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| Introduction

Thank you for purchasing one of our products. Please read
instructions on use in this manual as well as the safety rules
given in the attached booklet and follow them carefully to get
the best performance from the plant and be sure that the parts
have the longest service life possible. In the interest of custom-

ers, you are recommended to have maintenance and, where
necessary, repairs carried out by the workshops of our service
organisation, since they have suitable equipment and specially
trained personnel available. All our machinery and systems are
subject to continual development. We must therefore reserve
the right to modify their construction and properties.
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| Description

PoWer TIG 400 AC/DC high-frequency striking TIG generator -
which is the result of the ultimate IGBT- based inverter tech-
nology - is equipped with a complete and new digital control
on all welding parameters.

PoWer TIG 400 AC/DC is a technologically ultimate, strong and
easy-to-use generator; when used in direct current, it allows
TIG welding of stainless steel, carbon steel, copper and its
alloys, aluminium and its alloys, also ensuring ideal perform-
ance in MMA weld, with any type of electrode.

FEATURES

» Digital control of all the welding parameters.

» Standard equipped with pulse mode integrated into the con-
trol with available "EASY PULSE" facility.

* Slow pulsation under 10Hz gives the possibility to set peak

time and base time in independent way.

Excellent TIG welding characteristics.

* High frequency Arc Striking, precise and efficient even from

long distance.

"Energy Saving" function to operate the power source cool-

ing fan and the torch water cooling only when necessary.

Automatic compensation for mains voltage fluctuations

within +15% -20%.

Very good MMA welding characteristics with any type of

electrodes.

Easy-to-use.

* Low energy consumption.

» Ability of storing and recalling personalised welding pro-
gram.

* Electromagnetic disturbance reduction because of high fre-
quency used at arc striking only.

* Using special TIG torches allows remote adjustment of weld-
ing current directly from the torch.

* Qverheating thermostatic protection.

* Compact and innovative design.

* Metallic main structure with shock- proof plastic front panel.

* Control panel protected against accidental impact.

* Sloping front panel easy to read and adjust and highly visible
from any direction.

* Reduced weight and size, easy-to-carry.
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| Technical data

The general technical data of the system are summarized in
table 1.

1
____|Usage limits (IEC 60974-1)

The use of a welder is typically discontinuous, in that it is made
up of effective work periods (welding) and rest periods (for the
positioning of parts, the replacement of wire and underflushing
operations etc. This welder is dimensioned to supply al2 max
nominal current in complete safety for a period of work of 35%
of the total usage time. The regulations in force establish the
total usage time to be 10 minutes. The work cycle is consid-
ered to be 35% of this period of time. If the permitted work
cycle time is exceeded, an overheat cut-off occurs to protect
the components around the welder from dangerous overheat-
ing. Activation of thermal protection is signaled by "t C" flash-

"#



Table 1

Model PoW;{r:;II'::E 400
Three phase power supply 50/60 Hz vV 400
Power supply: Zmax ohm ()
Current range A 5+ 400
Installation power kVA 10
Open circuit voltage V 65
Duty cycle at 100% A 250
Duty cycle at 60% A 320
Duty cycle at 35% A 400
Insulation class H
Protection class IP 23
Dimensions (1110 mm | 665-525-290
Weight kg 49

(*y IMPORTANT: This system, tested according to EN/IEC
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| Connection to the electrical supply

Before connecting the welder to the electrical supply,

check that the machine’s plate rating corresponds to the

supply voltage and frequency and that the line switch of

the welder is in the "O" position. Connect up the welder to

industrial mains only and not to the electricity supply for

general public.

Use the welder’s own plug to connect it up to the main power

supply. Proceed as follows if you have to replace the plug:

* 3 conducting wires are needed for connecting the machine
to the supply

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

Connect a suitable load of normalised plug (3p+t) to the

power cable and provide for an electrical socket complete

with fuses or an automatic switch. The earth terminal must

be connected to the earth conducting wire (YELLOW-

GREEN) of the supply.

Table 2 shows the recommended load values for retardant

supply fuses chosen according to the maximum nominal cur-

rent supplied to the welder and the nominal supply voltage.

61000-3-3, meets the requirements of EN/IEC 61000-3-11. Table 2
ing on control panel display. After several minutes the overheat PoWer TIG 400
cut-off rearms automatically and the welder is ready for use Model ACIDC
again. This generator is constructed in compliance with the IP '
23 protection level. Iz Max nominal 35% (*) A 400
1 Installation power kVA 10

| How to lift up the machine Nominal voltage delayed fuse A 16
Strap the hoisting belts around the machine and lift it up care- Supply connection cable
fully and safely, slinging it from the bottom up. Length m 4
The welder has two handles to carry it around manually. . 5
NOTE: These hoisting and transportation devices conform to Section mm 4
European standards. Do not use other hoisting and transporta- |Earth cable mm2 50
tion systems.
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| Open the packaging

The system essentially consists of:

* MATRIX 400 AC/DC weld unit;

* Welding TIG torches (optional);

* Coolant unit for welding torch (HR26) (optional);

* CT20 trolley for transportation (optional).

Upon receiving the system:

+* Remove the welding generator and all relevant accessories-
components from their packaging;

* Check that the weld machine is in good condition, if not
report any problems immediately to the seller-distributor;

* Make sure all ventilation grilles are open and that no foreign
bodies are blocking the air circulation.

1
| Installation

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

+ signalling, control and telephone cables

» radio and television transmitters and receivers

* computers and control and measurement instruments

+ security and protection instruments

Persons fitted with pace-makers, hearing aids and similar
equipment must consult their doctor before going near a
machine in operation. The equipment’s installation environ-
ment must comply to the protection level of the frame i.e. IP 23
(IEC 60529 publication). This system is cooled by means of the
forced circulation of air, and must therefore be placed in such a
way that the air may be easily sucked in and expelled through
the apertures made in the frame.

(") Service factor

NOTE: Any extensions to the power cable must be of a suita-
ble diameter, and absolutely not of a smaller diameter than the
special cable supplied with the machine.
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| Usage norms

CONTROL APPARATUS (fig. A)

Pos.1 Welder cable

Pos. 2 Power connector for cooling system

Pos.3 Weld gas inlet coupling

Pos.4 Supply switch. In the "O" position the welder is off

Pos.5 Fast coupling straight polarity

Pos. 6 TIG weld auxiliary control connector (torch button,
remote control pedal, etc.)

Pos.7 Fast coupling TIG torch gas tube

Pos.8 Fast coupling reverse polarity

FRONT PANEL (fig. B)

Pos.1 “Weld mode” button: 2 STROKE, 4 STROKE, CYCLE,
SPOT-WELD

Pos. 2 “Weld process” button: TIG AC with HF arc strike,
TIG DC with HF arc strike, TIG with "lift" type arc
strike, ELECTRODE

Pos. 3 Digital display for pre-setting and visualizing all the
parameters. The display also acts as a digital amper-
ometer

Pos.4 Digital adjustment/control for all weld parameters

Pos.5 PULSATED TIG and EASY PULSE switch

Pos. 6 SAVE button to be used for saving welding programs
and parameters

Pos.7 PROG button to be used for calling welding pro-
grams and parameters up

Pos.8 POST GAS red led function

Pos.9 Red led FINAL CURRENT function

Pos. 10 Red led SLOPE DOWN function

Pos. 11 Red led PEAK CURRENT (lp) function - only works

with PULSE function on

+ o



Fig. A

Pos. 23 "Electrode diameter" button, to be used for selecting

the electrode diameter, for a better control of arc

stricking in AC.

Pos. 24 "Balance and Frequency" button, to be used for
selecting alternating current balance and frequency.

PoWer TIG 400
AC/DC
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Pos. 12 Red led PULSATION FREQUENCY (f) function - only
works with PULSE function on

Red led BASIC CURRENT (lb) function - only work
with PULSE function on

RED LED 2" LEVEL CURRENT (l2) function, only
works with CYCLE function on

GREEN LED MAIN CURRENT () function

Red led SLOPE UP function

Red led INITIAL CURRENT function

Red led PRE-GAS function

Red led for ARC FORCE function

SET button to be used for selecting welding parame-
ters

Red led for HOT START function

"Wave" button to be used for selecting SQUARE,
SINUS and MIXED wave.

Pos. 13
Pos. 14

Pos. 15
Pos. 16
Pos. 17
Pos. 18
Pos. 19
Pos. 20

Pos. 21
Pos. 22

Fig. C
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| Electrode welding (MMA)

CONNECTION OF THE WELDING CABLES (Fig. C)

With the machine disconnected from the supply, connect the
welding cables to the out terminals (positive and negative) of
the welder, connecting them to the gripper and the earth, with
the correct polarity provided for the type of electrode to be
used (Fig. C).

The welding cables must be as short as possible, close to one
other, and positioned at floor level or close to it.

