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HU Bevezető

Köszönjük, hogy egy IWELD hegesztő vagy plazmavágó gépet választott és használ! 
Célunk, hogy a legkorszerűbb és legmegbízhatóbb eszközökkel támogassuk az Ön 
munkáját, legyen az otthoni barkácsolás, kisipari vagy ipari feladat. Eszközeinket, gé-
peinket  ennek szellemében fejlesztjük és gyártjuk. 
Minden hegesztőgépünk alapja a fejlett inverter technológia melynek  előnye, hogy 
nagymértékben csökken a fő transzformátor tömege és mérete, miközben 30%-kal 
nő a hatékonysága a hagyományos  transzformátoros hegesztőgépekhez képest. 
Az alkalmazott technológia és a minőségi alkatrészek felhasználása eredményekép-
pen, hegesztő és plazmavágó gépeinket stabil működés, meggyőző teljesítmény, 
energia-hatékony és környezetkímélő működés jellemzi. A mikroprocesszor vezérlés- 
hegesztést támogató funkciók aktiválásával, folyamatosan segít a hegesztés vagy 
vágás optimális karakterének megtartásában. 
Kérjük, hogy a gép használata előtt fi gyelmesen olvassa el és alkalmazza a használati 
útmutatóban leírtakat. A használati útmutató ismerteti a hegesztés-vágás közben 
előforduló veszélyforrásokat, tartalmazza a gép paramétereit és funkcióit, valamint 
támogatást nyújt a kezeléshez és beállításhoz, de a hegesztés-vágás teljes körű szak-
mai ismereteit nem vagy csak érintőlegesen tartalmazza. Amennyiben az útmutató 
nem nyújt Önnek elegendő információt, kérjük bővebb információért keresse fel a 
termék forgalmazóját. 
Meghibásodás esetén vagy egyéb jótállással vagy szavatossággal kapcsolatos igény 
esetén kérjük vegye fi gyelembe az „Általános garanciális feltételek a jótállási és sza-
vatossági igények esetén” című mellékletben megfogalmazottakat. 
A használati útmutató és a kapcsolódó dokumentumok elérhetőek weboldalunkon is 
a termék adatlapján. 

Jó munkát kívánunk! 

IWELD Kft.
2314 Halásztelek
II. Rákóczi Ferenc út 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu
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HUFIGYELEM!
A hegesztés és vágás veszélyes üzem! Ha nem körültekintően dolgoznak könnyen bal-
esetet, sérülést okozhat a kezelőnek illetve a környezetében tartózkodóknak. Ezért a 
műveleteket csakis a biztonsági intézkedések szigorú betartásával végezzék! Olvassa el 
fi gyelmesen jelen útmutatót a gép beüzemelése és működtetése előtt!

• Hegesztés alatt ne kapcsoljon más üzemmódra,
mert árt a gépnek!

• Használaton kívül csatlakoztassa le a munkakábe-
leket a gépről.

• A főkapcsoló gomb biztosítja a készülék teljes
áramtalanítását.

• A hegesztő tartozékok, kiegészítők sérülésmentesek,
kiváló minőségűek legyenek.

• Csak szakképzett személy használja a készüléket!
Az áramütés végzetes lehet!
• Földeléskábelt – amennyiben szükséges, mert nem

földelt a hálózat - az előírásoknak megfelelően
csatlakoztassa!

• Csupasz kézzel ne érjen semmilyen vezető részhez
a hegesztő körben, mint elektróda vagy vezeték
vég! Hegesztéskor a kezelő viseljen száraz védő-
kesztyűt !

Kerülje a füst vagy gázok belégzését!
• Hegesztéskor keletkezett füst és gázok ártalmasak

az egészségre.
• Munkaterület legyen jól szellőztetett!
Az ív fénykibocsátása árt a szemnek és bőrnek!
• Hegesztés alatt viseljen hegesztő pajzsot,

védőszemüveget és védőöltözetet a fény és a
hősugárzás ellen!

• A munkaterületen vagy annak közelében tartózko-
dókat is védeni kell a sugárzásoktól!

TŰZVESZÉLY!
• A hegesztési fröccsenés tüzet okozhat, ezért a gyúl-

ékony anyagot távolítsa el a munkaterületről!
• A tűzoltó készülék jelenléte és a kezelő tűzvédelmi

szakképesítése is szükséges a gép használatához!
Zaj: Árthat a hallásnak!
• Hegesztéskor / vágáskor keletkező zaj árthat a

hallásnak, használjon fülvédőt!
Meghibásodás:
• Tanulmányozza át a kézikönyvet.
• Hívja forgalmazóját további tanácsért.

1.
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HU AZ ELEKTROMÁGNESES KOMPATIBILITÁSRA VONATKOZÓ ÓVINTÉZKEDÉSEK
1 Általános megállapítások
A hegesztés elektromágneses interferenciát okozhat.
Az ívhegesztő berendezések interferencia-kibocsátása a megfelelő telepítési módszerekkel és helyes 

használattal minimalizálható.
Az ívhegesztő gépekre az A osztály határértékei vonatkoznak (minden alkalomra érvényesek, kivéve a 

nyilvános kisfeszültségű elektromos hálózatok által működtetett lakóterületeket).
Figyelmeztetés: Az A osztályú termék, kereskedelmi vagy ipari környezetben történő használatot jelent.  

Nem alkalmazható kisfeszültségű elektromos hálózat által működtetett lakott területekre, mivel az 
elektromágneses kompatibilitás e területeken nem garantálható a vezetett és sugárzott zavarok miatt.

2 Környezet értékelési javaslatok
Az ívhegesztő berendezés beüzemelése előtt, a felhasználónak meg kell vizsgálnia a környezetben elő-

forduló, potenciális elektromágneses zavarokat. 
A következő tényezőket kell fi gyelembe venni:

- Van-e a hegesztőberendezés alatt vagy annak környékén szolgálati kábel, vezérlőkábel, jel- és telefon-
huzal stb.

- Van-e rádió és televízió adó- és vevőeszköz;
- Vannak-e számítógépek és egyéb ellenőrző berendezések;
- Vannak-e olyan magas biztonsági szintű berendezések, mint például ipari védőberendezések;
- Vizsgálják meg a helyszínen dolgozó személyzet egészségi állapotával kapcsolatos kockázatokat, 

például ahol hallókészülékkel vagy pacemakerrel dolgozók vannak;
- Van-e a közelben nagy pontosságú mérő, kalibráló vagy ellenőrző eszköz;
- Ügyeljen a többi berendezés zajvédelmére.

A felhasználónak gondoskodnia kell arról, hogy a berendezés kompatibilis legyen a környező berende-
zésekkel, ami további védőintézkedéseket igényelhet;

- Hegesztési vagy más tevékenységek ideje;
A környezeti tartományt az épületszerkezet és az egyéb lehetséges tevékenységek alapján kell megha-

tározni, amelyek meghaladhatják az épület határait.
3 Az emisszió csökkentésére szolgáló módszerek
- Közüzemi áramellátó rendszer
Az ívhegesztő berendezést a gyártó által ajánlott módszerrel, a nyilvános elektromos hálózathoz kell 

csatlakoztatni. Interferencia esetén további megelőző intézkedéseket kell hozni, - például szűrő hasz-
nálatával történő csatlakozás. A rögzített ívhegesztő berendezéseknél a szervizkábeleket fémcsővel 
vagy más hatékony módszerrel kell árnyékolni. Az árnyékolásnak azonban biztosítania kell az elektro-
mos folytonosságot, és a hegesztőgép fém burkolatához kell kapcsolódnia annak érdekében, hogy 
biztosítva legyen a közöttük lévő jó elektromos érintkezés.

- Ívhegesztő berendezések karbantartása
Az ívhegesztő készüléket rendszeresen a gyártó által ajánlott módszer szerint kell karbantartani. Ha a he-

gesztőberendezés használatban van, minden nyílást, kiegészítő ajtót és burkolatot zárni kell, és megfe-
lelően rögzíteni. Az ívhegesztő berendezést semmilyen formában nem szabad módosítani, kivéve, ha a 
változtatás és beállítás a kézikönyvben megengedett. Különösen az ívgyújtó és ívstabilizátor szikraközét 
a gyártó javaslatai szerint kell beállítani és karbantartani.

- Hegesztő kábel
A hegesztő kábelnek a lehető legrövidebbnek, egymáshoz és a földhöz lehető legközelebb elhelyezke-

dőnek kell lennie.
- Ekvipotenciális földelés
Ügyeljen arra, hogy a fémtárgyak a környezetben földelve legyenek. A fémtárgy és a munkadarab 

átfedése növelheti a munka kockázatát, mivel a kezelő egyidejűleg érintheti a fémtárgyat és az 
elektródát. Az üzemeltetőket minden ilyen fémtárgytól szigetelni kell.

- A munkadarab földelése
Az elektromos biztonság vagy a munkadarab helye, mérete és egyéb okok következtében a munkada-

rab nem földelhető, például a hajótest vagy a szerkezeti acélszerkezet. A munkadarabok földelése 
néha csökkentheti a kibocsátást, de nem minden esetben alkalmazható. Ezért ne felejtse el megaka-
dályozni az áramütést vagy az egyéb villamos berendezésekben okozott megrongálódást a földelt 
munkadarabok miatt. Szükség esetén a munkadarabot közvetlenül a talajhoz kell csatlakoztatni. De 
a közvetlen földelés néhány országban tilos. Ilyenkor használjon megfelelő kondenzátort az ország 
szabályai szerint.

- Árnyékolás
Szelektíven védje a környező berendezéseket és egyéb kábeleket az elektromágneses interferencia 

csökkentése érdekében. Különleges alkalmazásokhoz az egész hegesztési terület árnyékolható.
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HU2. Fő pareméterek
QUICKSILVER MULTIG 2400 AC/DC PFC
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Art. Nr.
FU

N
KC

IÓ
K

JE
LL

EM
ZŐ

K 
Inverter type
Vízhűtés
Ívgyújtás módja
Programhelyek száma
Vezeték nélküli távvezérlés
Távvezérlés hegesztőpisztolyról
LCD
PFC

A
W

I

AC AWI
AC PULSE AWI
DC AWI
DC PULSE AWI
2T/4T
Hullámformák száma

M
IG

Szinergikus vezérlés
Polaritásváltás - FCAW
2T/4T
Huzaltoló görgők száma

M
M

A

AC MMA
DC MMA
Állítható Arc Force
Állítható Hot Start
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HU 3 A panel funkciói és leírása 
3.1 A gép elrendezésének leírása 

e 
1) TIG 

2)
3)  

4) 12  

5) -) 

6) MIG  

7)
8)
9)

10)

11)  

12)

13)

14)

15)
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HU

3.2 elemei 

3.2.1  
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HU 3.2.2 MMA AC/DC  

1. Hegesztési mód kiválasztó  DC MMA az AC MMA 
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HU3.2.3 TIG HF/Lift  
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HU AC Frekvencia 
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HU
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HU 3.2.4 MIG kézi  
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HU 3.2.6  
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HU4 Telepítés és  
4.1 hez 
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HU 4  
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HU4.1.3 MMA  

Elektróda kiválasztása 
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HU4.2 Telepítés  
4.2.1  
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HU 4.2.2 DC  
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HU„LIFT” ÍVGYÚJTÁS a TIG hegesztéshez 

  

 

 
 

 

4.2.3 TIG Fúziós hegesztési technika 
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HU TIG hegesztés h  
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HU 

mm  
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AC áram 
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HUcsúcsszög  
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HU 4.3 Telepítés és  - MIG hegesztés 
4.3.1 Telepítés a MIG hegesztéshez 
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HU4.3.4 MIG   
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HU4.4  
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HU 5  
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HUÓvintézkedések
Munkaterület
1. A hegesztőkészüléket pormentes, korróziót okozó gáz, gyúlékony anyagoktól mentes, maxi-

mum 90% nedvességtartalmú helyiségben használja!
2. A szabadban kerülje a hegesztést, hacsak nem védett a napfénytől, esőtől, hótól.

A munkaterület hőmérséklete -10°C és +40°C között legyen!
3. Faltól a készüléket legalább 30 cm-re helyezze el!
4. Jól szellőző helyiségben végezze a hegesztést! 
Biztonsági követelmények
A hegesztőgép rendelkezik túlfeszültség / túláram / túlmelegedés elleni védelemmel. Ha bár-

mely előbbi esemény bekövetkezne, a gép automatikusan leáll. Azonban a túlságos igény-
bevétel károsítja a gépet, ezért tartsa be az alábbiakat:

1. Szellőzés. Hegesztéskor erős áram megy át a gépen, ezért természetes szellőzés nem elég a 
gép hűtéséhez! Biztosítani kell a megfelelő hűtést, ezért a gép és bármely körülötte lévő tárgy 
közötti távolság minimum 30 cm legyen! A jó szellőzés fontos a gép normális működéséhez és 
hosszú élettartamához!

2. Folyamatosan a hegesztőáram nem lépheti túl a megengedett maximális értéket! Áram túlter-
helés rövidíti a gép élettartamát vagy a gép tönkremeneteléhez vezethet!

