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Visser toutes les vis du support bouteilles
Tighten all the screws of the gas bottle stand
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DESCRIPTION

Thank you for choosing our product! In order to take the most of your Mig welder please read the following
instructions carefully:

These welding are recommended to weld steel, stainless steel, aluminium and for the “"MIG Brazing” of high-tensile
strength steels with CuSi and CuAl wires (ideal for car body repairs). Its adjustment is easy and fast thanks to its

« synergic wire speed » function. They work on a 380V 3-phase power supply or 220V/380V 3-phase for the T1 GYS
auto DV and T3 GYS auto DV. The M1 GYS AUTO works on a 230V single phase power supply.

ELECTRICITY SUPPLY

The absorbed current (I1eff) is indicated on the device, for the maximum use conditions. Check that the power supply
and its protections (fuse and/or circuit breaker) are compatible with the current needed at use. In some countries, it
might be necessary to change the plug to allow the use at maximum conditions. The device must be placed in such way
that the power socket is always accessible.

- These welding, are supplied with a 16A plug of RS-015 CEE.

- The M1 GYS AUTO has to be connected to a 230 V (50Hz) earthed power supply with a a circuit breaker 16A and 1
differential 30mA.

- The T1 GYS auto, T3 GYS auto, T1 GYS auto DV and T3 GYS auto DV have to be connnected to a 380 V (50Hz) ear-
thed power supply with a a circuit breaker 10A and 1 differential 30mA. Do not use an extension cord which has a wire
section inferior to 2.5 mm2.

- For the T1 GYS auto DV and T3 GYS auto DV only, 220V 3-phase power supply:

this device is pre-built in 380V three-phase. If your electrical installation is in 220V 3-phase, you have to modify the
connection on the terminal board. This modification has to be realized by a competent person. (see the electrical dia-

gram at the end of the manual)

CONTROLS AND FEATURES (FIG 1 & 2)

1- switch On-Off

2- 7 positions power adjustement switch : aloows adjust-
ment of the welding voltage at the generator output. The
adjustment of the output voltage is proportional to the
thickness of the material to weld. (refer to page 6)

3- welding settings adjustement keyboard (manual or
automatic mode)

4- European standard torch coupling

5- spool on gun coupling command

6- thermal protection light : informs when a short break
is necessary following intensive use.

7- torch support

9- out earth cable for TIGYS and M1GYS AUTO, earth
cable with a 200A clamp for T3GYS

10- gas bottles support (max 1 bottle 4m3 for M1GYS
AUTO and max 2 bottles 4m3 for T1GYS, T3GYS).

11- fastening chain for bottles

12- reel sopport 200/300 mm

13- solenoid valve torch 1

14- torch cable support

T3GYS:

15- reel support 200 mm

16- solenoid valve torch 2

17- solenoid vavle for spool gun

8- supply cable (2m M1GYS AUTO, 3m T1GYS, 6m
T3GYS).

SEMI-AUTOMATIC WELDING FOR STEEL/STAINLESS STEEL (MAG MODE)(FIG 2)

These welding can weld 0.6/0.8 and 1.0mm steel and stainless steel wires (fig 2A). The device is capable of working
with @ 0.8 mm steel wire (contact tube @ 0.8, roller @ 0.6/0.8 and @ 0.8/1.0). If you need to use @ 0.6mm wire, you will
have to change the contact tube, and ensure that the reversible rollers in the wire feeder are posititioned correctly (so
that the writing that states “0.6mm” is visible when in place). For Steel or Stainless Steel, you will need to use specific
gas - Argon + CO2 (Ar + CO2). The proportion of CO2 will vary depending on usage. The gas flow in steel is between 8
and 12L / min depending on the environment and experience of the welder. For the specific requirements, seek advice
from your gas distributor.

SEMI-AUTOMATIC WELDING FOR ALUMINIUM (FIG 2)

These welding can weld 0.8 and 1mm aluminium wires (fig 2B).

To weld aluminium, neutral gas “pure argon” (AR) is required. When choosing gas, ask a gas distributor for advice.
The gas flow in aluminium should be between 15 and 25 L / min depending on the environment and experience of the
welder.

Things to note when welding with Aluminium:

-Set the pressure rollers of the wire feeder on the wire at the minimum pressure so as not to pinch the wire

- Remove the capillary tube before connecting the aluminium torch

- When welding aluminium use a special aluminium torch with Teflon sheath to reduce friction. Do not cut the sheath
near the connector! It is used to guide the wire from the rollers. (diagram 3-B )

11
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- Contact Tip: Use a contact tip SPECIAL aluminium corresponding to the diameter of the wire.
- Contact Tip: Use the specific Aluminium contact tip corresponding to the diameter of the wire.

SEMI-AUTOMATIC BRAZING WELDING FOR HIGH-TENSILE STRENGTH STEELS

These welding are recommended by car manufacturers to braze-weld high-tensile strength plates with a cuprosilicium
CusI3 wire or cuproaluminium CuAlI8 wire (@ 0.8 mm and @ 1 mm). The welder must use a neutral gas: pure argon (Ar).
For specific gas requirements, seek advice from your gas distributor. The gas flow required s between 15 and 25 L / min.

