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Introduction
Thank you for purchasing one for our products.

Before using the equipment you should carefully read
the instructions included in this manual.

In order to get the best performance from the sys-
tem and ensure that its parts last as long as possible,
you must strictly follow the usage instructions and the
maintenance regulations included in this manual. In the
interest of customers, you are 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 con-struction and properties.

Description

Machines 2040 and 2080 are a simple portable welding
apparatus for the MIG/MAG welding method suitable
both for professional and DIY use. It is a welding appara-
tus with ‘flat’ characteristics. This concerns the welding
in inert gas protective atmosphere, where the filler me-
tal is supplied in a form of ‘endless’ wire into the wel-
ding bath by the wire feed mechanism. This method is
very productive and particularly suitable for welding of
structural and lowalloy steel types.

Machine 2040 is available in two versions - with fixed
welding torch and earthing cable and with euro conne-
ctors. Machine 2080 is available only with euro conne-
ctors.

Lightweight and small, the welding apparatus features
in its high efficiency. A plastic handrail is used for easy
transport. The device can be suitably supplied with po-
wer from a standby generator, e.g. on building sites.
Welding parameters can be easily adjusted on the appa-
ratus, welding voltage and wire feed rate are adjustable
by a single control element at the same time according
to the welded material thickness. The control element
is used for fine voltage corrections that determine the
arc length (weld temperature). If the correct value is set,
it will not be necessary to change it any more even if
there is

a need to weld a material more or less thick. The ap-
paratus is optimally adjusted for welding of steel with
the 0.8 mm wire. However, also 0.6 mm or 1.0 mm wire
diameters or tubular wires can be used.

NOTE: The apparatus is designed for the use of steel
wires only!



The welding power supply, wire dispenser and wire feed
mechanism are located in a single compact tin box. The
welding apparatus meets the relevant requirements all
standards and regulations of the European Union and
the Czech Republic.

NOTE: The apparatus is designed for the industrial use.
Temperature-rise tests have been conducted at the am-
bient temperature and loading factor of 40 °C has been
determined by the calculation.

Description and installation

Picture 2 - Rear view

B1 - Main switch

B2 - Power supply cable - inlet

B3 - Inert gas inlet to the apparatus

Picture 3 - Side view
C1 - Wire reel coupling disc
C2 - Wire feed mechanism

Picture 1 - Front view

Al - Welding torch (fixed or connected to euro connec-
tor — depending on the version of machine)

A2 - Earthing cable (fixed or connected to euro connec-
tor — depending on the version of machine)

A3 - Control cable

Technical data 2040 MIG / EURO 2080 MIG EURO
Mains voltage 50/60 Hz [V] 1x230+15% 1x230+15%
Welding current range [A] 20-150 (CO,) 20-170 (CO,)
Output voltage settings [V] 22-31 22-31
Duty cycle 35 % [A] 150 190

Duty cycle 60 % [A] 120 140

Duty cycle 100 % [A] 100 120
Mains current / input 60 % [A/kVA] 12/4.6 22/5
Wire feed speed [ m/min] 1-11 1-12
Mains protection — slow [A] 16 16

Solid welding wire (Fe) [mm] ?$0.6-1.0 ?$0.6-1.0
Tubular welding wire (Fe) [mm] ?0.8-1.0 ?0.8-1.0
Max. size of wire reel [mm] @ 200 @ 200
Insulation class - IP23S IP23S
Dimensions LxXWxH [mm] 470 x 200 x 310 470 x 200 x 310
Weight [kg] 14 /13 13
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Cable connections

CONNECTING THE APPARATUS TO THE MAINS

2040 and 2080 apparatus meets the requirements of Sa-
fety Class I, which means that all metal parts are accessi-
ble without the necessity of removing a cover; the parts
are bonded to the protective earthing of the mains. The
apparatus may be connected only with a mains cable
provided with the plug and protective earthing contact.
Switch off the apparatus only by the use of the main
switch on the apparatus. Never use the mains plug for
this purpose! The necessary protection parameters are
shown in the ‘Specifications’ section.

The apparatus is supplied with the 16 A for the connec-
tion to 1x 230 V singlephase mains.

Only properly qualified person (in electrical engineering)
may replace the power supply cable, if necessary.

The relevant socket outlet should be protected by fuses
or automatic circuit breaker.

NOTE 1: Any extensions to the power cable must be of
a suitable diameter, and absolutely not of a smaller dia-
meter than the special cable supplied with the machine.
NOTE 2: Owing to the connected load level, the approval
of the relevant electricity distributing company may be
necessary for the connection of this equipment to the
public mains.

WELDING TORCH

The welding is used for supplying the welding wire, inert
gas and current to the welding place. Once the torch
pushbutton is pressed, the welding wire and protective
gas start to pass through the torch. The arc is activated
at the contact of the welding wire with the welded ma-
terial.

IMPORTANT NOTE: If you use a welding wire of a diffe-
rent diameter than 0.8 mm, it will be necessary to ex-
change the drawing die on the torch for a drawing die of
suitable diameter.

EARTHING CABLE

Keep the earthing clamp clean so that its contact with
the welded material is complete. If possible, place them
directly to the welded part. The contact area must be
clean and as large as possible. If necessary, the area
must be cleaned from paint and rust.

PROTECTIVE GAS AND CYLINDER INSTALLATION

For the protective shield in MIG/MAG welding, use inert
gases (argon, CO,, or argon-CO, mixture). Make sure
that the pressure-reducing valve is of a suitable type for
the used gas.

Cylinder installation

Fix the gas cylinder properly and in the upright position,
either in a special holder or trolley. Do not forget to clo-
se the gas cylinder valve after completed welding.
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Picture 4

The following installation instructions are applicable to

the majority of pressure-reducing valve types:

1. Keep aside and open for a moment the cylinder pre-
ssure-reducing valve “A” (Pic. 4). Impurities or dirt, if
any, will be blown away from the cylinder valve. IM-
PORTANT NOTE: Be careful because of the high gas
pressure!

2. Turn the pressure controlling screw “B” of the pre-
ssure-reducing valve until you feel the spring compre-
ssion.

3. Close the pressure-reducing valve.

4. Fit the pressure-reducing valve over the gasket of the
inlet connecting pipe onto the cylinder and tighten
cap nut “C” using a wrench.