3. Túlfeszültség tiltott! A feszültségsáv betartásához kövesse a főbb paraméter táblázatot! 
Hegesztőgép automatikusan kompenzálja a feszültséget, ami lehetővé teszi a feszültség 
megengedett határok között tartását. Ha a bemeneti feszültség túllépné az előírt értéket, 
károsodnak a gép részei!

4. A gépet földelni kell! Amennyiben a gép szabványos, földelt hálózati vezetékről működik, 
abban az esetben a földelés automatikusan biztosított. Ha generátorról vagy külföldön, isme-
retlen, nem földelt hálózatról használja a gépet, szükséges a gépen található földelési ponton 
keresztül, annak földelésvezetékhez csatlakoztatása az áramütés kivédésére.

5. Hirtelen leállás állhat be hegesztés közben, ha túlterhelés lép fel vagy a gép túlmelegszik. 
Ilyenkor ne indítsa újra a gépet, ne próbáljon azonnal dolgozni vele, de a főkapcsolót se kap-
csolja le, így hagyja a beépített ventilátort megfelelően lehűteni a hegesztőgépet.

Figyelem!
Amennyiben a hegesztő berendezést nagyobb áramfelvételt igénylő munkára használja, példá-
ul rendszeresen 180A-t meghaladó hegesztési feladat és így a 16A-es hálózati biztosíték, dugalj 
és dugvilla nem lenne elégséges, akkor a hálózati biztosítékot növelje 20A, 25A vagy akár 32A-
re! Ebben az esetben a vonatkozó szabványnak megfelelően, mind a dugaljat, mind a dugvillát 
32A-es ipari egyfázisúra KELL cserélni! Ezt a munkát kizárólag szakember végezheti el!

Karbantartás
1. Áramtalanítsa a gépet karbantartás vagy javítás előtt!
2. Bizonyosodjon meg róla, hogy a földelés megfelelő!
3. Ellenőrizze, hogy a belső gáz- és áramcsatlakozások tökéletesek és szorítson, állítson rajtuk, ha 

szükséges. Ha oxidációt tapasztal, csiszolópapírral távolítsa el és azután csatlakoztassa újra a 
vezetéket!

4. Kezét, haját, laza ruhadarabot tartson távol áramalatti részektől, mint vezetékek, ventilátor!
5. Rendszeresen portalanítsa a gépet tiszta, száraz sűrített levegővel! Ahol sok a füst és szennye-

zett a levegő a gépet naponta tisztítsa!
6. A gáz nyomása megfelelő legyen, hogy ne károsítson alkatrészeket a gépben.
7. Ha víz kerülne, pl. eső, a gépbe megfelelően szárítsa ki és ellenőrizze a szigetelést! Csak ha 

mindent rendben talál, azután folytassa a hegesztést!
8. Ha sokáig nem használja, eredeti csomagolásban száraz helyen tárolja!
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Introducere

Vă mulţumim că aţi ales şi utilizaţi aparatul de sudare şi de tăiere iWELD! Scopul nos-
tru este acela de a sprijini munca d-voastră prin cele mai moderne şi fi abile mijloace, 
fi e că este vorba de lucrări casnice de bricolaj, de sarcini industriale mici sau mari. 
Am dezvoltat şi fabricăm aparatele şi echipamentele noastre în acest spirit. 
Baza funcţionării fi ecărui aparat de sudură este tehnologia invertoarelor moderne, 
Avantajul tehnologiei este acela că scad într-un mod considerabil masa şi dimensiu-
nile transformatorului principal, în timp ce randamentul creşte cu 30% comparativ cu 
aparatele de sudare cu transformator tradiţional. 

Drept rezultat al utilizării tehnologiei moderne şi al componentelor de înaltă calitate, 
aparatele noastre de sudare şi de tăiere sunt caracterizate de o funcţionare stabilă, 
de performanţe convingătoare, de efi cienţă energetică şi de protejarea mediului 
înconjurător. Comanda prin microprocesor, cu activarea funcţiilor de suport pentru 
sudare, facilitează păstrarea caracterului optim al sudării sau tăierii. 

Vă rugăm, ca înainte de utilizarea aparatului, să citiţi cu atenţie şi să aplicaţi informa-
ţiile din manualul de utilizare. Manualul de utilizare prezintă sursele de pericol ce apar 
în timpul operaţiunilor de sudare şi de tăiere, include parametrii şi funcţiunile apara-
tului şi oferă suport pentru utilizare şi setare, conţinând deloc sau doar într-o foarte 
mică măsură cunoştinţele profesionale exhaustive privind sudarea şi tăierea. În cazul 
în care manualul nu vă oferă sufi ciente informaţii, vă rugăm să vă adresaţi furnizorului 
pentru informaţii mai detaliate.  

În caz de defectare şi în alte cazuri legate de garanţie, vă rugăm să aveţi în vedere 
cele stipulate în Anexa întitulată „Condiţii generale de garanţie”. 

Manualul de utilizare şi documentele conexe sunt disponibile şi pe pagina noastră de 
internet din fi şa de date a produsului. 

Vă dorim spor la treabă! 

IWELD Kft. 
2314 Halásztelek 
II. Rákóczi Ferenc 90/B
Tel: +36 24 532 625
info@iweld.hu
octavian.varga@iweld.ro
www.iweld.ro
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• Nu trece la un alt mod în timpul sudării!
• Scoateţi din priză atunci când nu este în utilizare.
• Butonul de alimentare asigură o întrerupere com-

pletă
• Consumabile de sudura, accesorii, trebuie sa fiie 

perfectă
• Numai personalul calificat trebuie să folosească
echipamentul
Electrocutarea – poate cauza moartea!
• Echipamentul trebuie să fie împământat, conform
standardului aplicat!
• Nu atingeţi niciodată piese electrizate sau baghe-

ta de sudură electrică fără protecţie sau purtând 
mănuşi sau haine ude!

• Asiguraţi-vă că dumneavoastră şi piesa de prelu-
crat sunteţi izolaţi. Asiguraţi-vă că poziţia dumnea-
voastră de lucru este sigură.

Fumul – poate fi nociv sănătăţii dumneavoastră!!
• Ţineţi-vă capul la distanţă de fum.
Radiaţia arcului electric – Poate dăuna ochilor şi pielii
dumneavoastră!
• Vă rugăm să purtaţi mască de sudură corespunză-

toare, filtru şi îmbrăcăminte de protecţie pentru a 
vă proteja ochii şi corpul.

• Folosiţi o mască corespunzătoare sau o cortină 
pentru a feri privitorii de pericol.

Incendiul
• Scânteia de sudură poate cauza apariţia focului. 

Vă rugăm să vă asiguraţi că nu există substanţe in-
flamabile pe suprafaţa unde se execută lucrarea 
Zgomotul excesiv poate dăuna sănătăţii!

• Purtaţi întodeauna căşti de urechi sau alte echipa-
mente pentru a vă proteja urechile.

Defecţiuni
• Vă rugăm să soluţionaţi problemele conform indi-

caţiilor 2 relevante din manual.
• Consultaţi persoane autorizate atunci când aveţi 

probleme.

ATENTIE!
Pentru siguranţa dumneavoastră şi a celor din jur, vă rugăm să citiţi acest manual
înainte de instalarea şi utilizarea echipamentului. Vă rugăm să folosiţi echipament de
protecţie în timpul sudării sau tăierii. Pentru mai multe detalii, consultaţi instrucţiunile
de utilizare.

1.

3
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PRECAUŢII CU PRIVIRE LA COMPATIBILITATEA ELECTROMAGNETICĂ
1. Informaţii generale
Sudura poate cauza interferenţă electromagnetică. 
Emisiile de interferenţă ale echipamentului de sudură cu arc electric pot fi  reduse prin adoptarea unei 

metode adecvate de instalare şi a unei metode corecte de utilizare. 
Produsele descrise în cadrul prezentului manual aparţin limitei echipamentelor de clasă A (se aplică în 

toate ocaziile cu excepţia zonelor rezidenţiale alimentate prin intermediul unui sistem electric public de 
joasă tensiune) 

Avertizare: Echipamentele de clasă A nu se aplică zonelor rezidenţiale alimentate prin intermediul unui 
sistem electric public de joasă tensiune. Deoarece compatibilitatea electromagnetică nu poate fi  garan-
tată în aceste zone din cauza perturbărilor radiate şi propagate. 

2. Sugestii de evaluare de mediu
Înainte de instalarea echipamentului de sudură cu arc electric, utilizatorul va evalua problemele potenţiale 

de perturbare electromagnetică din mediul înconjurător. Următoarele aspecte se vor lua în considerare: 
- Dacă există cabluri de serviciu, cabluri de control, cabluri de semnal şi telefonie, etc, deasupra, dedesub-

tul sau în jurul echipamentului de sudură. 
- Dacă există dispozitive de recepţie şi transmisie pentru radio sau televiziune
- Dacă există calculatoare sau alte tipuri de echipamente de comandă
- Dacă există echipamente cu grad înalt de securitate, cum ar fi , de exemplu, echipament industrial de 

protecţie. 
- Luaţi în considerare sănătatea personalului de la locul de muncă, de exemplu, în cazul în care există

muncitori ce poartă pacemaker sau aparate auditive
- Dacă există echipamente utilizate pentru calibrare sau inspecţie. 
- Fiţi atenţi la imunitatea la zgomot a altor echipamente din jur. Utilizatorul trebuie să asigure faptul că 

echipamentul este compatibil cu echipamentul din jur, fapt ce poate necesita măsuri suplimentare de 
protecţie. 

- Timpul alocat sudurii şi altor activităţi. 
Limitele de mediu se vor stabili în conformitate cu structura clădirii şi alte activităţi posibile, ce pot depăşi 

graniţele clădirii. 
3. Metode pentru reducerea emisiilor
- Sistem public de alimentare electrică
Echipamentul de sudură cu arc electric se va conecta la sistemul public de alimentare cu energie electri-

că, în conformitate cu metoda recomandată de producător. Dacă apar interferenţe, se vor lua măsuri 
preventive suplimentare,  cum ar fi , de exemplu, acces cu fi ltru în cadrul sistemului public de alimentare 
cu energie electrică. Pentru echipamentul de sudură fi x cu arc electric, cablurile de serviciu vor fi  ecra-
nate cu ţeavă metalică sau alte metode echivalente. Oricum, scutul va asigura continuitate electrică şi 
va fi  conectat cu carcasa sursei de sudură pentru a asigura un contact electric bun între acestea. 

- Întreţinerea echipamentului de sudură cu arc electric
Pentru echipamentul de sudură cu arc electric trebuie realizate activităţi regulate de întreţinere, în con-

formitate cu metoda recomandată de producător. În momentul în care echipamentul de sudură cu 
arc electric operează, uşile auxiliare şi sistemele de acoperire vor fi  închise şi etanşate în mod adecvat. 
Echipamentul de sudură cu arc electric nu va fi  modifi cat sub nici o formă, cu excepţia cazului în care 
modifi cările şi ajustările sunt permise în manual. În special, intervalul disruptiv al aprinzătorului de arc şi 
stabilizatorului de arc vor fi  reglate şi întreţinute conform sugestiilor producătorului. 

- Cablu de sudură
cablul de sudură va fi  cât mai scurt posibil şi aproape unul de altul şi de linia de împământare. 
- Îmbinare echipotenţială
Acordaţi o atenţie deosebită îmbinării tuturor obiectelor metalice din mediul înconjurător. Suprapunerea 

obiectului metalic şi a piesei de prelucrat poate duce la creşterea riscului de lucru, deoarece operatorii 
pot suferi un şoc electric în momentul în care ating obiectul metalic şi electrodul simultan. Operatorii vor fi  
izolaţi de toate aceste obiecte metalice. 

- Împământarea piesei de prelucrat
Din motive de siguranţă electrică sau locaţie a piesei de prelucrat, dimensiune şi alte motive, piesa de 

prelucrat nu poate fi  împământată, cum ar fi , de exemplu, piesele din oţel structurale sau carcasa. Împă-
mântarea piesei de prelucrat poate reduce, uneori, emisia, dar nu întotdeauna. Astfel, asiguraţi faptul că 
preveniţi creşterea riscului de şoc electric sau deteriorarea altor echipamente electrice ca urmare a îm-
pământării pieselor de prelucrat. Atunci când este necesar, piesa de prelucrat poate fi  direct conectată 
la sol. Dar împământarea directă este interzisă în anumite ţări. În astfel de caz, utilizaţi un condensator 
adecvat, în conformitate cu regulamentele ţării respective. 

- Ecranare
Ecranaţi selectiv echipamentul înconjurător şi alte cabluri pentru a reduce interferenţa electromagnetică. 

Pentru aplicaţii speciale, întreaga zonă de sudură poate fi  ecranată. 
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2. Primele parametrii
QUICKSILVER MULTIG 2400 AC/DC PFC

800MLTG2400PFC
IGBT
Op.