GAS CONNECTION (FIG 3)

Connect the manometer (flowmeter) to the gas bottle (manometer not supplied with the product).For use with one
or two bottles of gas.

To connect two bottles of gas to three torches, split the pipe into 3 pieces and attach a 3-way “Y” connector. (fig 3-C)
To link a single bottle of gas with 3 torches, cut the pipe into 4 pieces and attach two 3-way “Y” connectors.

Connect each bottle to the solenoid valves in the following order:

-T1 solenoid valve to the top left (fig 3B:13)

-Spool gun solenoid to the top right (fig 3B:17)

-T3 solenoid valve to the bottom (fig 3B:16)

To avoid any gas leaks, always use the collars supplied with the product.

PROCESS OF REELS AND TORCHES ASSEMBLY (FIG 4)

Open the device trapdoor.

- Place the reel on the driving pin (fig 4:2) of the reel support.

- Adjust the reel brake (fig 4:3) to avoid the reel inertia tangling the wire when welding stops. In general, do not tighten
too much!

- The electrical roller (fig 4:4) is a double groove roller (0,6/ 0,8 and 0,8/1). The indication on the visible side of the
roller is the diameter in use. For a 0,8 wire, use the 0,8 groove.

- For the first use:

- Release the fixing screw of the wire guide.

To set the adjusting knob of the pressing rollers (fig 4:5), proceed as follow: loosen the knob fully, start the motor by
pressing the torch trigger, tighten the adjustment knob whilst pressing the trigger. Bend the wire where it comes out of
the nozzle and hold it in place to stop its progress. The setting is correct when the guide roller slides over the wire even
when it is blocked at the end of the torch. A common adjustment is the rollers command (fig 4:5) on the scale 3 for steel

and 2 for aluminium.Nb: for the aluminium wire put a minimum pressure in order not to crush the wire.

CHOICE OF REELS
possible settings:

type fil T(T)1r,$2311 Torche 2 Spogggun Gaz
@ 300
acier @ 200 X X argon
@ 100 X -
. @ 200 X X COo2
inox
@ 100 X
cusi3 | @200 X X
CuAi8 | @200 X X
Alu @ 300 x* argon
AIMg5 | @ 200 X* X* pur
AlSi5 @100
AlSi12 @100

CuSi3: Recommandation OPEL & MERCEDES
CuAl8: Recommandation Peugeot/Citroén/Renault
AlSi12: Recommendation for automotive aluminium from metal sheet of 0,6mm to 1,5 mm of thickness.

* Consider Teflon sheath and special aluminium contact tip
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«MANUAL>» MODE (FIG 5)
1-welding mode choice:

- Normal (2T): standard two-stage welding 5- Synergic mode: position the potentiometer (2) in the
- Delay: intermittent welding modes for an optimised middle of the «optimal synergic» zone. In this mode, the
operating procedure. device determines the optimal wire speed according to 3
- Spot:spotwelding with ajustable spot diameter parameters:

- Voltage
2- Wire speed settings: wire speed fitting potentiometer. - Wire diameter
The speed varies from 1 to 15L/minute. - The power mode.

It's possible to adjust the wire speed +/-.
3- Spot/delay potentiometer fitting In position Normal(2T), 2 modes are proposed to ease

the settings of the device: Manual or Synergic.
4- Manual mode: In manual mode, the wire speed is
determinated by the user by adjusting the potentiometer

(2).
«MANUAL>» MODE (FIG 5)

To set your device, proceed as follow:

- Choose the welding voltage using the 7 positions switch

Example: position 1 for 0,6mm metal sheets and position 7 for 4 mm metal sheets.
- Adjust the wire speed with the potentiometer(2).

Advice:

The wire speed adjustment is often determinated « with the noise »: the arc must be stable and have a low
crackling. If the speed is too low, the arc is not continuous. If the speed is too high, the arc crackles and the wire
pushes back the torch.

«SYNERGIC» MODE (FIG 5)

This function will set the wire speed automatically.

For this:

Position the wire speed potentiometer (2) in the middle of the« Optimal synergic » zone.

-Select:

-The wire type (5)

-The wire diameter (5) The power mode (7 position switch), to select the right position in accordance with the thic-
kness of the part to weld, please refer to the table (fig 6)

From this combination, they determines the optimal wire speed and the device is ready to weld. It is also possible
to adjust the wire speed if necessary by adjusting potentiometer (2) + or — manually. A memory of the last welding
configuration is done (wire diameter, wire type, mode).

GAS choice (only for steel welding) :

In synergic mode, it's determines the welding settings in accordance with the gas used. By default, in steel welding
the machine is set in « Argon + CO2 ».

To change the gas and set the machine in C02 mode or come back in Argon + CO2 mode, process as explained:
1-Press « Type » for 5 seconds until the keyboard switches off the release.

2-Within 5 seconds, choose the required setting with the key « choose mode ».

-Normal (2T) => Argon + CO2 (default setting)

-Delay => CO2 100%

3-The confirmation is done either by the « Type » key, or by waiting for 5 seconds.

4-Once confirmed, the machine reverts to the normal functioning mode but the modification is registered even when
the machines is switched off.

SPOT MODE (FIG 5)
This function allows spot welding. To adjust the length of each spot, use the potentiometer (3).