5. Fit on the hose adapter “D” with the cap nut “E” to
the gas pipe and fasten with the hose clip.

6. Connect one end of the hose to the pressure-redu-
cing valve and the second end to the welding appara-
tus.

7. Tighten the cap nut with the hose at the pressure-
-reducing valve.

8. Slowly open the cylinder valve. The cylinder pressure
gauge “F” will indicate the pressure in the cylinder.
NOTE: Do not consume the whole cylinder content.
The cylinder should be replaced as soon as the pre-
ssure drops down to 2 bars.

9. Open the valve of the pressure-reducing valve.

10. Press the torch pushbutton, while the apparatus is
switched on.

11.Turn the pressure controlling screw “B” until the
flow-meter “G” shows the required flow rate.

After the completion of the welding operation close the

cylinder valve. If not in service for a longer period, loosen

the pressure controlling screw.

PREPARATIONS FOR WORK

- REVERSING THE POLARITY

Some types of the welding wire require in welding rever-
sed polarity of the welding current. Check the polarity
recommended by the manufacturer indicated on the
wire packaging.



Picture 5 - Reversing the polarity

1. Disconnect the apparatus from the mains.

2. Unscrew the two self-cutting screws fixing the cover
of the output terminals.

3. Loosen and unscrew the nuts fixing the output ca-
bles. Note the correct sequence of the washers.

4. Swap the cables.

5. Place the washers back, put on and tighten the nuts.

6. Screw on the cover of the output terminals back.

REPLACEMENT OF THE FEED ROLLER

The roller installed at the manufacturer’s place is sui-
table for wire diameters of 0.6 - 0.8 mm. In a thinner/
thicker wire is to be used, the roller must be replaced.

Picture 6 - Replacement of the feed roller

1. Swing away the pressing arm (Pic. 6, pos. 1).

2. Loosen by hand the grooved screw fixing the feed ro-
ller (pos. 2).

3. Remove the feed roller from its shaft (pos. 3).

4. Turn around or replace the feed roller and fix it to the
original position.

5. Tighten the screw fixing the feed roller.

HOW TO INSTALL THE WIRE REEL

Open the side cover by pressing the plastic locks on the
apparatus. Set the lock of the wire reel carrier into the
“open” position and take the carrier apart. Place the reel
on the wire carrier so that the reel can turn anticlockwi-
se. Coils containing 5 kg of wire (@ 200 mm) or 1 kg of
wire (@ 100 mm) can be used.

Assemble the carrier again and secure it with the lock of
the wire reel carrier the “locked” position. Do not forget
to install the spring between the carrier lock and reel
adapter. For the wire feed, fix the roller suitable for the
relevant wire type and diameter. (As the standard, ro-
llers with “V” grooves and 0.6 - 0.8 mm wire diameters
are installed).

®

Open

Locked
Picture 7

LEADING-IN THE WIRE

¢ Release the wire end from the reel but keep it tightly

for the whole period.

Straighten the wire end and cut it in a manner making

its leading-in to the wire feed easy.

Open the pressing roller.

Lead in the wire over the lead-in Bowden, feed roller

and torch Bowden.

e Hold down the wire so it cannot slip out and close the
pressing roller. Make sure that the wire is in the feed
roller groove.

e Set the thrust pressure of the pressing roller to one
half of the scale at the most. If the pressure is too
high, the wire will be deformed and small shavings
created on its surface. If the pressure is too low, the
wire will creep and the feed will not be smooth.

In order to avoid any injury by pressing a part of the

human body during leading-in the wire into the feed,

close the wire feed cover before pressing the torch
pushbutton.

Press the torch pushbutton and wait until the wire is

moves out of the torch tip.

The wire lead-in rate can be controlled by the controlling

element 1 (Pic. 8) on the front panel.
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Before welding, apply the separation spray to the space
in the gas nozzle and current drawing die. By this, the
splashed metal particles will not stick to the surface and
the gas nozzle service life will be extended.

WARNING! During wire leading-in into the torch, do not
aim the torch against yourself or other persons! The
wire leaving the current tip is very sharp and may cause
injury. Do not place your fingers close to the feed roller.
While the torch pushbutton is pressed, the roller rotates
and can be cause of squeezing.

IMPORTANT NOTE: While using the welding apparatus
with a backup power supply or a mobile power source
(genset, etc.), it is necessary to use a good-quality sour-
ce of a sufficient capacity and good control system. The
power source capacity must be at least 6.5 kVA so that
the apparatus can work in the maximum current range.
If this principle is neglected, there is a danger that the
apparatus will not work properly or at all while welding
on the maximum welding current or, as the case may be,
damage to the apparatus may result because of exten-
sive drops and increases in the supply voltage.

Controlling and indicating elements

2 4 3 1

B

v ¢
@ @> ce AA

VOLTAGE
CORRECTION

)

Picture 8

Position 1 Wire feed rate controller (output regulator).

Position 2 Voltage correction regulator (arc length regu-
lator).

Position 3 Apparatus ‘ON’ indicator.

Position 4 Apparatus overheating indicator.

The welding output is adjusted by the controller 1 (Pic.
8) according to the welded material thickness. The con-
troller 2 is used for the voltage correction (and it regula-
tes the arc length at the same time).

The control lamps inform about the turning the machine
on (3) and thermal protection activation (4).

Green light is on after switching on the apparatus.

If the apparatus is overheated or its supply voltage is too
low or too high, the welding process will be automatica-
lly stopped and yellow light will be on.

Once the yellow control lamp is off, the apparatus is pre-
pared for the service again.
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ADJUSTMENT OF THE WELDING OUTPUT

The welding output regulator adjusts, at the same time,
the output voltage and wire feed rate. At the same time,
both these parameters determine, for which material
thickness is the relevant setting suitable.

Table 2 shows reference values of welding parameter
settings for various thicknesses of materials.

The Table is prepared for the basic settings in welding
with the 0.8 mm dia wire. If the 0.6 dia wire is used, then
it will be necessary to set the welding output slightly lo-
wer, while for 1.0 mm dia wire slightly higher.

Table 2

Setting of parameters according to the material
thickness (of a reference value only)

Material thickness Feed rate potentiometer
(mm) position
0.5 1
0.75 3
1 4
1,5 6
2 7
3 8
4 10

VOLTAGE CORRECTION SETTINGS

The voltage correction function influences the setting of
the arc length and its temperature. If the correction is
shifted to the negative values, the arc gets shorter and
cooler, while the correction shifts to positive values, lon-
ger and hotter.

Along with various combinations of wire diameters and
usage of various protective gas types, this voltage co-
rrection influences the arc properties. If the arc is too
convex, then it is short and cool. In such case the co-
rrection to the positive values will be necessary. If you
need a shorter arc, e.g. to avoid material penetrations
in welding, a correction to the negative values will be
necessary.

IMPORTANT NOTE: If you start welding for the first time,
it will be suitable to set the voltage correction regulator
into the middle position!

WARNING! Any welding operations in places with explo-
sion/fire hazard are strictly forbidden!

Welding gaseous products might be harmful to human
health! Provide for good ventilation during welding ope-
rations!



Welding by the MIG/MAG method

a) Connect the gas hose from the gas cylinder pressure-
-reducing valve to the B3 outlet (Pic. 2) on the rear
panel. Open the gas valve on the gas cylinder.

b) Connect the apparatus to the mains.

c) Switch the B1 main switch on (Pic. 2).

d) Put the wire reel in its place; see “How to install the
wire reel”.

e) Lead-in the wire to the wire feed mechanism. See
“Leading-in the wire”.

Principle of MIG/MAG welding

Welding wire is leading from the roller into the flow
drawing tie with the use of the feed. The Arc joins tha-
wing wire electrode with welding material. Welding
wire functions as a carrier of the arc and as the source
of additional material at the same time. Protective gas
flows from the spacer who protects arc and the who-
le weld against the effects of surrounding atmosphere
(Pic. 9).

Wire feeder rolls

Welding wire
Gas opening

Tip holder

Nas nosle

Welding tip Protection gas
Welding arc
A %@lding
7 piece
Picture 9
PROTECTIVE GASES

Protective gases

Inert gases — method MIG Active gases — method MAG

Argon (Ar) Carbon dioxide
Helium (He) Mixed gases
Mixture He/Ar Ar/CO2
AR/O:

ADJUSTMENT OF WELDING PARAMETERS

For approximate adjustment of welding current and vol-
tage with MIG/MAG methods corresponds with empiri-
cal relation U, = 14 + 0.05 x |,. According to this relation
we can set required tension. During adjustment of the
tension, we must take into account with its decrease at
loading by welding. Decrease of tension is approximate-
ly 4.8V to 100 A.

Adjustment of welding current is done so that for cho-
sen welding tension set required welding current by in-
creasing or decreasing of the speed of wire feed or we
tune the tension so that the welding arc is stable. For
good quality of welds and optimal adjustment of wel-
ding current it is necessary to reach the distance of dra-
wing die from material of approximately 10x @ welding
wire (Pic. 10). Dipping of drawing die in gas tube should
not extend 2 - 3 mm.

Picture 10

HOLDING AND CONTROLLING THE WELDING TORCH

Y

Picture 11

Gas shielded arc welding can be conducted, if the rele-
vant parameters are suitably selected, in all positions
(horizontal, vertical, overhead, vertical-up or vertical-
-down and across, at the same time in these positions).
In horizontal or vertical positions, the usual gripping
of the torch is in the angle of 30°. In the case of more
thick layers, the welding process is per-formed by light
drawing. The most suitable grip on the torch for the
optimum coverage of the weld place by shielding gas
is vertical (neutral) positioning of the torch (Pic. 11 A).
However, in this position it is difficult to watch the wel-
ded place (it is hidden behind the gas nozzle). For this
reason, the torch should be slightly tilted (Pic. 11 BC).
On the other hand, if the torch tilt is excessively off this
position, there is a danger of sucking air into the shield
gas, which might negatively influence the weld quality.

WELDING BY PRESSING AND DRAWING

Slight moves with “pressing” are used in vertical-up wel-
ding and horizontal overhead welding (Pic. 12). Only in
vertical-down welding the torch is gripped in the neutral
or slightly “drawing” position. The vertical-down welding
is used mostly for thin metal sheets, because there is a
risk of a poor connection with thick sheets; the molten
metal tends to pour down along the connection and
“overtake” the weld, particularly when the molten metal
is too liquid because of high voltage. Such method requi-
res a high degree of expertise and experience (Pic. 13).
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Picture 12 Picture 13

REGULAR MAINTENANCE AND INSPECTIONS

Conduct the inspections according to the relevant Stan-
dard EN 60974-4. Before any use of the apparatus, check
the conditions of the welding and power supply cables.
Do not use damaged cables!

Visual inspections include:

1. Torch, welding current return clamp

2. Power supply network

3. Welding circuit

4. Covers

5. Controlling and indicating elements

6. Apparatus condition in general

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:

e The switch that supplies the machine

e The plug socket in the wall

e 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.

Side cover assembly and disassembly

procedure

e Before removing the side covers, always disconnect
the power supply cable plug from the mains!

e Remove the side cover partially covering the wire
feed mechanism.

e Unscrew four screws of the right side cover, then four
upper screws and two screws fixing the cover inside
the space of the wire feed mechanism.

e In the assembly of the apparatus, proceed in the
opposite sequence of steps.
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Welding torch replacement procedure
(version with fixed torch)

Picture 14

® Proceed according to the “Side cover assembly and
disassembly procedure” article and remove the co-
vers.

e Proceed according to the “Reversing the polarity” ar-
ticle and remove the output terminal cover.

e In the power supply unit, remove from the pipe
coupling of the gas pipe, running from the welding
torch to the valve, the clip connecting the gas pipe
with the coupling from the torch and disconnect the
connection.

e From the bundled cables remove cable ties and pull
the white two-pin connector (X9) out from the cont-
rol panel.

e Unscrew the screw (Pos. 1).

e Unscrew the two screws (Pos. 2). Hold down the nuts
in the power supply section.

e Remove the screws and the plastic cover.

e Unscrew the nut and loosen the cable (Pos. 3).

o Pull the torch slightly into the space of the wire feed
mechanism and pull the gas hose (along with the ca-
ble for the torch pushbutton) out of the power supply
section into the space of the wire feed mechanism.

e From the case front part, remove the cable grommet
(Pos. 4), which remains on the torch, and then remo-
ve the torch carefully from the case.

e In the new torch fixing procedure, proceed in the
opposite sequence, i.e. from the last step to the first
one.

e While tightening the screw (Pos. 1), please pay a spe-
cial attention to gentle handling. At the same time,
you must control the length of the Bowden opening
from the wire feed mechanism. On the one hand, the
bowden must not be “sunken” in the wire feed body,
but on the other hand it must not interfere with the
roller.

Ordering spare parts

For easy ordering of spare parts mention:

1. The order number and name of the part

2. The type of the machine or welding torch

3. Supply voltage and frequency from rating plate
4. Serial number of the machine



Orientacni tabulka nastaveni rychlosti podavani dratu
Orientacnd tabul'ka nastaveni rychlosti podavania drétu
Table for setting of wire feed rate (for reference only)
Tabelle zur Orientierung mit Einstellungen der Geschwindigkeit
des Drahtvorschubs
Orientacyjna tabela nastawienia predkosci podawania drutu

Pozice volice rychlosti posuvu dratu
Pozicia volica rychlosti posuvu drotu
Position of the wire feed rate selector
Position des Wahlschalters fiir Geschwindigkeit
des Drahtvorschubs
Pozycja pokretta regulacji predkosci posuwu drutu

Rychlost podavéni dratu [m/min]
Rychlost podavania drétu [m/min]

Wire feed rate [m/min]

Geschwindigkeit des Drahtvorschubs [m/min]
Predkos¢ podawania drutu [m/min]

040

1 1,0 1,0
2 1,7 1,8
3 3,2 34
4 4,0 43
5 49 5,3
6 5,5 6,4
7 6,7 7,2
8 8,5 9,4
9 9,8 10,6
10 11,0 12,0

Pouzité grafické symboly / Key to graphic symbols / Farbzeichenerkl&rung
Zastosowane symbole graficzne
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CZ - popis

Hlavni vypinac

Rychlost posuvu dratu
Uzemnéni

Kontrolka tepelné ochrany

Vystraha - riziko trazu
el. proudem

Minus pdl na svorce

Plus pdl na svorce
Ochrana zemnénim
Svarovaci napéti

Svarovaci proud

Prepinac napéti

Sila svafovaného materidlu
Bodové svarovani

Pulsové svarovani

Plynulé svafovani
Svarovani ve ctyrtaktnim reZimu
Predfuk plynu

Dofuk plynu

Dohofteni dratu

Soft start

Pozor, tocici se soukoli

Suroviny a odpad

Manipulace a uskladnéni
stlacenych plynt

Likvidace pouZitého zafizeni

Pozor nebezpeci!

Seznamte se s ndvodem
k obsluze

Zplodiny a plyny pfi svarovani

Ochrana pred zafenim,
popaleninami a hlukem

Zabranéni pozaru a exploze

Nebezpedi spojené

s elektromagnetickym polem

SK - popis

Hlavny vypinac

Rychlost posuvu drétu
Uzemnenie

Kontrolka tepelnej ochrany

Vystraha - riziko trazu
el. pridom

Minus pdl na svorke
Plus pdl na svorke
Ochrana zemnenim
Zvéracie napatie

Zvaraci prud

Prepinac napatia

Sila zvaraného materialu
Bodové zvaranie
Pulzové zvaranie

Plynulé zvédranie

Zvéranie vo Stvortaktnom
rezime

Predfuk plynu

Dofuk plynu

Dohorenie drotu

Soft Start
Pozor, tocCiace sa sukolie

Suroviny a odpad

Manipuldcia a uskladnenie
stla¢enych plynov

Likvidacia pouzitého zariadenia

Pozor nebezpecenstvo!

Zoznamte sa s ndvodom
k obsluhe

Splodiny a plyny pri zvarani

Ochrana pred Ziarenim,
popaleninami a hlukom

Zabranenie poziaru a explézie

Nebezpecenstvo spojené
s elektromagnetickym polom

EN - description
Main switch

Wire speed

Ground

Thermo control
Warning risk of electric shock
Minus polarity

Plus polarity

Ground protection
Welding voltage
Welding current
Welding current switch
Material thickness
Spotting welding

Pulse mode

Continue welding

Four cycle welding
Pre-gas

Post-gas

Burning out of wire
Soft start

Attention, revolving gearing

Materials and disposal

Handling and stocking
compressed gases

Disposal of used machinery
Caution danger!
Read service instructions

Safety regarding welding fumes
and gas

Protection from radiation, burns
and noise

Avoidance of flames and
explosions

Risks due electromagnetic fields

DE - Beschreibung
Hauptschalter
Drahtvorschubgeschwindigkeit
Erdung

Signallampe Warmeschutz

Warnung Risikounfall durch
el. Strom

Minuspol auf der Klemme
Pluspol auf der Klemme
Erdungsschutz
SchweiBspannung
SchweiRstrom
Spannungsumschalter
Dicke des SchweiBmaterials
Punktschweilen
PulsschweiRen

Kontinuierliches Schweien
SchweiRen im Viertakt - Betrieb

Gas -Vorstromen
Gas -Nachstromen
Drahtverloschen
Soft start

Vorsicht, rotierendes Zahnrad-
getriebe - Sicherheitshinweise

Rohstoffe und Abfalle

Manipulation und Lagerung

mit Druckgas

Entsorgung der benutzten
Einrichtung

Vorsicht Gefahr

Lernen Sie die Bedienanweisung
kennen

Produkte und Gése beim
SchweiRen

Schutz vor Strahlung,
Brandwunden und Larm

Brandverhiitung

und Explosionverhitung
Die mit elmagn. Strahlung
verbundene Gefahr

© 00N UR WN R
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Wytacznik gtéwny
Szybko$¢ podajnika drutu
Uziemienie

Lampka kontrolna ochrony cieplnej
Niebezpieczeristwo, wysokie napiecie

Biegun ujemny na listwie

Biegun dodatni na listwie
Ochrona uziemieniem

Napiecie spawalnicze

Prad spawalniczy

Przetacznik napiecia

Grubos$¢ materiatu spawalniczego
Spawanie punktowe

Spawanie impulsowe

Spawanie ciggte

16
17
18
19
20
21
22
23
24
25
26
27
28
29
30

Wstupne dmuchanie gazu
Koncowe dmuchanie gazu
Dopalanie drutu

Soft Start

Surowce i odpad

Uwaga niebezpieczerstwo!

Unikanie pozaru i wybuchu

Spawanie w rezimie czterosuwu

Uwaga, mechanizm kotowy sie obraca

Manipulacja i przechowywanie gazéw sprezonych
Utylizacja zuzytego urzadzenia

Prosze zapoznac sie z Instrukcjg Obstugi
Czynniki szkodliwe i gazy powstajace w trakcie spawania
Ochrona przed napromieniowaniem, oparzeniami i hatasem

Niebezpieczerstwo zwigzane z polem elektromagnetycznym
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Grafické symboly na vyrobnim stitku
Grafické symboly na vyrobnom stitku
Graphic symbols on the production plate
Erkldrung der Sinnbilder am Typenschild
Symbole graficzne na tabliczce produkcyjnej

WELDING MACHINE
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CZ - popis SK - popis EN - description

1 | Nézev a adresa vyrobce Nazov a adresa vyrobca Name and address of the manufacturer

2 | Typ stroje Typ stroja Type of machine

3 Znacka zdroje svarovaciho proudu Znacka zdroja zvéracieho prudu jednofa- | Symbol for the welding current unit
(jednofazovy invertor) zovy invertor (single-phase inverter)

4 Znacka svarovaciho proudu Znacka zvaracieho prudu Symbol for the welding current
(stejnosmérny proud) jednosmerny prad (direct current)

5 [ Jmenovité napéti naprazdno Menovité napatie naprazdno Rated voltage

6 [ Jmenovité napdjeci napéti Menovité napajacie napatie Supply voltage

7 | Chlazeni ventildtorem Chladenie ventilatorom Fan-cooled

3 Napdjeci obvod, pocet fazi, stridavy Napdjaci obvod, pocet fazi, striedavy Power supply circuit, number of phases,
proud, frekvence prud, frekvencia alternating current, frequency

9 | Tepelna tfida izolace Trieda izolacie Insulation class

10 | Stroj pro svafovani metodou MIG/MAG | Stroj pre zvéranie metédou MIG/MAG ﬁz’zaroa;us for MIG/MAG welding

11 | Vyrobni ¢islo Vyrobné ¢islo Serial number

12 | Stupen ochrany krytem Stupen ochrany krytom IP Code Rating

13 Jmenovity maximalni a efektivni napdjeci _l\/lenovit\? maximalny a efektivny napa- Nominal maximum and effective supply
proud jaci prad current

14 | Normalizované pracovni napéti Normalizované pracovné napatie Standardized operating voltage

15 | Jmenovity svarovaci proud Menovity zvaraci prud Welding current

16 | ZatéZovatel Zatazovatel Load factor

Rozsah vystupu (minimalni a maximalni | Rozsah vystupu (minimalny a maximalny
17 | svarovaci proud a odpovidajici pracovni | zvaraci prid a odpovedajuce pracovné
napéti) napatie)

Output range (min. and max. welding
current and relevant operating voltage)

18 | Normy Normy Standards

DE - Beschreibung PL - Opis

1 | Name und Adresse des Herstellers Nazwa i adres producenta
2 | Maschinentyp Rodzaj maszyny
3 | Symbol Schweistromquelle (Einphaseninverter) Jednofazowy invertor
4 | Symbol Schweistrom (Gleichstrom) prad staty
5 | Lastnennspannung Nominalne napigcie na biegu jatowym
6 | Rated Netzteil Nominalne napiecie zasilania
7 | Ventilatorkiihlung Chtodzenie wentylatorem
8 \'\Il\leetcz:\izIgf;:ri?itr:eoqnale(;im guzatderibace Obwadd zasilania, llo$¢ fazy, frekwencja
9 | Isolierungsklasse Klasa izolacji
10 | SchweiRgerat fiir die Methode MIG/MAG Maszyna do spawaniw atmosferze ochronnej MIG/MAG
11 | Produktionsnummer Numer produkcyjny
12 | Schutzart Stopien ochrony
13 | Maximaler und effektiver Nennversorgungsstrom Maksymalny i efektywny nominalny prad zasilania
14 | Normarbeitsspannung Nominalne napiecie
15 | Rated SchweiRstrom Nominalny prad spawalniczy
16 | Belastungsfaktor Czas obcigzenia
Befe?Ch des Ausgangs X Zakres mocy (min. i max. prad spawalniczy i odpowiadajace
17 | (minimaler und maximaler SchweiRstrom L
und entsprechende Arbeitsspannung) napiecle pracy
18 | Norm Normy
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Elektrotechnické schéma / Elektrotechnické schéma

Electrical diagram / Schaltplan / Schemat elektrotechniczny

1 2 I 3 4 5 6 I 7 [ 8
A
Main switch mm m
(Hlavni vypinat) Wire feed motor =
81 (Motor posunu)
$xz5mmz m FE2 + 2x0.75 mm2
< Auxiliary transformer ®u
{Pomocny transformator) - 1
T4
PRIM: 230 VAC / 50Hz
= SEC: 19 VAC /50 Hz / 20 VA Gun start switch
PE2 2x0.2mm2 itko hofaku) B
M_m Operating board
AEK_802_018
id valve
(Ventil) x1 | |
ol Power board Y1 o] o] o] e o] o] |
[u] AEK_803_011 [
X3
[m]
BT Lo
X1 X2 C
10 x 28AWG
16 x 28AWG =
ol o e oo 2|ojo|r el o |
e o o 1oy
- _ _.........._
fosert Ll T
X10 X9 X1 X8 X5
D
[m;
L3
X112 X1
7T
AEK_804_012 E
2x0.75 mm2 Control board
0.5 mm2
2040 MIG | |
celkové zapojeni
Vykres: 00003-12-S
Zpracoval: Format: A3 [F
Ir Rozpiska: 00004-12-R |
Zmé
Jsen |oes: -
1 | 2 | 3 | 4 6 | 7 |
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1 I 2 I 3 I 4 5 I 6 I 7 I 8
Main switch ““ @ A
(Hlavni vypinag) Wire feed motor =
s1 Mot
3xzs5mmz m FE2 Rl i 2 x0.75 mm2
: 2x1.5mm2 ry transformer ®M ]
(Pomocny transformator) B B
FE1
T4
/7 PRIM: 230 VAC / 50Hz
SEC: 19 VAC/ 50 Hz / 20 VA Gun start switch
2x0.2mm2 (Tlacitko horaku) B
Operating board
AEK_802_018
Solenoid valve
(Ventil) X1 -
<o) Power board 2| ||| 0] 0] <] o] o] |
[m] AEK_803_011
X3 =}
= =0
x1 X2 C
10 x 28AWG
16 x 28AWG =
o o S L T L L s I
Fan CH 0 9 [
. i Tl T T
X7 X10 X9 X1 X8 i X5
B D
X2
[m;
L3
X12 X1
T
7 AEK_804_012 E
2 x 0.75 mm2 Control board
0.5 mm2
Nazev: 2080 I
celkové zapojeni
Vykres: 00003-12-8
Zpracoval: 00004-12-R Format: A3 F
DPS: -
1 | 2 3 | 4 6 [ 7 |
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Seznam ndhradnich dili / Zoznam ndhradnych dielov
List of spare parts / Ersatzteilliste / Lista czeSci zamiennych
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CZ - nahradni dily

kabel pfivodni 2040 MIG

ventilator 2040 komplet

vypinac 2x16A

ventil plynovy 24V s filtrem DC

plosny spoj AEK-803-011 - vykonova (2040)
plosny spoj AEK-803-012 - vykonova (2080)
plosny spoj AEK-804-012 - fidici

ovladaci transformator 2040 MIG - komplet
tlumivka 2040 MIG

plosny spoj AEK-802-018-ovladaci

knoflik pfistrojovy HF

madlo kovové cerné

kabel zemnici 2040 MIG

horak MB 15 AG (varianta s pevnym horakem)
posuv 2040 MIG (varianta s pevnym hordkem)
posuv 2040 MIG s euro-konektorem komplet
drzak civky plast 2040 MIG

pruzina tlacna k drzaku civky plast

madlo 20 cm plast

samolepka ¢elni panel 2040/2080 MIG

EN - spare parts

Supply cable for 2040 MIG

Fan for 2040 - complete

2x16A switch

Gas valve - 24V with DC filter

Printed circuit AEK-803-011 - power (2040)
Printed circuit AEK-803-012 - power (2080)
Printed circuit AEK-804-012 - controlling
Control transformer for 2040 MIG - complete
Impedance coil for 2040 MIG

Printed circuit AEK-802-018-control
Instrument knob HF

Black metal grab handle

Earthing cable for 2040 MIG

Torch for MB 15 AG (fixed torch version)

Feed mechanisms for 2040 MIG (fixed torch version)
Feed mechanisms for 2040MIG with euroconnector
Reel plastic holder for 2040 MIG
Compression spring for the reel plastic holder
20 cm plastic grab handle

Front panel sticker for 2040/2080 MIG

SK - nahradné diely

privodny kébel 2040 MIG

ventildtor 2040 komplet

vypinac 2x16A

ventil plynovy 24V s filtrom DC

plosny spoj AEK-803-011 — vykonové (2040)
plosny spoj AEK-803-012 — vykonové (2080)
plosny spoj AEK-804-012 - riadiace

ovladaci transformator 2040 MIG - komplet
timivka 2040MIG

plosny spoj AEK 802-018 ovladaci

spinac pristrojovy HF

madlo kovové cierne

kébel zemniaci 2040 MIG

horak MB 15 AG (varianta s pevnym horakom)
posuv 2040 MIG (varianta s pevnym hordkom)
posuv 2040 MIG s euro-konektorom komplet
drziak cievky plast 2040 MIG

pruzina pritlacna k drziaku cievky plast

madlo 20 cm plast

samolepka ¢elnd panel 2040/2080 MIG

DE - Ersatzteile

Stromversorgungskabel 2040 MIG

Ventilator 2040 MIG - komplett

Schalter 2x 16 A

Gasventil 24 V mit Filter DC

Leiterplatte AEK-803-011 - Leistungsplatte(2040)
Leiterplatte AEK-803-012 - Leistungsplatte(2080)
Leiterplatte AEK-804-012 - Steuerplatine
Steuertransformator 2040 MIG - komplett
Drosselspule 2040 MIG

Leiterplatte AEK-802-018 - Steuerplatine
Gerateknopf HF

Metallgriff schwarz

Erdungskabel 2040 MIG

Brenner MB 15 AG

Drahtzuschub 2040 MIG (fest Brenner Variante)
Drahtzuschub 2040 MIG Komplet mit Eurostecker
Kunststoffhalter fur Spule 2040 MIG
Druckfeder zum Kunststoffhalter fiir Spule
Griff 20 cm Kunststoff

Aufkleber vordere Blende 2040/2080 MIG

No.
11390
11371
30452
32717
11299
11848
11298
11389
11318
11300
30860
30731
11375
11392
11370
30735
30723
21040
30722
33160

No.
11390
11371
30452
32717
11299
11848
11298
11389
11318
11300
30860
30731
11375
11392
11370
30735
30723
21040
30722
33160
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PL - cze$ci zamienne

kabel zasilajacy 2040 MIG

wentylator 2040 komplet

wytacznik 2x16A

zawor gazowy 24V z filtrem DC

ptytka drukowana AEK-803-011 - sitowa (2040)
ptytka drukowana AEK-803-012 - sitowa (2080)
ptytka drukowana AEK-804-012 - sterujgca
transformator 2040 MIG - komplet

dtawik 2040 MIG

ptytka drukowana AEK-802-018-sterujaca

No.
11390
11371
30452
32717
11299
11848
11298
11389
11318
11300

10
11
12
13
14
14
15
16
17
18

PL - czesci zamienne

przycisk HF

uchwyt metalowy czarny

kabel masy 2040 MIG

palnik MB 15 AG (wariant z palnikiem statym)
posuw 2040 MIG (wariant z palnikiem statym)
posuw 2040 MIG z eurokonektorem komplet

uchwyt szpuli tworzywo 2040 MIG

sprezyna ttoczna do uchwytu szpuli tworzywo
uchwyt 20 cm tworzywo

nalepka panel czotowy 2040/2080 MIG

30860
30731
11375
11392
11370
30735
30723
21040
30722
33160
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CZ - Prirucka pro odstranéni zavad
UPOZORNENI: stroj mohou opravovat jen kvalifikovani a
pfislusné vyskoleni pracovnici!

RESENi PROBLEMU

Drat se nepohybuje nebo se zamotava v podavaci dratu

» Opotiebené podavaci kladky, zanesené vedeni dratu,
nebo $patny proudovy pravlak.

o Zkontrolujte podavaci kladku, jestli neni pfilis tésna
nebo volna.

e Zkontrolujte poddvaci kladku, jestli neni prili§ opotre-
bovana.

o Zkontrolujte, jestli neni zanesené vedeni dratu.

o Zkontrolujte, jestli neni tésny otvor v proudovém pr-
vlaku, nebo jestli neni pravlak uvolnény.

Indikator zapnuti stroje na ¢elnim panelu nesviti pfi za-

pnuti hlavniho vypinace.

» Stroj nema napdjeci napéti

e Zkontrolujte napajeci napéti pojistky v napdajecim ob-
vodu.

e Zkontrolujte napajeci napéti na kabelu a na zasuvce.

Stroj Spatné svaruje.

Svarovani je ovlivnéno nékolika faktory

e Zkontrolujte, jestli je podavani dratu pravidelné

¢ Nevhodné nastaveny svarovaci vykon stroje, nebo ko-
rekce napéti

e Zkontrolujte dokonalé uchyceni zemnici svérky, zda je
zemnici bod Cisty a zda neni poskozeny zemnici kabel

e Zkontrolujte, zda z hubice svafovaciho hofaku vychazi
ochranny plyn

¢ Napajeci napéti je pfilis malé, nebo pfilis velké

T

Sviti Zluty indikator pifehfati stroje.

Stroj je prehraty

e Zkontrolujte, zda nic nebrani volnému prichodu chla-
diciho vzduchu strojem

e Doslo k prekroceni zatéZovatele stroje; pockejte, az
indikator prehrati zhasne

¢ Napdjeci napéti je pfilis nizké nebo pfilis vysoké

z

SK - Prirucka pre odstraneni zavad
UPOZORNENIE: stroj mdZu opravovat iba kvalifikovany a
prislusne vyskoleni pracovnici!

RIESENIE PROBLEMOV

Drot sa nepohybuje alebo sa zamotava v podavaci drotu.

» Opotrebené podavacie kladky, zanesené vedenie dro-
tu alebo $patny prudovy prievlak.

o Skontrolujte podavaciu kladku, ¢i nie je prili§ tesna
alebo volna.

e Cinie je prili§ opotrebovana.

o Cinie je zanesené vedenie drotu.

e Cinie je tesny otvor v pridovom prievlaku alebo ¢i nie
je prievlak uvolneny.

Indikator zapnutia stroja na ¢elnom panely nesvieti pri
zapnuti hlavného vypinaca.

» Stroj nemad napdjacie napatie.

¢ skontrolujte napajacie poistky v napajacom obvode.
e Skontrolujte napajacie napatie na kabli a na zasuvke.

Stroj Spatne zvara.

» Zvaranie je ovplyvnené niekolkymi faktormi.

e Skontrolujte ¢i je podavanie drétu pravidelné.

e Nevhodne nastaveny zvaraci vykon stroja alebo ko-
rekcia napatia.

Skontrolujte dokonalé uchytenie zemniacej svorky, Ci
je zemniaci bod ¢isty a nie je poskodeny zemniaci ka-
bel.

Skontrolujte ¢i z hubice zvédracieho horaka vychddza
ochranny plyn.

¢ Napajacie napatie je prilis malé alebo prilis velké.

z

Svieti Zlty indikator prehriatia stroja.

» Stroj je prehriaty.

e Skontrolujte, ¢i ni¢ nebrani volnému priechodu chla-
diaceho vzduchu strojom.

¢ Doslo k prekroéeniu zataZovatela stroja, pockajte po-
kym indikdtor prehriatia zhasne.

e Napajacie napatie je prilis nizke alebo prilis vysoké.

<

EN - Troubleshooting and repair guide
IMPORTANT NOTE: Only qualified and properly trained
persons may repair the apparatus.

PROBLEM SOLVING

The wire does not move or is tangled in the wire feed

mechanism.

» Worn feed rollers, wire guide is clogged or current
drawing die is defective

e Check, if the feed roller is not too tight or too loosen
condition

e Check, if the feed roller is not worn

e Check, if the wire guide is not clogged

e Check, if the opening in the current drawing die is not
too tight or if the die is not loose

z

On the front panel, the control lamp for the apparatus

‘ON’ is not on at switching the apparatus on.

» No supply voltage

e Check the fuse supply voltage in the power supply
circuit

e Check the supply voltage on the cable and socket

Poor welding.

Welding process may be influenced by several effects

e Check for the regular wire feed

e Unsuitably adjusted welding output or voltage co-
rrection

e Check for proper gripping of the earthing clamp,
check for earthing point cleanliness or damaged
earthing cable

e Check, whether the shield gas comes out of the torch
nozzle

¢ Too low or too high supply voltage

T
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Yellow control lamp is on.

Overheated apparatus

e Check, if cooling air can pass freely through the appa-
ratus

e The apparatus (load factor) is overloaded; wait until
the yellow control lamp is off

e Too low or too high supply voltage

<

DE - Handbuch zur Fehlerbeseitigung
HINWEIS: Die Gerate kdnnen nur von qualifizierten und
entsprechend geschulten Fachkraften repariert werden!

PROBLEMLOSUNG

Der Draht bewegt sich nicht oder wickelt sich um den

Drahtzubringer.

» Verschlissene Zugrollen, verstopfte Drahtfiihrung
oder schlecht funktionierende Ziehdise.

o Uberpriifen Sie die Zugrolle, ob diese nicht zu fest
oder zu lose ist.

o Uberpriifen Sie die Zugrolle, ob diese nicht zu ver-
schlissen ist.

o Uberpriifen Sie die Drahtfiihrung, ob diese nicht vers-
topft ist.

o Uberpriifen Sie die Offnung der Ziehdiise, ob diese
nicht zu eng oder zu groR ist.

v

Betriebsanzeige des Gerdtes an der vorderen Blende

leuchtet beim Einschalten des Hauptschalters nicht.

» Das Gerat hat keine Versorgungsspannung

o Uberpriifen Sie die Sicherungen im Netzteil (Speise-
stromkreis).

o Uberpriifen Sie die Versorgungsspannung am Kabel
und an der Steckdose.

<

Das Gerat schweil3t schlecht.

» Das SchweiBen wird von mehreren Faktoren beein-
flusst.

o Uberpriifen Sie, ob der Drahtzuschub kontinuierlich
arbeitet.

e Falsch eingestellte SchweiBleistung des Gerates oder
falsche Spannungskorrektur.

o Uberpriifen Sie, ob die Erdungsklemme festsitzt, ob
der Erdungspunkt sauber und das Erdungskabel nicht
beschadigt ist.

o Uberpriifen Sie, ob aus der Diise des SchweiRbrenners
Schutzgas austritt.

e Die Versorgungsspannung ist zu klein oder zu groR.

Gelbe Anzeige Uberhitzung des Gerites leuchtet.

» Das Gerat ist Uberhitzt.

o Uberpriifen Sie, ob die Kiihlluft frei durch das Gerat
stromen kann.

e Der Belastungsfaktor des Gerates wurde Uberschri-
tten; warten Sie, bis die Anzeige Uberhitzung des
Gerates erlischt.

e Die Versorgungsspannung ist zu klein oder zu groR.
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PL - Podrecznik usuwania usterek
UWAGA: urzadzenie moze naprawiac tylko i wytgcznie
odpowiednio wykwalifikowany i wyszkolony pracownik!

ROZWIAZYWANIE PROBLEMOW

Drut nie porusza sie lub placze w podajniku drutu.

Zuzyte rolki podajace, zanieczyszczone prowadzenie

drutu lub niewtasciwa koricowka pradowa.

e Skontrolowac¢ rolke podajaca, czy nie jest za mocno
lub za stabo dociskana.

e Skontrolowac¢ rolke podajaca, czy nie jest za mocno
zuzyta.

e Skontrolowaé, czy nie jest zanieczyszczone prowadze-
nie drutu.

e Skontrolowad, czy nie jest za maty otwor koncowki
pradowej lub koricéwka nie jest poluzowana.

<

Kontrolka wtaczenia maszyny na panelu czotowym nie

Swieci po wiaczeniu wytacznika gtéwnego.

Maszyna jest bez napiecia zasilania

e Skontrolowa¢ napiecie zasilania bezpiecznika w
obwodzie zasilania.

e Skontrolowac napiecie zasilania na kablu i w gniazd-
ku.

v

Maszyna nieprawidtowo spawa.

Na spawanie ma wptyw kilka czynnikéw

e Skontrolowac, czy podawanie drutu jest ptynne

¢ Nieprawidtowo nastawiona moc spawania maszyny
lub korekta napiecia

e Skontrolowac¢ doskonate umocowanie zacisku masy,
czy punkt podtaczenia do masy jest czysty i czy nie jest
uszkodzony kabel masy

e Skontrolowac, czy z dyszy palnika spawalniczego wy-
chodzi gaz ochronny

¢ Napiecie zasilania jest za niskie lub za wysokie

<

Swieci z6fta kontrolka przegrzania maszyny.

Maszyna jest przegrzana.

e Skontrolowac, czy nic nie przeszkadza w swobodnym
przeptywie powietrza chtodzgcego przez maszyne

e Doszto do przekroczenia wspdtczynnika obcigzenia
maszyny; zaczekad na zgasniecie kontrolki przegrzania

¢ Napiecie zasilania jest za niskie lub za wysokie

<



Pozndmky / Poznamky / Note / Bemerkungen / Uwagi
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Osvédceni o jakosti a kompletnosti vyrobku

Osvedcenie o akosti a kompletnosti vyrobku / Testing certificate
Qualitétszertifikat des Produktes / Deklaracja Jakosci i Kompletnosci

Nazev a typ vyrobku 2040 MIG 2040 MIG EURO 2080 MIG EURO
Nazov a typ vyrobku |:| |:| |:|

Type

Bennenung und Typ |:| |:| |:|

Nazwa i rodzaj produktu

Vyrobni Cislo stroje: Vyrobni &islo PCB:
Vyrobné Eislo: Vyrobné ¢islo PCB:

Serial number: Serial number PCB:
Herstellungsnummer der Maschine: Herstellungsnummer PCB:
Numer produkcyjny maszyny: Numer produkcyjny PCB:
Vyrobce

Vyrobca

Producer

Produzent

Producent

Razitko OTK

Peciatka OTK

Stamp of Technical Control
Department

Stempel der technische
Kontrollabteilung
Pieczatka Kontroli Jakosci

Datum vyroby

Datum vyroby

Date of production
Datum der Produktion
Data produkcji

Kontroloval
Kontroloval
Inspected by
Gepriift von
Sprawdzit

Zéruénilist / Zaruény list / Warranty certificate / Garantieschein / Karta Gwarancyjna

Datum prodeje
Datum predaja
Date of sale

Verkaufsdatum
Data sprzedazy

Razitko a podpis prodejce
Peciatka a podpis predajca
Stamp and signature of seller
Stempel und Unterschrift

des Verkdufers

Pieczatka i podpis sprzedawcy
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Zaznam o provedeném servisnim zdkroku / Zaznam o prevedenom servisnom zdkroku
Repair note / Eintrag liber durchgefiihrten Serwceelngrlff

Datum prevzeti servisem
Datum prevzatia servisom
Date of take-over

Datum Ubernahme durch
Servisabteilung

Data odbioru przez serwis

Zapis o wykonaniu interwencji serwisow

Datum provedeni opravy

Datum prevzatia z opravy
Date of repair

Datum Durchfiihrung

der Reparatur

Data wykonania naprawy

Cislo reklam. protokolu
Cislo reklam. protokolu
Number of repair form
Nummer

des Reklamationsprotokoll
Numer protokotu reklamacyj

Podpis pracovnika

Podpis pracovnika
Signature of serviceman
Signature of serviceman
Unterschrift von Mitarbeiter
Podpis pracownika
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Vyrobce si vyhrazuje pravo na zménu.
Vyrobca si vyhradzuje pravo na zmenu.
The producer reserves the right to modification.
Hersteller behalten uns vor Recht fiir Anderung.
Producent zastrzega sobie prawo do zmian.