HF/ LT
10
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Numar articol
FU

N
KC

II

G
EN

ER
A

L 
Tip invertor
Racitor de apa
Aprindere arc
Numărul de program
Comandă la distanţă fără fi r
Comandă la distanţă din pistolul
LCD
PFC

A
W

I

AC AWI
AC PULSE AWI
DC AWI
DC PULSE AWI
2T/4T
Numarul formă de undă

M
IG

Sinergic controlat
Polaritate inversă - FCAW
2T/4T
Role pentru sărmă

M
M

A

AC MMA
DC MMA
Reglabilă Arc Force
Reglabilă Hot Start
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3 Func iile panoului de co  i descrieri 
3.1 Descrierea configura iei aparatului 

Configura ia panoului fa  i spate al  

1) Duz  pistolet  TIG. 
 

2) . 
 

3)  (+) . 
 

4) Muf  12 pini pentru TIG. 
 

5) -

. 

6)  Euro pistolet MIG. 
 

7) . 
 

8) . 
 

9)  . 
 
 
 
 
 
 
 

Alimentatorul aparatului de  

10) S . 
 

11)  sâ . 
 

12)  ârm  . 
 

13) . 
 

14)  pentru . 
 

15) Muf  9 pini pentru . 
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3.2 Configura ia panoului de c  

3.2.1 Panoul de co  

1. :  în  Stick DC/ Stick AC/ TIG

 MIG 

2. Buton mod declan are: între 2T  4T.

3. Buton JOB:  JOB i timp de

1 secund  în num rul JOB. 

4. Butonul de sistem SYN: tipul ârmei de sudu
.

5. Buton verificare aer:  

 este neobstruc .

6. .

7. Butonul func ie: iei.

8. Buton parametru L:  i roti  

. Atunci când sunte i î i-l pentru 

. 

9. Buton parametru R: i roti .

7
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3.2.2 Introducere privind afi ajul electronic  MMA în c.a./c.c. 
 

 

1.  
AC. 

 
2. Buton parametru L: Se rote . 

 
3. Buton parametru R: între Hot   Arc Force i roti

 . 
 

Hot start (Curentul de amorsare) 
 

Func  
rezisten  m sur   

 0~10. 
Arc force (Stabilitatea arcului) 

 
pentru ire 

î  cu diferite tipuri de electrod i de ;  
  

condi ii de sud i MMA 
î   

Func re  ând  

de su func ie func ie 
 

pentru tipurile de prin sudu  le 
iei corecte. 

8



RO

 
3.2.3 Introducere privind afi ajul pentru sudura TIG cu înalt  frecven  (HF)/Ridicare (Lift) 

 

 
1. : între modurile de sudur  TIG HF  TIG Lift. 

 

2. Buton mod declan are î . 

 

3. Butonul func ie iei. 

 

4. Buton parametru L: Roti curentul de sud . Atunci când sunte i î

func i- re i timpul Post Flow 

(timpul de post- . 

5. Buton parametru R: Roti  AC  (-5~5) AC Frequency (50~250Hz) i 

roti . ( ). Atunci când sunte i î

func i- i timpul Post Flow 

(timpul de post- . * 

*Vor urma explica ii mai detaliate ale func iei. 

AC Balance ( are în curent alternativ) 

 

cu  echilibrul  

procent între ciclurile de curent i  când  în modul de ie ire 

clului pe  ” în timp 

ce ciclul  tope  este 0. 

 e i  c ldur  în 

  

.  in efect de cur

in  c ldur  în electrod. 
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AC Frequency (Frecven a în curent alternativ) 

 
Disponi ei în curent 

 

i   ului. O f

lent    . 

Interfa a func iei  
 

 

1. Forma undei de ie ire: ie . 
 

   
 

2. Modul puls: ON  OFF. 
 

3. Mod declan are: 2T/ 4T/ Spot weld. (Modul S în puncte – Spot weld - este disponibil 
) * 

 
4. Pre Flow (Timp pre-curgere gaz): 0~2s. 

 
5. Pre Current (curent anterior): 10~200A. 

 
6. Up slope (durata rampei ini iale): 0~10s. 

 
7. Peak Current (curentul principal de ): 10~200A. 

 
8. Base Current (curentul ini ial): 10~200A. ( ) 

 
9. Pulse Frequency (frecven a pulsului): 0.5~999Hz. ( ) * 

 
10. Duty Cycle (ciclu de func ionare): 5~95%. ( n modul Puls) * 

 
11. Down Slope (durata rampei finale): 0~10s. 

 
12. Post Current (curent posterior): 10~200A. 

 
13. Post Flow (timp post-curgere gaz): 0~10s. 

10
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Modul 2T (3)

i procesul

procesul te.

ie f r

sud Re- /sud /sud lor sub iri .

Introducere
(1) 0: i butonul pistoletului i men ine i. . 

.
(2) 0 t1: Timpul pre- (0.1~2.0s)

(3) t1 t2: ire cre te pân
su (Iw Ib) minim.

(4) t2 t3: i se men ine butonul pistoletului
-

: i ie în impulsuri; curen i curentul de sud
;

(5) t3: i butonul pistoletului; curentul de sud
te.

(6) t3 t4: Curentul
de sud .

(7) t4 t5: Timpul post- i s -
.

(8) t5: .

Modul 4T

modul 
porni circuitul de sud circuitul de sud . 

ie este util fie
men in iuni de control 

ul 4T.
Curentul de i curentul 

âr itul sud
lor de .
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Introducere  
 

(1) 0: i butonul pistoletului i men ine . Începe s   
; 

(2)  0 t1: Timpul pre-  (0.1~2.0S); 

(3) t1 t2:   ; 

(4) t2: i  butonul pistoletului; curentul de ie ire cre ; 

(5) t2 t3: Curentul de ie ire cre te pân   (Iw  Ib). 
ini  (Upslope Time) ; 

(6) t3 t4: . În te butonul pistoletului; 

Not : Selec i ie î  
î i pentru ie ire ; 
(7) t4:  i din nou buto î  cu 

 e 
 

(8) t4 t5: Curentul de ie ân  .  
; 

(9) t5 t6: Timpul curentu ; 

(10) t6: bi opri i i l  ; 

(11) t6 t7: Timpul post-   poten  timpului 

post-  (0.0 10S); 

(12) t7: Elec  . 
 

Frecven a în impulsuri (9) 
 

irii între 

set ârf  (ini . 

Ciclul de func ionare (10) 
 

Este i propor între 
ârf  â  este 50%. 

 impulsurilor i  
 impulsului  

. 
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 Spot weld  
 

 

 
1. Post Flow (timp post-curgere gaz): 0.1~2s. 

 
2. Welding current (curent de sudare): 10~200A. 

 
3. Timp Ton: 0.2~1s. 

 
4. Timp Toff : 0~10s. 

 
5. Post Flow (timp post-curgere gaz): 0.1~10s. 

 
 
 

Modul de declan are a sud rii în puncte  
 
 
 

Sudare în puncte 
 
 

G  

 

 

Tensiune ie ire 

Curent ie ire  

13
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3.2.4  MIG 
 

 

 
1. Buton mod :   MIG. 

 
2. Butonul modului de declan are: 2T 

 4T. 
 

3. Butonul func ie: iei. 
 

4. Buton parametru L: . În 

  Flow. 

5. Buton parametru R: 
indu . . 

 
6. Buton verificare aer. 

 
7. Buton . 

 
Interfa a func iei  
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1. Modul declan are: 2T  4T. 

 
2. Burnback (Durata post-ardere): 0~10. 

 
3. Pre Flow (Timp pre-curgere gaz): 0.1~10s. 

 
4. Post Flow (Timp post-curgere gaz): 0.1~10s. 

 
5. Slow Feed (Timp alimentare mic): 0~10. 

 
6. Spool Gun (pistolet): off/ on. 

 
 
 

Burnback (Durata post-ardere) 
 

 cre

  ârmei de sudur â

 ârmei de sudur  te 

„post- ”  func ine un cordon de sudur  frumos 

dup  sudur : 0-10. 

 
 

 
 

rii cu sârm  de sudur . 
: 0-10s. 

 
 
 

3.2.5 Introducerea afi ajului pe MIG SYN  
 

bile te  

ie de i 

sârmei i  i tipul i 

 i i 

  

   într-

mâ   ie când se modific  

tensiune

i i. 
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1. Buton mod sudare:  MIG. 
 

2. Buton mod declan are: i 
4T. 

 
3. Buton sistem SYN: SYN. Select i 

m ârmei . 

4. Buton func ie: iei. 
 

5. Buton parametru L: Roti ârmei de 

sudur . Când sunte i î

Post Flow. 

6. Buton parametru R: 

Î SYN i butonul  

. 

7. Buton verificare aer. 
 

8. . 

16
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Interfa a func iei  
 
 

 

 
 

1. Trigger mode: 2T or 4T. 
 

2. Burnback: 0~10. 
 

3. Pre Flow: 0.1~10s. 
 

4. Post Flow: 0.1~10s. 
 

5. Slow Feed: 0~10. 

17
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3.2.6 JOB 
 
 
 

 

 
 

1. Butonul JOB: JOB i 
timp de 1 secund  . 

 
2. Afi area parametrilor: i to î i. 

 
3. Afi ajului num rului JOB. 

 
4. Buton parametru L: Roti i pent . 

 
5. Buton parametru R: : Roti rul JOB i ine

num  

18
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4 Instalare i operare 
4.1 Instruc iuni de instalare i utilizare pentru sudura de tip MMA cu electrozi 

4.1.1 Instalarea configura iei 
 

 

(- A/cle telui port-electrod . Electrozii 

te optime  ie deosebit  

ii – iile produc . 

DCEP: Ele  (+). 
 

DCEN: (-). 
 

MMA (DC): DCEN  DCEP în func ie de tipul de electrod. A se 

 . 

MMA (AC): . 

 

 
(1) Porni i butonul mod sudur  pe mod sudur  MMA. 

 
(2) Se i curentul în func ie de tipul i m

 produc torul electrodului. 

(3) Set i func i Arc Force din poten iometre  . 
 

(4) Pune i electrodul în port-electrod i bine. 
 

(5) At i ine

men . 
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4.1.2 MA/ cu electrozi înveli i 
 

 

electric  electrod . 

electric i 

-

 ri  sc drept tec ie  

â  de . Miezul electrodului în sine 

  umplere  peste 

. 

 

 

Electrod MMA / Electrod învelit 
 

 . 
 

 . 

   din î  protec
prin z . 

 

 

ile sudurii sub strat de flux 
 

 Produ  
 

  
 

  de protec  peste sudur  
 

  
 

  
 

î  
de sudur . Aceste func î î  
electrodului.  
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4.1.3 MMA  
 

Alegerea electrodului 
 

ie 

ând propriet i 

 i furnizorul 

. 

iunii ât sec

ât 

 

i pentru di

. 

 
 

 
 

 

i 

men

Electrodul tinde s   

p  

un profil ro . 

înc

ând sc  i producându- i stropi. 

 

 

împro  î

. 

Greutatea medie a 
materialului 

Diametru maxim 
recomandat pentru 
electrod 

1.0-2.0 mm 2.5 mm 

2.0-5.0 mm 3.2 mm 

5.0-8.0 mm 4.0 mm 

>8.0 mm 5.0 mm 

Dimensiune  
electrod 

 
ø mm 

Intervalul de curent 
 

(amperi) 

2.5 mm 60-95 

3.2 mm 100-130 

4.0 mm 130-165 

5.0 mm 165-260 
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Lungimea arcului 
 

 u or pe 

se produce o : 

  bun  

produce stropi

electrodului  

. 

 
Unghiul electrodului 

 

în pozi   

î între 5 de spre direc

  

p . 

 
Viteza de deplasare 

 
Electrodul trebuie dep - iei îmbin  

î

 î  fuziune 

 î

i propriet . 

 
i a îmbin rii 

 
i s  nu con in  

unde i s  

îmbin : t

r  Î i 

s  î . 
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4.2 Instruc iuni de instalare i operare privind sudura de tip TIG 
4.2.1 Configura ia pentru sudarea TIG 

 

 

(1) Introduce i fi   i roti i-o 

. 

(2) i tor  i roti i-o . 
 

(3) Co  r ei î . 
 

(4) Con ei TIG . 
 

(5) Co . 
 

(6) Co . 
 

(7) Con  . 
 

(8) Deschide ie robinetul i i debitul corespunz tor pentru 
. 

 
(9) Select i func . 

 
(10) Set ei -  Spot. 

 
(11) . . Set . 

 . 

  

  

 

23



RO

4.2.2 Sudarea DCTIG 
 

 

 
 

continuu folose

(curent continuu) î   

într-  direc

 (-) c  (+). În circuitul electric în curent 

ii conform c într-un circuit 

î ldur ) este î

. Acest lucru este import  

born   tor .

 de 

  

ii de 

sudur  . Câ  

înc mbându-

î  într- m  între 

ân  

° C. i conc ii 

într-  TIG ofer  

î

d . 

e propor  cu curentul 

 curentul 

 pentru ire  un 

i in  c ldur  

i in curent 

. M

. 
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Flux gaz Tungsten n 
contact cu piesa

Tungsten ridicat 
de pe pies

amorsare
Arc TIG 
stabilit

AMORSAREA PRIN ATINGERE pentru sudarea de tip TIG

- (

c c

î

i se produc scâ în microsecunde) cre

scâ într- .