DELAY MODE (FIG 5)

Allows intermittent welding, the delay can be adjusted through the potentiometer (3).
This function allows welding very thin steel or aluminium metal sheet, limiting the risk of piercing and distortion
(especially for aluminium welding).
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SPOOL GUN (OPTION)

Spool gun description and functionning

- The spool on gun torch must be installed on the torch T1 connector.

- The spool on gun works either in « Manual » mode or either in « Synergic » mode.

- In « manual » or « Synergic » mode, only the wire speed adjustment knob on the torch (4) is active (the wire speed
potentiometer of the device is not active).

-« Synergic » mode:

-Place the wire speed knob on the torch (4) at the middle of its area then adjust if necessary.

-For more information on the « Synergic » mode, refer to page 9.

1- Hood Opening/closing knob

2- Reel holding nut

3- Reel locknut (do not tighten too much)
4- Rollers tension adjusting screw

5- Wire speed adjusting knob

Assembly process

Reel :

- Open the hood (1)

- Remove the reel holding nut (2) (NB. : no reversed screw)

- Tighten the locknut (3) to bulge the reel axis (do not tighten too much)

- Insert the reel-To insert the wire in the rollers, apply pressure on the «roller tension setting screw »

Torch:

- Pull out the wire of the T1 torch in winding up the reel.

- Pull out the T1 torch

- Plug the power connector of the spool on gun on the T1 connector.

- Plug the control connector of the spool gun-Place the switch on T1 position.

FACTEUR DE MARCHEDUTY CYCLE AND WELDING ENVIRONMENT

- The welding unit describes an output characteristic of «constant current» type. The duty cycles following the norm
EN60974-1 (at 40°C on a 10mn cycle) are indicated in the table here below:

X/60974- 60%(T cycle=10min) 100%(T cycle=10min)
1a40°C(T

cycle=10min)

T1 GYS AUTO 25% a 150A 110A 90A

T3 GYS AUTO 25% a 150A 110A 90A

M1 GYS AUTO 15% a 140A 80A 60A

Note: The warming test was done at room temperature and the duty cycle at 40°C were determinated by simulation.

- These are A-class devices. They are designed to be used in an industrial or professional environment. In a different
environment, it can be difficult to ensure electromagnetic compatibility, due to conducted disturbances as well as
radiation.

- This device complies with IEC 61000-3-12, provided that the power of the short-circuit Ssc is equal to or greater
than 1.8MVA at the interface between the machine and the mains power network. It is the responsibility of the instal-
ler or user of the equipment to ensure if necessary by consulting the operator of the mains electricity, that the equip-
ment is only connected to a power supply where the power of short-circuit ssc is equal to or greater than 1.8MVA.

ADVICE AND THERMAL PROTECTION

- Respect the basic rules of welding.

- Leave the air holes of the device open to allow air circulation.

- Leave the device plugged after welding to allow its cooling.

- Thermal protection: The light turns on and the cooling duration is a couple of minute according to the area

temperature.
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@ DECLARATION DE CONFORMITE

Gys atteste que les postes de soudure M1, T1 et T3 GYS AUTO sont fabriqués conformément aux exigences des direc-
tives Basse tension 2006/95/CE du 12/12/2006, et aux directives CEM 2004/108/CE du 15/12/2004. Cette conformité

est établie par le respect des normes harmonisées EN60974-1 de 2005, EN 50445 de 2008, EN 60974-10 de 2007. Le
marquage CE a été apposé en 2013.

@ DECLARATION OF CONFORMITY

The equipment described on this manual is conform to the instructions of low voltage 2006/95/CE of 12/12/2006, and
the instructions of CEM 2004/108/CE of the 15/12/2004. This conformity respects the standards EN60974-1 of 2005,
EN 50445 de 2008, EN60974-10 of 2007. CE marking was added in 2013.

@ KONFORMITATSERKLARUNG

GYS erklart, dass die synergisch geregelten SchweiBanlagen M1, T1 und T3 GYS AUTO richtlinienkonform mit fol-
genden europaischen Bestimmungen hergestellt wurden: Niederspannungsrichtlinie 2006/95/CE —12.12.2006 und
EMV- Richtlinien 2004/108/CE — 15.12.2004 elektromagnetische Vertraglichkeit- hergestellt wurden. Diese Gerdte

stimmen mit den harmonisierten Normen EN60974-1 von 2005, EN 50445 von 2008, EN60974-10 von 2007 Uberein.
CE Kennzeichnung: 2013

@ DECLARACION DE CONFORMIDAD

Gys certifica que los aparatos de soldadura M1, T1 y T3 GYS AUTO son fabricados en conformidad con las direc-
tivas baja tension 2006/95/CE del 12/12/2006, y las directivas compatibilidad electromecénica 2004/108/CE del

15/12/2004. Esta conformidad esta establecida por el respeto a las normas EN60974-1 de 2005, EN 50445 de 2008,
EN 60974-10 de 2007.

El marcado CE fue fijado en 2013.
@ AEKJIAPALIMA O COOTBETCTBUM

Gys 3aaBnseT, 4To cBapoyHble annapatbl M1, T1 n T3 GYS AUTO npou3BeaeHbl B COOTBETCTBMM C ANPEKTMBAMM
EBpocoto3a 2006/95/CE o H13koM HanpshkeHnum oT 12/12/2006, a Takxke ¢ anpektneamm CEM 2004/108/CE ot

15/12/2004. [JaHHOe COOTBETCTBUE YCTAHOB/IEHO B COOTBETCTBMM C COrflacoBaHHbIMM HopMammn EN60974-1 2005 r, EN
50445 2008 r, EN 60974-10 2007 r. Mapkuposka EC HaHeceHHa B 2013 1.

