5 18,0 4,5 20,5
Fe 1,6 ArCO, 1,0 17,0 2,0 18,0 2,5 18,5
CrNi 1,0 Arco, |30 15,0 4,0 16,0 6,0 17,0 8,5 20,0
CrNi 1,2 Arco, |20 15,0 3,0 16,0 3,5 16,5 6,0 18,0
Al 1,0 Ar 4,0 14,5 6,0 15,0 7.5 16,0 9,0 19,0
Al 1,2 Ar 3,5 13,0 5,0 15,0 8,0 16,0 9,0 17,0
Processo 4,0 mm 6,0 mm 10,0 mm
Materiale | Filo Gas S uo S uo S uo

(m/min) V) (m/min) (V) (m/min) (V)
Fe 0,8 o, 13,0 29,0 18,0 30,0 24,0 37,0
Fe 1,0 co, 6,0 22,5 9,0 24,5 14,0 32,0
Fe 1,2 co, 4,5 23,0 7.5 28,5 11,0 36,0
Fe 0,8 ArCO, 14,0 26,0 18,0 31,0 24,0 33,0
Fe 1,0 ArCO, |80 20,0 11,5 26,5 16,0 30,0
Fe 1.2 ArcCo, 5,5 20,5 8,0 29,0 10,0 32,0
Fe 1,6 Arco, |30 19,5 4,0 22,0 55 29,0
FeFlux 1,2 ArCo, | 6,0 21,0 8,0 25,0 11,0 28,0
CrNi 1,0 Arco, |90 25,0 10,0 27,0
CrNi 1,2 Arco, |80 24,0 10,0 24,0 12,0 31,0
Al 1,0 Ar 11,0 22,0 13,0 25,0 15,0 27,0
Al 1,2 Ar 10,0 18,0 13,0 23,0 15,0 26,0

Tabella 1

Regolazione del processo di saldatura

Tenere premuta la manopola (11A) per aprire il menu dei parametri secondari.

Selezionare il parametro girando la manopola (10) e regolarlo girando la manopola (11).

Per chiudere il menu premere brevemente (11A).

Premere per breve tempo (12) per attivare la visualizzazione di Fxx (F = function) nomi parametri

on/off.

Parametri MIG/MAG @

AA Corrente di saldatura (A)

Pr.G/F31 Pre-gas (0,2 sec.)
S.St/F32 Soft start (1,0 m/min.)
bb.t/ F37 Burn-Back (5 (0-30))
Po.G / F38 Post-gas (3,0 sec.)
SPt/F39 Tempo puntatura/Spot time (0,0 sec.)

Parametri MMA '@'

selezionabili solo i seguenti parametri :

AA

2
Corrente di
saldatura (A)

GS.F / F22 (gas flow) 0,5-27 I/min (solo macchine con IGC) (kit opzionale)

Quando si sia impostato il programma MMA sono

Corto circuito

HS.A/F11 Hotstart (25%)
HS.t/F12 Tempo di Hotstart (0,5 sec.)
Arc/F13  Arc force (25%)
t

>

Figura 1
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v & W N

Corrente di saldatura, [A]

Velocita filo, [m/min]
Tensione di saldatura, [V]
Reattanza

Simbolo di blocco

Blocco : Inserire la carta SD di blocco e
selezionare “1”, “2" oppure “All" girando la
manopola (11).

Shlocco : Reinserire la carta SD di blocco per
sbloccare il pannello frontale. Per ulteriori
informazioni vedi manuale.

Allarme - surriscaldamento

Indicazione di errore
Vedi manuale

11.

12.

13.

Display di corrente o velocita filo 14.

Display di tensione o reattanza

Regolazione velocita filo o

corrente di saldatura

Girare la manopola per regolare la velocita
filo (MIG/MAG) o la corrente di saldatura
(MMA).

Regolazione tensione di saldatura,

reattanza e processo di saldatura
Girare la manopola per regolare tensione e
reattanza (tab. 1).

Breve pressione (11A) (MIG/IMAG): cambio
display tra tensione di saldatura e reattanza.
Lunga pressione (11A): apre il menu
processo di saldatura (fig.1).

2/4 tempi

Permette di cambiare da 2 tempi (LED
spento) a 4 tempi (LED acceso).

2 tempi : Il processo di saldatura inizia
quando viene premuto il pulsante torcia e si
interrompe quando questo viene rilasciato.
4 tempi : Il processo di saldatura inizia
quando il pulsante torcia viene premuto e
rilasciato (fino al rilascio & attiva la funzione
hot start) e si interrompe quando questo
viene premuto nuovamente.

Lunga pressione : Apre menu utente. Per
ulteriori informazioni vedi manuale.

Saldatura MMA

Premere questo tasto per selezionare
saldatura MMA.

Con il led acceso premere a lungo per
impostare i valori di fabbrica.

15.

Saldatura MIG/MAG

Premere questo tasto per selezionare
saldatura MIG/MAG.

Con il led acceso premere a lungo per
impostare i valori di fabbrica.

Il programma & ottimizzato per 'uso di
miscela.

Avanzamento filo

Premendo questo pulsante il filo

avanza manualmente. La velocita di
avanzamento puo essere regolata girando
contemporaneamente la manopola (10).

MiCAT30MNiC
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PIKAKAYTTOOHJE

Hitsaustaulukko (asetus arvot)

Prosessi 1,0 mm 1,5 mm 2,0 mm 3,0 mm
Materiaali | Lanka | Kaasu S uo S uo S uo S uo

(m/min) V) (m/min) V) (m/min) V) (m/min) V)
Fe 0,8 co, 2,5 19,0 4,5 19,5 7.0 21,0 11,0 27,0
Fe 1,0 co, 2,0 18,0 2,5 19,0 3,0 20,0 4,5 21,0
Fe 1.2 co, 1.0 18,0 2,0 20,0 2,5 21,0 3,5 22,0
Fe 0,8 ArCO, 3,0 16,0 6,0 18,0 7.5 19,5 11,0 20,0
Fe 1,0 ArcCo, 2,0 15,0 3,0 16,0 4,0 17,0 6,0 19,0
Fe 1,2 ArCo, 1,5 16,5 2,5 17,5 3,5 18,0 4,5 20,5
Fe 1.6 ArCO, 1.0 17,0 2,0 18,0 2,5 18,5
CrNi 1,0 ArCo, 3,0 15,0 4,0 16,0 6,0 17,0 8,5 20,0
CrNi 1,2 ArCO, 2,0 15,0 3,0 16,0 3,5 16,5 6,0 18,0
Al 1,0 Ar 4,0 14,5 6,0 15,0 7.5 16,0 9,0 19,0
Al 1,2 Ar 3,5 13,0 50 15,0 8,0 16,0 9,0 17,0
Prosessi 4,0 mm 6,0 mm 10,0 mm
Materiaali | Lanka | Kaasu S uo S uo S uo

(m/min) V) (m/min) V) (m/min) V)
Fe 0,8 co, 13,0 29,0 18,0 30,0 24,0 37,0
Fe 1,0 co, 6,0 22,5 9,0 24,5 14,0 32,0
Fe 1.2 co, 4,5 23,0 7.5 28,5 11,0 36,0
Fe 0,8 ArCo, 14,0 26,0 18,0 31,0 24,0 33,0
Fe 1,0 Arco, 8,0 20,0 11,5 26,5 16,0 30,0
Fe 1,2 ArCO, 55 20,5 8,0 29,0 10,0 32,0
Fe 1.6 ArCO, 3,0 19,5 4,0 22,0 55 29,0
FeFlux 1.2 ArCo, 6,0 21,0 8,0 25,0 11,0 28,0
CrNi 1,0 ArCo, 9,0 25,0 10,0 27,0
CrNi 1,2 Arco, 8,0 24,0 10,0 24,0 12,0 31,0
Al 1,0 Ar 11,0 22,0 13,0 25,0 15,0 27,0
Al 1,2 Ar 10,0 18,0 13,0 23,0 15,0 26,0

Taulukko 1

Hitsausprosessin asetus

Paina ja pida painettuna (11A) avataksesi valikon hitsausprosessin saatoon.

Valitse parametrit kaantamalla saadinta (10) . Valitse saadettava arvo kdantamalla saadinta (11).
Lopettaaksesi toiminnon, paina saadinta (11A) lyhyesti.

Avaa/sulje parametrien toimintonaytto Fxx (F=toiminto) painamalla lyhyesti nappainta (12).

MIG/MAG parametrit (&)

AA Todellinen hitsausvirta (A) Pr.G /F31 Kaasun etuvirtaus/Pre-gas (0,2 sek.)
/ S.5t/F32 Softstart (1,0 m/min.)

bb.t / F37 Jalkipalo/Burn-Back (5 (0-30))

Po.G / F38 Kaasun jalkivirtaus/Post-gas (3,0 sek.)

SPt/F39 Piste aika/Spot time (0,0 sek.)

GS.F / F22 (kaasunvirtaus) 0,5-27 I/min (vain IGC:lla varustetut koneet) (lisdvaruste)

MMA (puikkohitsaus) parametrit @

Kun MMA hitsausohjelma on valittu, hitsauskone
sallii vain seuraavien parametrien saadon

HS.A /F11 Hotstart (25%)
HS.t/ F12 Hotstart aika (0,5 sek.)
Arc/F13  Arc power (25%)

A
Asetettu Oikosulku
hitsausvirta (A)

o

Kuvio 1
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PIKAKAYTTOOHJE

v > W N

Hitsausvirta, [A]

Langansyo6ttonopeus, [m/min]
Hitsausjannite, [V]
Kaaren saato

Lukko —symboli

Lukitus: Syota SD-kortti kortinlukijaan ja
valitse "1", “2" tai "All"” saatimella (11).
Avaus: Poista SD-kortti kortinlukijasta
vapauttaaksesi ohjauspaneelin. Katso

yksityiskohtainen toiminta kayttéohjeesta.

Varoitus — ylikuumeneminen

Vian osoitin/merkkivalo
ks. Ohjekirja

Naytolla hitsausvirta tai
langansyo6ttonopeus

9.

10.

11.

12.

13.

Nayto6lla hitsausjannite tai 14.

kaaren saato

Hitsausvirran tai

langansy6tténopeuden saato

K&anna saadinta asettaaksesi toivottu
langansyéttonopeus (MIG/MAG) (ks. 15
Taulukko 1) tai hitsausvirta (MMA).

Hitsausjannitteen, kaaren pituuden

ja hitsausprosessin saato

Kaanna saadinta asettaaksesi toivottu
hitsausjannite tai kaaren pituus (ks.
Taulukko 1)

Lyhyt painallus (11A) (MIG/IMAG): Vaihto
hitsausjannitteen ja kaaren pituuden nayton
valilla.

Pitkd painallus (11A): Avaa hitsaus prosessin
asetukset (ks. Kuvio 1).

Liipaisin -toiminnon valinta

Valitaan 2-tahti (merkkivalo ei pala) tai
4-tahti (merkkivalo palaa).

2-tahti: Hitsausprosessi alkaa, kun polttimen
liipaisinta painetaan ja paattyy, kun liipaisin
vapautetaan.

4-tahti: Hitsausprosessi alkaa, kun polttimen
liipaisinta painetaan ja vapautetaan ja
paattyy, kun liipaisinta taas painetaan.
Paina pitkdén: Voit tehda hitsausprosessin
asetukset. Katso yksityiskohtainen toiminta
kayttdohjeesta.

MMA (puikko) hitsaus

Paina painiketta valitaksesi MMA
hitsauksen.

Pitka painallus palauttaa tehdasarvot, jos
merkkivalo palaa.

MIG/MAG -hitsaus

Paina painiketta valitaksesi MIG/MAG
hitsauksen.

Pitka painallus palauttaa tehdasarvot, jos
merkkivalo palaa.

Ohjelma on optimoitu seoskaasun kaytolle.

. Hitsauslangan pikasyo6tto

Syota lankaa nappainta painamalla ja saada
samalla langansy6ttonopeutta saadinta (10)
kiertamalla.

MiCAT30MNiC
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Lastabel voor (ingestelde waarde)

Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm
Materiaal | Draad | Gas S uo S uo S uo S uo

(m/min) V) (m/min) (V) (m/min) ) (m/min) ()]
Fe 0,8 co, 2,5 19,0 4,5 19,5 7,0 21,0 11,0 27,0
Fe 1,0 co, 2,0 18,0 2,5 19,0 3,0 20,0 4,5 21,0
Fe 1,2 co, 1,0 18,0 2,0 20,0 2,5 21,0 3,5 22,0
Fe 0,8 Arco, |30 16,0 6,0 18,0 7.5 19,5 11,0 20,0
Fe 1,0 Arco, |20 15,0 3,0 16,0 4,0 17,0 6,0 19,0
Fe 1,2 ArCo, 1,5 16,5 2,5 17,5 3,5 18,0 4,5 20,5
Fe 1,6 ArCo, 1,0 17,0 2,0 18,0 2,5 18,5
CrNi 1,0 Arco, |30 15,0 4,0 16,0 6,0 17,0 8,5 20,0
CrNi 1,2 Arco, |20 15,0 3,0 16,0 3,5 16,5 6,0 18,0
Al 1,0 Ar 4,0 14,5 6,0 15,0 7.5 16,0 9,0 19,0
Al 1,2 Ar 3,5 13,0 5,0 15,0 8,0 16,0 9,0 17,0
Proces 4,0 mm 6,0 mm 10,0 mm
Materiaal | Draad | Gas S uo S uo S uo

(m/min) ()] (m/min) V) (m/min) )
Fe 0,8 co, 13,0 29,0 18,0 30,0 24,0 37,0
Fe 1,0 co, 6,0 22,5 9,0 24,5 14,0 32,0
Fe 1,2 co, 4,5 23,0 7.5 28,5 11,0 36,0
Fe 0,8 ArCo, 14,0 26,0 18,0 31,0 24,0 33,0
Fe 1,0 Arco, |80 20,0 11,5 26,5 16,0 30,0
Fe 1.2 Arco, 5,5 20,5 8,0 29,0 10,0 32,0
Fe 1,6 Arco, |30 19,5 4,0 22,0 5,5 29,0
FeFlux 1,2 Arco, |60 21,0 8,0 25,0 11,0 28,0
CrNi 1,0 Arco, |90 25,0 10,0 27,0
CrNi 1,2 Arco, |80 24,0 10,0 24,0 12,0 31,0
Al 1,0 Ar 11,0 22,0 13,0 25,0 15,0 27,0
Al 1,2 Ar 10,0 18,0 13,0 23,0 15,0 26,0

Tabel 1

Instellen van het lasproces

Druk knop (11A) wat langer in om het lasproces in te stellen.Kies de parameter door knop (10)
te verdraaien. Stel de gekozen waarde in door het verdraaien van knop (11). Om deze functie te

sluiten, druk (11A) kort in.

Voor het tonen van Fxx (F = functie) parameter aanduidingen aan/uit, houdt (12) kort ingedrukt.

MIG/MAG parameters @

AA Actuele lasstroom (A) Pr.G/F31 Gasvoorstroom/Pre-gas
/ S.St/F32 Softstart
bb.t/ F37 Terugbrand/Burn-Back

Po.G / F38 Gasnastroom/Post-gas
SPt/F39 Hechtlastijd/Spot time

(0,2 sec.)
(1,0 m/min.)
(5 (0-30)
(3,0 sec.)
(0,0 sec.)

GS.F / F22 (gasstroom) 0,5-27 I/min (alleen machines met IGC) (optionele uitrusting)

MMA (elektrode) parameters @

Wanneer het MMA lasprogramma gekozen is, heeft
de lasser alleen toegang tot de volgende parameters:

AA
HS.A /F11 Hotstart (25%)

HS.t/F12 Hotstarttijd (0,5 sec.)
Arc/F13  Arc-force (25%)

2
Ingestelde Kortsluiting
lasstroom (A)

Ver

Figuur 1
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LA

Lasstroom, [A]

Draadsnelheid, [m/min]
Lasspanning, [V]
Smoorspoelwerking

Blokkeer symbool

Blokkeren: Plaats de SD “blokkeer kaart” en
kies door middel van (11) “1”, “2" of “All".
Vrijgeven: Herplaats de SD “blokkeer kaart”
om het besturingspaneel vrij te geven.

Voor gedetailleerde informatie zie de
gebruikershandleiding.

Waarschuwing oververhitting

Fout indicator
Zie gebruikershandleiding.

Tonen van draadsnelheid of
lasstroom

9.

10.

11.

12.

13.

Tonen van lasspanning of
smoorspoelwerking

Instellen van draadsnelheid of

lasstroom

Draai de besturingsknop om de gewenste
draadsnelheid (MIG/MAG)(zie tabel 1) of
lasstroom MMA in te stellen.

Instellen van lasspanning,

smoorspoelwerking en lasproces
Draai de besturingsknop om de gewenste
lasspanning of smoorspoelwerking in te
stellen (zie tabel 1).

Kort indrukken (11A) (MIGIMAG): kies
tussen het tonen van lasspanning en
smoorspoelwerking.

Lang indrukken (11A): toegang tot het
instellen van het lasproces (zie figuur 1).

Selecteren schakelfunctie

Wijzigen van 2-takt (indicatielampje uit) en
4-takt (indicatielampje aan).

2-takt: het lasproces start wanneer de
toortsschakelaar ingedrukt is en stopt
wanneer de schakelaar wordt losgelaten.
4-takt: het lasproces start wanneer de
toortsschakelaar ingedrukt en losgelaten
wordt en stopt wanneer de toortsschakelaar
opnieuw wordt ingedrukt.

Houdt de knop ingedrukt om het menu met
gastest, IGC/kalibratie (alleen machines met
IGC) te tonen en kies afstandsbediening.

MMA lassen

Om MMA lassen te kiezen druk de knop kort
in.

Als het indicatielampje brandt kan, indien
men de knop wat langer indrukt de
fabrieksinstellingen opgeroepen worden.

15.

17.

MIG/MAG lassen

Om MIG/MAG lassen te kiezen druk de knop
kort in.

Als het indicatielampje brandt kan, indien
men de knop wat langer indrukt de
fabrieksinstellingen opgeroepen worden.
Programma is geoptimaliseerd met
betrekking tot menggas.

Draadinvoer

Voor het doorvoeren van de lasdraad en
afstellen van de draadsnelheid druk de knop
in en regel met knop (10) de draadsnelheid.

Interne/externe regeling
Voor speciale uitvoering, zie de gebruikers-
handleiding.
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Tabulka svafovacich parametrt stroji (tovarni nastaveni)

Tloustka 1,0 mm 1,5 mm 2,0 mm 3,0 mm
Material | Prmér | Plyn S uo S uo S uo S uo

(m/min) (V) (m/min) V) (m/min) ()] (m/min) V)
Fe 0,8 co, 2,5 19,0 4,5 19,5 7,0 21,0 11,0 27,0
Fe 1,0 co, 2,0 18,0 2,5 19,0 3,0 20,0 4,5 21,0
Fe 1,2 co, 1,0 18,0 2,0 20,0 2,5 21,0 3,5 22,0
Fe 0,8 Arco, | 3,0 16,0 6,0 18,0 7.5 19,5 11,0 20,0
Fe 1,0 Arco, |20 15,0 3,0 16,0 4,0 17,0 6,0 19,0
Fe 1,2 Arco, |15 16,5 2,5 17,5 3,5 18,0 4,5 20,5
Fe 1,6 ArCo, 1,0 17,0 2,0 18,0 2,5 18,5
CrNi 1,0 Arco, |30 15,0 4,0 16,0 6,0 17,0 8,5 20,0
CrNi 1,2 Arco, |20 15,0 3,0 16,0 3,5 16,5 6,0 18,0
Al 1,0 Ar 4,0 14,5 6,0 15,0 7.5 16,0 9,0 19,0
Al 1,2 Ar 3,5 13,0 5,0 15,0 8,0 16,0 9,0 17,0
Tloustka 4,0 mm 6,0 mm 10,0 mm
Material | Prmér | Plyn S uo S uo S uo

(m/min) V) (m/min) V) (m/min) (V)
Fe 0,8 co, 13,0 29,0 18,0 30,0 24,0 37,0
Fe 1,0 co, 6,0 22,5 9,0 24,5 14,0 32,0
Fe 1,2 co, 4,5 23,0 7.5 28,5 11,0 36,0
Fe 0,8 Arco, | 14,0 26,0 18,0 31,0 24,0 33,0
Fe 1,0 Arco, |80 20,0 11,5 26,5 16,0 30,0
Fe 1,2 ArcCo, 5,5 20,5 8,0 29,0 10,0 32,0
Fe 1,6 Arco, | 3,0 19,5 4,0 22,0 5,5 29,0
FeFlux 1,2 Arco, | 6,0 21,0 8,0 25,0 11,0 28,0
CrNi 1,0 Arco, |90 25,0 10,0 27,0
CrNi 1,2 Arco, |80 24,0 10,0 24,0 12,0 31,0
Al 1,0 Ar 11,0 22,0 13,0 25,0 15,0 27,0
Al 1,2 Ar 10,0 18,0 13,0 23,0 15,0 26,0

Tabulka 1

Nastaveni svafovaciho procesu

Stisknéte a drzte knoflik (11A) pro zobrazeni prabéhu procesu.

Vyberte parametr otacnim knofliku (10). Nastavte pozadovanou hodnotu knoflikem (11).
Pro ukonceni volby stisknéte kratce knoflik (11A).

Kratkym stiskem knofliku (12) nastavte na displeji Fxx (funkce) on/off.

MIG/MAG parametry @

AA Zvoleny svarovaci proud (A) Pr.G/F31 Predfuk/Pre-gas 0,25)
/ S.St/F32 Mékky start/Soft start (1,0 m/min.)
bb.t / F37 Vylet dratu/Burn-Back (5 (0-30))
Po.G / F38 Dofuk/Post-gas (3,09)

5SSk
olos

m/min

SPt/F39 Bodovaci ¢as/Spot time (0,0 s)

GS.F / F22 (pritok plynu) 0,5-27 I/min (pouze u stroju s pfiplatkovou funkci IGC)

MMA (elektrodové) parametry '@

Pfi volbé svafovani MMA muze svarec

volit pouze

AA
HS.A / F11 Horky start/Hotstart (25%)
HS.t/F12 Horky start - ¢as/Hotstarttid (0,5 s)
Arc/F13  Dynamika/Arc force (25%)

Zvoleny svarovaci Zkrat
proud (A)

Tabulka 2

MiCALR0MNiC
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RYCHLY PRUVODCE
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v & W N

Svarovaci proud, [A]

Rychlost podavani dratu, [m/min]
Svarovaci napéti, [V]
Nastaveni tvrdosti

Zamknuti / Odemknuti panelu
Zamknuti: Vlozte SD Migatronic kartu a
vyberte ,1”, “2" nebo ,All” knoflikem (11).
SD kartu vyjméte.

Odemknuti: Vlozte SD Migatronic kartu.

jsou v ndvodu k obsluze.

Kontrolka prehrati

Chybova kontrolka

Viz navod k obsluze.

Zobrazeni svarovaciho proudu
nebo rychlosti podavani dratu

10.

11.

12.

13.

14.

Zobrazeni svarovaciho napéti 15.

nebo tvrdosti

Nastaveni rychlosti podavani
dratu / svafovaciho proudu
Otacenim knofliku nastavte pti MIG/MAG
svarovani pozadovanou rychlost podavani
dratu (tabulka 1). Pro MMA svarovani
nastavujete svarovaci proud.

Nastaveni svafovaciho napéti,

tvrdosti a svafovaciho procesu
Otacenim knofliku nastavte pozadované
svarovaci napéti nebo tvrdost (tabulka 1).
Kratky stisk (11A) (MIG/IMAG): Prepina
zobrazeni svarfovaciho napéti a tvrdosti.
Dlouhy stisk (11A): Nastaveni pribéhu
svarovaciho procesu (tabulka 2).

Vybér spinani

Volba mezi 2 taktnim (kontrolka vypnuta) a
4 taktnim (kontrolka sviti) spinanim.

2 takt: Stiskem spousté na horaku je
zahdjeno svarovani, uvolnénim spousté na
horaku je ukonceno.

4 takt: Stiskem a uvolnénim spousté je
zahdjeno svarovani. Dal$im stiskem a
uvolnénim spousté dojde k ukonceni
svarovani.

Dlouhy stisk: Otevira uzivatelské menu.
Blizsi informace jsou v navodu k obsluze.

MMA svarovani

Stiskem tlacitka vyberte MMA svarovani.
Dlouhy stisk pfi rozsviceném indikatoru
vyvola tovarni nastaveni.

MIG/MAG svarovani

Stiskem tlacitka vyberte MIG/MAG svarovani.
Dlouhy stisk pfi rozsviceném indikatoru
vyvold tovarni nastaveni.

Program je optimalizovany pro smésny plyn.

Zavadeéni dratu
Tlacitko pro zavadéni dratu. Rychlost
zavadéni nastavte knoflikem (10).

MiCAT30MNiC
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Tabela spawalnicza (ustawione wartosci)

Proces 1.0 mm 1.5 mm 2.0 mm 3.0 mm
Materiat | Drut | Gaz S uo S uo S uo S uo

(m/min) (V) (m/min) V) (m/min) (V) (m/min) V)
Fe 0.8 co, 25 19.0 4.5 19.5 7.0 21.0 11.0 27.0
Fe 1.0 co, 2.0 18.0 25 19.0 3.0 20.0 45 21.0
Fe 1.2 co, 1.0 18.0 2.0 20.0 25 21.0 35 22.0
Fe 0.8 ArCo, 3.0 16.0 6.0 18.0 7.5 19.5 11.0 20.0
Fe 1.0 ArCo, 2.0 15.0 3.0 16.0 4.0 17.0 6.0 19.0
Fe 1.2 ArCo, 15 16.5 25 17.5 3.5 18.0 4.5 20.5
Fe 1.6 ArCO, 1.0 17.0 2.0 18.0 2.5 18.5
CrNi 1.0 ArCo, | 3.0 15.0 4.0 16.0 6.0 17.0 8.5 20.0
CrNi 1.2 ArCO, 2.0 15.0 3.0 16.0 35 16.5 6.0 18.0
Al 1.0 Ar 4.0 14.5 6.0 15.0 7.5 16.0 9.0 19.0
Al 1.2 Ar 3.5 13.0 5.0 15.0 8.0 16.0 9.0 17.0
Proces 4.0 mm 6.0 mm 10.0 mm
Materiat | Drut | Gaz S uo S uo S uo

(m/min) V) (m/min) V) (m/min) V)
Fe 0.8 co, 13.0 29.0 18.0 30.0 24.0 37.0
Fe 1.0 co, 6.0 22,5 9.0 24.5 14.0 32.0
Fe 1.2 co, 45 23.0 7.5 28.5 11.0 36.0
Fe 0.8 ArCo, 14.0 26.0 18.0 31.0 24.0 33.0
Fe 1.0 ArCo, 8.0 20.0 11.5 26.5 16.0 30.0
Fe 1.2 ArcCo, 5.5 20.5 8.0 29.0 10.0 32.0
Fe 1.6 ArCo, | 3.0 19.5 4.0 22.0 5.5 29.0
FeFlux 1.2 ArCo, | 6.0 21.0 8.0 25.0 11.0 28.0
CrNi 1.0 Arco, | 9.0 25.0 10.0 27.0
CrNi 1.2 ArCo, 8.0 24.0 10.0 24.0 12.0 31.0
Al 1.0 Ar 11.0 22.0 13.0 25.0 15.0 27.0
Al 1.2 Ar 10.0 18.0 13.0 23.0 15.0 26.0

Tabela 1

Wybér procesu spawania

Nacisnij i przytrzymaj (11A) aby otworzy¢ wybér proceséw. Wybierz parametr obracajac (10).
Ustaw wybrana wartos¢ obracajac (11). Aby zamkna¢ te funkcje, nacisnij krétko (11A).

Nacisnij krétko (12), aby wtaczy¢ wyswietlanie Fxx (F = funkcja), obejmuje okreslanie parametréw,
wihwyt.

Parametry MIG/MAG &

: AA Rzeczywisty prad spawania [A] | Pr.G/F31 Gaz przed spawaniem 0.25)

i S.St/F32 Miekki start (1.0 m/min.)
bb.t/ F37 Upalenie elektrody (5 (0-30))
Po.G / F38 Gaz po spawaniu (3.09)

5SSk
olos

m/min

SPt/F39 Czasspawania punktowego (0.0 sec.)

v
-

GS.F / F22 (przeptyw gazu) 0,5-27 I/min (tylko spawarki z IGC) (wyposazenie dodatkowe)

Parametry (elektrody) MMA '@

Po wyborze programu spawania MMA, operator uzyskuje
dostep wytacznie do nastepujacych parametrow:

AA

HS.A /F11 Goracy start (25%)

HS.t/F12 Czas goracego startu (0,5 )
Arc/F13  Cisnienie tuku (25%)

2
Ustawiony prad Zwarcie
spawania (A)

Ver

Rysunek 1

MiCALR0MNiC
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v & W N

Prad spawania, [A]

Predkos¢ podawania drutu, [m/min]
Napiecie spawania, [V]
Regulacja tuku

Symbol blokady

Blokada: Wtozy¢ karte SD blokady i wybra¢
“1", "2" lub "Wszystkie” za pomoca (11).
Odblokuj: Wyciagnac¢ karte SD blokady, aby
odblokowac panel sterowania. Aby uzyskac
szczegotowe informacje zapoznaj sie z
Instrukcja obstugi.

Ostrzezenie - przegrzanie

Wskaznik uszkodzenia
Patrz instrukcja obstugi.

11.

12.

Wyswietl predkosc drutu lub
prad spawania

Wyswietl napiecie spawania lub
regulacje tuku

Ustawienie predkos¢ podawania

drutu lub pradu spawania

Obracaj pokrettem sterowania, aby ustawi¢
z3dana predkos¢ podawania drutu
(MIG/MAG) (patrz tabela 1) lub prad
spawania (MMA).

Ustaw napiecie spawania,

wartosc tuku i proces spawania
Obracaj gatka sterowania, aby ustawi¢
pozadane napiecie spawania lub regulacje
tuku (patrz tabela 1).

Krétkie nacisniecie (11A) (MIGIMAG):
Zmiana pomiedzy wyswietlaniem napiecia
spawania a regulacja tuku.

Dfugie nacisniecie (11A): Umozliwia
ustawienie procesu spawania (Rysunek 1).

Wybor trybu pracy spustu

Wybieraj pomiedzy 2-taktem (wskaznik wyt.)
a 4-taktem (wskaznik wt.).

2-takt: Proces spawania zaczyna sie wraz

z uruchomieniem palnika/spustu, a konczy
wraz ze zwolnieniem spustu.

4-takt: Proces spawania zaczyna sie wraz

z uruchomieniem i zwolnieniem spustu, a
konczy wraz z ponownym uruchomieniem
spustu.

Dfugie nacisniecie: Otwiera menu
uzytkownika. Aby uzyskac szczegétowe
informacje zapoznaj sie z Instrukcja obstugi.

13.

14.

15.

Spawanie tukowe MMA

Naci$nij klawisz, aby wybra¢ spawanie MMA.
Jesli wskaznik swieci /ON/ to ditugie
nacisniecie wywotuje ustawienia fabryczne.

Spawanie MIG/MAG

Nacisnij klawisz, aby wybrac¢ spawanie
MIG/MAG

Jesli wskaznik swieci /ON/ to dtugie
nacisniecie wywotuje ustawienia fabryczne.
Program jest zoptymalizowany w
odniesieniu do mieszanki gazu.

Powolne przesuwanie drutu
Wcisnij przetacznik, aby uruchomi¢
podawanie i wyreguluj predkos¢ obracajac
jednoczesnie (10).

MiCAT30MNiC
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OMEGA: YARD BASIC

Tabla de soldadura (valores de ajuste) Ajuste del proceso de soldadura
Presione y mantenga presionado (11A) para abrir los ajustes del proceso de soldadura. Elegir el
Proceso 1.0 mm 1.5 mm 2.0 mm 3.0 mm parametro girando (10). Ajustar el valor elegido girando (11). Para cerrar esta funcién, presionar
Material | Hilo | Gas S uo S uo S uo S uo suavemente (11A). Presione brevemente (12) para activar/desactivar la visualizacién de los nombres
(mmin) | ) | (mmin) [ ) | (m/min) | ) | (imin) | (V) de los parametros Fxx (F = funcion).
Fe 0.8 co, 25 19.0 45 19.5 7.0 21.0 11.0 27.0
Fe 1.0 o, 2.0 18.0 25 19.0 3.0 200 |45 21.0 Parametros MIG/MAG .e.
Fe 1.2 o, 1.0 18.0 2.0 20.0 25 210 |35 22,0
Fe 0.8 ArCo, | 3.0 16.0 6.0 18.0 7.5 19.5 11.0 20.0 AA Corriente de soldadura actual (A) Pr.G/F31 Pre-gas (0.2 seg.)
Fe 1.0 Arco, | 2.0 15.0 3.0 16.0 4.0 170 | 6.0 19.0 S.St/F32 Inicio suave (1.0 m/min.)
Fe 1.2 Arco, |15 16.5 25 17.5 35 180 |45 205 bb.t/F37 Burn-Back (5 (0-30))
Fe 1.6 ArCO, 1.0 17.0 2.0 18.0 25 18.5 Po.G / F38 Post-gas (3.0 seg.)
CrNi 1.0 | Arco, |30 15.0 40 16.0 6.0 170 |85 200 SPt/F39 Tiempo depuntos (0.0 seg.)
CrNi 1.2 Arco, |20 15.0 3.0 16.0 35 165 | 6.0 18.0
Al 1.0 Ar 4.0 14.5 6.0 15.0 75 160 |90 19.0
Al 12 Ar 35 13.0 5.0 15.0 8.0 160 |90 17.0
t
Proceso 4.0 mm 6.0 mm 10.0 mm . o L. X
GS.F / F22 (flujo de gas flow) 0,5-27 I/min (s6lo en maquinas con IGC) (opcional)
Material | Hilo | Gas S uo S uo S uo
(m/min) V) (m/min) V) (m/min) V)
Fe 0.8 co, 13.0 29.0 18.0 30.0 24.0 37.0
Fe 10 | co, 6.0 25 9.0 245 14.0 32,0 Parametros MMA (electrodo) e'
Fe 1.2 co, 45 23.0 75 285 11.0 36.0 Cuando el programa de soldadura MMA es elegido, el operador
tiene acceso permitido soélo a los siguientes parametros:
Fe 0.8 Arco, | 140 26.0 18.0 31.0 24.0 33.0
Fe 1.0 Arco, | 8.0 20.0 1.5 265 16.0 30.0 AA
HS.A/F11 Hotstart (25%)
Fe 1.2 Arco, |55 205 8.0 29.0 10.0 32.0 HSt/F12 Tiempo de Hotstart (0,5 seg)
Fe 1.6 Arco, | 3.0 19.5 4.0 22,0 55 29.0 Arc/F13 Arc force (25%)
FeFlux 1.2 Arco, | 6.0 21.0 8.0 25.0 11.0 28.0
CrNi 1.0 Arco, | 9.0 25.0 10.0 27.0 2
- Ajuste de la corriente  Corto
CrNi 12 Arco, | 8.0 24.0 10.0 24.0 12,0 31.0 de soldadura (A)  cireuito ¢
Al 1.0 Ar 11.0 220 13.0 25.0 15.0 27.0 —>
Al 12 Ar 10.0 18.0 13.0 23.0 15.0 26.0
Tabla 1 Figura 1

MiCALR0MNiC
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. Corriente de soldadura, [A]

. Velocidad de alimentacion de hilo,
[m/min]

. Voltaje de soldadura, [V]
. Ajuste de arco

. Simbolo de bloqueo

Bloqueo: Inserte la tarjeta SD de bloqueo y
elija "1", 2" 6 "All", usando el botén (11).
Desbloqueo: Reinserte la tarjeta SD de
bloqueo para desbloquear el panel de
control. Para informacion detallada, mirar el
manual de instrucciones

. Alarma - sobrecalentamiento

. Indicador de error

Mirar manual de instrucciones.

10.

11.

12.

Display de corriente de soldadurao 13.

velocidad de aporte de hilo

Display de voltaje de soldadura o
Ajuste de arco

14.

Ajuste de la velocidad de
alimentacion de hilo o de la

corriente de soldadura

Girar el botén de control para ajustar la
velocidad de alimentacién de hilo deseada
(MIG/MAG) (mirar tabla 1) o la corriente de
soldadura (MMA).

15.

Ajuste del voltaje de soldadura,
Ajuste de arco y proceso de

soldadura

Girar el botén de control para ajustar el
voltaje de soldadura deseado o el ajuste de
arco (mirar tabla 1).

Presion corta (11A) (MIG/IMAG): Cambia
entre mostrar el voltaje de soldaduray el
ajuste de arco.

Presion larga (11A): Abre para los ajustes del
proceso de soldadura (figura 1).

Seleccion del modo gatillo

Cambia entre 2-tiempos (indicador apagado)
y 4-tiempos (indicador encendido).
2-Tiempos: El proceso de soldadura

empieza cuando presionamos el gatillo de
la antorcha y termina cuando soltamos el
gatillo de la antorcha.

4-Tiempos: El proceso de soldadura empieza
cuando presionamos y soltamos el gatillo de
la antorcha y termina cuando presionamos
otra vez el gatillo y soltamos.

Presion larga: Abre el menu de usuario. Para
informacion detallada, mirar el manual de
instrucciones.

Soldadura MMA

Presionar la tecla para elegir soldadura
MMA.

Una presion larga retoma los ajustes de
fabrica si el indicador esta encendido.

Soldadura MIG/MAG

Presionar la tecla para elegir soldadura
MIG/MAG.

Una presion larga retoma los ajustes de
fabrica si el indicador esta encendido.

El programa esté optimizado con respecto a
la mezcla de gas.

Alimentacion de hilo

Presionar la tecla para alimentar el hiloy
ajustamos la velocidad de alimentacion de
hilo girando a la vez el boton (10).

MiCAT30MNiC
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