î (HF) âriere.

Pune
f r

intre în 
.

Roti i tor î

i 
men ine i un moment.

Roti î în 
direc . Arcul 

.

i tor

4.2.3 Tehnica de sudare TIG prin fuziune

t in o 
ie 

cu tor pentru
mod nor mâini î
s în

pistoletul de sud .
r

urile i 
i for .
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În mu  i o sârm  

î  pentru înt

   

este inut în pozi ie pân  câ  dur ;  

mi   

 i tor

° i-o u or i uniform de-

.  

rodus pe     este 

de obicei men inut  °   

b   

 î  

     pe 

 încet i uniform î în timpul sud rii s  p i 

 în interiorul 

sârmei  . 

 

 

 
 
 

4.2.4 Electrozii de tungsten 
 

i rezisten

într-o 

 

  rt 
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i 

primesc 

 . 

Valorile nominale ale curentului de sudare pentru electrozii din tungsten 
 

Diametr

u 

tungste

Amperi c.c. 

tor  negativ  

2% toriat 

dezec  

0.8% zirconat 

Amperi c.a. 

 

1.0mm 15-80 15-80 20-60 

1.6mm 70-150 70-150 60-120 

2.4mm 150-250 140-235 100-180 

3.2mm 250-400 225-325 160-250 

4.0mm 400-500 300-400 200-320 

 
 

4.2.5  
 

i întot lefuire i t iere. De
. 

  produce 

defectelor  
i-  î  i ie lon  pe . 

  în sens 
  „în sensul opus direc iei ”. 

 

  
î ârf cându-  

i u or pân  ârfului electrodului 
 drept i r mâne î . 

 

 

 
Forma i unghiul electrodului 
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â â

â  r

înc  îmbun t i 

te dur   i 

. Î sur  us cre te 

. 

 -  

 s   ârfului. 

 
 
 
 
 
 

Unghiul inclus al electrodului/Conicitate – Sudarea în curent continuu 
 

i 

ului ului i  i diferite de 

. 
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Electrozii mai toci i, cu un unghi inclus mai larg, ofer  urm toarele avantaje  

  
 

  
 

  
 

 pot sus r  . 
 
 
 

Electrozii mai ascu i i, cu un unghi inclus mai mic, ofer  urm toarele avantaje  
 

 in  sudur   
 

  
 

  
 

Diam. 
tungste

Diam. l  
- mm 

Unghi constant 
inclus - Grade 

Interval 
curent - 

Interval 
curent – 

1.0mm .250 20 05 - 30 05 - 60 

1.6mm .500 25 08 - 50 05 - 100 

1.6mm .800 30 10 - 70 10 - 140 

2.4mm .800 35 12 - 90 12 - 180 

2.4mm 1.100 45 15 - 150 15 - 250 

3.2mm 1.100 60 20 - 200 20 - 300 

3.2mm 1.500 90 25 - 250 25 - 350 

p  
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4.3 Instruc iuni de instalare i operare privind sudura de tip MIG 
4.3.1. Instalarea de configurare pentru sudura de tip MIG 

 

 

 
(1) Introduce    (-) i roti â . 

 
(2) i pistoletul MIG î ei MIG de pe i strâ i 

. 

(3) In i fi i strâ i 

bine. 

(4) i . 
 

(5) . 
 

(6)   . 
 
 
 
 

(7) Pune i sâ   - (piuli

â ). i 

sâ re . 
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(8)  Introduce i sâ în tubul 

re de ie ire i sâ  

mm. 

 
 
 
 
 
 
 
 

(9)  Închide i suportul rolei ul de 

presiune î â . 

 
 
 
 
 
 
 
 

(10) Deschide ie robinetul buteliei i 

 

 
 

(11) i   oletului MIG. 
 

(12) i i ine  ârmei 

pistoletului ân  când iese sâ âtul pistoletului. 

(13)  i introduce i sâ

în â în suportul  pistoletului i-l bine. 

(14) . 
 

(15) Deschide i debitul corespunz orul 
. 

 
(16) Sele i func i num în func ârmei i 

. 

(17) Select i modul de func  2T/ 4T/ Spot weld te). 
 

(18) Set în func . 
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4.3.1  
 

 în timpul 
este 

 
  

pe 
în ele pentru 

men  
ii de  i este denumit  „rol ”: 

 de   cum este 
În func ie de tipul de  cât  i ce tip de rol  

 este  . 
a tare -  o rol  conduc

 în form  de „V”  optim  . Sâ
   ine firul în 

în sec
 ât de u or. 

a moale – 
 îndoi u or 

ârmele moi se pot î urin  în  unde 
re  

sârmelor de consisten  
in   

sârmei;    i o  . 
 – -

i compu  i într-un 
â . Sâ  presiun

   
uri î ; urile 

prind sâ  r   . 
 este in câte pu

sârmei î în cele 
din urm  în c ptu . E  

  
eze de 

 . 
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. 

 

 

 
 

4.3.2 i ghid de instalare 
 

ârmei î

esen   i consistent . U iunile 

ârmei în 

 . 

 
 

 

 

(1) i piuli . (2) N iune 
i . 
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(3) Fi tiftul

î . Pune

loc piuli i strâ i. 

(4) â  s  nu se

deruleze sâ i 

sâ re 

 . 

( ) i sâ i

re de ie l 

. 

( )  i

tensiunii. 
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4.3.3 Tipuri de liner pentru pistoletul MIG i informa ii 
 

Linerele pentru pistoletul MIG 
 

Linerul este unul et 

 i pân   

. 

Linerele din o el 
 

linerelor pentru pistolet el i 

sub numele de elii o i fle  i îi 

permite s   i 

 în timpul utiliz rii. Linerele din o el 

de o el    

bun  folosind un liner din i în 

func ie de .  

 îndoirii   rolele 

.  

tre liner i sâ

de sudur  ârmei prin liner  

sârmei linerului i . 

e  . Se re i 

periodic linerul 

 zut   

e  în interiorul 

sârmei  linerului 

sârmele 

rezisten    i c  i linerul 

  în func ie de 

pistoletului primes

. 

35



RO

 
-0.6mm-0.8m 

Ro u - 0.9mm - 1.2mm 

 - 1.6mm 

Verde - 2.0mm - 2.4mm 
 

Linerele din teflon i  
(PA)  

Linere din o el 

 
  

precum sâ  î

pentru sârm   

 de tipuri de sârm â

din o tul sârmei de sudur  î

- ite  i pot con

i uzur  . Linerele 

l sârmele iile cu pistolet de tip 

push pull. Aceste linere buc  mobil  

 . 
 
 

-0.6mm-0.8m Ro u – 

 0.9mm - 1.2mm  –  

1.6mm 

-1.0mm-1.6m 

 
Linerele din cupru i alam  pentru g tul pistoletului 

 
iile ce implic   

â â ri 

îmbun t  

tre sârm . iile de sudur  cu sârm  

. 

 

 

Linere din o el 

ui 
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4.4 Instruc iuni privind instalarea  

4.4.1 Instalarea de configurare a pistoletului 
 

1) Ins i fi  în polul (-) i 

roti â . 

2) Inse i fi ii 

i strâ i. 

3) i pistoletul î   i 

strâ i. 

4)  i pistoletul, str nge i complet i bine piuli a adaptorului. 

i conectorul 

aparatului, fapt care poate d una grav at t conexiunii pistoletului, c t i conexiunii 

aparatului de sudur . 

5) Con  . 

 

6) Inse i fi ii î  i 

strâ i. 

7) Co . 

 

8) Co  . 

 

9) Con  . 

10) sând butonul i ridicâ  

11) Pune în suport pe mâner. 

 

12) i sâ â ul de 

. 

13) i d â î âtului pistoletului pân  iese din 

 

14) Deschide . 

 

15) Set . 
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4.5 Parametrii de sudare

Referin proces pentru sudarea cap la cap cu CO2 el cu 
con inut mic de carbon

Grosime 

(MM)

0.8
1.0
1.2

Deschid

rostului 
G(MM)

0
0

(MM)

0.8
0.8
0.8

Curent 
de 

(A)

60-70
75-85

Tensiune 
de 

(V)

16-16.5
17-17.5
17 18

(CM/MIN)

50-60
50-60
50-60

Debit 

(L/MIN)

10
10-15

2.0 0-0.5 1.0/1.2 110-120 19-19.5 45-50 10-15
3.2 0-1.5 1.2 130

150
20-23 30-40 10-20

4.5 0-1.5 1.2 150-
ISO

21-23 30-35 10-20

6 0 1.2 270
300

27-30 60-70 10-20

6 1.2-1.5 1.2 230
260

24-26 40-50 15-20

Referin proces pentru sudarea de col cu CO2  el cu con inut 
mic de carbon 

Grosime 

(MM) (MM)

Curent de 

(A)

Tensiune de 

(V) (CM/MIN)
(L/MIN)

1.0 0.8 70-80 17-18 50-60 10-15
1.2 1.0 85-90 18-19 50-60 10-15
1.6 1.0/1.2 100-110 18-19.5 50-60 10-15
1.6
2.0
3.2

1.2 
1.0/1.2 
1.0/1.2

120-130
115-125
150-170

19-20
19.5-20
21-22

40-50
50-60
45-50

10-20
10-15
15-20

3.2 1.2 200-250 24-26 45-60 10-20
4.5 1.0/1.2 180-200 23-24 40-45 15-20
4.5 1.2 200-250 24-26 40-50 15-20
6 1.2 220-250 25-27 35-45 15-20
6 1.2 270-300 28-31 60-70 15-20
8 1.2 270-300 28-31 60-70 15-20
8 1.2 260-300 26-32 25-35 15-20
8 1.6 300-330 25-26 30-35 15-20

12 1.2 260-300 26-32 25-35 15-20
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4.6 Mediul de func ionare 

 rii 1000 M. 
 

  14 ~ 104°F (-10 ~ +40°C). 
 

  90%. 
 

 încâ  nu dep   
15°. 

 
 Prot  î . 

 
  s   ie în timpul sudurii.  de cel 

pu in 1-1/2” (38cm) i perete. 

 
 

4.7 ionarea 

 Citi ie Sec î începe s  tul. 
 

  : 50/60Hz. 
 

 î în func iune. r  
protec ie. 

 
 îmbun t i ciclul de func

. 
 

 ând opri i din func . 
 

 ân  

câ  . 

 . 
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6.1 Lista codurilor de eroare 
 

 

 
 

Tip de eroare Cod Descriere 

 
 
 

Releu termic 

E01  (primul releu termic) 
E02 ) 
E03 ) 
E04 ) 
E09 ) 

 
 
 
 

 

E10 P  
E11 Nu s  
E12  
E13 Subtensiune 
E14  
E15  
E16  

 
 

 

E20  
E21 Alte defec ui 
E22  
E23 

 
Accesoriu 

E30  
E31 Nu  

 
Com  

E40 i 
E41  
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Măsuri de precauţie
Spaţiul de lucru
1. Aparatul de sudare se va utiliza într-o încăpere fără praf, fără gaze corozive, fără materiale 

infl amabile, cu conţinut de umiditate de maxim 90%. 
2. Se va evita sudarea în aer liber, cu excepţia cazurilor în care operaţiunea este efectuată ferit de 

razele solare, de ploaie, de căldură; temperatura spaţiului de lucru trebuie să fi e între -10oC şi 
+40oC. 

3. Aparatul se va amplasa la cel puţin 30 cm de perete. 
4. Sudarea se va realiza într-o încăpere bine aerisită.!
Cerinţe de securitate
Aparatul de sudare dispune de protecţie faţă de supratensiune / faţă de valori prea mari ale cu-

rentului / faţă de supra-încălzire. Dacă survine orice eveniment menţionat anterior, aparatul se 
opreşte în mod automat. Dar utilizarea în exces dăunează aparatului, astfel că este recoman-
dat să respectaţi următoarele:

1. Ventilare. În timpul sudării aparatul este parcurs de curenţi mari, astfel că ventilarea naturală nu 
este sufi cientă pentru răcirea aparatului. Este necesar să se asigure răcirea corespunzătoare, 
astfel că distanţa dintre aparat şi orice obiect va fi  de cel puţin 30 cm. Pentru funcţionarea 
corespunzătoare şi durata de viaţă a aparatului este necesară o ventilare bună. 

2. Nu este permis ca valoarea intensităţii curentului de sudare să depăşească în mod permanent 
valoarea maximă permisă. Supra-sarcina de curent scurtează durata de viaţă a aparatului sau 
poate conduce la deteriorarea aparatului. 

3. Este interzisă supratensiunea! Pentru respectarea valorilor tensiunii de alimentare, consultaţi 
tabelul de parametri de funcţionare. Aparatul de sudare compensează în mod automat tensiu-
nea de alimentare, ceea ce face posibilă afl area tensiunii în domeniul indicat. Dacă tensiunea 
de intrare depăşeşte valoarea indicată, componentele aparatului se vor deteriora. 