01/05/2013 Nicolas BOUYGUES

Société GYS Président Directeur Général
134 BD des Loges

23941 v Moservcu g .
Saint-Berthevin o
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CONDITION DE GARANTIE FRANCE

La garantie n’est valable que si le bon a été correctement rempli par le vendeur. La garantie couvre tout défaut ou
vice de fabrication pendant 1 an, a compter de la date d'achat (piéces et main d’ceuvre). La garantie ne couvre pas
les erreurs de tension, incidents dus a un mauvais usage, chute, démontage ou toute autre avarie due au transport.
La garantie ne couvre pas l'usure normale des piéces (Ex. : cables, pinces, etc.). En cas de panne, retournez |'appa-
reil a la société GYS (port dii refusé), en y joignant : Le présent certificat de garantie validé par le vendeur Une note
explicative de la panne. Aprés la garantie, notre SAV assure les réparations aprés acceptation d'un devis.

HERSTELLERGARANTIE

Die Garantieleistung des Herstellers erfolgt ausschlieBlich bei Fabrikations- oder Materialfehlern, die binnen 12 Monate
nach Kauf angezeigt werden (Nachweis Kaufbeleg). Nach Anerkenntnis des Garantieanspruchs durch den Hersteller
bzw. seines Beauftragten erfolgen eine fiir den Kaufer kostenlose Reparatur und ein kostenloser Ersatz von Ersatztei-
len. Der Garantiezeitraum bleibt aufgrund erfolgter Garantieleistungen unverandert. Ausschluss: Die Garantieleistung
erfolgt nicht bei Defekten, die durch unsachgemdBen Gebrauch, Sturz oder harte Sté8e sowie durch nicht autorisierte
Reparaturen oder durch Transportschaden, die infolge des Einsendens zur Reparatur, hervorgerufen worden sind.
Keine Garantie wird fiir VerschleiBteile (z. B. Kabel, Klemmen, Vorsatzscheiben etc.) sowie bei Gebrauchsspuren (iber-
nommen. Das betreffende Gerat bitte immer mit Kaufbeleg und kurzer Fehlerbeschreibung ausschlieBlich Giber den
Fachhandel einschicken. Die Reparatur erfolgt erst nach Erhalt einer schriftlichen Akzeptanz (Unterschrift) des zuvor
vorgelegten Kostenvoranschlags durch den Besteller. Im Fall einer Garantieleistung tragt GYS ausschlieBlich die Kosten
fur den Riickversand an den Fachhéndler.
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ACCESSOIRES/ACCESORIES/ZUBEHOR/ACCESORIOS/AKCECCYAPBI

x1
x1 X2 x1 x10 x3 -
)
o _. - PP
M1 GYS AUTO / T1 GYS AUTO / T3 GYS AUTO
21009 2200 300 06-10
, 086593 (20.6) | 086111 (00.6) | 086166 (20.6) 041905 (20.6)
Acier/Steel/Stahl | 486609 (508) | 086128 (208) | 086227 (00.8) 041912 (20.8)
i 041424
Inox/Stainless/ | occ16 008) | 086326 (00.8) - 042353 (20.6/0.8) 041592 (150A - 3m) 30L/min
Edelstahl 042360 (20.8/1.0) | (20.6/0.8 - 3m) 041515 008 | oatars | 041622 (FR)
Cusi3 086692 (20.8) | 086647 (20.8) - @08) 831?118 ELDJIS
CuAl8 - 086661 (20.8) -
Alu (AIMg5) | 086548 (20.8) | 086555 (20.8) - 042377 (20.8/1.0) (g%“glf’é’fm (lgg/i“_%zm) 041059 (20.8)
Alu (AISi5) 086685 (0.8)
Alu (AISi12) 086678 (0.8)

Torche MB15 (150A)
Bombe antiperle
/Anti-spatter spray

Ref. 041806
Spool Gun
Ref. 041486
Coffret accessoires Ref. 043787
/ Accessories box 250A-3m
Ref. 041226 25mm?2
Couverture antichaleur
GYSMATIC9/13 /Heat cover
Ref. 043909 Ref. 050204
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MAINTENANCE

¢ Maintenance should only be carried out by a qualified person.

« Ensure the machine is unplugged, and that the ventilator inside has stopped before carrying out maintenance work.
(DANGER High Voltage and Currents).

« JBDC recommends removing the steel cover 2 or 3 times a year to remove any excess dust. Take this opportunity to
have the electrical connections checked by a qualified person with an insulated tool.

» Regularly check the condition of the power supply cord. If damaged, it will need to be replaced by the manufacturer,
its’ after sales service or a qualified person.

¢ Ensure the ventilation holes of the device are not blocked to allow adequate air circulation.

» Before each use, check the state of welding cables of the torch and earth clamp (The conductive metal should not be
exposed).