WELDING PARAMETERS

Table 3 shows the values of current to use with the respective
electrodes for the welding of common steels and low-grade
alloys. These data have no absolute value and are indicative
data only. For a precise choice follow the instructions provided
by the electrode manufacturer. The current to be used
depends on the welding positions and the type of joint, and it
increases according to the thickness and dimensions of the
part. The current intensity to be used for the different types of
welding, within the field of regulation shown in table 4 is:
+ High for plane, frontal plane and vertical upwards welding;
* Medium for overhead welding;
* | ow for vertical downwards welding and for joining small
pre-heated pieces.
A fairly approximate indication of the average current to use in
the welding of electrodes for ordinary steel is given by the fol-
lowing formula:

I=50x(0e-1)
where: | = intensity of the welding current

2000HB0D9




Table 3

@ ELECTRODE ELECTRODE TYPE - Current adjustment field (A) WELDING
(mm) 6010 | oo | 6013 | e020 | c027 | 7014 | 7015 | 794 | 7024 | THICKNESS
6011 7016 7028 (mm)
1,6 - 20-40 | 20-40 - - - - - - <5
2 - 25-60 | 25-60 - - - - - -
2,4 40-80 35-85 45-90 - - 80-125 | 65-110 | 70-100 [ 100-145 <6,5
3,2 75-125 | 80-140 | 80-130 | 100-150 | 125-185 | 110-160 | 100-150 | 115-165 | 140-180 =>3,5
4 110-170 | 110-190 | 105-180 [ 130-190 | 160-240 | 150-210 | 140-200 | 150-220 | 180-250 >6,5
4.8 140-215 | 140-240 | 150-230 [ 175-250 | 210-300 | 200-275 | 180-255 | 200-275 | 230-305
5,6 170-250 | 200-320 | 310-300 | 225-310 | 250-350 | 260-340 | 240-320 | 260-340 | 275-365 >9,5
6,4 210-320 | 250-400 | 250-350 | 275-375 | 300-420 | 330-415 | 300-390 | 315-400 | 335-430
8 275-425 | 300-500 | 320-430 | 340-450 | 375-475 | 390-500 | 375-475 | 375-470 | 400-525 =13
@e = electrode diameter PART TO BE WELDED

Example: for electrode diameter 4 mm
I1=50x(4-1) =50x 3= 150A

PART TO BE WELDED

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

When it is necessary to connect the part to be welded to earth,
you should make a direct connection between the part and the
earth shaft. In those countries in which such a connection is
not allowed, connect the part to be welded to earth using suit-
able capacitors, in compliance with the national regulations.

1
| TIG welding

CONNECTION OF THE WELDING CABLES (Fig. D)

+ Connect the gas pipe at the rear of the machine to the Argon
gas cylinder then open it.

* When the machine is switched off connect the earth cable to
the quick coupling marked + (positive).

* Connect the relative earth clamp to the piece to be welded
or nearby ensuring that the area is free from rust, paint,
grease, ecc..

* When the machine is switched off connect the earth cable to
the quick coupling marked - (negative).

+ Connect the torch gas tube to the connection.

* Insert the torch button connector in the 6 poles holder.

The part to be welded must always be connected to earth in
order to reduce electromagnetic emission. Much attention
must be afforded so that the earth connection of the part to be
welded does not increase the risk of accident to the user or the
risk of damage to other electric equipment. When it is neces-
sary to connect the part to be welded to earth, you should
make a direct connection between the part and the earth shaft.
In those countries in which such a connection is not allowed,
connect the part to be welded to earth using suitable capaci-
tors, in compliance with the national regulations.

WELDING PARAMETERS
Table 4 shows the currents to use with the respective elec-
trodes for TIG AC and DC welding. This input is not absolute
but is for your guidance only; read the electrode manufactur-
ers' instructions for a specific choice. The diameter of the elec-
trode to use is directly proportional to the current being used

for welding.
Table 4
ELECTRODE TYPE
g Current adjustment field (A)
e _ TIG DC TIG AC
-
(] E Tungsten Tungsten
w = | Tungsten Tungsten
I o Rare earth Rare earth
w Ce 1% 20 Pure 20
S Grey % Green %
Turchoise Turchoise
1 10-50 10-50 - -
1,6 50-80 50-80 30-60 30-60
2.4 80-150 80-150 60-120 60-120
3.2 150-250 150-250 80-160 80-160
4 200-400 200-400 100-240 100-240
4.8 - - 200-300 200-300
6.4 - - 275-400 275-400

Fig. D

N
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i Weld parameters

ATTENTION: parameters shown on the display in the pic-
tures are purely meant as an indication.

RESETTING FACTORY SETTINGS

To reset the factory settings, proceed as follows:

1) With the welding machine switched off, press and hold
down the "welding mode" (Pos. 1, Fig. B) and "welding
process" (Pos. 2, Fig. B) buttons.

2) Starts the welder by turning the power switch to I.

3) After a few seconds, during which the display remains off,
the preset current value (80A) appears.

ATTENTION: Resetting factory settings deleted all previously
memorised welding programmes.

SOFTWARE VERSION DISPLAY

PoWer TIG 400 AC/DC is equipped with a digital control with
software pre-set in the factory on board. This software is sub-
ject to being continuously evolved and improved. The software
ifs Iildentified by a specific number visualized on the display as
ollows:

PULSE
Ip

A1 L,
i !:"é{l'bi_l [l

* PRINCIPAL weld CURRENT I1 (5 + 400 A)

4) Keep pressing the SET key for about 1 sec-
ond to leave the weld parameter setting
phase

>

I PUI._IE::;E
R
P

CYCLE |—¢- &=

Al

* The GREEN LIGHT 1 is on

1) With the welding machine switched off,
press and hold down the SAVE button

SAVE

5) Itis now ready for welding

2) Start up the welder by turning the main switch to position

The digital display visualizes effective current
used during welding

BER

The type of software on board (e.g. b.01)
appears on the display for a few seconds

g °

TIG WELDING AC/DC

1) Start up the welder by turning the main switch to position

ELECTRODE WELDING (MMA)

1) Start up the welder by turning the main switch to position
I

2} Press the "weld process" button and set on position:

® vi=ac

® 'iEnc . . .
@ |;=pc * ELECTRODE forbasic electrode welding with
o /= automatic "arc force" and "hot start"

devices

(@)

3) The following weld parameters can be set by
pressing the SET button repeatedly

)

HOT
r START
ARG
FORCE

e

« HOT START (0 + 100): this supplies a current peak which
facilitates triggering the arc and the formation of the ideal

crater
=y HOT
F START
ARC
FORCE
—

* ARC FORCE (0 = 100): this increases the energy of the arc
on poor welding conditions

2) Press the "weld process" button and set on:

Ot pc
® “=pc
® |=oc e TIG "HF AC" for TIG weld on alternating cur-
o = rent with high frequency arc strike
OR
® i ac
O "= pe
@ =0c e T|G "HF DC" for TIG weld on direct current
e with high frequency arc strike
OR
® “iEac
@ vlEpc
O l=oc « TIG "lift" for TIG weld on direct current with-
e = out high frequency arc strike

(0]

ATTENTION: The correct "lift" type arc strike is only obtained
by pressing the torch button after touching the piece to be
welded with the electrode beforehand.

3) Press the "weld mode" button and set on one of the 4
options available:
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¢« 2 STROKE

Press the torch button to perform the welding
cycle starting from INITIAL CURRENT (if a
SLOPE UP is set) and release it to terminate
welding at FINAL CURRENT (if a SLOPE
DOWN is set).

« 4 STROKE

TIG welding is done as follows:

A} Pressing the torch button strikes up the
arc and the current stays at the INITIAL
value

B) Peleasing the torch button will start the
SLOPE UP (if present) and the PRINCIPAL
CURRENT will take itself to value

C) Pressing the torch button will start the
SLOPE DOWN (if present) and the current
will take itself to the FINAL value (crater
current)

D) Releasing the button will finish the weld
cycle,

CYCLE

TIG welding is done as follows with this func-

tion on;

¢ pressing the torch button will strike up the
arc and the current stays at the INITIAL
value

¢ releasing the torch button will start the
SLOPE UP (if present) and the current will
take itself to the PRINCIPAL value (1)

¢ pressing and releasing the torch button for
less than 1 second, the weld current will
take itself to the CYCLE (l2) value; it will be
possible to move an infinite number of times
between the two current levels (4, 12) by
repeating this operation

¢ pressing the torch button and keeping it
pressed down (for more than 2 seconds) will
start the SLOPE DOWN (if present) and the
current will take itself to the FINAL value
(crater current)

¢ releasing the torch button will finish the weld
cycle

SPOT-WELDING

Spot-welding can be done for the set time (in
seconds) by pressing the torch button after
which the arc will automatically switch off

PULSE

.!I cl‘.rcfl_l_l

INITIAL weld CURRENT
TIGDC: 5+ 400 A
TIG AC: square wave 5 + 400 A
mixed wave 5 + 400 A
sine wave 16 - 286 A
ATTENTION: only programmable with 4 STROKE or CYCLE
functions on

\..li

PULSE

1 il CECLJE-ILz_l

SLOPE UP time (0,0 = 5,0 sec)

\o-li

PULSE

i’ CLYCJE-I A T]

PRINCIPAL weld CURRENT
TIGDC: 5+ 400 A
TIG AC: square wave 5 + 400 A
mixed wave 5 + 400 A
sine wave 16 + 286 A
ATTENTION: only programmable with 4 STROKE or CYCLE
functions on

PULSE

CYCLE CURRENT I2

TIGDC: 5 - 400 A

TIG AC: square wave 5 + 400 A
mixed wave 5 = 400 A
sine wave 16 - 286 A

ATTENTION: programmable only with CYCLE function on

\--Il

4) The following weld parameters can be set by

pressing the SET button repeatedly

PULSE

o LR,

PRE-GAS time (0,05 = 1 sec)

PULSE

Iol CLYCPLf_.l \.1'

PULSATION FREQUENCY f (0,5 + 500 Hz)

ATTENTION: only programmable with 4 STROKE or CYCLE
functions on

PULSE

Tl CI:CLJE-ILL_I

SLOPE-DOWN time (0,0 + 8,0 sec)

\.-li
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FINAL weld CURRENT
TIGDC: 5+ 400 A
TIG AC: square wave 5 = 400 A
mixed wave 5 + 400 A
sine wave 16 + 286 A
ATTENTION: only programmable with 4 STROKE or CYCLE
functions on

ha

PULSATING TIG WELD
Pulsatinga TIG weldina can be done in 3 ways with
PoWer TIG 400 AC/DC
* Fast ON-PULSE (only TIG DC)

Pulsating TIG weld with manually set weld parameters;
* Slow ON-PULSE (TIG AC and DC)

Pulsating TIG weld with manually set weld parameters;
* EASY PULSE (only TIG DC)

Pulsating TIG weld with weld parameters set in synergy.

NOTE: Fuisation is automatically cut off while the current is on
INITIAL and FINAL.

1) Start up the welder by turning the main switch to position |

PULSE

.,"L J"b i

CYGLE L—l

e
Al 10,
POST-GAS time (0,5 + 25 sec)

ATTENTION: During POST-GAS time, the POST-GAS LIGHT
is flashing, the GREEN LIGHT 1 is on.

B) Keep pressing the SET key for about 1 sec-
ond to leave the weld parameter setting
phase

>

6) TIG weld as desired

NOTE: The display will visualize the current value
used for welding if the GREEN LED I1 stays on
continuously during welding

NOTE: During TIG pulsed welding (in the fast
and slow EASY PULSE, ON PULSE modes) the
display indicates the measured PEAK CURRENT
Ip for 1 second and the measured BASE CUR-
RENT Ib for 1 second.

TIG WELDING WITH SPOT-WELD FUNCTION ON

1) Start up the welder by turning the main switch to position

2) Press the "weld mode" button and set to
o = SPOT-WELD position

3) Pressthe SET button until the corresponding
éj led starts flashing

L

4) Turn the knob to set to desired SPOT-WELD
TIME (0,5 = 10 sec)

i N

5) Now continue in the same way as for normal TIG welding,
setting the various parameters as indicated in the TIG
WELD procedures

Fast ON-PULSE (only TIG DC)
EASY . 2A)Press the "pulsation" button until the desired
] | | function is working (the ON PULSE LIGHT is

PdWer TIG 400 AC/DC

>

3A)Set the following pulsation parameters by
pressing the SET button repeatedly:

PULSE

r-’ cl‘.rcfl_l_l

PEAK CURRENT Ip (5 = 400 A)

\t-l

PULSE

It I'J-'L [l

BASIC CURRENT Ib (5 + 400 A)

PULSE
I

K JLIS
i LJ-I_I il

PULSATION FREQUENCY f (0,5 + 500 Hz)

Slow ON-PULSE (TIG AC and DC)

ke @ 2B)Press the "pulsation" button until the corre-

fliise © sponding led starts flashing

3B)The following weld parameters can be set by
pressing the SET button repeatedly

>

PULSE

It I'J-'Ll [l

PEAK CURRENT Ip
TIGDC:5 + 400 A
TIG AC: 5 + 400 A




PULSE

o L

BASIC CURRENT Ib

TIGDC: 5+ 400 A

TIG AC: square wave 5 = 400 A
mixed wave 5 = 400 A
sine wave 16 = 286 A

\cl'

PULSE

iy

PEAK TIME tp
TIG DC: 0,01 = 0,99 sec
TIGAC: 0,10 + 0,99 sec

\cl'

Fast ON-PULSE (only TIG DC)

Sk @ 3A)Press the "pulsation" button until the desired
@] function is working (the ON PULSE LIGHT is

on
puise O on)

4A)Press the SET key until the GREEN led 4
and the RED led lp will start flashing; adjust

the 15! level PEAK CURRENT Hp (5 + 400 A);
value by turning the special dial.

>

F’ULSE

"I. JLe

[ e ol O I T

LN,
:!l CYE‘LE |-—L—J .II-!-

BASIC TIME tb
TIG DC: 0,01 = 0,99 sec
TIGAC: 0,10 = 0,99 sec

NOTE: setting the value of a parameter (usually
EAsY Ip) while EASY PULSE is working, will give the
riss @ @] values of the other parameters (Ib, f) in synergy

oM
poss- O

Keep pressing the SET key for about 1 second

@ to leave the weld parameter setting phase

5A)Press the SET key until the RED led of the

2" level of PEAK CURRENT I2p (5 + 400 A)
starts flashing

»)

S
L] R A [

¢ Adjust the parameter by turning the special
dial

4) TIG-weld as desired

NOTE: The RED Ip and GREEN I1 leds will stay
on continuously during the weld process and the
display will visualize the current value used for
welding

TIG PULSATING WELDING WITH CYCLE FUNCTION ON
Two different levels of pulsating current (I1 and I2) can be used
for welding with this function. Here also welding can be done
in the two ways ON PULSE and EASY PULSE.

It is also necessary to set the 2" level PEAK CURRENT (12p)
(apart from the pulsatln% garameters Ib, Ip, f) with the CYCLE
function on. The other 2™ level pulsallng parameters (BASIC
CURRENT I2b and FREQUENCY f) are c}btalned in synergy.
FREQUENCY remains constant while the 2™ |evel BASIC
CURRENT (I2b) is in proportion to the ratio between the 15t
level currents.

ON PULSE AND EASY PULSE METHODS

6A)Press the SET key until the RED led of the 15
level BASIC CURRENT (5 + 400 A) starts
flashing

>

F'ULSE

AL

I CYCLE o—l \ .1

¢ Adjust the parameter by turning the special
dial

1) Start up the welder by turning the main switch to position

2) Press the "weld mode" button and set on
o = CYCLE

TA)Press the SET key until the RED led of the
PULSATION FREQUENCY (0.5 + 500 Hz)
starts flashing

>



=11

~

* Adjust the parameter by turning the special
dial

o

ATTENTION: go on to point 9)
Slow ON-PULSE (TIG AC and DC)

e @ 3B)Press the "pulfsation" button until the desired
@ function is working (the ON PULSE LIGHT is

ez O flashing}

4B)Press the SET key until the GREEN led

and the RED led Ip will start flashing; adjust
the 1st level PEAK CURRENT lip; value by
turning the special dial.
TIGDC: 5+ 400 A
TIG AC: square wave 5 + 400 A

mixed wave 5 + 400 A

sine wave 16 + 286 A

PULSE
1 Ip

4
.!] ’ cvbLE i-l

-y

7B)Press the SET key until the RED led of the
PEAK TIME tp starts flashing
TIG DC: 0,01 = 0,99 sec
TIG AC: 0,10 + 0,99 sec

>

PULSE

et I'J-IL IR

FF.

N

* Adjust the parameter by turning the special
dial

5B)Press the SET key until the RED led of the
2nd level of PEAK CURRENT I2p starts flash-

ing

TIGDC: 5+ 400 A

TIG AC: square wave 5 + 400 A
mixed wave 5 + 400 A
sine wave 16 + 286 A

F’ULSE

AN

\.ll

A

20

N

¢ Adjust the parameter by turning the special
dial

e

6B)Press the SET key until the RED led of the 1
st level BASIC CURRENT starts flashing
TIGDC: 5+ 400 A
TIG AC: square wave 5 + 400 A

mixed wave 5 + 400 A
sine wave 16 - 286 A

¢ Adjust the parameter by turning the special
dial

8B)Press the SET key until the RED led of the
BASIC TIME tb starts flashing
TIG DC: 0,01 = 0,99 sec
TIG AC: 0,10 = 0,99 sec

>)

PULSE

AL

] i o A T}

+ Adjust the parameter by turning the special
dial

ATTENTION: go on to point 9)

EASY PULSE (only TIG DC)

e @ 3C)Press the "pulsation" button until the EASY
@] PULSE function is working

PULSE o

4C)Press the SET key until the GREEN led I1
and the RED led Ip will start flashing; adjust
the 15! level PEAK CURRENT Hp (5 + 400 A);
value by turning the special dial.

>

’EE ’E F’ULI?)E
‘ J LI
ir” (!:!%LJE-I'DLJ 1,

Do N

ATTENTION: wrth EASY PULSE working and adjusting the
value of the 15! level PEAK CURRENT (l1p) you will have the
values of the other 1st level parameters (11b,f) in synergy

5B)Press the SET key until the RED led of the
2" |evel PEAK CURRENT Izp (5 + 400 A}
starts flashing

>



L L,

4 A"
.!I. CY‘!’?LE I l—l .l'

120

=~ | * Adjust the parameter by turning the special

dial

N

ATTENTION: adjusting the value of the 2" level PEAK CUR-
RENT (I2p) while EASY PULSE is working, you will have the
values of the other 2nd level parameters (I2b, f) in synergy

9) If you want a test weld, the led of the
selected parameter will flash and the value of
the parameter being set will be visualized on
the display while this is being done

10) Keep pressing the SET key for more than 1
second to leave the weld parameter setting
phase

>

11) Use the CYCLE function for PULSATING TIG welding

NOTE: The RED LED lp and the GREEN LED I1
remain on continuously during the welding proc-
ess and the current value being used for welding
will be visualized on the display

AL e

[
4 .
I!I. CYELE Ibi—l .l'.

NOTE: The RED LED |2 and the RED LED Ip
remain on continuously during the welding proc-
ess and the current value being used for welding
will be visualized on the display

PULSE

li Ip
AL,

I!I CYCLE L—l \.l'-

TIG AC WELDING

WAVE SHAPES

e o The MATRIX 400 AC/DC offers the possibility of
a8 choosing between 3 different types of wave

shapes:

+ SQUARE WAVE: highly arc stability; ideal for
all thickness', both narrow and medium.

ATTENTION: During pre-setting and welding,
the display indicates "peak" current.

* MIXED WAVE: ideal for narrow thickness and
vertical welding; it increases thermal arc con-
trol and service life of electrode .

ATTENTION: During pre-setting and welding,

the display indicates "peak" current.

1

:

* SINE WAVE: guarantees a quieter and softer
arc: ideal for medium thickness and head-
head welding .

ATTENTION: The display shows the current

"BMS" value in pre-setting and welding.

O:#if O

ELECTRODE DIAMETER SELECTION

The MATRIX 400 AC/DC offer the possibility of
setting the diameter of the electrode being used
to achieve the best synergetic control over strik-

ing.

(o)

WELD CURRENT WAVE BALANCING AND FREQUENCY

BN

o

® +« BALANCING: graduating the negative and
positive half wave of the electrode appropri-
ately increases the penetration of the welding
or cleanliness on the surface of the piece.

O

X

oe

+« FREQUENCY: adjust the wave frequency to
achieve arc concentration and reduce wear on
electrode.

o

INPUT STORAGE

ATTENTION: The GREEN LED 11 must be on continuously to
enter the input storage phase

PROG

@ 1) Keep pressing the PROG key (for about 3

seconds) until the letters Pr appear on the
'rlv‘

2) Turn the dial to select the number of the pro-
gramme where input must be stored

display
Prb
o]

SAVE

3) Keep pressing the SAVE key until the letters
Sto appear on the display

4) Input has been stored




PROGRAMMED WELDING

Once the programme has been memorized the operator can
only weld with the pre-set values and cannot change any of
the parameters. Go to MANUAL welding to make any
changes.

MANUAL WELDING

To return to set/modify selected parameters or to create a new

programme, do as follows:

PROG

1) Keep pressing the PROG key (for about 3
seconds) until the number of the selected
programme starts flashing

Turn the dial anti-clockwise until 3 dotted
lines appear on the display

PROG
3) Pressing and releasing the PROG key, the
@ machine will go back to the original opera-

tion (GREEN LED on continuously)

4) Any of the parameters may now be set or modified or new
programmes created

5) Turn the knob to scroll the programmes until an empty
and unused programme is found.

NOTE: Programme sequences can be created by placing an
empty programme between saved ones.

CALLING UP STORED PROGRAMMES

PROG

1) Keep pressing the PROG key (for about 3
seconds) until the letters Pr with the number
of the programme appear flashing on the
display

Turn the dial until the number of the pro-
gramme required appears on the display

Press and release the PROG key to call up
the number of the selected programme

4) PROGRAMMED welding can now be done

VISUALIZING SET PARAMETRES

1) Call up the required programme (see "STORED PRO-
GRAMME CALL UP")

2) Press and release the SET key to visualize
the set parameters in sequence

>

3) Keep pressing the SET key for more than a
second to return to the selected programme

>

NOTE: you will automatically leave programming if the set
parameters are changed

’:l "ENERGY SAVING" function

This function makes sure the cooling fan and coolant system
are working properly, these are only activated when strictly
necessary i.e.:

FAN MOTOR

The fan is activated:

* During welding or when welding has finished for a certain
length of time;

* When the thermostat starts working or as soon as it has
stopped working, for a certain length of time.

COOLANT SYSTEM

The coolant system is activated:

* When the machine is switched on for one minute so that the
coolant liquid circulates in the system at the correct pressure
(call for technical assistance if the failure messages do not
disappear from the displays when the coolant system goes
off);

* During welding or when welding has finished for a certain
length of time.

| Error signals

The welding machine is protected from faults in the mains
power supply, in the welding circuit or in the torch water-cool-
ing system. If a fault should develop in any of the above, vari-
ous messages (E01, E02, E03, E04) will flash on the display.
These messages have the following meanings:

E01: flashes on the control panel display when the machine is
connected to cooling system and its pressure switch does not
close the circuit due to pressure lack in the hydraulic circuit.
E02: OVER VOLTAGE. This message flashes on the control
panel display when the machine voltage input exceeds 460\.
The machine stops automatically. Switch off the machine and
identify the reason for the fault. Switch the machine back on
again and if the fault is still present or crops up again, contact
the technical assistance service.

E03: UNDER VOLTAGE. This message flashes on the control
panel display when the machine voltage input is lower than
320V. The machine stops automatically. Switch off the machine
and identify the reason for the fault. Switch the machine back
on again and if the fault is still present or crops up again, con-
tact the technical assistance service.

E04: OVER CURRENT. This message flashes on the control
panel display when primary current exceeds dangerous levels.
The machine stops automatically. Switch off the machine and
identify the reason for the fault. Switch the machine back on
again and if the fault is still present or crops up again, contact
the technical assistance service.



1
| Remote controls and accessories

The remote controls can be only used in the 2-STROKE and 4-
STROKE 'welding modes'.

Matrix generators can be fitted with various remote control
devices and accessories, including:

CD6/8 manual remote control

IMPORTANT: When using the machine for TIG welding it is
OBLIGATORY to use the kit for simultaneously using the PSR6
pedal and torch (code CEA n° 460056).

Weld current can be measured at a distance by connecting up
this control. The display will show the previous maximum weld
current value set on the welder. The remote control will adjust
welding current from the minimum to this value (see Special
functions "Changing the minimum and maximum limits of wel-
ding parameters" section). Just turn the adjustment knob on
the welder to change the maximum output value.

PSR6 foot switch

The foot switch replaces the torch button and the welding cur-
rent setting knob. The display will show the previous maximum
weld current value set on the welder. The pedal will adjust the
welding current from the minimum to this value (see Special
functions "Changing the minimum and maximum limits of wel-
ding parameters" section). Just turn the adjustment knob on
the welder to change the maximum output value.

NOTE: To use the pedal control comectly, set the "welding
mode" to 2-STROKE and then the welding parameters SLOPE
UP time to 0 sec., SLOPE DOWN time to O sec., INITIAL CUR-
RENT to 5A and FINAL CURRENT to 5A.

Air and/or water-cooled torch up/ down

The up/down torch replaces the current setting knob on the
front of the welder. Press right (+) and left (-) button to adjust
the active parameter. With this kind of torch, it is also possible
to scroll the saved programmes by pressing the two (+) and (-)
buttons.

Turn the knob to scroll the programmes until an empty and
unused programme is found.

NOTE: Programme sequences can be created by placing an
empty programme between saved ones.

NOTE: The value shown on the display during welding repre-
sents the effective current output with all types of control.

The digital control unit of the generator is fitted with a control
recognition device which allows it to identify which device is
connected and take action accordingly. To allow the command
recognition device to work correctly, connect (with the
machine switched off) the required accessory to the relative
connector and then switch on the welding machine with the
on/off switch,

NOTE: It is not possible to memorize or open programmes
when the remote controls are connected (except for the
torch with UP/DOWN commands).

If a remote control is connected (followed by self-acknowl-
edgement procedure) the machine will automatically return to
the manual-welding phase if it has been pre-set for automatic
welding.

1
| Maintenance

ATTENTION: Before carrying out any inspection of the inside
of the generator, disconnect the system from the supply.

SPARE PARTS

Original spare parts have been specially designed for our
equipment. The use of non-original spare parts may cause var-
iations in performance or reduce the foreseen level of safety.
We decline all responsibility for the use of non-original spare
parts.

GENERATOR
As these systems are completely static, proceed as follow:

* Periodic removal of accumulated dirt and dust from the
inside of the generator, using compressed air. Do not aim the
air jet directly onto the electrical components, in order to
avoid damaging them.

* Make periodical inspections in order to individuate worn
cables or loose connections that are the cause of overheat-

ing.

1
| The pointing out of any difficulties
and their elimination

The supply line is attributed with the cause of the most
common difficulties. In the case of breakdown, proceed as
follows:
1) Check the value of the supply voltage
2) Check that the power cable is perfectly connected to the
plug and the supply switch
3) Check that the power fuses are not burned out or loose
4) Check whether the following are defective:
* the switch that supplies the machine
» the plug socket in the wall
* the generator switch
NOTE: Given the required technical skills necessary for the
repair of the generator, in case of breakdown we advise you to
contact skilled personnel or our technical service department.

1
| Special functions

The MATRIX 400 AC/DC allows some welding parameters to

be modified, thus providing a more versatile welding machine

for more expert welders.

Two special functions are provided for welders:

* Changing the minimum and maximum limits of parameters;

» Activation of special parameters (only valid for the TIG 'weld-
ing process' with HF ignition).

CHANCING THE MINIMUM AND MAXIMUM LIMITS OF
WELDING PARAMETERS

1) With the welding machine switched off, press
and hold down the SET button

>)

2) Start up the welder by turning the main switch to position |

3) Press the SET button in sequence to modify
the upper limits of the following welding
parameters:

>)

. PHE—GAS time (maximum settable limit from 1.00 to 2.50
sec

PULSE

I1 Ip
LI

L] R R [

. SLC):-PE UP time (maximum settable limit from 5.00 to 10.0
sec

I F'ULISE
P
r® .
i].,[ Ll.an.b!_Im.\oll
[ CYCLE [ ] -



¢ remote control MINIMUM CURRENT (minimum limit from 5
to 400 A)

PULSE

i “-IIJ .

ATTENTION: If the set minimum limit {of remote control MINI-
MUM CURRENT) is greater or equal to the MAIN WELDING
CURRENT 11, welding will take place at the MAIN WELDING
CURRENT 11, regardless of the setting chosen on the remote
control.

¢« SLOPE DOWN time (maximum settable limit from 8.00 to
15.0 sec)

F’L.ILSE

ir ”'LJ .

. POE}3T GAS time (maximum settable limit from 10.00 to 25.0
sec

F’ULSE

AL J",J

-!] CYCLE —J .I"-

. STF!)IKE TIME (only adjustable in TIG AC from 0.01 to 0.99
sec.).

ATTENTION: Too low a value may impair striking.
* INITIAL CURRENT IN TIG HF 2T (5 + 400 A)
PULSE

I
4-' L.
Ar’ !:Cf‘:J ]

« FINAL CURRENT IN TIG HF 2T (5 + 400 A)

PULSE
I Ip

AL LI

5
CYCLE e

Ar

4) Keep pressing the SET key for more than 1
second to leave the weld parameter setting
phase

>

5) The set values are now active and it is possible to weld.

ACTIVATION OF SPECIAL PARAMETERS

Activation of special parameters, only valid for the TIG 'weld-
ing process' with HF ignition, must be performed as follows:

PROG

O

1) With the welding machine switched off, press
and hold down the PROG button

2) Start up the welder by turning the main switch to position |

SPE

N\ g

3) Turn the 'Digital adjustment/control of all
welding parameters' knob (pos. 4 fig. B) until
SPE appears on the display.

Do N

PROG

@ 4) Press PROG to confirm.

The active welding parameters are:

¢ IGNITION CURRENT (5 + 400 A)

HOT
r START
ARC
FORCE
.h

NOTE: These special welding parameters must be only
activated by qualified staff or operators who have been
trained by CEA technicians.
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1) Regolazione della corrente minima 1) Regulacién de la corriente minima
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EN; Adjustment of electronic circuit board NL, Afstellen elektronische kaart

1) Adjustment of the minimum current 1) Afstellen van de stroom minimaal

2) Adjustment of the maximum current 2) Afstellen van de stroom maximaal

. . . . - _

FR| Réglage fiche électronique PT,| Regulacao da placa electrénica

1) Réglage du courant minimum 1) Regulagem da corrente minima

2) Réglage du courant maximum 2) Regulagem da corrente méxima
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DE, Einstellung der Elektronikkarte RU; Perynupoeka aneKTpoHHOM Nnartbl
1) Einstellung des Mindestschweisstromes 1) PerynupoBka MUHUMANEHOTO 9NEKTPUHECKOTO TOKA
2) Einstellung des Héchstschweissstromes 2) Perynupoeka MakcUMarnkHOro 3NeKTPUHEcKoro ToKa

14 "#



E Schema elettrico E Esquema eléctrico

’E Wiring diagram @ Elektrisk skema

E Schéma électrique E Esquema eléctrico

,_D_|T Schaltplan ,E AnekTpocxema

Rs/AGE - Nr/IE

- BRISE-CNAFE) = —VdAGL) - M AESH
External
GV =
caver r
v T CHR-9 (Purpt bl FArAGE) - VUAESH
GV : —ELiGE! - GLAET)
TaZ |
-~ B ] J
g o om iy {T) — D
siwn o e cz
a Ro=hr LRE et T < [l ST Ri 3
) - -l
3 2 — G4
§ 5 Gt k] r’l—Lz-#. 2 e pr— —_— T —l -5 K’_*
g S g Faaq o <%
' TRl L i i 5 T ot ] P fir g | + rr—bl
L RZD 3
R YR ] -
= =
2 2 RF R1 2
[=a- B2
2 &
1 =
H I H-
T 4
r B Bl '
]
'
x —
5 - i
4 ] 5 ] - repoc
T I} Ila Fi= ® foc
Fall T Fae 5 -= il
zz3d SEE 2l ] -
$H: fi5 1y F B
EHHL R = imryrm
EEEE fEf T E : ﬁ PSRE [=20] TORCH
S ” | | L s . ow_ WP
.
g 230 400 PP
] PO € Yo !
o 0. BT
HJ: FEEREKELR ¥ Kkl FERKEL
0 19 01; (-3 r\‘Q "
‘L‘!\'A_l )V&l |'|7\fl| | LY —i'UI Taravi—1
L S S A Che 7 fEgiTarsvi=
L S - ) -
6 &6 £ 2 2 m 2 2 - FCTA
5882 7 &9 = e
@ ] 4 % 53 8 8 == | ene Mg 7l
# 2 5 % 2 5 E @2 ki e
_J_J__;J L,__J [ -l EC 4 |-Gg:
=t [ N —
o7 £
2 CM 4 MO o] ;-L
[5 CHEZ CHE Chit
I-‘-J?IT— 1] lefslelsfz]1] [¢13
fan3 gminal
ik EEEEEg
iz pefERs
SEEE Uoavung
Flat cable Yael F ddea
(=0T R
G
eveo T
~ s— @
[
| ] & :
e & 3 n - =3 ES
103 I M alTaszsvi-{z
2 3 & 3 = “—aAriTAMOVI— 1
- = % a |-#eT Ar230w
b 8 3 E 2 1 rusocns-a{s Do ] |—vdiTrms.fme
v_5 T 1 T e e YERTN O TRB S
F—ATISDICNE- L & 1 M 3
= VUT A7 LOOV) —y
J\A\r‘\)\f\f‘\ﬁrj‘-f‘\ l—scisoacnz-n 2|2 = i \
Tl BERLELLENLEFEDL sz APCHR-8) ) < =
HECHR-&)
n v - —BISOAINS-1— 1 — Nr{SR/MI-Zhs
. no. oV 400V ot O
Tl \ p f—nirisratn-n flole ¢ -
J P\ug — NHSHF/Z1 2 |
P p—MNriSHE/ 2101 Ll
Infecfoce HR 24 400% - S0/40Hz CHR SR .
L1




E Schema elettrico

E Esquema eléctrico

@ Wiring diagram

IE Elektrisk skema

E Schéma électrique

IE Esquema eléctrico

@ Schaltplan

IE AnekTpocxema

S0 ING -6

—HriTAS 230V]

——— M T AT

SDRV

-
)
2
‘ .
| | L . )
53 7
] +
] =
b (S
5 &
TTLE a
FET &
J L [
J 1
@
T (C ™
T 3
: i
e 88
[
R
L Ll sE
4132 ‘l
o | MiEziEs)
VoD iGat
TF
] B (@) E—
= Lo '
BT AMV-13V a1 | oz -n-:-l:lsr,l:-?n :
RaiTAMPV-13VAI2 | )]
21 7 |-Rat PR
T ANSY- 2V A 3] RsB2 54 +
T ADY-2v A 4] | igve
| I arogsis
———————RsiTAT1]
BITATZ |
GoTaz—3]
rriTazi—4] s
G—5]
g G—i6
TH1 B
iz —1 8 ;:gmﬁ i — MR TPRS -
E21— THZ NS ] F— M TRES -5
= L
Ty RssCn-SH T ! —eurssez—_3]""
BIET— S AR ES LN A 1 2
- dur i — T H [——HriTHF/LI 1 ¥2
—— S CICM- 6 4] ! GLEE
T T
20 SSA -]
crz 1 g
v |2 EMRISCITN- 1 =
1 >
S @ 3-GgiSL/IIMI-B1— SRSV CH -8 :-1'

| Elat cobla
=0/

-OUSSAY2-1

I#

"#

2101W669



,E Legenda schema elettrico

1 2 3 4 5 % o7 8 ) «10 11 12

BP BS c1-7 CA cD6 CHR cT D1 D2 DD DS DW
3 14 <15 <16 7 <18 10 20 21 2 23 24

EC EVG F-EMC | FCTA FPP FPS FR Ib 1B1-2 IL L MIS
+25 *26 27 28 °29 *30 31 32 +33 *34 35 36

MV1-2 PD PSR6 PT R1-4 RK RP sC S-DRV SE SH SHF

37 +38 +39 40 41 12 43 44 45 46 a7 T

S| S-INTDIG| SR SSA TA TA1-2 TF TF1 TH1 TH2 THF TP
49 *50 *51

up VF w

,E Légende schéma électrique

*1 Bohina primaria trasformatore 2 Bobina secondaria trasformatore 3 Con-
densatori 4 Connettore alimentazione 5 Comando a distanza *6 Connettore
alimentazione raffreddamento HR26 *7 Connettore pulsante torcia +8 Diodi
snubber «9 Diodi secondari «10 Display digitale 11 Scaricatore di tensione
#12 Pulsante DOWN #13 Encoder #14 Elettrovalvola gas #15 Filtro EMC

*16 Filtro torcia e accessori #17 Potenziometro comando a pedale #18 Micro-
switch 19 Filtro protezione HF #20 Inizio bobina «21 Modulo IGBT 22 Inter-
ruttore di linea 23 Induttore secondario #24 Modulo doppio IGBT secondario
*25 Motore ventilatore «26 Potenziometro comando a distanza 27 Comando
a pedale +28 Pulsante torcia «29 Resistori «30 Tastiera a membrana «31 Rad-
drizzatore primario #32 Scheda segnale amplificato shunt #33 Scheda DRI-
VER 34 Scheda controllo inverter #35 Shunt «36 Scheda spinterometro

*37 Scheda interfaccia «38 Scheda interfaccia digitale «39 Schedarelé

*40 Scheda stabilizzatrice arco di saldatura «41 Trasformatore ausiliario

*42 Trasformatore di corrente ramo IGET »43 Toroidi soppressione disturbi
*44 Toroide per cavo linea soppressione disturbi EMC 45 Termostato

*46 Termostato *47 Trasformatore HF *48 Trasformatore principale 49 Pul-
sante UP «50 Varistore 51 Pressostato

@ Key to the electrical diagram

*1 Primary transformer coil »2 Secondary transformer coil #3 Condensers

*4 Power supply connector «5 Remote control «6 HR26 power supply con-
nector «7 Connector for torch push button «8 SNUBBER diodes +9 Secon-
dary diodes «10 Digital display »11 Voltage surge arrester «12 DOWN button
*13 Encoder *14 Gas solenoid valve 15 EMC filter #18 Torch filter and acces-
sories #17 Pedal control potentiometer #18 Microswitch #19 HF filter «20 Coil
start #21 IGBT unit #22 Supply switch 23 Secondary inductor #24 Dual
secondary IGBT madule «25 Fan motor «26 Remote current potentiometer
*27 Pedal control «28 Torch button 29 Resistors 30 Membrane keyboard
*31 Primary rectifier #32 Amplified SHUNT signal circuit board «33 DRIVER
card 34 INVERTER control card 35 Shunt »36 Spark gap card 37 Interface
card #38 Digital interface board #39 Relay circuit board 40 Welding arc stabi-
lizer electronic board «41 Auxiliary transformer «42 IGBT transformer

*43 Disturbance noise suppression garter springs 44 EMC disturbance sup-
pression toroid for power ling «45 Thermostat 46 Thermostat «47 HF tran-
sformer »48 Main transformer 49 UP button «50 Varistor «51 Pressure switch

E Legenda colori

*1 Bobine primaire du transformateur 2 Bohine secondaire du transforma-
teur »3 Condensateurs *4 Connecteur alimentation 5 Commands a distance
*6 Connecteur alimentation HR26 «7 Connecteur bouton torche «8 Diodes
SNUBBER #9 Dicdes secondaires 10 Afficheur numérique 11 Déchargeur
de tension #12 Touche directionnelle vers le bas "DOWN" #13 Encoder

*14 Electrovanne du gaz +15 Filtre EMC #16 Filtre de la torche et des acces-
soires *17 Potentiomeétre de la commande a pédale »18 Microswitch «19Filtre
HF #20 Début bobine «21 Module IGBT #22 Interruptaur de lignes

*23 Inducteur secondaire 24 Module double IGBT secondaire #25 Moteur
ventilateur «26 Potentiométre courant a distance 27 Commande a pédale
+28 Bouton poussoir de la torche 29 Résistance +30 Clavier tactile

*31 Redresseur primaire #32 Carte signal amplifié SHUNT «33 Carte DRIVER
*34 Carte de contréle du CONVERTISSEUR 35 Shunt «36 Fiche eclateur
*37 Carte interface #38 Carte interface numérique +39 Carte électronique
relais «40 Fiche électronique stabilisateur du arc de soudure #41 Transforma-
teur auxiliaire *42 Transformateur IGET #43 Toroides de suppression de para-
sites *44 Toroide élimination de parasites EMC pour cable ligne #45 Thermo-
stat »46 Thermostat «47 Transformateur |IF 48 Transformateur principal

*49 Touche directionnelle vers le haut "UP" «50 Varistor «51 Pressostat

@ Schaltplan-Legende

*1 Primére Trafospule «2 Sekundére Trafospule 3 Kandensators «4 Verbin-
der Versorgung 5 Fernsteusrung *6 HR26 Verbinder Versorgung *7 Druckk-
nopf SchweiBbrenner «8 SNUBBER Dioden #9 Sekundére Dioden »10 Digital-
Display *11 Spannungsableiter «12 Taster "DOWN" «13 Encoder «14 Gase-
lektroventil #15 Filter EMC *16 Brennerfilter und Zubehr #17 Potentiometer
Pedalsteuerung +18 Microswitch 19 Filter HF #20 Spulensinsatz #21 Modul
IGBT #22 Leitungschalter #23 Sekundérdrosse| »24 Doppeltes IGET-Modul
sekundar «25 Liftermotor #26 Fernstrompotentiometer «27 Pedalsteuerung
*28 Brennerschalter «29 Widerstand 30 Membrantastatur «31 Primarer Glei-
chrichter #32 Karte verstérktes Signal SHUNT «33 DRIVER Karte <34 INVER-
TER-Steuerkarte «35 Shunt #36 Karte Funkenstrecke #37 Schnittstellenkarte
+38 Digitale Schnittstellenkarte «39 Elektronikkarte relais «40 Elektronische
Karte Stabilisator SchweiBbogen #41 Hilfstransformator #42 Transformator
IGBT #43 Toroidi soppressione disturbi 44 Toroid EMC-Starunterdriickung flr
Leitungskabel *45 Thermostat «46 Thermostat «47 Transformator HF

*48 Haupttransformator «49 Taster "UP" #50 Varistor 51 Druckwichter

,E Legende couleurs

Ar Arancio
Az Azzurro
Bc Bianco
Bl Blu

Gg Grigio
Gl Giallo
GV Giallo Verde
Mr Marrone
Nr Nero
Ro Rosa
Rs Rosso
Vd Verde
Vi Viola

E Colour key

Ar Orange
Az Bleu calir
Bc Blanc

Bl Bleu

Gg Gris

Gl Jaune
GV Jaune Vert
Mr Marron
Nr Noir

Ro Rose

Rs Rouge
Vd Vert

Vi Violet

E Farbenlegende

Ar Orange
Az Sky blue
Bc White
Bl Blue
Gg Grey

Gl Yellow
GV Yellow Green
Mr Brown
Nr Black
Ro Pink

Rs Red

Vd Green
Vi Violet

Ar Orange
Az Hellblau
Bc Weil

Bl Blau
Gg Grau

Gl Gelb
GV Gelb Griin
Mr Braun
Nr Schwarz
Ro Rosa
Rs Rot

Vd Grin

Vi Violett



£| Significato dei simboli grafici riportati sulla
targa dati

& Betekenis van de grafische symbolen op
gegevensplaat

+1 Nome e indirizzo costruttore *2 Denominazione impianto =3 Gene-
ratore ad inverter trifase 4 Saldatura TIG 5 Alimentazione di rete,
numero delle fasi, frequenza nominale di rete 6 Corrente continua di
saldatura =7 Impianto saldatura elettrodo =8 Tensione a vuoto secon-
daria #9 Tensione nominale di alimentazione «10 Grado di protezione
dell'invalucro »11 Raffreddamento ad aria forzata 12 Classe di isola-
mento *13 Massimo valore della corrente nominale di alimentazione
*14 Saldatrice utilizzabile in ambienti con rischio accresciuto di
scosse elettriche #15 Prodotto atto a circolare liberamente nella
Comunita Europea =16 Smaltimento speciale =17 Massimo valore
della corrente effettiva di alimentazione +18 Corrente nominale di sal-
datura #19 Minima e massima corrente e tensione di saldatura

+20 Tensione nominale del carico *21 Rapporto di intermittenza

+22 Normativa di riferimento #23 Numero di matriceola

EN| Meaning of graphic symboles on rating
plate

+1 Name and address of manufacturer 2 Name of system 3 Three-
phase INVERTER generator #4 TIG welding *5 Mains power supply,
number of phases, nominal supply frequency «6 Continuous welding
current =7 Electrode welding equipment «8 Secondary no-load vol-
tage *9 Nominal value of supply voltage #10 Degree of protection of
casing =11 Forced air cooling 12 Insulation class =13 Maximum
value of rated supply current #14 Welder usable in environments with
enhanced risk of electroshock *15 Product suitable for free circula-
tion in the European Community 16 Special disposal #17 Maximum
value of effective input current «18 Nominal welding current

*19 Mimimum and maximum current and welding voltage 20 Nomi-
nal load voltage 21 Duty cycle #22 Reference standards «23 Serial
number

FR Interprétation des symboles graphiques
sur la plaque de données

*1 Nom et adresse du fabricant =2 Dénomination de I'installation

*3 Générateur & CONVERTISSEUR triphasé ¢4 Soudure TIG «5 Ali-
mentation de réseau, numeéro des phases, frequence nominale d'ali-
mentation #6 Courant de soudure continu 7 Installation soudure
électrode *8 Tension secondaire a vide 9 Valeur nominale tension
d'alimentation #10 Degré de protection de I'enveloppe *11 Refroidis-
sement a air forcée +12 Classe d'isolation «13 Valeur maximale du
courant d'alimentation assigné «14 Soudeuse pouvant étre utilisée
dans un environnement avec risque croissant de décharges électri-
gues *15 Produit pouvant circuler librement dans la Communauté
Européenne 16 Elimination spéciale #17 Valeur maximale du courant
effectif d’alimentation 18 Courant nominal de soudure 19 Minimum
et maximum courant et tension de soudure 20 Tension nominale de
la charge =21 Rapport d'intermittence 22 Réglementation de
référence *23 N° de série

DE Bedeutung der grafischen Symbole auf
— dem Dategschll?i y

*1 Name und Anschrift des Herstellers 2 Bezeichnung der Anlage
*3 Dreiphasiger INVERTER-Generator 4 TIG-SchweiBen «5 Netz-
speisung, Phasenanzahl, Nennwert Versorgungsfrequenz «6 Gleich-
strom Schweissen *7 Anlage Elektrodenschweissen «8 Sekundar-
Leerlaufspannung *9 Nennwert Versorgungsspannung *10 Gehause-
Schutzgrad «11 Zwangsluftkiihlung *12 Isolationsklasse 13 Hoch-
stwert des zugefiihrten Nennstromes *14 Moglicher Gebrauch in
Umgebung mit erhéhter Gefahr elektrischer Schlage 15 Filir den fre-
ien Warenverkehr in der EU zugelassenes Produkt <16 Sonderentsor-
gung *17 Hochstwert des tatsachlich zugefiihrten Stromes 18 Nen-
nwert SchweiBstrom 19 Min. und Max. Schweisstrom und Schweis-
spannung *20 Nennwert Ladespannung *21 Aussetzungsverhdiltnis
+22 Referenznormen 23 Seriennummer

§| Significado de los simbolos referido enla
chapa datos

*1 Noambre y direccion del constructor 2 Denominacion sistema

*3 Generador de INVERTER trifasico *4 Soldadura TIG 5 Alimenta-
cion de red, numero de las fases, frecuencia nominal de alimentacion
*6 Carriente de saldadura continua 7 Equipo de soldadura con
electrodo #8 Tension secundaria en vacio *9 Valor nominal de la ten-
sion de alimentacion <10 Grado de proteccion de la caja «11 Refrige-
racién por aire forzado #12 Clase de aislamiento 13 Maximo valor
de la corriente nominal de alimentacion =14 Scldadora utilizable en
lugares con riesgo acrecido de choques eléctricos #15 Producto apto
para circular libremente en la Comunidad Europea #16 Eliminacion
especial 17 Maximo valor de la corriente efectiva de alimentacion
+18 Corriente nominal de soldadura <19 Corriente y tension de solda-
dura minimas y maximas *20 Tensién nominal de la carga +21 Rela-
cién de intermitencia «22 Normas de referencia #23 N de matricula

+1 Naam en adres van de fabrikant <2 Benaming apparaat =3 Driefa-
sengelijkrichter met INVERTER #4 TIG lassen 5 Netvoeding, aantal
fasen, nominale netfrequentie 6 Docrlopende soldeerstroom 7 Aan-
sluiting elektrodenscldeering 8 Secundaire leeglocopspanning

+*9 Nominale waarde voedingsspanning #10 Beschermingsklasse
omhulsel 11 Gedwongen luchtafkoeling =12 Isolatieklasse =13 Maxi-
mumwaarde van de nominale voedingsstroom #14 lasapparaat bruik-
baar in plaatsen met vehoogd risico van elektrische schokken

+15 Produkt mag overal binnen de EEG gebruikt worden 16 Spe-
ciale verwerking «17 Maximumwaarde van de effectieve voedings-
stroom 18 Nominale lasstroom =19 Minimale en maximale stroom en
spanning van het soldeeren «20 Nominale spanning van de lading
+21 Intermittentierapport «22 Referentienorm =23 Registratienummer

PT, Significado dos simbolos graficos da placa
de dados

+*1 Nome e enderego do fabricante #2 Denominacao do equipa-
mento «3 Gerador de INVERTER [INVERSOR] trifasico #4 Soldadura
TIG #5 Alimentacéo de rede, nimero das fases, frequéncia nominal
de alimentacao +6 Corrente de solda continua *7 Equipamento de
solda a eletrodo *8 Tenséo secundaria a vacuo *9 Valor nominal da
tenséo de alimentagdo *10 Grau de protecgio do invélucro

+11 Resfriamento a ar forgado 12 Classe de isoclamento <13 Valor
méximo da corrente de alimentacao nominal 14 Maquina de soldar
a utilizar em ambientes com risco acrescentado de choques eléctri-
cos *15 Produto apto a circular livremente na Comunidade Europeia
*16 Eliminac especial 17 Valor maximo da corrente de alimentagao
efectiva #18 Corrente nominal de soldadura 19 Minima e maxima
corrente e tensao de soldadura 20 Tensao nominal da carga

*21 Relagao de intermiténcia »22 Normativa de referéncia «23 Serie-
nummer

RU| 3navetue rpau4ecKux CUMBOOB,
yKa3aHHbIX Ha Tabnuyke xapakTepncTmk

*1 VimA n appec chupMbl-uaroToeuTena *2 HaspaHue
cuctembl *3 TpexdcasHbll MIHBEPTOpPHBLIN reHepaTop

*4 Cpapka Tlg *5 HanprxeHue nutaHuA, Yicno das,
HOMMWHaNbHaA YacToTa NUTaHuA *6 [MNocTOAHHLIN CBapOHHLIN
Tok *7 Ceapka anexkTpofomM *8 HanpaxeHuwe xonocToro xona
BTOPUYHOW 0B6MOTKM *9 HomMHanLHOE HanpAXeHne
anexkTponuTaHuA ¢10 Knacc sawmTel kopnyca

*11 [MpuHyguTensHoe oxnaxaeHue Boaayxom *12 Knacc
naonAuuK *13 MakcumansHoe sHadeHne adpcheKTUBHOTO
Toka nuTaHuA *14 CeapodHbIit annapart, NpUroaHbIiA AnA
WCMONB30BaHWA B cpefax ¢ NOBbILLEHHOW ONacHOCTLIO YAAPoB
Tokom 15 Mapenuve, npenHasHaveHHoe AnA cBOGOOHOTO
nepemellenna B EBponelickom Coobuiectee

+16 CneumansHan yTunuaauua *17 MakcumansHoe
JelcTBylOLEee 3HAYSHWe TOKa INeKTPONUTaHKUA

*18 HoMuHanbHbIM cBapoHHbIid ToK ¢19 MUHUMaNEHBIA K1
MaKCHUManbHbBIA TOK U HanpAXKeHWe cBapku

*20 HomuHanbHoe HanpaxeHue Harpyaku «21 OTHoleHue
npepbBUCTOCTH ¢22 CTaHAapT ANA CCINKK 23 CepuiHbIF
HOMEp
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E Significato dei simboli grafici riportati sulla
macchina

E Betekenis grafische symbolen op het
apparaat weergeven

+1 Interruttore acceso/spento 2 Impianto che pud essere utilizzato in
ambienti con rischio accresciuto di scosse elettriche 3 Prodotto atto a circo-
lare liberamente nella Comunita Europea +4 Tensione pericolosa 5 Terra di
protezione +6 Terra «7 Atacco rapido polo positivo 8 Attacco rapido polo
negativo *8 Connettore per comandi ausiliari saldatura TIG #10 Attenzione!
+11 Attacce rapido connessione del tubo del gas della torcia TIG #12 Prima di
utilizzare I'impianto & necessario leggere attentamente le istruzioni contenute
in questo manuale

ET\h Meaning of graphic symbols on machine

+1 On/off switch «2 System for use in environments with increased risk of
electroshock «3 Product suitable for free circulation in the European Commu-
nity #*4 Danger! High voltage #5 Grounding protection #6 Grounding +7 Posi-
tive pole shap-in connector *8 Negative pole snap-in connector 9 TIG weld
auxiliary contrel connector «10 Warning! #11 Fast coupling TIG torch gas tube
+12 Before using the equipment you should carefully read the instructions
included in this manual

E Interprétation des szmboles graphiques
reportés sur la machine

+1 Interrupteur allumé/éteint #2 Installation pouvant étre utilisée dans des
milisux avec augmentation du risque de secousses électriques #3 Produit
pouvant circuler librement dans la Communauté Européenne +4 Tension dan-
gereuse *5 Terre de protection *6 Terre 7 Prise rapide pdle positif +8 Prise
rapide péle negatif *9 Connecteur pour commandes auxiliaires de soudage
TIG +10 Attention! «11 Raccord rapide de connexion du tube d'alimentation en
gaz de la torche TIG #12 Avant d'utilizer I'installation il est nécessaire de lire
avec attention les instructions qui se trouvent dans ce manuel

DE, Bedeutung der grafischen Symbole auf der
— Maschine

+1 Schalter EIN/AUS 2 Maoglicher Gebrauch der Anlage in Umgebung mit
erhohter Gefahr elektrischer Schlage «3 Fiir den freien Warenverkehr in der
EU zugelassenes Produkt =4 Gefahrliche Spannung 5 Schutzerde #6 Erdung
+7 SchnellanschluB Pluspel #8 Schnellanschluf Minuspol #9 Steckverbinder
fir die Zusatzsteuerungen fur das WIG-SchweiBen #10 Achtung! #11 Schnel-
lanschluss flr Gasleitung des WIG-Brenners 12 Vor der Anwendung der
Anlage sind die Gebrauchsanweisungen des vorliegenden Handbuches sor-
gfaltig zu lesen

E Significado de los simbolos graficos
reteridos en la maquina

+1 Interruptor conectado/apagado #2 Instalacicn que puede ser utilizada en
ambientes con grande riesgo de descargas eléctricas +3 Producto apto para
circular libremente en la Comunidad Europea +4 Tension peligrosa #5 Tierra
de proteccion #6 Tierra #7 Toma rapida polo positivo +8 Toma rapida polo
negativo *8 Conector para mandos auxiliares soldadura TIG «10 Atencion!
+11 Acoplamiento rapido conexion del tubo del gas del portaslectrodo TIG
*12 Antes de utilizar la instalacién, es necesario leer atentamente las instruc-
ciones contenidas en este manual

*1 Onderbreker aan-uit «2 Apparaat bruikbaar in ruimte met verhoogd risico
voor elektrische schokken 3 Produkt mag overal binnen de EEG gebruikt
worden 4 Gevaarlijke spanning *5 Beschermingsaarding #6 Aarding

+7 Snelkoppeling positieve pool #8 Snelkoppeling negatieve pool 9 Verbin-
dingsstuk vaor hulpwerkstukken TIG-lassen +10 Let op! #11 Snelkoppeling
verbinding van de gasbuis van de TIG-lasspuit 12 Voordat de aansluiting in
gebruik genomen wordt is het noodzakelijk om aandachtig de gebruik-
saanwijzing in deze handleiding te lezen

PT, Significado dos simbolos graficos
existentes na maquina

+1 Interruptor ligado/desligado *2 Equipamento que pode ser utilizado em
ambientes com risco acrescentado de chogues eléctricos 3 Produto apto a
circular livremente na Comunidade Europeia *4 Tensao perigosa 5 Terra de
protecgaoc *6 Terra *7 Encaixe rapido polo positivo 8 Encaixe rapido polo
negativo *9 Conector para comandos auxiliarios de soldagem TIG

+10 Atencéo! 11 Acoplamento rapido da conexdo do tubo do gas do maga-
rico TIG #12 Antes de usar a Instalagéo é necessario ler atentamente as
instrucées contidas neste manual

(e y a!
RU| 3Ha4eHue rpacpnyeckux cMMBONoB Ha
CBapo4HOM annapare

*1 [IByXNo3MUMOHHBIA BEIKNIOYaTeNb *2 Arperat, NpUrogHLIn AnA
WCNoNb3oBaHUA B cpeiax ¢ NOBbLIWEHHOR ONACHOCTLIO YAapoB TOKOM

3 Magenue, npegHasHadveHHoe AnA cBobogHOM NepemelleH A B
Eeponeickom Cooblyectse *4 OnacHoe HanpmxeHWe *5 3awuTa
3azemMneHuem +6 3azemneHne #7 BbIcTPbIA COEAMHUTENL MNONOMKWTENBHOTO
nonioca *8 BhICTPLIA CoeQMHUTENE OTPULATENBHOMD NONKCa *9 CosanHITEN
ONA AONONHWUTENbHEIX KoMaHg ceapku TIG #10 Buumanue! #11 BricTpoe
coefMHeHWe (bMTUHIA rasoBol TpyOsl ropenku TIG «12 MNepeg
Wcnonb3oBaHueM arperarta HeoOXo4MMO BHUMATENEHO NPOHMTATE
WHCTPYKUMW, NPMBEAEHHbIE B AAHHOM PYKOBOACTES




|E Lista ricambi

JE Ersatzteilliste

E Spare parts list

,E—_Sll Lista repuestos

E Liste pieces de rechange

JE Onderdelenlijst

]E Lista de pecas de
substituicao

— -
RU| Mepeyenb 3anyacTeit

Pos. Cod. Descrizione Description
1 352435 Coperchio pannello posteriore Rear panel cover
2 438888 Manopola Knob
3 447828 Tastiera a membrana Key board
4 352420 Pannello frontale Front panel
5 403617 Attacco rapido Quick connection
6 467087 Adesivo frontale attacco rapido Quick connection front sticker
7 419050 Presa comandi a distanza Remote Control Socket
8 403635 Attacco rapido gas Gas quick connection
9 352422 Guida laterale Side guide
10 420522 Coperchio Cover

"rov#




IE Lista de pecas de

IE Lista ricambi
substituicao

@ Ersatzteilliste

Ei Lista repuestos

E Spare parts list

=TT "
RU| NepeyeHb san4yacTten

,E Liste pieces de rechange IE Onderdelenlijst

Pos. Cod. Descrizione Description
11 352430 Coperchio pannello frontale Front panel cover
12 438700 Manopela interruttore Switch knob
13 352425 Pannello posteriore Rear panel
14 485040 Tubo gas Gas tube
15 419049 Presa pannello 9 poli 9 Pin panel plug
16 235088 Cavo linea Mains cable
17 427876 Pressacavo con ghiera Cable clamp with lock ring

Il#




,E Lista ricambi @ Lista repuestos l@ lMepeyeHb 3anyacTen

E Spare parts list E Onderdelenlijst

E Liste pieces de rechange IE Lista de pecas de

substituicao

E Ersatzteilliste

Pos. Cod. Descrizione Description

18 377059 Scheda spinterometro Spark gap PCB

19 463235 Supporto scheda spinterometro Spark gap PCB support
20 481458 Trasformatore ausiliario Auxiliary transformer
21 427667 Filtro EMC EMC Filter

22 423242 Diodo primario di snubber Snubber primary dicde
23 478787 Termostato su dissipatore primario Thermostat on primary heatsink
24 486380 Ventilatore Fan

25 418781 Condensatore 4700pF - 1500V 4700pF - 1500V Capacitor
26 286030 IGBT primario Primary IGBT

27 418782 Condensatore 1uF - 850V 1pF - 850V Capacitor
28 481948 Trasformatore di corrente Current transformer

29 418783 Condensatore di livellamento 25pF - 1000V 25uF - 1000V Capacitor
30 376485 Shunt Shunt

31 240210 Induttore Inductor

32 455503 Ponte raddrizzatore Rectifier

33 481418 Trasformatore Transformer

34 457122 Resistore di snubber primario Snubber primary resistor






