4. Aparatul este necesar să fi e legat la pământ. În cazul în care aparatul funcţionează de la o 
reţea legată la pământ, standard, legarea la pământ a aparatului este asigurată în mod 
automat. Dacă aparatul este utilizat de la un generator de curent, în străinătate, sau de la o 
reţea de alimentare electrică necunoscută, este necesară legarea sa la masă prin punctul de 
împământare existent pe acesta, pentru evitarea unor eventuale electrocutări. 

5. În timpul sudării poate apărea o întrerupere bruscă a funcţionării, atunci când apare o supra-
sarcină, sau dacă aparatul se supraîncălzeşte. Într-o asemenea situaţie nu se va porni din nou 
aparatul, nu se va încerca imediat continuarea lucrului, dar nici nu se va decupla comutatorul 
principal, lăsând ventilatorul incorporat să răcească aparatul de sudare

Atenţie!
În cazul în care utilizaţi instalaţia de sudare pentru lucrări ce necesită curenţi mai mari, de exem-

plu pentru sarcini de sudare ce depăşesc în mod sistematic intensitatea curentului de 180 de 
Amperi, şi, ca atare, siguranţa de reţea de 15 Amperi, dozele şi prizele nu ar fi  sufi ciente, creşteţi 
siguranţa de la reţea la 20, 25 sau chiar la 32 de Amperi! În acest caz se vor înlocui în mod co-
respunzător, atât dozele, cât şi prizele în unele monofazate de 32 de Amperi! Această lucrare 
se va efectua numai de către un specialist!

Întreţinerea
1. Înainte de orice operaţie de întreţinere sau de reparaţie, aparatul se va scoate de sub tensiune! 
2. Se va verifi ca să fi e corespunzătoare legarea la pământ. 
3. Se va verifi ca să fi e perfecte racordurile interioare de gaz şi de curent şi se vor regla, strânge dacă 

este necesar; dacă se observă oxidare pe anumite piese, se va îndepărta cu hârtie abrazivă, 
după care se va conecta din nou conductorul respectiv. 

4. Feriţi-vă mâinile, părul, părţile de vestimentaţie largi de părţile aparatului afl ate sub tensiune, de 
conductoare, de ventilator. 

5. Îndepărtaţi în mod regulat praful de pe aparat cu aer comprimat curat şi uscat; unde fumul este 
prea mult iar aerul este poluat aparatul se va curăţa zilnic! 

6. Presiunea din aparat va fi  corespunzătoare, pentru a evita deteriorarea componentelor acestuia. 
7. Dacă în aparat pătrunde apă, de exemplu cu ocazia unei ploi, aparatul se va usca în mod co-

respunzător şi se va verifi ca izolaţia sa! Sudarea se va continua numai dacă toate verifi cările au 
confi rmat că totul este în ordine!

8. Dacă nu utilizaţi aparatul o perioadă îndelungată, depozitaţi-l în ambalajul original, într-un loc 
uscat. 
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CUTTING EDGE WELDING
R

CERTIFICAT DE CONFORMITATE
CERTIFICAT DE CALITATE 

Director Executiv 
Bódi András

www.iweld.ro      info@iweld.hu

Furnizorul: IWELD Ltd.
2314 Halásztelek
Strada II. Rákóczi Ferenc nr. 90/B
Tel: +36 24 532-625 
info@iweld.hu
www.iweld.ro

Produsul: 

Standardele aplicate (1): EN 60204-1:2005
EN 60974-10:2014,
EN 60974-1:2018

(1) Referire la legile, standardele şi normativele afl ate în vigoare la momentul actual. 
Prevederile legale conexe cu produsul şi cu utilizarea sa este necesar să fi e cunoscute, 
aplicate şi respectate. 
Producătorul declară că produsul defi nit mai sus corespunde tuturor standardelor indica-
te mai sus li cerinţelor fundamentale defi nite de Regulamentele 2014/35/EU, 2014/30/EU, 
2006/42/EU si 2011/65/EU

Serie de fabricaţie:

Halásztelek, 14. 03. 2020

RO

MULTIG 2400 AC/DC PFC 
Tehnologia IGBT, controlat de microprocesor 
Aparate de sudura
AC/DC TIG/MIG/MMA
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TIG/MMA dual function 
IGBT inverter technology 
AC/DC welding power source

TIG 2400 AC/DC PFC



EN

Introduction

First of all, thank you for choosing an IWELD welding or cutting machine!
Our mission is to support your work with the most up-to-date and reliable tools both for 
DIY and industrial application. 
We develop and manufacture our tools and machines in this spirit.
All of our welding and cutting machines are based on advanced inverter technolo-
gy, reducing the weight and dimensions of the main transformer.
Compared to traditional transformer welding machines the effi ciency is increased by 
more than 30%.
As a result of the technology used and the use of quality parts, our welding and 
cutting machines are characterized by stable operation, impressive performance, 
energy effi cient and environmentally friendly operation. 
By activating the microprocessor control and welding support functions, it continuous-
ly helps maintain the optimum character of welding or cutting.
Read and use the manual instructions before using the machine please! 
The user’s manual describes the possible sources of danger during welding, includes 
technical parameters, functions, and provides support for handling and adjustment 
but keep in mind it doesn’t contain the welding knowledge! 
If the user’s manual doesn’t provide you with suffi cient information, contact your dis-
tributor for more information!
In the event of any defect or other warranty event, please observe the „General 
Warranty Terms”.
The user manual and related documents are also available on our website at the 
product data sheet.

IWELD Kft.
2314 Halásztelek
II. Rákóczi Ferenc street 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu
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• The switching of the machine under operation can 
damage the equipment.

• After welding always disconnect the electrode holder 
cable from the equipment.

• Always connect the machine to a protected and 
safe electric network!

• Welding tools and cables used with must be perfect.
• Operator must be qualified!
ELECTRIC SHOCK: may be fatal
• Connect the earth cable according to standard
regulation.
• Avoid bare hand contact with all live components of 

the welding circuit, electrodes and wires. It is neces-
sary for the operator to wear dry welding gloves while 
he performs the welding tasks.

• The operator should keep the working piece insulated 
from himself/herself.

Smoke and gas generated while welding or cutting can 
be harmful to health.

• Avoid breathing the welding smoke and gases!
• Always keep the working area good ventilated!
Arc light-emission is harmful to eyes and skin.
• Wear proper welding helmet, anti-radiation glass 

and work clothes while the welding operation is per-
formed!

• Measures also should be taken to protect others in the 
working area.

FIRE HAZARD
• The welding spatter may cause fi re, thus remove fl am-

mable materials from the working area.
• Have a fi re extinguisher nearby in your reach!
Noise can be harmful for your hearing
• Surface noise generated by welding can be disturb-

ing and harmful. Protect your ears if needed!
Malfunctions
• Check this manual fi rst for FAQs.
• Contact your local dealer or supplier for further ad-

vice.

WARNING!
Welding is a dangerous process! The operator and other persons in the working
area must follow the safety instructions and are obliged to wear proper Personal
Protection Items. Always follow the local safety regulations! Please read and
understand this instruction manual carefully before the installation and operation!

1.
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PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY 
1 General
Welding may cause electromagnetic interference.
The interference emission of arc welding equipment can be minimized by adopting proper installa-

tion method and correct use method.
The products described in this manual belong to the limit of class A equipment (applies to all occa-

sions except the residential areas powered by public low-voltage power system).
Warning: Class A equipment does not apply to the residential areas powered by public low-voltage 

power system. Because the electromagnetic compatibility cannot be guaranteed in these areas 
owing to conducted and radiated disturbances.

2 Environmental assessment suggestions
Before installing the arc welding equipment, user shall assess the potential electromagnetic distur-
bance problems in the surrounding environment. The following matters shall be considered:

- Whether there are other service cables, control cables, signal and telephone wires, etc. above, 
under or around the welding equipment;

- Whether there are radio and television transmitting and receiving devices;
- Whether there are computers and other control equipment;
- Whether there are high-security level equipment, such as industrial protective equipment;
- Consider the health of staff at the site, for example, where there are workers wearing hearing aid or 

pacemaker;
- Whether there are equipment used for calibration or inspection;
- Pay attention to the noise immunity of other equipment around. The user should ensure that the 

equipment is compatible with the surrounding equipment, which may require extra protective 
measures;

- Time for welding or other activities;
The range of environment shall be determined according to the building structure and other possible 

activities, which may exceed the boundary of building.
3 Methods to reduce emission

- Public power supply system
The arc welding equipment shall be connected to the public power supply system according to 
the method recommended by the manufacturer. If there is interference, additional preventive 
measures shall be taken, such as access with fi lter in the public power supply system. For fi xed arc 
welding equipment, the service cables shall be shielded by metal pipe or other equivalent meth-
ods. However, the shield shall ensure electrical continuity and shall be connected with the case of 
welding source to ensure the good electrical contact between them.
- Maintenance of arc welding equipment
The arc welding equipment must be regularly maintained according to the method recommend-
ed by the manufacturer. When the welding equipment is running, all entrances, auxiliary doors 
and cover plates shall be closed and properly tightened. The arc welding equipment shall not be 
modifi ed in any form, unless the change and adjustment are permitted in the manual. Particularly, 
the spark gap of arc striker and arc stabilizer shall be adjusted and maintained according to the 
manufacturer’s suggestions. 
- Welding cable
The welding cable shall be as short as possible and close to each other and to the ground line.
- Equipotential bonding
Pay attention to the bonding of all metal objects in surrounding environment. The overlapping of 
metal object and workpiece can increase the risk of work, as operators may suffer from electric 
shock when touch the metal object and electrode simultaneously. Operators shall be insulated from 
all these metal objects.
- Grounding of the workpiece
For electrical safety or workpiece location, size and other reasons, the workpiece may not be 
grounded, such as the hull or structural steelwork. Grounding of workpieces sometimes can reduce 
the emission, but it is not always the case. So be sure to prevent the increasing risk of electric shock 
or damage of other electrical equipment caused by grounded workpieces. When necessary, the 
workpiece should be directly connected with the ground. But direct grounding is forbidden in some 
countries. In such case, use appropriate capacitor in accordance with regulations of the country. 
- Shielding 
Selectively shield the surrounding equipment and other cables to reduce the electromagnetic inter-
ference. For special applications, the whole welding area can be shielded.
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2. The Main Parameters

QUICKSILVER MULTIG 2400 AC/DC PFC
800MLTG2400PFC

IGBT
Op.

HF/ LT
10
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Art. Nr.
FU

N
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TIO
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EN

ER
A

L 
Inverter type
Water Cooling Unit
Arc Ignition
Number of programs
Wireless Remote Control
Remote Control from TIG Torch
LCD
PFC

A
W

I

AC AWI
AC PULSE AWI
DC AWI
DC PULSE AWI
2T/4T
Number of Waveforms

M
IG

Synergic Control
FCAW
2T/4T
Number of Wire Feeder Rols

M
M

A

AC MMA
DC MMA
Adjustable Arc Force
Adjustable Hot Start
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3 Panel Functions & Descriptions 
3.1 Machine Layout Description 

Front and rear panel layout of welding machine 

1. TIG torch gas connector. 

2. Polarity change power connection. 

3. Positive (+) welding power output connection socket. 

4. 12 core air socket for TIG. 

5. Negative (-) welding power 

output connection socket. 

6. MIG torch euro connector. 

7. Power switch. 

8. Input power cable. 

9. Gas inlet connector. 

 

 

 

Wire Feeder of welding 

machine 

10. Spool holder. 

11. Wire feed tension adjustment. 

12. Wire feed tension arm. 

13. Wire feeder inlet guide. 

14. Wire drive roller. 

15. 9 core air socket for Spool Gun. 
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3.2 Layout for Control panel 

3.2.1 Control panel 

 

1. Welding mode button: Press it to select Stick DC/ Stick AC/ TIG HF/ TIG Lift/ MIG Manual/ MIG 

Synergic welding mode. 

2. Trigger mode button: Press it to select 2T or 4T trigger mode. 

3. JOB button: Press it for 3s to open JOB program and press it for 1s to save parameters into JOB 

number. 

4. SYN system button: Press it to select wire material, wire diameter and type of gas. 

5. Air check button: Press it to check whether the machine isn’t air-connected or the gas 

passage isn’t smooth. 

6. Manual wire feed button. 

7. Function button: Press it to select parameters or enter the function interface. 

8. L parameter knob: Press it to select parameters and turn it to adjust values, such as welding 

current. In function interface, turn it to select parameters. 

9. R parameter knob: Press it to select parameters and turn it to adjust values. 
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3.2.2 MMA AC/DC display introduction 

1. Welding mode button: Press it to select Stick DC or Stick AC welding mode.

2. L parameter knob: Turn it to welding current.

3. R parameter knob: Press it to select Hot Start or Arc Force and turn it to adjust values.

Hot start 

Hot start provides extra power when the weld starts to counteract the high resistance of the 

electrode and workpiece as the arc is started. Setting range: 0~10. 