SAFETY

Arc welding can be dangerous and can cause serious and even fatal injuries.
Protect yourself and others. Ensure the following safety precautions are taken:

Arc radiation: Protect yourself with a helmet fitted with filters in compliance with EN169 or
EN 379.
Rain, steam, damp: Use your welding unit in a clean/dry environment (pollution factor < 3), on a

flat surface, and more than one meter from the welding work-piece. Do not use
in rain or snow.

Electric choc: This device must only be used with an earthed power supply, single-phase or
three-phase depending on model. Do not touch the parts under high voltage.
Check that the power supply is suitable for this unit.

Falls: Do not place/carry the unit over people or objects.

Burns: Wear protective (fire-proof) clothing (cotton, overalls or jeans).
Wear protective gloves and a fire-proof apron.
Ensure other people keep a safe distance from the work area and do not look
directly at the welding arc.
Protect others by installing fire-proof protection walls.

Fire risks: Remove all flammable products from the work area. Do not work in presence
of flammable gases.

Fumes: Do not inhale welding gases and fumes. Use the device in a well ventilated
environment, with artificial extraction if welding indoors.

Additional Precautions: Any welding operation undertaken in.....

- rooms where there is an increased risk of electric shocks,

- Poorly ventilated rooms,

- In the presence of flammable or explosive material,

Use should always be approved by a «responsible expert», and made in
presence of people trained to intervene in case of emergency.

Technical protection as described in the Technical Specification CEI/IEC 62081
must be implemented. Welding in raised positions should not be undertaken,
except in case of safety platforms use.

People wearing Pacemakers are advised to see their doctor before using this device.
People wearing Pacemakers are advised not to use this machine, however if necessary, please
seek medical advice prior to use.

Do not use the welding unit to unfreeze pipes.

Handle gas bottles with care - there is increased danger if the bottle or its valve are damaged.
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RECOMMENDATION TO REDUCE ELECTRO-MAGNETIC EMISSIONS

General

The user is responsible for installing and using the arc welding equipment according to the manufacturer’s
instructions. If electromagnetic disturbances are detected, then it shall be the responsibility of the user of the arc
welding equipment to resolve the situation with the technical assistance of the manufacturer.

Evaluation of the welding area

Before installing arc welding equipment the user shall make an assessment of potential electromagnetic problems in
the surrounding area

a. Other wiring, control cables, tephones and communication cables; above, below and adjacent to the welding
machine

b. Radio and television transmitters and receivers

c. Computer and other control equipment

d. Equipment critical for safety purposes such as safety checks of industrial equipment

e. The health of persons in the vincity, for example persons who wear pacemakers and hearing aids

f. Equipment used for calibration or measurements

g. The immunity of other equipment in which the equipment is to be used. The user must ensure that other
equipment used in the same placet is compatible. This may require additional protection measures

h. The time of day when welding or other activities are carried out

i. The size of the area to be considered will depend on the structure of the building and any other processes in the
area. The surrounding area may extend beyond the boundaries of the buildings.

Recommendation to reduce electro-magnetic emission

a. Mains power supply: the equipment must be connected to the power mains as specified in the Manufacturer’s
instructions. If interference occurs, additional precautions suchas filtering of the mains supply may be required. The
supply cable in the welding machine’s permanent installations may have to be screened in metal conduits or similar.
The screening should be electrically continous for the entire lengh of the cable. It should also beconnect to the
welding machine with a good electrical contact between the metal conduit and the casing.

b. Welding cables: The welding cables should be kept as short as possible and should be positioned close together,
running at or close to the floor level.

¢. Protection and reinforcement: Selective screening and shielding of other cables and equipment in the surrounding
area may alleviate problems of interference. Screening of the entire welding area may be considered for special
applications

d. Connect the earth directly to the metal piece to be welded: Where necessary, the connection of the workpiece to
earth should be made by a direct connection to the workpiece, but in some countries where direct connection is not
permitted, the bonding should be achieved by suitable capacitance, selected according to national regulations.
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TROUBLESHOOTING
Anomalies
The machine does not deliver any

current and the thermal overload
indicator lamp lights up.

Causes

The welder thermal protection has
turned on.

Remedies

Wait for the end of the cooling time,
around 2 minutes. The indicator
lamp turns off.

The display is on but the device
does not deliver any current.

The cable of the earth clamp or
electrode holder is not connected to
the welder.

Check the connections.

(Y]
= o
<z't Imhheanmtjhgnu?ﬁte';Z[é;nduyn?ﬁspm The welding unit is not correctly Check the plug and the earth of
s y o g uni connected to the earth. your electrical network.
body, you feel tingling sensation.
. . . The cable of the earth clamp or
The display IS on but the device electrode holder is not connected to | Check the connections.
does not deliver any current.
the welder.
. . The input voltage is outside of o .
?/r\llgiecgtesstja_rpng up, the display the range (230V + 15% for single Ic-ir?(;/éek'g;e electrical installation
) phase or 400V + 15% for 3-phase). ’
Use a tungsten electrode with the
adequate size
Default coming from the tungsten
Instable arc electrode Use a well prepared tungsten
electrode
Too important gas flow rate Reduce gas flow rate
E Welding zone Erotect welding zone against air
OowWs

The tungsten electrode gets oxidised
and tern at the end of welding.

Default coming from post-gas or the
gas has been stopped prematurely.

Check and tighten all gas
connections. Wait until the electrode
cools down before stopping the gas.

The electrode melts

Polarity error

Check that the earth clamp is really
connected to +




MIG-MAG

&

TROUBLESHOOTING

Symptoms

The welding wire speed is not
constant.

Reasons

Cracklings block up the opening.

Solutions

Clean out the contact batch or change
it and replace the anti-adherence
product. Ref.041806

The wire skids in the rollers.

Control the roller pressure or replace
it.

Wire diameter non-consonant with
roller.

Covering Wire guide in the torch non-
consonant.

The unwinding motor doesn't operate.

Reel or roller brake too tight.

Release the brake and rollers.

Electrical supply problem.

Check that the running button is on
the position on.

Bad wire unwinding.

Covering wire guide dirty or damaged.

Clean or replace

Reel brake too tight

Release the brake

No welding current

Bad connection to the main supply.

See the branch connection and look if
the plug is fed by 3 phases.

Bad earth connection.

Control the earth cable (connection
and clamp condition).

Power contactor inoperative.

Control the torch trigger.

The wire rubs down after the rollers.

Covering wire guide crushed.

Check the covering and torch body.

Locking of the wire in the torch

Clean or replace.

No capillary tube.

Check the presence of capillary tube.

Wire speed too fast

Reduce the wire speed

The welding cord is porous

The gas flow rate is not sufficient.

Adjusting flow range 15 to 20 L / min.
Clean the working metal.

Gas bottle empty.

Replace it.

Gas quality non-satisfying.

Replace it.

Air flow or wind influence.

Avert air blast, protect welding area.

Gas nozzle too full.

Clean or replace the gas nozzle.

Bad wire quality.

Use adapted WIRE for MIG-MAG
welding.

Surface to weld in bad condtion. (rust,
etc, ...)

Clean the working parts before
welding.

Very important flashing particules.

Arc voltage too low or too high.

See welding settings.

Bad earth connection.

Check and place the earth cable to
have a better connection.

Protecting gas insufficient.

Adjust the gas flow.

No gas at the torch output.

Bad gas connection.

See if the gas coupling beside the
engine is well connected. Check the
flowmeter and the solenoid valves.

Pas de gaz en sortie de torche.

Mauvaise connexion du gaz.

Voir si le raccordement du gaz a coté
du moteur est bien connecté. Vérifier
le manomeétre et les électro-vannes.
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A Ampéres - Amps - Ampere - Amperios - AMnep
\" Volt - Volt - Volt - Voltios - BonbT
Hz Hertz - Hertz - Hertz - Hertz - l'epy,

Soudage MIG/MAG (MIG: Metal Inert Gas / MAG: Metal Active Gas) - MIG/MAG Welding (MIG: Metal Inert Gas

/ MAG: Metal Active Gas) - MIG/MAG SchweiBen (MIG: Metal Inert Gas/ MAG: Metal Active Gas) - Soldadura
MIG/MAG (MIG: Metal Inert Gas / MAG: Metal Active Gas) - MNonyasTomaTnyeckas ceapka MIG/MAG (MIG: Metal
Inert Gas / MAG: Metal Active Gas)

Soudage a I'électrode enrobée (MMA — Manual Metal Arc) - Electrode welding (MMA — Manual Metal Arc) -
SchweiBen mit umhiillter Elektrode (E-HandschweiBen) - Soldadura con electrodos revestidos - PyuHas gyrosas
cBapka

Soudage TIG (Tungsten Inert Gaz) - TIG welding (Tungsten Inert Gas) - TIG (WIG) SchweiBen (Tungsten Inert
Gas) - Soldadura TIG (Tungsten Inert Gas) - Ceapka TIG (Tungsten Inert Gas)

Convient au soudage dans un environnement avec risque accru de choc électrique. La source de courant elle-
méme ne doit toutefois pas étre placée dans de tels locaux. - Adapted for welding in environment with increased
risks of electrical shock. However, the welding source must not be placed in such places. - S-Zeichen: Das
SchweiBen unter beengten Verhaltnissen ist mit diesen SchweiBgeraten zugelassen.- Adaptado a la soldadura en
un entorno que comprende riesgos de choque eléctrico. La fuente de corriente ella misma no debe estar situada
dentro de tal locales. - AganTupoBaH Ansi CBapku B Cpeae C NOBbILWEHHbIM PUCKOM 31eKTpoLloka. OaHako cam
WCTOYHMK NUTaHMS HE AO/MKEH ObITb PacnosfioXeH B TakUX MecTax.

Protégé contre I'accés aux parties dangereuses avec un doigt, et contre les chutes verticales de gouttes d'eau. -
Protected against rain and against fingers access to dangerous parts. - Schutz gegen Berlihrung mit den Fingern
und mittelgroBe Fremdkdrper, Schutz gegen Tropfwasser. - Protegido contra el acceso a las partes peligrosas con
los dedos, y contra las caidas verticales de gotas de agua. - AnnapaT 3alMLIeH OT AOCTYNa pyK B ONacHbI€ 30HbI
W OT BEPTUKASIbHOMO NajeHus kanenb Boabl CBapka Ha NOCTOSHHOM TOKe.

IP23

Protégé contre I'accés aux parties dangereuses des corps solides de diam>12,5mm et chute d’eau (30%
horizontal) - Protected against access to dangerous parts by any solid body which @ > 12,5mm and against
water falls (30% horizontal) - Gegen Eindringen von Kérpern mit einem Durchmesser> 12,5mm und gegen
Spriihwasser geschitzt (Einfallwinkel 30% horizontal) - Protegido contra el acceso a las partidas peligrosas
de cuerpos solidos de diametro >12.5mm vy las caidas de agua (30% horizontal) - 3awuileH NpoTMB AoCTyna
TBEpAbIX Ten agnaMeTpoM >12,5MM k onacHbIM yacTtam m ot Boabl (30% ropusoHT.)

Courant de soudage continu - Welding direct current - GleichschweiBstrom - La corriente de soldadura es
continua - CBapka Ha NOCTOSHHOM TOKe

e

Courant de soudage altérnatif - Welding alternative current - WechselstromschweiBen - Corriente de soldadura
alterna - MNepeMeHHbIi CBApOYHBIN TOK

so?go Hz DD

Alimentation électrique triphasée 50 ou 60Hz. - Three-phase power supply 50 or60Hz. - Dreiphasige Netzver-
sorgung mit 50 oder 60Hz. - Alimentacion eléctrica monofasica 50 o 60Hz. - TpexdasHoe HanpskeHue 50 nunu
60ry,.

sojgo Hz DD

Alimentation électrique monophasée 50 ou 60Hz - Single phase power supply 50 or 60Hz - Einphasige
Netzversorgung mit 50 oder 60Hz - Alimentacion eléctrica monofasica 50 o 60 Hz - OgHodasHoe HanpsxeHne
50 nnun 60Iy

Tension assignée a vide. - Rated no-load voltage. - Leerlaufspannung. - Tensién asignada de vacio. -

uo HanpsbxeHne xonocToro xoza.
Ul Tension assignée d‘alimentation - rated supply voltage - Netzspannung - Tension de la red - HanpsixeHne cetu
Courant d'alimentation assigné maximal (valeur efficace) - Rated maximum supply current (effective value)
Ilmax - Maximaler Versorgungsstrom (Effektivwert) - Corriente maxima de alimentacion de la red - MakcMManbHbIi
ceTeBon TOK (3chdeKTMBHAS MOLLHOCTb)
I1eff Courant d'alimentation effectif maximal - Maximum effective supply current - Maximaler tatsachlicher
Versorgungsstrom - Corriente de alimentacion efectiva maxima - MakcuManbHbivi 3deKTUBHLIN CETEBON TOK
L'appareil respecte la norme EN60974-1 - The device complies with EN60974-1 standard relative to welding
ENG60 974-1 | units - Das Gerat entspricht der Norm EN60974-1 fiir SchweiBgerate - El aparato esta conforme a la norma
EN60974-1 referente a los aparatos de soldadura - AnnapaT cooTBETCTBYET eBponeiickoin HopMe EN60974-1
3~—D — | Transformateur-redresseur triphasée. - Three-phase converter-rectifier. - Dreiphasiger Trafo/Frequenzumwandler.
- Transformador-rectificador trifasico. - TpexcdasHblii HBEPTOP, C TPaHChOpMaLUMel U BbINPSMIEHWEM.
1~ Transformateur-redresseur monophasé. - Rectifier-Single-phase converter - Einphasiger Trafo/Frequenzumwan-
dler - Transformador-rectificador monofasico - oaHOMasHbIN MHBEPTOP, C TPaHCHOPMaLMEN U BbINPSAMIEHUEM.
Facteur de marche selon la norme EN 60974-1 (10 minutes — 40°C). - Duty cycle according to the standar EN
X(40°C) 60974-1 (10 minutes — 40°C). - Einschaltdauer gemas EN 60974-1 (10 Minuten — 40°C). - Factor de marcha

segulin la norma EN 60974-1 (10 minutos — 40°C). - MB% no HopMe EN 60974-1 (10 MuHyT — 40°C).

o4

12: courant de soudage conventionnnel correspondant. - 12: corresponding conventional welding current. - I2:
entsprechender SchweiBstrom. - 12: Corrientes correspondientes. - I2: Toku, COOTBETCTBYtOLME X*
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0[]

U2: Tensions conventionnelles en charges correspondantes. - U2: conventional voltages in corresponding
load. - U2: entsprechende Arbeitsspannung. - U2: Tensiones convencionales en carga. - U2: cooTBeTCTBylOLMNE
CBapOYHble HanpshkeHus*,

Appareil conforme aux directives européennes. - The device complies with European Directive. - Gerat entspricht
europaischen Richtlinien. - El aparato esta conforme a las normas europeas. - YCTPOIUCTBO COOTBETCTBYET
€BpOnencKnM HopMaM.

Conforme aux normes GOST (Russie). - Conform to standards GOST / PCT (Russia). - in Ubereinstimmung mit
der Norm GOST/PCT. - Conforme a la normas GOST (PCT) (Rusia). - MpoayKT cOOTBETCTBYET CTaHAapTy Poccun
(PCT).

L'arc électrique produit des rayons dangereux pour les yeux et la peau (protégez-vous !). - The electric arc pro-

duces dangerous rays for eyes and skin (protect yourself !). - Der elektrische Lichtbogen verursacht Strahlungen
auf Augen und Haut (Schiitzen Sie sich !). - El arco produce rayos peligrosos para los ojos y la piel (i Protéjase

1). - DnekTpuyeckas ayra Npon3BOAUT OMacHble JTy4n Ans rnas u Koxu (3awmutute cebsa!). - BHumaHue! CBapka

MOXET BbI3BaTb NOXap Wu B3pbIB.

Attention, souder peut déclencher un feu ou une explosion. - Caution, welding can produce fire or explosion.
- Achtung! SchweiBen kann Feuer oder Explosion verursachen. - Cuidado, soldar puede iniciar un fuego o una
explosion. - BHuMaHue! CBapka MOXET Bbi3BaTb MOXap WK B3pbIB.

Attention ! Lire le manuel d'instruction avant utilisation. - Caution ! Read the user manual. - Achtung! Lesen Sie
die Betriebsanleitung. - Cuidado, leer las instrucciones de utilizacion. - BHuMaHue ! YuTaiTe MHCTPYKLIMIO NO
NCMOJIb30BaHMIO.

Produit faisant I'objet d'une collecte sélective- Ne pas jeter dans une poubelle domestique. - Separate collection
required, Do not throw in a domestic dustbin. - Fiir die Entsorgung Ihres Gerdtes gelten besondere Bestimmun-
gen (Sondermiill). Es darf nicht mit dem Hausmiill entsorgt werden. - Este aparato es objeto de una recolec-
cion selectiva. No debe ser tirado en un cubo doméstico. - MpoaykT TpebyeT cneumansHOW yTunmsauum. He
BblbpacbiBaTh C 6bITOBbIMM OTXOAAMM.

Systeme de refroidissement par liquide - Liquid cooling system - Wasserkiihlgerat - Sistema de refrigeracion por
liquido - CcTema oXnaXKAeHS XXMAKOCTbIO

P 11/ min...

Puissance de refroidissement assignée a un débit de volume de 1l/min a 25°C - Cooling power indicated by
volumetric flow of 1I/min at 25°C - Kihlleistung : Volumenstrom von 1I/min bei 25°C - Potencia de refrigeracion

kW asignada a un caudal de volumen de 1I/mn con 25°C - HoMMHanbHas MOLWHOCTb OxnaXaeHus/pacxon 06beMoM
1n/mMuH npu 25°C
p maxX... Pression maximale - Maximum pressure - Maximaldruck MPa - Presion maxima (bar) - MakcuManbHoe aaBneHue
MPa (bar) | (Bap)

%

Fusible pour le groupe de refroidissement - Fuse for the liquid cooling system - Sicherung des Wasserkihlge-
rates - Fusible para el grupo de refriregacion - MnaBkuii NpefoxpaHUTeNb ANs Kynepa

Entrée du liquide de refroidissement - Coolant input - Wasservorlauf - Entrada del liquido de refrigeracion - Bxoa
oXnaXzaLen XuaKocTu

)
&>

Sortie du liquide de refroidissement - Coolant output for torch - Wasserriicklauf - Salida del liquido de refrigera-
CiON - Bbixoa OX/1aXaatoLLen XuaKocTy

$

Information sur la température (protection thermique) - Temperature information (thermal protection)
- Information zur Temperatur (Thermoschutz) - Informacion de la temperatura (proteccion térmica) -
MHpopMaumst no TemnepaType (TepMo3alumTa)

“PAoBHA

Source de courant de technologie onduleur délivrant un courant CA/CC - Inverter technology power supply deli-

vers a CA/CC current - Eine Stromquelle, ausgestattet mit der Invertertechnologie, die Gleich-und Wechselstrom
erzeugen kann. - Fuente de corriente de tecnologia ondulador liberando una corriente CA/CC - MICTOUYHWK TOKa C
TeXHonornen NpeobpasoBaHNs, BbIAAIOLWMIA NEPEMEHHBIA U MOCTOSIHHBIN TOK

$=

Ventillé - Ventilated - Lifter - Ventilado - Coaep»uT BCTPOEHHbIV BEHTUNATOP

L

Le dispositif de déconnexion de sécurité est constitué par la prise secteur en coordination avec l'installation
électrique domestique. L'utilisateur doit s'assurer de I'accessibilité de la prise. - The mains disconnection mean is
the mains plug in combination with the house installation. Accessibility of the plug must be guaranteed by user.
- Die Stromunterbrechung erfolgt durch Trennen des Netzsteckers vom hauslichen Stromnetz. Der
Geratanwender sollte den freien Zugang zum Netzstecker immer gewéhrleisten - El dispositivo de desconeccién
de seguridad se constituye de la toma de la red electrica en coordinacion con la instalacion eléctrica doméstica.
El usuario debe asegurarse de la accesibilidad del enchufe. - Cuctema otkntoueHus 6e3onacHOCTM BKOHAETCA
yepes CeTeBYIO LUTENCENbHYI0 PO3ETKY COOTBETCTBYIOLLYHO JOMALLHEN 3MEKTPUYECKON yCTaHoBKe. Monb3oBaTenb
[oMmkeH ybeanTbesi, YTO po3eTka AOCTyMnHa

Identification polarité positive - Positive pole - Pluspol - