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Indstilling af svejsestrom

Visning af svejsestrom

Visning af tradhastighed (m/min)
Indstilling af svejsespaending

Drej pa knappen for at indstille den gnskede
svejsespaending.

Visning af svejsespaending

Valg af tastemetode

Skift mellem 2-takt (indikator slukket) og
4-takt (indikator taendt).

2-takt: Svejseforlgbet begynder, nar
braendertasten aktiveres og afsluttes, nar
braendertasten slippes.

4-takt: Svejseforlobet begynder, nar
braendertasten aktiveres og slippes. Svejse-
forlgbet afsluttes, nar breendertasten atter
aktiveres.

Menu

Indstilling af MIG/MMA svejseforlgbet
Procesindstilling

Hob start walus

LV LTI

1. Indstilling af parametre
Drej pa knappen for at indstille den gnskede
parameterveerdi.

2. Valg af svejseparameter
Drej pa knappen for at veelge den gnskede
svejseparameter.

3. Forgas (sek.)

N o v A

10.

11.
12.

13.
14.
15.

Krybestart (m/min)
Eftergas (sek.)
Indstillet spaending/tradhastighed

Retur
Retur til menu

Valg af program
Manuel MIG - MMA

Genkald af fabriksindstilling
Reset det valgte program til
fabriksindstilling.

Gas
- Indstilling af manuel gas
- Gastest

Arc adjust

Maskinopsaetning
- Breender

- Service

- Sprog

- Om

Hotstart (%)
Hotstarttid (sek.)

Arc Power (%)

MmiCAT3I0oNiC
WELDING VALUE
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Menu - Breender Menu - Service Menu - Tradfremfaring
Svejsetabel (indstillet vaerdi)
co,
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiale [Trad | Gas s uo s o s uo s uo s uo s uo s uo
(m/min) | (V) | (mM/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V)
Fe 08 |co, |25 19,0 |45 195 |7,0 21,0 [11,0  |270 [130  [290|180 |[300 [240 |37.0
A 0o 0.0.4n Fe 1,0 |co, |20 18,0 |25 19,0 [3,0 20,0 |45 21,0 |60 22,5 |90 245 [140 320
e Fe 12 |co, |10 18,0 |2,0 20,0 [2,5 21,0 (3,5 22,0 |45 2,0 |75 285 [11,0 |36,
Mix
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiale [Trad | Gas s uo s o s uo s uo s uo s uo s uo
1. Home/retur 1. Home/retur 1. Home/retur mmin) | v | vminy | & | @vmin) | @ | vming | ) | @ominy | o) | omin | ) | @vming | o)
Retur til driftsbillede. Retur til driftsbillede. Retur til driftsbillede. e 08 |arco, 3.0 160 |6.0 150 |75 195 |10 200 | 120 260 | 180 310 | 220 30
2. Valg af tastemetode 2. Valg af menu 2. Tradrangering frem Fe 10 | Ao, |20 150 13,0 160 |40 17.0 |60 19.0 |80 20015 [265]160 300
2-takt/4-takt tastemetode. - Fejllog Fe 12 |Arco, |15 165 |2,5 17,5 |35 18,0 | 4,5 20,5 [5,5 20,5 |8,0 29,0 [100 |320
- Powermodul 3. Tradrangering tilbage Fe 16 |Arco, 1,0 17,0 | 2,0 18,0 |25 18,5 [3,0 19,5 |4,0 22,0 |55 29,0
3. Valg af breendertype . .
Braendertype. - Tradfremfering 4. Gastest FeFlux 1.2 | ArCO, 60 |210]80 [250[110 |280
- Vandkoling CrNi 1.0 |Arco, |30 15,0 |4,0 16,0 |6,0 17,0 |85 20,0 [9,0 250 (100 |27.0
- Klokkeslet & dato 5. Visning af CrNi 1.2 |Arco, |20 15,0 [3,0 16,0 |3,5 16,5 |6,0 18,0 |8,0 240 100 |240 120 [31,0
- Tilbage til tradfremforings- Al 1.0 |ar |40 14,5 6,0 15,0 |75 16,0 |9,0 190 [11,0  [220[130 [250 [150 |27.0
fabriksindstilling information Al 1.2 |ar |35 13,0 |50 15,0 |8,0 16,0 |9,0 17,0 [100  [180[130 |230150 |26.0

MiCATI0ON:C

WELDING VALUE



QUICKGUIDE
SIGMA CORE

Standard control panel MIG/MMA
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Setting the welding current
Display of welding current

Display of wire feed speed (m/min)
Setting welding voltage

Turn the control knob to trim/set the desired
welding voltage.

Setting welding process MIG/MMA -
Process setup

Display of welding voltage

Selecting trigger mode

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

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

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

Menu

Hob start walus

1. Setting parameters
Turn the control knob to set the desired
parameter value.

2. Selecting welding parameter

Turn the control knob to select the desired

welding parameter.

3. Pre-gas (sec.)

N o v A

10.

1.
12.

13.
14.
15.

Softstart (m/min)
Post-gas (sec.)
Set voltage/wire feed speed

Return
Return to menu.

Selecting program
Manual MIG - MMA

Recall of factory settings
Reset the chosen program to factory
settings.

Gas
- Setting manual gas
- Gas test

Arc adjust

Machine settings
- Torch

- Service

- Language

- About

Hotstart (%)
Hotstart time (sec.)

Arc Power (%)
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Menu - Torch Menu - Service Menu - Wire feeder
Welding table (set value)
co,
Process 1.0 mm 1.5 mm 2.0mm 3.0mm 4.0 mm 6.0 mm 10.0 mm
Material |Wire |Gas s uo s uo s uo s uo 3 uo s uo s uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V) | (m/min) | (V)
Fe 08 |co, |25 19.0 |45 195 7.0 210 [11.0  |270 130 |290|180  [300 240 |37.0
ot Fe 10 |co, |20 18.0 2.5 19.0 [3.0 20.0 |45 21.0 [6.0 225 |9.0 245 (140  |320
v Fe 12 |co, |10 18.0 |2.0 20.0 |25 21.0 |35 220 |45 230 |75 285 (110 |36.0
Mix
Process 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Material |Wire |Gas s uo s uo s uo s uo 3 uo s uo s uo
Home/return 1. Home/return Home/return (mmin) | & | (mmin) | &) | mmin) | o) | mmin) | o) | mmin | o) | mmin | ) | (miminy | v
Return to standard control Return to Return to standard control e o8 |arco |50 160 oo 150 175 95 1110 1200 a0 1260160 1310 1220 1330
panel. standard control panel. panel. 2
Fe 1.0 |Arco, |20 15.0 |3.0 16.0 | 4.0 17.0 |6.0 19.0 |8.0 200|115 |265|160 [300
Selecting trigger mode 2. Selecting menu Wire inching forwards Fe 12 |Arco, |15 165 |25 17.5 |35 18.0 [4.5 205 |5.5 205 |8.0 290 [100  |320
2-times/4-times trigger - Error log L Fe 16 |Arco, 10 17.0 |20 180 |25 185 |3.0 19.5 [ 4.0 220 5.5 29.0
mode. - Power module Wire inching FeFlux |12 |Arco, 6.0 21.0 |80 250 [11.0  |280
Selecting torch type - Wire feed(?r backwards CrNi 1.0 |Arco,|3.0 15.0 |4.0 16.0 |6.0 17.0 |85 20.0 [9.0 250|100 |27.0
Torch type. - Watercooling Gas test i 12 |arco, [2.0 150 |30 [160 |35 165 [60  [180 |80 260|100 [240[120 |310
- Time & date . Al 1.0 |Ar |40 145 |6.0 15.0 |75 16.0 [9.0 19.0 [11.0  |220[130 |250 150 |27.0
- Reset to factory settings Display of wire feeder Al 12 |ar |35 13.0 |5.0 15.0 | 8.0 16.0 [9.0 170 {100  [180 130 230|150 [260
information
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Betriebsanzeige MIG/MMA
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Einstellung des SchweiBstroms
Anzeige des Schwei3stroms

Anzeige der Drahtforder-
geschwindigkeit (m/min)

Einstellung der SchweiBBspannung
Die gewulinschte Schweif3spannung mittels
des Drehknopfs einstellen.

Anzeige der SchweiBspannung

Trigger-Modus

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

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

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

Menii

Einstellung des MIG/MMA
SchweiBvorgangs - Prozessaufbau

Hot start value

@ O (R

Einstellung der Parameter
Den gewahlten Wert mittels des Drehknopfs
einstellen.

Wahl der Sekundarparameter
Die Parameter mittels des Drehknopfs
wahlen.

Vorgas (Sek.)

10.

11.
12.

13.
14.
15.

Softstart (m/min)
Nachgas (Sek.)

Eingestellter Prozess/eingestellte
Drahtfordergeschwindigkeit

Zuriick
Zurick zum Mend.

Programmwahl
Manuelles MIG - MMA

Zuriicksetzung auf

werkseitige Einstellung
Das gewahlte Programm auf werkseitige
Einstellung zurticksetzen.

Gas
- Gaseinstellung
- Gastest

Drossel

Maschinen-Setup
- Brenner

- Service

- Sprache

- Uber

Hotstart (%)
Hotstartzeit (Sek.)

Arc Power (%)

MiCAT3I0MNiC
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Menii - Brenner Menii - Service Meni - DV-Einheit
SchweiBtabelle (eingestellter Wert)

Wwire feeder wire feeder e COZ
ﬁ @ Wire al 00 m Verfahren 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Material | Draht | Gas s Juw/| s fuw| s |Juw| s fuw| s |Juvw| s [uw]| s |uvo
0.01 (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V)
e 10 T dinin Fe 08 |co, |25 19,0 |45 19,5 [7,0 210 |10 270 [130  [200|180 [300 240 [370
Tmie | :p“;e,mdu‘e l / R 0.0 Um Fe 10 |co, |20 18,0 |2,5 19,0 |3,0 20,0 |45 21,0 6,0 225 [9,0 245 (130|320
froreh @l Fe 12 |co, |10 18,0 | 2,0 20,0 |25 21,0 |35 22,0 |45 230 |75 285|110 [360

Water cooling ‘

\L.nguage ] :T|me & date .
N4 v Mix
Verfahren 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
.. . .. Material | Draht | Gas s uo s uo s uo s uo s uo s uo S uo
1. Home/zuruck . 1. Home/zuruck ' 1. Home/zuruck . min) | ) | (vmin) | W | evmin) | ) | @min) | @ | evmin) | ) | @omin) | @) | (omin | v)
Zuruck zur Betriebsanzeige. Zuruck zur Betriebsanzeige. Zuruck zur Betriebsanzeige. e o8 |Arco, |30 150 |60 150 |75 195 110 1200 [120 1260 180|310 220|330
2. Trigger-Modus 2. Wahl des Meniis 2. Drahtférderung Fe 1,0 |Arco, |20 15,0 |3,0 16,0 |4,0 17,0 |6,0 19,0 |8,0 200 [11,5 |265[160 300
2-Takt/4-Takt Trigger - Fehlerliste vorwairts Fe 1,2 |ArCo, |1,5 16,5 | 2,5 17,5 |3,5 18,0 |4,5 20,5 |55 20,5 | 8,0 29,0 | 10,0 32,0
Modus. - Powermodul Fe 1,6 |Arco, 1,0 17,0 | 2,0 18,0 [2,5 18,5 [3,0 19,5 | 4,0 22,0 |55 29,0
- DV-Einheit 3. Drahtférderung zuriick ||[c 12 |Arco 6,0 21,0 |80 250 11,0 |280
3. Wahl des Brennertyps Wasserkihi s i
Brennertyp. - asse_r unlung 4. Gastest CrNi 1,0 |Arco, |3,0 15,0 |4,0 16,0 |6,0 17,0 |8,5 20,0 |9,0 25,0 | 10,0 27,0
- Uhrzeit & Datum CrNi 1,2 |Arco, |20 15,0 |3,0 16,0 |3,5 16,5 |6,0 18,0 |8,0 24,0 [10,0 24,0 | 12,0 31,0
- Zurticksetzen auf 5. Anzeige der Al 10 [Ar |40 14,5 6,0 15,0 [7,5 16,0 [9,0 190 [110  [220[130 |250[150 [270
Werkseinstellungen . . .
DV-Einheit-Information ||a 12 |Ar |35 13,0 |5,0 15,0 |8,0 16,0 |9,0 170 [100  [180|130 [230[150 |260
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Py,

Réglage du courant de soudage
Affichage du courant de soudage
Affichage de la vitesse de dévidage
Réglage de la tension de soudage

Tourner le bouton de réglage sur la tension
de soudage souhaitée.

. Affichage de la tension de soudage

. Sélection du mode de déclenchement

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

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

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

7. Menu

Réglage du procédé de soudage
MIG/MMA - Configuration du procédé

n

1. Réglage des parameétres
Tourner le bouton de réglage sur la valeur
souhaitée.

2. Sélection du paramétre de soudage
Tourner le bouton de réglage sur le
parametre de soudage souhaité.

3. Pré-gaz (s)

N o v A

10.

11.
12.

13.
14.
15.

Amorcage progressif (m/min)
Post-gaz (s)
Tension réglé/vitesse de dévidage

Retour
Retour au menu.

Sélection du programme
Manuel MIG - MMA.

Rappel des réglages d'usine
Réinitialiser les programmes choisis a la
valeur des réglages d’usine.

Gaz
- Réglage manuel du gaz
- Test gaz

Réglage de I'arc

Parametres de la machine
-Torche

-Service

-Langue

-A propos de

Démarrage a chaud (%)
Temps de démarrage a chaud (s)

Puissance de I'arc (%)

MmiCAT3I0oNiC
WELDING VALUE
FR 50113818 A



GUIDE RAPIDE
SIGMA CORE

Menu - Torche Menu - Service Menu - Dévidoir
Tableau de soudage (consigne)
co,
Procédé 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Matériau |Fil | Gaz s uo H o s uo s uo s uo s uo s uo
(m/min) | (V) | (mM/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V)
Fe 08 |co, |25 19,0 |4,5 19,5 |7,0 21,0 [11,0  |270 |130 [290|180 [300 240 |370
ot N 0.0 Lim Fe 1,0 |co, |20 18,0 |25 19,0 |3,0 20,0 (4,5 21,0 [6,0 22,5 |9,0 245 (140 320
v Fe 12 |co, |10 18,0 [2,0 20,0 |25 21,0 |35 22,0 |45 23,0 |75 285 11,0 |360
Mix
Procédé 1,0 mm 1,5 mm 2,0 mm 3,0mm 4,0 mm 6,0 mm 10,0 mm
. . . Matériau [Fil | Gaz s uo s o s uo s uo s uo s uo s uo
1. Page d’accueil/retour 1. Page d’accueil/retour 1. Page d’accueil/retour miny | @ | @vmin) | &) | @vminy | &) | evmin) | @) | @ming | &) | oming | @) | @ming | o)
Retour au panneau de Retour au panneau de Retour au panneau de Fe 08 |Arco, (3,0 16,0 |6,0 18,0 |75 195 [11,0  [200|140 |260[180 [31,0|240 |330
commande standard. commande standard. commande standard.
Fe 1,0 |Arco, |20 150 [3,0 16,0 [4,0 17,0 [6,0 19,0 |80 200|115 |265[160 [300
2. Sélection du 2. Sélection du menu 2. Déroulement du fil Fe 1.2 |Arco, |15 165 |25 17,5 |35 18,0 [4,5 205 |5,5 20,5 |80 29,0 [100  |32,0
mode gachette - Journal des erreurs . Fe 16 |Arco, 1,0 17,0 | 2,0 18,0 |25 18,5 |3,0 19,5 |4,0 22,0 |55 29,0
2 temps/4 temps mode - Module d'alimentation 3. Enroulement du fil FeFlux |12 |Arco, 6.0 21,0 |8,0 25,0 | 11,0 28,0
gachette. - Dévidoir 4. Testgaz CrNi 1,0 |Arco, |3,0 15,0 [4,0 16,0 6,0 17,0 |85 20,0 |9,0 250 (100 [270
3. Sélection du - Refroidissement par eau CrNi 12 |Arco, |20 15,0 |3,0 16,0 [3,5 16,5 [6,0 18,0 [8,0 240 [100 [240 120 |310
type de torche ) He.ur.e.et. date 5. Affichage des Al 1.0 |Ar |40 14,5 |6,0 15,0 |7,5 16,0 [9,0 190 [110  [220]130 |250 (150 |[270
Type de torch - Reinitialiser a la valeur des données du dévidoir Al 12 |Ar |35 13,0 | 5,0 15,0 | 8,0 16,0 |9,0 170 [100  [180[130 230150 [260
ype de torche. réglages d'usine . ! . i il B el i . . . . . . .
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Instéllning av svetsstréom

Visning av svetsstrom

Visning av tradhastighet (m/min)
Instédllning av svetsspanning

Vrid pa knappen for att stalla in den
onskade svetsspanningen.

Visning av svetsspdnning

Val av avtryckarmetod

Skifta mellan 2-takt (indikator slackt) och
4-takt (indikator tand).

2-takt: Svetsforloppet startar nar brannar-
avtryckaren aktiveras och avslutas nar
brannaravtryckaren slapps.

4-takt: Svetsforloppet startar nar brannar-
avtryckaren aktiveras och slapps. Svets-
forloppet avslutas nar avtryckaren ater
aktiveras.

Meny

Installning av MIG/MMA svetsférloppet
Processinstéllning

Hob start walus

HHE IIIIIEIIIIIIIII]II

Installning av parametrar
Vrid pa knappen for att stalla in det 6nskade
parametervardet.

Val av svetsparameter
Vrid pa knappen for att valja den 6nskade
svetsparametern.

Forgas (sek.)

N o v A

10.

11.
12.

13.
14.
15.

Krypstart (m/min)
Eftergas (sek.)
Installd spanning/tradhastighet

Retur
Retur till meny

Programval
Manuell MIG - MMA

Aterkallelse av fabriksinstallning
Reset det valda programmet till
fabriksinstallning.

Gas
- Instélining av manuell gas
- Gastest

Arc adjust

Maskininstallning
- Brannar

- Service

- Sprak

- Om

Hotstart (%)
Hotstarttid (sek.)

Arc Power (%)

MmiCAT3I0oNiC
WELDING VALUE
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Meny - Brannar Meny - Service Meny - Tradmatning
Svetstabell (instéllda varden)
co,
Process 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Material [Trad |Gas s uo H uo s uo s uo s uo s uo s uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V) | (m/min) | (V)
Fe 08 |co, |25 19,0 |45 195 |7,0 21,0 [11,0  |270 [130 [290|180 [300 240 |37
T o 0.0 L Fe 10 |co, |20 18,0 |25 19,0 |3,0 20,0 (4,5 21,0 [6,0 225 (9,0 24,5 (140 320
— Fe 12 |co, |10 18,0 |2,0 20,0 (2,5 21,0 (3,5 22,0 (45 23,0 |75 285 11,0 |360
Mix
Process 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Material [Trad |Gas s uo H uo s uo s uo s uo s uo s uo
1. Home/retur 1. Home/retur 1. Home/retur (m/min) | V) | (vmin) [ ) | (vmin) | V) | @min) | () | (vmin) | ) | vmin) | () | (mvmin) | v)
Retur till driftsbild. Retur till driftsbild. Retur till driftsbild. e 08 |arco, |30 160 |60 150 |75 55 110 300 140 360 18,0 310 | 220 30
2. Val av avtryckarmetod 2. Val av meny 2. Tradrangering fram Fe 10 |ArCO, 20 15030 [160]40  |17.0 (60 19080 [200|715 265|160 ]300
2-takt/4-takt avtryckar- - Fellog Fe 1,2 |ArCo, 1,5 16,5 |2,5 17,5 |35 18,0 |45 20,5 |5,5 20,5 | 8,0 29,0 | 10,0 32,0
metod. - Powermodul 3. Tradrangering tillbaka Fe 16 | Arco, 1,0 17,0 (20 18,0 |25 18,5 3,0 19,5 (4,0 22,0 |55 29,0
3. Val av bréannartyp - Tradmatning 4. Gastest FeFlux  [12 [Arco, 6,0 21,0 [8,0 250 (11,0 280
Brannartyp. - Vattenkylning CrNi 1.0 |Arco, 3,0 150 (4,0 16,0 6,0 17,0 |85 20,0 |9,0 250 (100 [270
- Tid & datum 5. Visning av CrNi 1.2 |Arco, |20 15,0 |3,0 16,0 |3,5 16,5 |6,0 18,0 8,0 240|100 |240 120 [31,0
- Retur till fabriksinstalining tradmatnings- Al 1.0 |Ar |40 145 6,0 150 |75 16,0 |9,0 190 [11,0  [220 130 |250[150 [27,0
information Al 12 |Ar |35 13,0 |50 15,0 |8,0 16,0 |9,0 170 [100  [180[130 [230[150 |260
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1. Hitsausvirran asetus
Hitsausvirran naytto

Lankanopeuden naytté (m/min)

d W N

Hitsausjannitteen asetus
Halutun jannitteen asetus (Trim).

Hitsausjannitteen naytto

Liipaisin -toiminnon valinta

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

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

4-tahti: Hitsausprosessi alkaa, kun polttimen
liipaisinta painetaan ja vapautetaan ja
paattyy, kun liipaisinta taas painetaan.

Menu

Hitsausprosessin MIG/MMA-asetukset -
Prosessiasetukset

Hob start walus

1. Parametrin saato
Saatimella valitaan haluttu arvo.

2. Hitsausparametrien valinta
Saatimella valitaan saadettava parametri.

3. Kaasun etuvirtaus (sek.)

10.

11.
12.

13.
14.
15.

Softstart (m/min)
Jalkikaasu (sek.)

Asetettu jannite/
langansyo6ttonopeus

Paluu
Paluu Menu.

Ohjelman valinta
Manualinen MIG MMA

Tehdasasetuksien palautus
Palauttaa valitun ohjelman tehdasasetuksiin.

Suojakaasu
- Manuaalinen kaasunvirtaus-asetus
- Kaasutesti

Kaaren saato (induktanssi)

Koneen asetukset
- Poltin

- Huolto

- Kieli

- Muuta

Hotstart (%)
Hotstart aika (sek.)

Arc Power (%)

MmiCAT3I0oNiC
WELDING VALUE
FI 50113818 A



SIGMA CORE
PIKAKAYTTOOHJE

Menu - Poltin Menu - Huolto Menu - Langansyottélaite
Hitsaustaulukko (asetus arvot)
co,
Prosessi 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiaali | Lanka | Kaasu S uo S uo S uo S uo S uo S uo S uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V) | (m/min) | (V)
Fe 08 |co, |25 19,0 |45 19,5 |7,0 21,0 [11,0  |270 130 290|180 |300|240 |370
ot Fe 1,0 |co, |20 18,0 |25 19,0 |3,0 20,0 |45 21,0 |6,0 22,5 [9,0 245140  [320
et Fe 12 |co, |10 18,0 |2,0 20,0 |25 21,0 |35 22,0 |45 23,0 |75 285 (11,0  |[360
Mix
Prosessi 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
1. Koti/Paluu 1. Koti/Paluu 1. Koti/Paluu Materiaali| Lanka | Kaasu (m/,snin) K/(; (m/smin) ;JV(; (m/Smin) EJV(; (m/ﬁwin) (UV(; (m/ﬁwin) x/(; (m/,snin) K/(; (m/,snin) x/(;
Paluu perusnayttoon. Paluu perusnéyttdon. Paluu perusnayttoon. Fe 08 |Arco, |30 16,0 |6,0 18,0 [7,5 195 [11,0 200 [140 |260 180 [310[240 |[330
2. Trigger-tila 2. Valintavalikko 2. Langansy6tto Fe 1,0 |Arco, |20 15,0 |3,0 16,0 |4,0 17,0 |6,0 19,0 8,0 200 [11,5 |265[160 |300
2-tahti/4-tahti toiminto. - Vikalista eteenpain Fe 12 |Arco, |15 16,5 | 2,5 17,5 |35 18,0 |4,5 20,5 |55 20,5 | 8,0 29,0 | 10,0 32,0
. - Tehomoduuli Fe 1,6 |Arco, 1,0 17,0 |2,0 18,0 [2,5 18,5 [3,0 19,5 | 4,0 22,0 |55 29,0
3. Poltt.lmen' - Langansyéttélaite 3. langansyotto FeFlux |12 |Arco, 6,0 21,0 [8,0 250 [11,0  [280
It’ﬁlytfc)ime‘r:a"c:/l;‘pt; —Ve.zsijééhd)./tys taaksepain CrNi 1,0 |Arco,|3,0 15,0 | 4,0 16,0 | 6,0 17,0 |85 20,0 |9,0 25,0 | 10,0 27,0
' - Aika & paivamaara 4. Kaasutesti CrNi 12 |Arco, |20 15,0 3,0 16,0 |35 16,5 |6,0 18,0 |80 240|100 [240 [120 [310
- Palauta tehdasasetukset ) Al 1,0 |ar |a0 145 [6,0 150 [7,5 16,0 [9,0 190 [11,0  [220 130 |250 150 [270
5. Langansyéttolaitteen Al 12 |Ar |35 13,0 |50 15,0 |8,0 16,0 |9,0 170 [100  [180[130 [230[150 |260
tietojen naytto

MiCATI0ON:C

WELDING VALUE



GUIDA RAPIDA
SIGMA CORE

Pannello di controllo Standard MIG/MMA

d W N

©27.0
LTI T
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Regolazione corrente di saldatura
Visualizzazione corrente saldatura
Visualizzazione velocita filo (m/min)
Impostazione tensione saldatura

Girare la manopola per impostare la
tensione desiderata.

5.

Visualizzazione tensione saldatura

2/4 tempi

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

2 tempi : Il processo di saldatura inizia
quando viene premuto il pulsante torcia e si
interrompe quando questo viene rilasciato.
4 tempi : Il processo di saldatura inizia
quando il pulsante torcia viene premuto e
rilasciato e si interrompe quando questo
viene premuto nuovamente.

Menu

Regolazione procedimento saldatura
MIG/MMA - Impostazione Processo

Hob start walus

LV LTI

1. Regolazione parametri

Girare la manopola per impostare il valore

desiderato.

2. Selezione parametro di saldatura
Girare la manopola per selezionare il
parametro desiderato.

3. Pre-gas (sec.)

N o v A

10.

11.
12.

13.
14.
15.

Softstart (m/min)
Post-gas (sec.)
Tensione/Velocita filo

Return
Ritorno al menu.

Selezione programma
MIG Manuale - MMA.

Richiamo delle impostazioni
di fabbrica

Resetta il programma scelto alle
impostazioni di fabbrica

Gas
- Impostazione gas manuale
- Prova gas

Reattanza

Impostazioni della macchiana
- Torcia

- Service

- Lingua

- Informazioni

Hotstart (%)
Tempo Hotstart (sec.)

Arc Power (%)

MmiCAT3I0oNiC
WELDING VALUE
IT 50113818 A



GUIDA RAPIDA
SIGMA CORE

Menu - Torcia Menu - Service Menu - Trainafilo
Tabella parametri di saldatura (set value)
co,
Processo 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiale |Filo | Gas s uo s uo s uo s uo s uo s uo s uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V) | (m/min) | (V)
Fe 08 |co, |25 19,0 |4,5 19,5 |7,0 21,0 [11,0 27,0 [13,0 29,0 | 18,0 30,0 | 24,0 37,0
s o0 0.0 im Fe 1,0 |co, |20 18,0 | 2,5 19,0 |3,0 20,0 |4,5 21,0 |6,0 22,5 |9,0 24,5 | 14,0 32,0
Torch Fe 12 |co, |10 18,0 |2,0 20,0 |25 21,0 |35 22,0 |45 23,0 7,5 28,5 | 11,0 36,0
Mix
Processo 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiale |Filo | Gas s uo s uo s uo s uo s uo s uo s uo
1. Home/retum _ 1. Home/retum ' 1. Home/retum _ mmin) | @ | eminy | @) | evminy | @) | @vminy | ) | eovmin) | o) | ovminy | @) | @oming | v)
Ritorna al pannello di Ritorna al pannello di Ritorna al pannello di e 08 |arco, |30 160 |60 150 |75 195 [110 200 | 120 260 | 180 310 | 220 30
controllo standard. controllo standard. controllo standard.
Fe 1,0 |Arco, |20 15,0 |3,0 16,0 4,0 17,0 |6,0 19,0 |8,0 20,0 | 11,5 26,5 | 16,0 30,0
2. Modalita 2. Selezione menu 2. Avanzamento Fe 12 |Arco,|1,5 16,5 |2,5 17,5 |3,5 18,0 4,5 20,5 |55 20,5 |8,0 29,0 [100  |[320
pulsante torcia - Registrazione errori filo avanti Fe 1,6 |Arco, 1,0 17,0 | 2,0 18,0 | 2,5 18,5 |3,0 19,5 | 4,0 22,0 |55 29,0
Selezione 2 tempi/4tempi. - Modulo di potenza FeFlux 12 |Arco, 6.0 21,0 | 8,0 250 | 11,0 28,0
3. Selezione tipo di torcia - Trainafilo 3. ;AllvarlZ:.mentO CrNi 1,0 |Arco,|3,0 15,0 | 4,0 16,0 |6,0 17,0 |85 20,0 [9,0 250|100 |27,0
) Tioo di . - Raffreddamento lo indietro CrNi 12 |Arco, |20 15,0 [3,0 16,0 |35 16,5 | 6,0 18,0 | 8,0 240|100 |240 [120 [31,0
po di torcia. - Data e ora >
R - . di Prova gas Al 1,0 |Ar |40 14,5 | 6,0 15,0 |7,5 16,0 [9,0 19,0 [11,0 22,0 [13,0 25,0 | 15,0 27,0
- Reset impostazione di
mp Al 12 |Aar |35 13,0 |5,0 15,0 | 8,0 16,0 9,0 17,0 [ 10,0 18,0 | 13,0 23,0 [15,0 26,0
fabbrica 5. Visualizzazione
dell’informazioni sul

trainafilo

MiCATI0ON:C
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Standaard besturingspaneel MIG/MMA
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Instellen lasstroom

Tonen van de lasstroom

Tonen van draadsnelheid (m/min)
Instellen lasspanning

Draai de besturingsknop om de gewenste
lasspanning in te stellen.

5.

Tonen van de lasspanning

Instellen lasproces MIG/MMA -
Proces instellen

Selecteren schakelfunctie

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

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

Menu

Hob start walus

LV LTI

1. Instellen parameters

Softstart (m/min)
Gasnastroom (sec.)

Ingestelde voltage/draadsnelheid

N o v A

Terug
Terug naar menu.

8. Selecteer programma
Handmatig MIG-MAG

9. Fabrieksinstellingen terughalen
Reset de gekozen programma naar de
fabrieksinstellingen.

10. Gas

- Instellen handmatig gas
- Gastest

11. Instellen smoorspoel

12. Machine instellingen
- Toorts
- Service
- Taal
- Info

13. Hotstart (%)
14. Hotstarttijd (sec.)
15. Arc Power (%)

Draai de besturingsknop om de gewenste

parameterwaarde in te stellen.

2. Geselecteerde lasparameter

Draai de besturingsknop om de gewenste

lasparameter in te stellen.

3. Gasvoorstroom (sec.)

[ L] [
MiCAT30MN:C

WELDING VALUE
Migatronic Nederland B.V. ¢ Ericssonstraat 2 ® 5121 ML Rijen

Tel. +31 (0)161-747840 » Email info@migatronic.nl ¢ Homepage www.migatronic.nl

NL 50113818 A



QUICKGUIDE
SIGMA CORE

Menu - Toorts Menu - Service Menu - Draadaanvoerunit
Lastabel voor (ingestelde waarde)
co,
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiaal | Draad | Gas S uo S uo S uo S uo S uo S uo S uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V)
Fe 08 |[co, |25 19,0 |4,5 19,5 |7,0 21,0 [11,0  |270 130 |290|180 [300 |240 370
s Fe 10 |co, |20 18,0 2,5 19,0 |3,0 20,0 |45 21,0 [6,0 22,5 [9,0 245 (140 320
v Fe 12 |co, |10 18,0 |2,0 20,0 |25 21,0 |35 22,0 |45 23,0 |75 285 (11,0  |[360
Mix
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiaal | Draad | Gas uo uo uo uo uo uo uo
1. Home/terug Home/terug Home/terug min) | &) | (vmin) | &) | emin) | &) | cvmin) | &) | ovmin) | &) | ovminy | &) | (vminy | v
Terug naar standaard Terug naar standaard Terug naar standaard Fe 08 |arco, |30 16,0 [6,0 18,0 |75 195 [11,0  |200]130 |260 180 [31.0]230 [330
besturingspaneel. besturingspaneel. besturingspaneel.
Fe 1,0 |Arco, |20 15,0 |3,0 16,0 |4,0 17,0 | 6,0 19,0 | 8,0 200|115 |265|160  [300
2. Selecteren functie Selectie menu Draadtransport Fe 12 |Arco, |15 16,5 2,5 17,5 3,5 18,0 [4,5 20,5 |55 20,5 |8,0 29,0 [100  |320
toortsschakelaar - Foutenlog voorwaarts Fe 1,6 |Arco, 1,0 17,0 | 2,0 18,0 |25 18,5 |3,0 19,5 | 4,0 22,0 |55 29,0
2-takt/4-takt schakelmodus. - Stroombron FeFlux |12 |Arco, 6,0 21,0 |80 250 [11,0  [28,0
3. Selecteer type toorts - Draadaanvoerunit Draadtransport CrNi 1,0 |Arco, |30 15,0 |4,0 16,0 |6,0 17,0 |85 20,0 | 9,0 250 [100  [27.0
" Toorts type —VYaterkoeIlng achterwaarts CrNi 12 |Arco, |20 15,0 [3,0 16,0 [3,5 16,5 |6,0 18,0 |8,0 240 [100 240|120 [310
- Tijd & datum Gastest Al 1,0 |Ar |40 14,5 |6,0 15,0 7.5 16,0 | 9,0 19,0 [11,0  [220[130 |250 150 |270
- Reset naar de
o . Al 12 |Ar |35 13,0 [5,0 15,0 |8,0 16,0 | 9,0 170 [100  [180|130 [230[150 |260
fabrieksinstellingen Weergave van draad
aanvoerinformatie

MiCATI0ON:C

WELDING VALUE
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Panel de control estandar MIG/MMA
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1. Ajuste de la corriente de soldadura

2. Visualizacion
de la corriente de soldadura

3. Visualizacién
de la velocidad de hilo (m/min)

4. Ajuste del voltaje de soldadura

Gire el botén de control para fijar el voltaje

de soldadura deseado.

. Visualizacién del voltaje de soldadura

. Seleccién del modo gatillo

Cambia entre 2-tiempos (indicador apagado)
y 4-tiempos (indicador encendido).
2-Tiempos: El proceso de soldadura empieza
cuando presionamos el gatillo de la antorcha
y termina cuando soltamos el gatillo de la
antorcha.

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

. Menu

Ajuste del proceso de soldadura MIG/MAG
Proceso de ajuste inicial

Hob start walus

M ST

1. Ajuste de parametros

Gire el botén de control para ajustar el valor
del parametro deseado.

. Seleccion del parametro de soldadura

Gire el botén de control para seleccionar el
parametro de soldadura deseado.

3. Pre-gas (sec.)

10.

11.
12.

13.
14.
15.

Inicio suave (m/min)
Post-gas (sec.)

Ajuste de voltaje/velocidad de
alimentacién de hilo

Retorno
Vuelve al menu.

Seleccion de programa
Manual MIG - MMA

Reconfiguracién a

los ajustes de fabrica
Restablecer el programa elegido a los ajustes
de fabrica.

Gas
- Ajuste manual del gas
- Gastest

Ajuste de arco

Configuracion de la maquina
- Antorcha

- Servicio

- ldioma

- Acerca de

Inicio caliente (%)
Tiempo de inicio caliente (sec.)

Potencia de Arco (%)

MmiCAT3I0oNiC
WELDING VALUE
ES 50113818 A



GUIA RAPIDA
SIGMA CORE

Menu - Antorcha Menu - Service Menu - Alimentador de hilo
Tabla de soldadura (valores de ajuste)
co,
Proceso 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Material |Hilo |Gas s uo s uo s uo s uo s uo s uo s uo
(m/min) | (V) | (mM/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V)
Fe 08 |co, |25 19,0 |4,5 19,5 |7,0 21,0 [11,0  [270[130 [290 180 [300|240 |370
s Fe 1,0 |co, |20 18,0 |25 19,0 |3,0 20,0 |45 21,0 |6,0 22,5 9,0 245140  [320
v Fe 12 |co, |10 18,0 |2,0 20,0 |25 21,0 |35 22,0 |45 23,0 |75 285|110 36,0
Mix
Proceso 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
. . .. . . Material |Hilo |Gas uo uo s uo uo uo uo uo
1. Inicio/retorno Inicio/retorno 1. Inicio/retorno (vmin) | &) | @vmin) | &) | @miny | &) | @vminy | &) | eominy | &) | cvminy | &) | ominy | v
Vuglve al panel de control Vuellve al panel de control Vue:lve al panel de control e 08 |arco, 3.0 160 |6.0 150 |75 195 |10 200 | 120 260 | 180 310 | 220 30
estandar. estandar. estandar.
Fe 1,0 |Arco, |20 15,0 |3,0 16,0 4,0 17,0 |6,0 19,0 |8,0 200|115 265|160  [300
2. Selecion del Seleccionar menu 2. Avance del hilo Fe 12 |Arco,|1,5 16,5 |2,5 17,5 |3,5 18,0 |4,5 20,5 |55 20,5 |8,0 29,0 [100  |[320
modo gatillo - Registro de errores . Fe 1,6 |Arco, 1,0 17,0 | 2,0 18,0 |2,5 18,5 |3,0 19,5 | 4,0 22,0 |55 29,0
Modo gatillo - Médulo de potencia 3. Retroceso del hilo FeFlux |12 | ArcCo, 6,0 21,0 |8,0 250 [11,0  [28,0
2-tiempos/4-tiempos. - Alimentador de hilo 4. Gastest CrNi 1,0 | Arco,|3,0 15,0 |4,0 16,0 |6,0 17,0 |85 20,0 |9,0 250|100 |27,0
3. Selecionar - Refrigeracion de agua CrNi 12 |Arco, |20 15,0 |3,0 16,0 [3,5 16,5 [6,0 18,0 [8,0 240 [100 [240 120 |310
tipo de antorcha - Hora & fecha ] 5. Visualizacion de Al 10 |Aar |40 14,5 [6,0 15,0 |7,5 16,0 |9,0 190 [11,0  [220[130 |250[150 |270
. - Establecer a los ajustes de informacion del
Tipo de antorcha. fabrica Al 12 |Ar |35 13,0 |50 15,0 |8,0 16,0 |9,0 17,0 | 10,0 180130 |230|150 |260
alimentador de hilo

MiCATI0ON:C

WELDING VALUE




RYCHLY PRUVODCE

SIGMA CORE

Standardni fidici panel MIG/MMA
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Nastaveni svafovaciho proudu
Zobrazeni svafovaciho proudu
Zobrazeni rychlosti podavani (m/min)
Nataveni svafovaciho napéti

Otacenim knofliku nastavte pozadované
svafovaci napéti.

Zobrazeni svafovaciho napéti

Vybér spinani

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

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

4 takt: Stiskem a uvolnénim spousteé je
zahajeno svarovani. Dalsim stiskem a
uvolnénim spousté dojde k ukonceni
svarovani.

Menu

Nastaveni svarovaciho procesu -
MIG/MMA

s |
L

Hob start walus

M ST

1. Nastaveni parametru
Otacenim knofliku nastavte velikost
vybraného parametu.

2. Volba svafovacih parametra
Otacenim knofliku vyberte pozadovany
parameter.

3. Piedfuk plynu (s)

10.

11.
12.

13.
14.
15.

Mékky start (m/min)
Dofuk plynu (s)

Zvoleny napéti /
rychlost podavani dratu

Navrat
Navrat do menu.

Vybér programu
Manudélni MIG - MMA

Navrat do tovarniho nastaveni
Resetovani vybraného programu do
tovarniho nastaveni.

Plyn
- Nastaveni pratoku plynu manualni
- Plynovy test

Tvrdost zdroje
Nastaveni stroje
- Horaku

- Servis

- Jazyka
- Informace

Horky start, proud (%)
Horky start, cas (s)

Arc Power (%)

MmiCAT3I0oNiC
WELDING VALUE
CZ 50113818 A



RYCHLY PRUVODCE
SIGMA CORE

Menu - Hofaku Menu - Servis Menu - Podavac
Tabulka svarovacich parametri stroji (tovarni nastaveni)
co,
Tloustka 1,0 mm 1,5 mm 2,0 mm 3,0mm 4,0 mm 6,0 mm 10,0 mm
Material | Prameér | Plyn s uo S uo s uo S uo S uo S uo S uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V)
Fe 08 co, |25 19,0 | 4,5 19,5 | 7,0 210 11,0 |270[130 |290|180 300|240 [370
ot Fe 1,0 co, |20 18,0 |2,5 19,0 3,0 20,0 |45 21,0 |6,0 22,5 |9,0 245 140 [320
e Fe 1,2 co, |10 18,0 | 2,0 20,0 | 2,5 21,0 |35 22,0 |45 23,0 |75 285 11,0 360
Mix
Tloustka 1,0 mm 1,5 mm 2,0 mm 3,0mm 4,0 mm 6,0 mm 10,0 mm
o P o . o P Material | Prameér | Plyn s uo s uo s uo s uo s uo S uo S uo
1. Domu / navrat 1. Domu / navrat 1. Domu / navrat mmin) | ) | eminy | @) | evmin) | ) | ominy | &) | @ominy | ) | ovming | ) | @vminy | )
Na\’/rlat ke standardnimu [\!ayr’at ke standardnimu Na\’/rlat ke standardnimu e 08 Arco, |30 160 |60 150 |75 195 [110 200 | 120 260 | 180 310 | 220 .0
fidicimu panelu. fidicimu panelu. fidicimu panelu.
Fe 1,0 Arco, | 2,0 15,0 3,0 16,0 | 4,0 17,0 |6,0 19,0 | 8,0 200 [11,5 |265 [160  |30,0
2. Vybér spinani 2. Nabidka pro vybér 2. Zavadéni dratu vpied Fe 12 |ArCo, |15 16,5 |25 17,5 |35 18,0 |45 205 |55 205 |80 290 [100 |32
2-takt/4-takt. - Vypis poruch oL . Fe 1,6 Arco, 1,0 17,0 | 2,0 18,0 | 2,5 18,5 3,0 19,5 | 4,0 22,0 |55 29,0
P y - Zdroj 3. Zavadeéni dratu zpét FeFlux |1,2 ArCo, 6,0 21,0 |80 250 [11,0  [280
3. Vybér druhu hofaku - Podavat :
Druh hotaku. v ] 4. Plynovy test CrNi 1,0 Arco, |3,0 15,0 |4,0 16,0 | 6,0 17,0 |85 20,0 |9,0 250 [100  [27.0
- Vodni chlazeni aNi o [12 [arco, |20 15,0 [3,0 16,0 |35 16,5 [6,0 18,0 [8,0 240 [100 240|120 [310
. Cas&:atum N 5. Zobrazeni informace Al 10 [Aar |40 14,5 | 6,0 15,0 | 7,5 16,0 |9,0 190 [11,0  [220 130 250|150 |270
- Reset do tovarniho i
, o podavaci Al 1.2 |ar |35 13,0 | 5.0 15,0 | 8,0 16,0 | 9,0 170 [100  [180[130 [230[150 |260
nastaveni

MiCATI0ON:C
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Hegeszt6aram beallitasa

Hegesztéaram kijelzése
Huzaltol6 sebesség kijelzése (m/min)
Hegeszt6-fesziiltség beallitasa

A kivant hegeszt6 feszultséget a
forgatégombbal allitjuk be.

Hegeszt6-fesziiltség kijelzése

Trigger-mod

Valasszon 2-Utem (indikator ki) és 4-Gtem
(indikator be) kozott.

2-Utem: A hegesztés elkezdédik, ha

a pisztolykapcsolét megnyomjuk és
befejezédik, ha elengedjuk.

4-Gtem: A hegesztés elkezdédik, ha a
pisztolykapcsol6t megnyomijuk és ismét
elengedjuk és befejezédik, ha a gombot
ismét megnyomjuk.

Menii

A MIG/MMA hegesztési
folyamat bedllitasa - ,,Process setup”

Hob start walus

1. Paraméterek beallitasa
A kivélasztott értéket a forgatégombbal
allitjuk be.

2. Masodlagos paraméterek valasztasa

A paramétereket a forgatbgombbal
valasztjuk ki.

3. Gazel6éaramlas (mp)

10.

11.
12.

13.
14.
15.

Lagy inditas (m/perc)
G4z utan aramlas

Fesziiltség/huzal el6tolasi sebesség
beallitasa

Vissza
Vissza a menube.

Program valasztas
Manudlis MIG - MMA.

Visszaallitas a gyari beallitasra
A vélasztott program visszaallitasa a gyari
beallitasra.

Gaz
- Gaz-bedllitas
- Gazteszt

Fojtas

Gép beallitas
- Pisztoly

- Szerviz

- Nyelv
- Egyéb

Hotstart (%)
Hotstart id6 (mp)

+Arc power” (iv er6) (%)

MmiCAT3I0oNiC
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Menii - Pisztoly Menii - Service Menii - Huzaltolé egység
Hegesztési tablazat (bedllitott érték)
co,
Eljaras 1,0 mm 1,5mm 2,0 mm 3,0mm 4,0 mm 6,0 mm 10,0 mm
Anyag  |Huzal [ Gaz s Juw/| s fuw| s |Juw| s fuw]| s |Juvw| s [uw]| s |uvo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V) | (m/min)| (V)
Fe 08 |co, |25 19,0 |45 19,5 [7,0 210 11,0 270 [130  [290 |180 [300 240 [370
A o 0.0.Um Fe 10 |co, |20 18,0 |25 19,0 |3,0 20,0 |45 21,0 |6,0 22,5 9,0 245|140  |320
e Fe 12 |co, |10 18,0 | 2,0 200 |25 21,0 |35 22,0 |45 230 |75 285|110 |360
Mix
Eljaras 1,0 mm 1,5 mm 2,0 mm 3,0mm 4,0 mm 6,0 mm 10,0 mm
1. ,Home"/vissza 1. ,Home"/vissza 1. ,Home"/vissza Arvag |zl |Gaz | O evmim | 5 | mim) | 9 | cvmaimd | 0 | cmaimd | & [ iy | & | i | 03
Vissza az Uzem kijelz6hoz. Vissza az Uzem kijelz6hoz. Vissza az Uzem kijelz6hoz. e 08 | Arco, |30 160 |60 180 |75 195 | 110 200 | 14.0 260 |18.0 310 | 230 3.0
2. Tavszabalyzas-mod 2. Menii kivalasztasa 2. Huzalel6tolas el6re Fe 10 | Ao, |20 150 13,0 160 |40 170160 [190[80 [200]115 265160 ]300
2 vagy 4 item. _ Hibalista Fe 12 |Arco, |15 16,5 | 2,5 17,5 |35 18,0 |45 205 |55 205 (8,0 290 [100 |320
. , - Teljesitménymodul 3. Huzalel6tolas vissza Fe 16 |Arco, 1,0 17,0 |2,0 18,0 |25 18,5 |3,0 19,5 | 4,0 22,0 |55 29,0
3. P!sz’tolytl!:)us - Huzaltol6 egység A Gazteszt FeFlux |12 |Arco, 6,0 21,0 |80 250 [11,0  |280
I;ils‘;?l?;;:iia —Yizhﬁtés ) CrNi 1.0 |Arco, |30 15,0 | 4,0 16,0 [6,0 17,0 [8,5 20,0 |90 250 [100 [27.0
- Ora & datum 5. A huzaladagolé CrNi 12 |Arco, |20 15,0 [3,0 16,0 |35 16,5 |6,0 18,0 |80 240|100 [240 [120 [310
- Gyari beallitasok informaciok Al 1.0 |Ar |40 14,5 |6,0 15,0 |75 16,0 [9,0 19,0 |10 [220[130 |250 150 [27.0
visszaallitasa . ez
megjelenitése Al 12 |Ar |35 13,0 | 5,0 15,0 | 8,0 16,0 |9,0 170 [100  [180[130 230150 [260
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. Wyboér pradu spawania
. Wyswietl prad spawania

. Wyswietl pred.
podawania drutu (m/min)
. Ustawianie napiecia spawania

Obracaj gatka, aby dostroi¢/ustawi¢
pozadane napiecie spawania.

5. Wyswietl napiecie spawania

6. Wybor trybu pracy spustu

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

2-takt: Proces spawania zaczyna sie wraz

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

4-takt: Proces spawania zaczyna sie wraz

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

7. Menu

Ustawianie procesu spawania
MIG/MMA - Konfiguracja procesu

Hob start walus

HHE IIIIIEIIIIIIIII]II

1. Ustawianie parametrow
Obracaj gatka sterowania, aby ustawic¢
pozadang wartos¢ parametru.

2. Wybor parametru spawania
Obracaj gatka sterowania, aby ustawic¢
pozadany parametr spawania.

3. Gaz przed spawaniem (s)

10.

11.
12.

13.
14.
15.

Miekki start (m/min)
Gaz po spawaniu (s)

Ustawianie napiecia/predkosci
podawania drutu

Powrot
Powrét do menu.

Wybierz program
Tryb reczny MIG -MMA.

Przywrécenie ustawien fabrycznych
Resetowanie wybranego programu do
ustawien fabrycznych.

Gaz
- Ustawianie gazu reczne
- Test gazowy

Regulacja tuku

Ustawienia spawarki
- Palnika

- Serwis

- Jezyk

- Info

Goracy start (%)
Czas goracego startu (s)

Moc tuku (%)

MmiCAT3I0oNiC
WELDING VALUE
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Menu - Palnika

1.

g aL O

Torch

Powrét
Powrét do standardowego
panelu.

Wybor trybu
pracy uchwytu
2-krotny/4-krotny tryb
uruchomienia.

Ustawienie
typu palnika
Typ palnika.

Menu - Serwis

1. Powrét
Powrét do standardowego
panelu.

2. Menu wyboru

Rejestr btedoéw

Modut zasilania

Podajnik drutu
Chtodzenie woda

Czas & data

Zresetowanie do ustawien
fabrycznych

Menu - Podajnik drutu

Powrét
Powrét do standardowego
panelu.

Impulsowy przesuw
drutu do przodu

Impulsowy przesuw
drutu do tytu

Test gazowy

Informacja o
podajniku drutu

Tabela spawalnicza (ustawione wartosci)

co,
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiat | Drut | Gaz S uo S uo S uo S uo S uo S uo S uo
(m/min) | (V) | (mM/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V)
Fe 0,8 co, 2,5 19,0 | 4,5 19,5 |7,0 21,0 | 11,0 27,0 | 13,0 29,0 | 18,0 30,0 | 24,0 37,0
Fe 1,0 co, 2,0 18,0 | 2,5 19,0 | 3,0 20,0 |4,5 21,0 |6,0 22,5 (9,0 24,5 114,0 32,0
Fe 1.2 co, 1,0 18,0 | 2,0 20,0 | 2,5 21,0 |35 22,0 |45 23,0 |75 28,5 | 11,0 36,0
Mix
Proces 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
Materiat | Drut | Gaz uo uo uo uo uo uo uo
(m/min) | (V) | (mM/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min)| (V) | (m/min) | (V)
Fe 0,8 Arco, | 3,0 16,0 | 6,0 18,0 |7,5 19,5 | 11,0 20,0 | 14,0 26,0 | 18,0 31,0 | 24,0 33,0
Fe 1,0 ArcCo, | 2,0 15,0 |3,0 16,0 | 4,0 17,0 | 6,0 19,0 | 8,0 20,0 | 11,5 26,5 | 16,0 30,0
Fe 1.2 ArCo, | 1,5 16,5 | 2,5 17,5 |3,5 18,0 |4,5 20,5 |5,5 20,5 | 8,0 29,0 | 10,0 32,0
Fe 1.6 ArcCo, 1,0 17,0 | 2,0 18,0 | 2,5 18,5 |3,0 19,5 | 4,0 22,0 |55 29,0
FeFlux 1.2 ArcCo, 6,0 21,0 |8,0 25,0 | 11,0 28,0
CrNi 1.0 ArcCo, |3,0 15,0 | 4,0 16,0 | 6,0 17,0 |8,5 20,0 |9,0 25,0 | 10,0 27,0
CrNi 1.2 ArcCo, | 2,0 15,0 |3,0 16,0 |3,5 16,5 | 6,0 18,0 | 8,0 24,0 1 10,0 24,0 [ 12,0 31,0
Al 1.0 Ar 4,0 14,5 | 6,0 15,0 | 7,5 16,0 |9,0 19,0 | 11,0 22,0 1 13,0 25,0 | 15,0 27,0
Al 1.2 Ar 3,5 13,0 |50 15,0 | 8,0 16,0 |9,0 17,0 | 10,0 18,0 | 13,0 23,0 | 15,0 26,0
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Ajuste da corrente de soldadura
Exibicdo da corrente de soldadura

Exibicao da velocidade de
alimentacao do fio (m/min)

Configuracao da tensao de soldadura
Gire o botdo de controlo para ajustar a
tensdo de soldadura desejada.

Exibicdo da tensao de soldadura

Selecdo do modo de acionamento
Mude de 2-tempos (indicador desligado)
para 4 tempos (indicador ligado).
2-tempos: O processo de soldadura comeca
quando o botdo da tocha é pressionado e
acaba quando este é libertado.

4-tempos: O processo de soldadura comeca
quando o botédo da tocha é pressionado e
libertado e acaba quando o botao da tocha
é novamente pressionado e libertado.

Menu

Configuracao do processo de soldadura

MIG/MMA - Configuracado do processo

HHE IIIIIEIIIIIII[IHI

1. Parametros de configuracao

Gire o botdo de controlo para definir o valor

do parametro desejado.

2. Selecao do parametro de soldadura
Gire o botdo de controlo para selecionar o

parametro de soldadura.

3. Pré-gas (seg.)

10.

1.
12.

13.
14.
15.

Arranque suave (m/min)
Pés-gas (seg.)

Definir a tensao de soldadura/
velocidade de alimentacao do fio

Voltar
Voltar ao menu.

Selecao do programa
Manual MIG - MMA

Voltar para as

configuracoes de fabrica
Reset do programa escolhido para as
configuragdes de fabrica.

Gas
- Configuracdo de gas manual
- Teste de gas

Ajuste do arco

Configura¢des da maquina
- Tocha

- Servico

- Linguagem

- Sobre

Arranque quente (%)
Tempo de inicio quente (seg.)

Poténcia do Arco (%)

MmiCAT3I0oNiC
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informacoes do
desbobinador

Menu - Tocha Menu - Service Menu - Wire feeder
Tabela de soldadura (valores definidos)
co,
Processo 1.0 mm 1.5 mm 2.0 mm 3.0mm 4.0 mm 6.0 mm 10.0 mm
Material |Fio |Gas s uo s uo s uo s uo s uo s uo s uo
(m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V) | (m/min) | (V)
Fe 08 |co, |25 19.0 |45 19.5 |7.0 210 [11.0  [270[130 [200[180 |300|240 |370
s Fe 1.0 |co, |20 18.0 |2.5 19.0 3.0 200 |45 21.0 |6.0 225 9.0 245 140 320
s Fe 12 |co, |10 18.0 |2.0 200 |25 21.0 |35 220 |45 23.0 |75 285|110 |[36.0
Mistura
Processo 1,0 mm 1,5 mm 2,0 mm 3,0 mm 4,0 mm 6,0 mm 10,0 mm
.. .. .. Material |Fio | Gas s uo s uo s uo s uo s uo s uo s uo
Menu inicial/Voltar Menu inicial/Voltar Menu inicial/Voltar (mmin) | & | (mmin) | &) | mvmin) | o) | mvmin) | o) | mmin | o) | mminy | vy | (miminy | v)
Volta~rao painel de controlo Volta~r ao painel de controlo Volta~rao painel de controlo e 08 |Arco, |30 160 oo 150 175 95 |10 200 1120 260 |80 310 |220 330
padréao. padrao. padrao.
Fe 1.0 |Arco, |20 15.0 3.0 16.0 |4.0 17.0 |6.0 19.0 |8.0 200|115 |265 160  [30.0
Selecdo do modo de Selecionar o menu Avanco do fio Fe 12 [Arco, |15 165 |25 175 |35 18.0 [4.5 205 |55 205 (80 [200 100 [320
acionamento - Registo de erros de soldadura Fe 1.6 |Arco, 1.0 17.0 | 2.0 18.0 |25 185 [3.0 19.5 | 4.0 220 |55 29.0
Modo de acionamento - Médulo de poténcia d f' FeFlux 1.2 Arco, 6.0 21.0 |8.0 25.0 |11.0 28.0
2 tempos/ 4 tempos. - Desbobinador :ecucl)d(:i 1o CrNi 1.0 |Arco,|3.0 15.0 |40 16.0 |6.0 17.0 |85 20.0 [9.0 250|100 |27.0
Selecdo do - Modulo de refrigeracéo € soldadura CrNi 12 |Arco, |20 15.0 |3.0 16.0 [3.5 165 [6.0 18.0 [8.0 240 [100 [240[120 [310
tipo de tocha ) :oraedata Teste de gas Al 1.0 |Ar |40 145 6.0 15.0 |7.5 16.0 |9.0 19.0 [11.0  |220 130 250|150 [27.0
. - Reset para as
Tipo de tocha. configuracdes de fabrica o Al 12 |Ar |35 13.0 |5.0 15.0 |8.0 16.0 |9.0 17.0 | 10.0 180 [13.0 |23.0[150 |26.0
Exibicao das

MiCATI0ON:C

WELDING VALUE