Arc force 

An MMA welding power source is designed to produce constant output current. This means with 

different types of electrode and arc length; the welding voltage varies to keep the current 

constant. This can cause instability in some welding conditions as MMA welding electrodes will 

have a minimum voltage they can operate with and still have a stable arc. 

Arc Force control boosts the welding power if its senses the welding voltage is getting too low. 

The higher the arc force adjustment, the higher the minimum voltage that the power source will 

allow. This effect will also cause the welding current to increase. 0 is Arc Force off, 10 is maximum 

Arc Force. This is practically useful for electrode types that have a higher operating voltage 

requirement or joint types that require a short arc length such as out of position welds. 
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3.2.3 TIG HF/Lift display introduction 

1. Welding mode button: Press it to enter TIG HF or TIG Lift welding mode.

2. Trigger mode button: Press it to select 2T or 4T trigger mode.

3. Function button: Press it to enter the function interface.

4. L parameter knob: Turn it to adjust welding current. In function interface, turn it to select

parameters, such as trigger mode and Post Flow time.

5. R parameter knob: Turn it to select AC Balance (-5~5) or AC Frequency (50~250Hz) and turn it 

to adjust values. (Available only in AC mode.) In function interface, turn it to select

parameters, such as trigger mode and Post Flow time. *

*Denotes more detailed explanation of function to follow. 

Further Controls Explained 

AC Balance 

Only be available in AC welding mode. Adjust the balance as a percentage between the 

forward and reverse current cycles when welding in AC output mode. The reverse part of the AC 

cycle gives the ‘cleaning’ effect on the weld material, while the forward cycle melts the weld 

material. Neutral setting is 0. Increased reverse cycle bias will give greater cleaning effect, less 

weld penetration and more heat in the torch tungsten, which gives the disadvantage of 

reducing the output current that can be used for a given tungsten size, to prevent the tungsten 

overheating. Increased forward cycle bias will give the opposite effect, less cleaning effect, 

greater weld penetration and less heat in the tungsten. 
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AC Frequency 

Only be available in AC welding mode. Increasing AC frequency will focus the shape of the arc, 

resulting in a tighter, more controlled arc causing increased penetration and less heated 

affected area for the same current setting. Slower frequency will result in a wider, softer arc 

shape. 

Function interface: 

 

1. Output waveform: Press it to select DC output or AC wave output. 

 

2. Pulse mode: ON or OFF. 

3. Trigger mode: 2T/ 4T/ Spot weld. (Spot is only available in TIG HF welding mode.) * 

4. Pre Flow: 0~2s. 

5. Pre Current: 10~200A. 

6. Up Slope: 0~10s. 

7. Peak Current: 10~200A. 

8. Base Current: 10~200A. (Only available in Pulse mode.) 

9. Pulse Frequency: 0.5~999Hz. (Only available in Pulse mode.) * 

10. Duty Cycle: 5~95%. (Only available in Pulse mode.) * 

11. Down Slope: 0~10s. 

12. Post Current: 10~200A. 

13. Post Flow: 0~10s. 

*Denotes more detailed explanation of function to follow. 
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Further Controls Explained

2T Mode (3)

The trigger is pulled and held on to activate the welding circuit, when the trigger is released, the 

welding circuit stops.

This function without the adjustment of start current and crater current is suitable for the Re-tack 

welding transient welding thin plate welding and so on.

Introduction:

0: Press the gun switch and hold it. Electromagnetic gas valve is turned on. The shielding 

gas stars to flow.

0 t1: Pre-gas time (0.1~2.0s)

t1 t2: Arc is ignited and the output current rises to the setting welding current (Iw or Ib) 

from the min welding current.

t2 t3: During the whole welding process, the gun switch is pressed and held without 

releasing.

Note: Select the pulsed output, the base current and welding current will be outputted 

alternately; otherwise, output the setting value of welding current;

t3: Release the gun switch, the welding current will drop in accordance with the selected 

down-slope time.

t3 t4: The current drops to the minimum welding current from the setting current (Iw or Ib), 

and then arc is turned off.

t4 t5: Post-gas time, after the arc is turned off. You can adjust it (0.0~10s) through 

turnning the knob on the front panel.

t5: Electromagnetic gas valve turned off, the shield gas stops to flow, and welding is 

finished.

4T Mode (3)
The start current and crater current can be pre-set. This function can compensate the possible 

crater that appears at the beginning and end of the welding. Thus, 4T is suitable for the welding 

of medium thickness plates.

11
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Introduction: 

(1) 0: Press and hold the gun switch, Electromagnetic gas valve is turned on. The shielding gas

stars to flow;

(2) 0 t1: Pre-gas time (0.1~2.0S);

(3) t1 t2: Arc is ignited at t1 and then output the setting value of start current; 

(4) t2: Loosen the gun switch, the output current slopes up from the start current; 

(5) t2 t3: The output current rises to the setting value (Iw or Ib), the upslope time can be

adjusted;

(6) t3 t4: Welding process. During this period, the gun switch is loosen;

Note: Select the pulsed output, the base current and welding current will be outputted

alternately; otherwise, output the setting value of welding current; 

(7) t4: Press the torch switch again, the welding current will drop in accordance with the

selected down-slope time.

(8) t4 t5: The output current slopes down to the crater current. The downslope time can be

adjusted;

(9) t5 t6: The crater current time;

(10) t6: Loosen the gun switch, stop arc and keep on argon flowing;

(11) t6 t7: Post-gas time can be set by the post-gas time adjustment knob on the front panel 

(0.0 10S);

(12) t7: Electromagnetic valve is closed and stop argon flowing. Welding is finished.

Pulse frequency (9) 
Only be available when pulse mode is selected. Set the rate that the welding output alternates 

between the peak and base current settings. 

Duty Cycle (10) 
Only be available when pulse mode is selected. Set the time proportion as a percentage 

between the peak current and base current when using pulse mode. Neutral setting is 50%, the 

time period of the peak current and base current pulse is equal. Higher pulse duty setting will give 

greater heat input, while lower pulse duty will have the opposite effect. 

12



HU
EN

Function interface of Spot weld: 

1. Post Flow: 0.1~2s.

2. Welding current: 10~200A.

3. Ton time: 0.2~1s.

4. Toff time: 0~10s.

5. Post Flow: 0.1~10s.

Spot Weld trigger mode: 

Gun Switch 

Gas Supply 

Wire Feed 

Output Voltage 

Output Current Spot Weld Time 

Spot weld 
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3.2.4 MIG Manual display introduction 

1. Welding mode button: Press it to select MIG Manual welding mode.

2. Trigger mode button: Press it to select 2T or 4T trigger mode.

3. Function button: Press it to enter the function interface.

4. L parameter knob: Turn it to adjust wire feeding speed. In function interface, turn it to select

parameters, such as Pre Flow, Post Flow.

5. R parameter knob: Press it to select welding voltage or inductance. Turn it to adjust value.

6. Air check button.

7. Manual wire button.

Function interface: 

14



HU
EN

 

1. Trigger mode: 2T or 4T. 

2. Burnback: 0~10. 

3. Pre Flow: 0.1~10s. 

4. Post Flow: 0.1~10s. 

5. Slow Feed: 0~10. 

6. Spool Gun: off/ on. 

 

Burnback 

Short-circuit between welding wire and molten pool leads to the increase of current, which 

leads to the melting speed of welding wire too fast, and the wire feeding speed cannot keep up 

with, which makes the welding wire and workpiece disconnected. This phenomenon is called 

“burn back”. This function is to ensure the welding seam is not beautiful after welding. Range: 

0-10. 

 

Slow feed 

This function is used to regulate the speed of wire feeding increasing. Range: 0-10s. 

 

3.2.5 MIG SYN display introduction 

The operator simply sets the welding current like MIG welding and the machine calculates the 

optimal voltage and wire speed for the material type, wire type and size and shielding gas being 

used. Obviously other variables such as welding joint type and thickness, air temperature affect 

the optimal voltage and wire feed setting, so the program provides a voltage fine tuning function 

for the synergic program selected. Once the voltage is adjusted in a synergic program, it will stay 

fixed at this variation when the current setting is changed. To reset the voltage for a synergic 

program back to factory default, change to another program and back again. 
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1. Welding mode button: Press it to select MIG Manual welding mode. 

2. Trigger mode button: Press it to select 2T or 4T trigger mode. 

3. SYN system button: Press it to enter SYN item. Select wire material/ wire diameter and shield 

gas by using R parameter knob. 

4. Function button: Press it to enter the function interface. 

5. L parameter knob: Turn it to adjust wire feeding speed. In function interface, rotate it to 

select parameters, such as Pre Flow, Post Flow. 

6. R parameter knob: Press it to select welding voltage or inductance. Turn it to adjust value. In 

SYN item, turn to select and press to confirm. 

7. Air check button. 

8. Manual wire button. 

16



HU
EN

Function interface: 

1. Trigger mode: 2T or 4T.

2. Burnback: 0~10.

3. Pre Flow: 0.1~10s.

4. Post Flow: 0.1~10s.

5. Slow Feed: 0~10.

17
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3.2.6 JOB display introduction 
 

 

 

1. JOB button: Press it for 3s to enter JOB programs and press it for 1s to save parameters. 

2. Parameters display: Here are all the selected parameter that you settings. 

3. JOB number display. 

4. L parameter knob: Turn it to turn the page and press it to delete the parameters. 

5. R parameter knob: Turn it to select JOB program number and press it to load the selected 

JOB program number. 
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4 Installation & Operation 
4.1 Installation & Operation for MMA Electrode Welding 

4.1.1 Set-Up Installation 

Two sockets are available on this welding machine, One Positive (+) and one Negative (-) 

polarity, to connect MMA/Electrode holder cable and earth clamp cable. Various electrodes 

require different polarity for optimum results and careful attention should be paid to the polarity, 

refer to the electrode manufacturers information for the correct polarity. 

DCEP: Electrode connected to Positive (+) output socket. 

DCEN: Electrode connected to Negative (-) output socket. 

MMA (DC): Choosing the connection of DCEN or DCEP according to the different electrodes. 

Please refer to the electrode manual. 

MMA (AC): No requirements for polarity connection. 

(1) Turn the power source on and press the welding mode key to MMA welding mode.

(2) Set the welding current relevant to the electrode type and size being used as recommended 

by the electrode manufacturer.

(3) Set the Hot Start and Arc Force as required using knobs and buttons.

(4) Place the electrode into the electrode holder and clamp tight. 

(5) Strike the electrode against the work piece to create and arc and hold the electrode steady 

to maintain the arc.
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4.1.2 MMA/Stick Electrode Welding 

One of the most common types of arc welding is manual metal arc welding (MMA) or stick 

welding. An electric current is used to strike an arc between the base material and a 

consumable electrode rod or ‘stick’. The electrode rod is made of a material that is compatible 

with the base material being welded and is covered with a flux that releases a gaseous vapor 

that serve as a shielding gas and providing a layer of slag, both of which protect the weld area 

from atmospheric contamination. The electrode core itself acts as filler material the residue from 

the flux that forms slag covering over the weld metal must be chipped away after welding. 

MMA / Stick Electrode 

 The arc is initiated by momentarily touching the electrode to the base metal. 

 The melted electrode metal is transferred across the arc into the molten pool and becomes 

weld metal. 

 The deposit is covered and protected by slag from the electrode flux coating. 

Flux Properties 

 

 

 

 

s 

Stick electrodes serve many purposes in addition to filler metal to the molten pool. These 
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additional functions are provided mainly by the various coverings on the electrode. 

4.1.3 MMA Welding Fundamentals 

Electrode Selection 

As a general rule, the selection of an electrode is straight forward, in that it is only a matter of 

selecting an electrode of similar composition to the parent metal. However, for some metals 

there is a choice of several electrodes, each of which has particular properties to suit specific 

classes of work. It is recommend to consult your welding supplier. 

The size of the electrode generally depends on

the thickness of the section being welded, and the

thicker the section the larger the electrode 

required. The maximum size of electrodes that may 

be used for various thicknesses based on a general 

purpose type 6013 electrode. 

Welding Current (Amperage) 

Correct current selection for a particular job is an 

important factor in arc welding. With the current 

set too low, difficulty is experienced in striking and 

maintaining a stable arc. The electrode tends to 

stick to the work, penetration is poor and beads 

with a distinct rounded profile will be deposited. 

Too high current is accompanied by overheating 

of the electrode resulting undercut and burning through of the base metal and producing 

excessive spatter. Normal current for a particular job may be considered as the maximum, which 

can be used without burning through the work, over-heating the electrode or producing a rough 

spattered surface. The table shows current ranges generally recommended for a general 

purpose type 6013 electrode. 

Average Thickness of 

Material 

Max Recommended 

Electrode Diameter 

1.0-2.0 mm 2.5 mm 

2.0-5.0 mm 3.2 mm 

5.0-8.0 mm 4.0 mm 

>8.0 mm 5.0 mm 

Electrode Size 

ø mm 

Current Range 

(Amps) 

2.5 mm 60-95 

3.2 mm 100-130 

4.0 mm 130-165 

5.0 mm 165-260 
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Arc Length 

To strike the arc, the electrode should be gently scraped on the work until the arc is established. 

There is a simple rule for the proper arc length; it should be the shortest arc that gives a good 

surface to the weld. An arc too long reduces penetration, produces spatter and gives a rough 

surface finish to the weld. An excessively short arc will cause sticking of the electrode and result in 

poor quality welds. General rule of thumb for down hand welding is to have an arc length no 

greater than the diameter of the core wire. 

Electrode Angle 

The angle that the electrode makes with the work is important to ensure a smooth, even transfer 

of metal. When welding in down hand, fillet, horizontal or overhead the angle of the electrode is 

generally between 5 and 15 degrees towards the direction of travel. When vertical up welding, 

the angle of the electrode should be between 80 and 90 degrees to the work piece. 

Travel Speed 

The electrode should be moved along in the direction of the joint being welded at a speed that 

will give the size of run required. At the same time, the electrode is fed downwards to keep the 

correct arc length at all times. Excessive travel speeds lead to poor fusion, lack of penetration etc, 

while too slow a rate of travel will frequently lead to arc instability, slag inclusions and poor 

mechanical properties. 

Material and Joint Preparation 

The material to be welded should be clean and free of any moisture, paint, oil, grease, mill scale, 

rust or any other material that will hinder the arc and contaminate the weld material. Joint 

preparation will depend on the method used include sawing, punching, shearing, machining, 

flame cutting and others. In all cases edges should be clean and free of any contaminates. The 

type of joint will be determined by the chosen application. 
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4.2 Installation & Operation for TIG Welding 
4.2.1 Set-Up for TIG Welding 

(1) Insert the earth cable plug into the positive socket on the front of the machine and twist to

lock in place. 

(2) Plug the welding torch into the negative socket on the front panel and twist to lock.

(3) Connect the control cable of torch switch to 12-pin socket on the front of the machine.

(4) Connect the gas line of TIG torch to outlet gas connector on the front of the machine.

(5) Connect the gas regulator to the gas cylinder and the gas line to the gas regulator.

(6) Connect the gas line to the machine inlet gas connector located on the rear panel.

(7) Connect the power cable of welding machine to the electrical outlet. 

(8) Carefully open the valve of the gas cylinder, set the required gas flow rate.

(9) Select TIG function on the front panel.

(10) Set torch operation for 2T, 4T or Spot trigger mode.

(11) Select welding current as required. The selected welding current will show on display. Set

down slope time as required. The down slope time will show on the digital display.

23



EN

4.2.2 DCTIG Welding 
The DC power source uses what is known as DC (direct current) in 

which the main electrical component, known as electrons, flow in only 

one direction from the negative terminal (-) to the positive terminal (+). 

In the DC electrical circuit there is an electrical principle at work which 

provides that, in a DC circuit, 70% of the energy (heat) is always on the 

positive side. This is important because it determines what terminal to 

connect the TIG torch. 

DC TIG welding is a process in which an arc is struck between 

a tungsten electrode and the metal workpiece. The weld area 

is shielded by an inert gas flow to prevent contamination of 

the tungsten, molten pool and weld area. When the TIG arc is 

struck the inert gas is ionized and superheated changing its’ 

molecular structure which converts it into a plasma stream. This 

plasma stream that flows between the tungsten and the work 

piece is the TIG arc and can be as hot as 19,000°C. It is a very pure and concentrated arc which 

provides the controlled melting of most metals into a weld pool. TIG welding offers the user the 

greatest amount of flexibility to weld the widest range of materials, thickness and profiles. DC TIG 

welding is also the cleanest weld with no sparks or spatter. 

The intensity of the arc is proportional to the 

current that flows from the tungsten. The welder 

regulates the welding current to adjust the power 

of the arc. Typically thin material requires a less 

powerful arc with less heat to melt the material so 

less current (amps) is required, thicker material 

requires a more powerful arc with more heat so more current (amps) are necessary to melt the 

material. 

LIFT ARC IGNITION for TIG Welding 

Lift Arc is a form of arc ignition where the machine has voltage on the electrode to only a few 

volts, with a current limit of one or two amps (well below the limit that causes metal to transfer 
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and contamination of the weld or electrode). When the machine detects that the tungsten has 

left the surface and a spark is present, it immediately (within microseconds) increases power, 

converting the spark to a full arc. It is a simple, safe lower cost alternative arc ignition process to 

HF (high frequency) and a superior arc start process to scratch start. 

 

4.2.3 TIG Welding Fusion Technique 

Manual TIG welding is often considered the most difficult of all the 

welding processes. Because the welder must maintain a short arc 

length, great care and skill are required to prevent contact between 

the electrode and the workpiece. Similar to Oxygen/Acetylene torch 

welding, TIG welding normally requires two hands and in most 

instances requires the welder to manually feed a filler wire into the 

weld pool with one hand while manipulating the welding torch in the other. However, some 

welds combining thin materials can be accomplished without filler metal like edge, corner, and 

butt joints. This is known as Fusion welding where the edges of the metal pieces are melted 

together using only the heat and arc force. 

 

 

gas flow 

tungsten off 
the work 

tungsten touches 
the work 

arc ignition 
established 
TIG arc 

Lay the nozzle on the 
job without the tungsten 
touching the work. 

Rock the torch sideways 
so that the tungsten 
touches the work & hold 
momentarily. 

Rock the torch back in 
the opposite direction, 
the arc will ignite as 
the tungsten lifts off. 

Lift the torch to 
maintain the arc. 
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TIG Welding with Filler Wire Technique 

It is necessary in many situations with TIG welding to add a filler wire 

into the weld pool to build up weld reinforcement and create a 

strong weld. Once the arc is started the torch tungsten is held in 

place until a weld pool is created, a circular movement of the 

tungsten will assist is creating a weld pool of the desired size. Once 

the weld pool is established tilt the torch at about a 75° angle and 

move smoothly and evenly along the joint. The filler metal is introduced to the leading edge of 

the weld pool. The filler wire is usually held at about a 15° angle and fed into the leading edge of 

the molten pool, the arc will melt the filler wire into the weld pool as the torch is moved forward. A 

“dabbing” technique can be used to control the amount of filler wire added. The wire is fed into 

the molten pool and retracted in a repeating sequence as the torch is moved slowly and evenly 

forward. It is important during the welding to keep the molten end of the filler wire inside the gas 

shield as this protects the end of the wire from being oxidized and contaminating the weld pool. 

4.2.4 Tungsten Electrodes 

Tungsten is a rare metallic element used for manufacturing TIG welding electrodes. The TIG 

process relies on tungsten’s hardness and high-temperature resistance to carry the welding 

current to the arc. Tungsten has the highest melting point of any metal, 3,410 degrees Celsius. 

Tungsten electrodes are a consumable and come in a variety of sizes, they are made from pure 

tungsten or an alloy of tungsten and other rare earth elements. Choosing the correct tungsten 

depends on the material being welded, amps required and whether you are using AC or DC 

welding current. Tungsten electrodes are color-coded at the end for easy identification. 
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Tungsten Electrodes Rating for Welding Currents 

Tungsten 

Diameter 

mm 

DC Current Amps 

Torch Negative 

2% Thoriated 

AC Current Amps 

Un-Balanced Wave 

0.8% Zirconiated 

AC Current Amps 

Balanced Wave 

0.8% Zirconiated 

1.0mm 15-80 15-80 20-60

1.6mm 70-150 70-150 60-120

2.4mm 150-250 140-235 100-180

3.2mm 250-400 225-325 160-250

4.0mm 400-500 300-400 200-320

4.2.5 Tungsten Preparation 

Always use DIAMOND wheels when grinding and cutting. While tungsten is a very hard material, 

the surface of a diamond wheel is harder, and this makes for smooth grinding. Grinding without 

diamond wheels, such as Aluminum oxide wheels, can lead to jagged edges, imperfections, or 

poor surface finishes not visible to the eye that will contribute to weld inconsistency and weld 

defects. 

Always ensure to grind the tungsten in a longitudinal direction on the grinding wheel. Tungsten 

electrodes are manufactured with the molecular structure of the grain running lengthwise and 

thus grinding crosswise is “grinding against the grain”. If electrodes are ground crosswise, the 

electrons have to jump across the grinding marks and the arc can start before the tip and 

wander. Grinding longitudinally with the grain, the electrons flow steadily and easily to the end of 

the tungsten tip. The arc starts straight and remains narrow, concentrated and stable. 

Electrode Shape & Angle 

The shape of the tungsten electrode tip is an important process variable in precision arc welding. 

A good selection of tip/flat size will balance the need for several advantages. The bigger the flat, 

the more likely arc wander will occur and the more difficult it will be to arc start. However, 
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increasing the flat to the maximum level that still allows arc start and eliminates arc wonder will 

improve the weld penetration and increase the electrode life. The included angle determines 

weld bead shape and size. Generally, as the included angle increases, penetration increases 

and bead width decreases. 

Some welders still grind electrodes to a sharp point, which makes arc starting easier. However, 

they risk decreased welding performance from melting at the tip. 

Electrode Included Angle/Taper - DC Welding 

Tungsten electrodes for DC welding should be ground longitudinally and concentrically with 

diamond wheels to a specific included angle in conjunction with the tip/flat preparation. 

Different angles produce different arc shapes and offer different weld penetration capabilities. 
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Blunter electrodes with larger included angle provide: 

Last Longer

Have better weld penetration

Have a narrower arc shape

Can handle more amperage without eroding.

Sharper electrodes with smaller included angle provide: 

Offer less arc weld

Have a wider arc

Have a more consistent arc

Tungsten 
Diameter 

Diameter at the 
Tip - mm 

Constant Included 
Angle - Degrees 

Current Range 
Amps 

Current Range 
Pulsed Amps 

1.0mm .250 20 05 - 30 05 - 60 

1.6mm .500 25 08 - 50 05 - 100 

1.6mm .800 30 10 - 70 10 - 140 

2.4mm .800 35 12 - 90 12 - 180 

2.4mm 1.100 45 15 - 150 15 - 250 

3.2mm 1.100 60 20 - 200 20 - 300 

3.2mm 1.500 90 25 - 250 25 - 350 
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4.3 Installation & Operation for MIG Welding 
4.3.1 Set up installation for MIG Welding 

 

(1) Insert the earth cable plug into the Negative (-) socket and twist to tighten. 

(2) Plug the MIG welding gun into MIG torch euro-connector on the front panel and tighten 

locking nut securely. 

(3) Insert the polarity switch cable plug into the positive socket on the front of the machine and 

tighten it. 

(4) Connect the gas regulator to the gas cylinder and connect the gas line to the regulator. 

(5) Connect the gas line to gas connector on the rear panel. 

(6) Connect the power cord of welding machine with the outlet on electrical box. 

 

(7) Place wire onto spool holder - (spool retaining 

nut is left hand thread) Feed wire through the inlet 

guide tube on to the drive roller. 
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(11) Remove the gas nozzle and contact tip from the torch neck.

(12) Press and hold the manual wire button to feed the wire through to the torch neck, release

the manual wire button when the wire exits the torch neck.

(13) Fit the correct sized contact tip and feed the wire through it, screw the contact tip into the

tip holder of the torch neck and nip it up tightly. 

(14) Fit the gas nozzle to the torch head.

(15) Carefully open the gas cylinder valve, set the required gas flow rate on the regulator.

(16) Select the desired MIG function, Select program number to suit the wire diameter and gas

type being used as shown on the display.

(17) Select torch switch mode: 2T/ 4T/ Spot weld. 

(18) Set the required welding parameters to suit the material thickness being welded.

(8) Feed wire over drive roller into outlet guide wire

tube, push wire through approximately 150mm.

(9) Close down the top roller bracket and clip the

pressure arm into place with a medium amount of

pressure applied.

(10) Carefully open the valve of the gas cylinder,

set the required gas flow rate.
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4.3.2 Wire Feed Roller Selection 

The importance of smooth consistent wire feeding during MIG welding cannot be emphasized 

enough. Simply put the smoother the wire feed then the better the weld. 

Feed rollers or drive rollers are used to feed the wire mechanically through the length of the 

welding gun cable. Feed rollers are designed to be used for certain types of welding wire and 

they have different types of grooves machined in them to accommodate the different types of 

wire. The wire is held in the groove by the top roller of the wire drive unit and is referred to as the 

pressure roller, pressure is applied by a tension arm that can be adjusted to increase or decrease 

the pressure as required. The type of wire will determine how much pressure can be applied and 

what type of drive roller is best suited to obtain optimum wire feed. 

Solid Hard Wire - like Steel, Stainless Steel requires a drive roller with a “V” shape groove for 

optimum grip and drive capability. Solid wires can have more tension applied to the wire from 

the top pressure roller that holds the wire in the groove and the “V” shape groove is more suited 

for this. Solid wires are more forgiving to feed due to their higher cross-sectional column strength, 

they are stiffer and don’t deflect so easily. 

Soft Wire – Such as aluminum, require a “U” shape groove. Aluminum wire has a lot less column 

strength, can bend easily and is therefore more difficult to feed. Soft wires can easily buckle at 

the wire feeder where the wire is fed into inlet guide tube of the torch. The U-shaped roller offers 

more surface area grip and traction to help feed the softer wire. Softer wires also require less 

tension from the top pressure roller to avoid deforming the shape of the wire, too much tension 

will push the wire out of shape and cause it to catch in the contact tip. 

Flux Core/ Gasless Wire - These wires are made up of a thin metal sheath that has flux and metal 

compounds layered onto the surface and then rolled into a cylinder to form the finished wire. The 

wire cannot take too much pressure from the top roller as it can be crushed and deformed if too 

much pressure is applied. A knurled-V drive roller has been developed and it has small serrations 

in the groove, the serrations grip the wire and assist to drive it without too much pressure from the 

top roller. The down side to the knurled wire feed roller on flux cored wire is it will slowly over time 

bit by bit eat away at the surface of the welding wire, and these small pieces will eventually go 

down into the liner. This will cause clogging in the liner and added friction that will lead to welding 

wire feed problems. A U groove wire can also be used for flux core wire without the wire particles 

coming off the wire surface. However, it is considered that the knurled roller will give a more 
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positive feed of flux core wire without any deformation of the wire shape. 

 
 

4.3.3 Wire Installation and Set-Up Guide 

Again the importance of smooth consistent wire feeding during MIG welding cannot be 

emphasized enough. The correct installation of the wire spool and the wire into the wire feed unit 

is critical to achieving an even and consistent wire feed. A high percentage of faults with MIG 

welders emanate from poor set up of the wire into the wire feeder. The guide below will assist in 

the correct setup of your wire feeder. 

 

 

 

 

(1) Remove the spool retaining nut. (2) Note the tension spring adjuster  
and spool locating pin. 
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(5) Feed the wire through the drive roller 

and into the outlet guide tube of the wire 

feeder. 

(6) Lock down the top pressure roller and 

apply a medium amount of pressure using 

the tension adjustment knob. 

(4) Snip the wire carefully, be sure to hold  

the wire to prevent the spool uncoiling.  

Carefully feed the wire into the inlet guide  

tube of the wire feed unit. 

(3) Fit the wire spool onto the spool holder  

fitting the locating pin into the location hole 

on the spool. Replace the spool retaining  

nut tightly. 

(7) Check that the wire passes through the 

center of the outlet guide tube without touching 

the sides. Loosen the locking screw and then 

loosen the outlet guide tube retaining nut too 

make adjustment if required. Carefully retighten 

the locking nut and screw to hold the new 

position. 
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4.3.4 MIG Torch Liner Types and Information 

MIG Torch Liners 

The liner is both one of the simplest and most important components of a MIG gun. Its sole 

purpose is to guide the welding wire from the wire feeder, through the gun cable and up to the 

contact tip. 

Steel Liners 

Most MIG gun liners are made from coiled steel wire also known as piano wire, which provides 

the liner with good rigidity and flexibility and allows it to guide the welding wire smoothly through 

the welding cable as it bends and flex during operational use. Steel liners are primarily used for 

feeding of solid steel wire, other wires such as Aluminum, Silicon Bronze, Etc. will perform better 

using a Teflon or Polyamide line. The internal diameter of the liner is important and relative to the 

wire diameter being used. The correct inside diameter and will assist in smooth feeding and 

prevention of the wire kinking and bird-nesting at the drive rollers. Also bending the cable too 

tightly during welding increases the friction between the liner and the welding wire making it 

more difficult to push the wire through the liner resulting in poor wire feeding, premature liner 

wear and bird-nesting. Dust, grime and metal particles can accumulate inside the liner over time 

and cause friction and blockages, it is recommended to periodically blow out the liner with 

compressed air. Small diameter welding wires, 0.6mm through 1.0mm have relatively low 

columnar strength, and if matched with an oversized liner, can cause the wire to wander or drift 

within the liner. This in turn leads to poor wire feeding and premature liner failure due to excessive 

wear. By contrast, larger diameter welding wires, 1.2mm through 2.4mm have much higher 

columnar strength but it is important to make sure the liner has enough internal diameter 

clearance. Most manufacturers will produce liners sized to match wire diameters and length of 

welding torch cable and most are color coded to suit. 
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Copper - Brass Neck Liners 

For high heat applications fitting brass or copper wound jumper or neck liner on the end of the 

liner at the neck end will increase the working temperature of the liner as well as improve the 

electrical conductivity of the welding power transfer to the wire. It is recommended for all 

Aluminum and Silicone Bronze welding applications. 

 
 

4.3.5 Torch & Wire Feed Set-Up for Aluminum Wire 

The same method is used for Teflon and/or Polyamide Liners (PA). 

 

Copper Neck Liner 

Teflon Liners 
Blue-0.6mm-0.8m

Red - 0.9mm - 1.2mm 

Yellow - 1.6mm 

Black-1.0mm-1.6m
PA Liner 

 

Teflon and Polyamide (PA) Liners 

Teflon liners are well suited for feeding soft wires with poor column strength like aluminum wires. 

The interiors of these liners are smooth and provide stable feeding, especially on small diameter 

welding wire Teflon can be good for higher heat applications that utilize water-cooled torches 

and brass neck liners. Teflon has good abrasion resistance characteristics and can be used with a 

variety of wire types such as silicon bronze, stainless steel as well as aluminum. A note of caution 

to carefully inspect the end of the welding wire prior to feeding it down the liner. Sharp edges 

and burrs can score the inside of the liner and lead to blockages and accelerated wear. 

Polyamide Liners (PA) are made of carbon infused nylon and are ideal for softer aluminum, 

copper alloy welding wires and push pull torch applications. These liners are generally fitted with 

a floating collet to allow the liner to be inserted all the way to the feed rollers. 

Blue-0.6mm-0.8m

Red - 0.9mm - 1.2mm 

Yellow - 1.6mm 

Green - 2.0mm - 2.4mm 

Steel Liners 
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4.4 Installation & Operation for Spool Gun 

4.4.1 Set up installation for Spool Gun 

1) Insert the earth cable plug into the negative (-) socket on the front of the machine and 

twist to tighten. 

2) Insert the polarity switch cable plug into the positive socket on the front of the machine 

and tighten it. 

3) Plug the Spool Gun into the euro-connect socket on the front panel and tighten. 

4) IMPORTANT: When connecting the torch be sure to tighten the adaptor nut completely 

tight. A loose connection can result in arcing between the gun and machine connector 

and that causes serious damage to both the torch and machine connections. 

5) Connect the Spool Gun control cable to the 9-pin receptacle on the side panel. 

6) Insert the polarity switching cable plug into the positive socket on the front of the 

machine and tighten it. 

7) Connect the gas regulator to the gas cylinder and connect the gas line to the regulator. 

8) Connect the gas line to gas connector on the rear panel. 

9) Connect the power cord of welding machine with the outlet on electrical box. 

10) Carefully open the gas cylinder valve and set the required gas flow rate. 

11) Set welding parameters using the knobs as shown on digital displays. 
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4.5 Welding Parameters 

Process reference for CO2 butt welding of low carbon steel solid welding wire 

 
 

Process reference for CO2 corner welding of low carbon steel solid welding wire 
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4.6 Operation Environment 

. 

 temperature range 14 ~ 104°F (-10 ~ +40°C). 

Air relative humidity is below 90%. 

not exceed 15°. 

and against direct sunshine. 

ast 1-1/2” (38cm) 

free distance between the machine and wall. 

 

4.7 Operation Notices 

1 carefully before starting to use this equipment. 

ure that the input is 110V/230V AC, single-phase: 50/60Hz. 

 area. Do not watch the arc in unprotected eyes. 

e machine to improve duty cycle and life. 

 

use of failure. Don’t restart it until problem has 

been resolved. Otherwise, permanent damage could occur. 
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5 List of Error Codes 

 

 

Error Type Code Description 

Thermal relay 

E01 Over-heating (1st thermal relay) 

E02 Over-heating (2nd thermal relay) 

E03 Over-heating (3rd thermal relay) 

E04 Over-heating (4th thermal relay) 

E09 Over-heating (Program default) 

Welding machine 

E10 Phase loss 

E11 N/A 

E12 No gas 

E13 Under voltage 

E14 Over voltage 

E15 Over current 

E16 Wire feeder over load 

Switch 

E20 Button fault on operating panel when switch on the machine 

E21 Other faults on operating panel when switch on the machine 

E22 Torch fault when switch on the machine 

E23 Torch fault during normal working process 

Accessory 
E30 Cutting torch disconnection 

E31 N/A 

Communication 
E40 Connection problem between wire feeder and power source 

E41 Communication error 
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Precautions
Workspace
1. Welding equipment free of dust, corrosive gas, non-fl ammable materials, up to 90% humidity 

for use!
2. Avoid welding outdoors unless protected from direct sunlight, rain, snow, work area tempera-

ture must be between -10 °C and +40°C.
3. Wall to position the device at least 30 inches away.
4. Well-ventilated area to perform welding. 

Safety requirements
Welding provides protection against overvoltage / overcurrent / overheating. If any of the 

above events occurs, the machine stops automatically. However, over- stress damage to the 
machine , keep the following guidelines :

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

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

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

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

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

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

Maintenance
1. Remove power unit before maintenance or repair!
2. Ensure that proper grounding!
3. Make sure that the internal gas and electricity connections are perfect and tighten, adjust if 

necessary, if there is oxidation, remove it with sandpaper and then reconnect the cable.
4. Hands, hair, loose clothing should be kept away under electric parts, such as wires, fan.
5. Regularly dust from the machine clean, dry compressed air, a lot of smoke and polluted air to 

clean the machine every day!
6. The gas pressure is correct not to damage components of the machine.
7. If water would be, for example. rain, dry it in the machine and check the insulation properly! 

Only if everything is all right, go after the welding!
8 When not in use for a long time, in the original packaging in a dry place.
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ÁLTALÁNOS GARANCIÁLIS FELTÉTELEK A JÓTÁLLÁSI ÉS SZAVATOSSÁGI IGÉNYEK ESETÉN
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Figyelem! 
A garancia jegyet vásárláskor érvényesíteni kell a készülék gyári számának feltüntetésével! A garancia kizárólag 
azonos napon, kiállított gyári számmal ellátott számlával együtt érvényes, ezért a számlát őrizze meg!

  

Forgalmazó:

IWELD KFT.
2314 Halásztelek

II. Rákóczi Ferenc út 90/B
Szerviz:  Tel: +36 24 532 706

mobil: +36 70 335 5300 

Sorszám:

....................................... típusú............................................................ gyári számú .....................................................................................
termékre a vásárlástól számított 12 hónapig kötelező jótállást vállalunk a jogszabály szerint. A jótállás lejárta után 3 évig bizto-
sítjuk az alkatrész utánpótlást. 
Vásárláskor kérje a termék próbáját!

Eladó tölti ki:

A vásárló neve: .............................................................................................................................................................................................

Lakhelye: ........................................................................................................................................................................................................

.........................................................................................................................................................................................................................

Vásárlás napja: ....................... ÉV ............................ HÓ .............................. NAP

Eladó bélyegzője és aláírása:

Jótállási szelvények a kötelező jótállási időre

Bejelentés időpontja: ....................................................................................................................................................................................

Hiba megszüntetésének időpontja: ............................................................................................................................................................

Bejelentett hiba: ............................................................................................................................................................................................

A jótállás új határideje: .................................................................................................................................................................................

A szerviz neve: .............................................................................................. Munkaszám: .................................................................

                                                                                                                  ....................... ÉV ............................ HÓ .............................. NAP

                                                                                                                              ................................................................................
                                                                                                                                                                 aláírás
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......................................................................................................................................................................................................................
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Ştampila şi semnătura vânzătorului:

Secţiuni de garanţie a perioadei de garanţie

Data raportului: ....................................................................................................................................................................................

Data încetării: ............................................................................................................................................................

Descriere defect: ..........................................................................................................................................................................................

Noul termen de garanţie:.............................................................................................................................................................................

Numele serviciului: .......................................................................... Cod de locuri de muncă:.................................................................
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Data raportului: ....................................................................................................................................................................................

Data încetării: ............................................................................................................................................................

Descriere defect: ..........................................................................................................................................................................................
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                                                                                                                  ....................... An............................ Lună .............................. Zi

                                                                                                                              ................................................................................
                                                                                                                                                                 semnătura

Certifi cat de garanţie

Atenţie! 
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zi, cu o factură poartă numărul de eliberat este valabil pentru o fabrica, deci proiectul de lege să-l păstraţi!
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Service: Tel: +36 24 532 706

mobil: +36 70 335 5300 

Poradové číslo:

Výrobok: .................................................     Typ: .............................................................     Výrobné číslo: ..........................................
Na tento výrobok platí záruka 12 mesiacov od kúpy podľa platnej legislatívy. Na uplatnenie záruky je nutné predložiť originál-
ny nákupný doklad! Po uplynutí záručnej doby 3 roky Vám zabezpečíme prísun náhradných dielov.
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Meno kupujúceho: ......................................................................................................................................................................................

Bydlisko: ........................................................................................................................................................................................................
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                                                                                                                                                                 Podpis
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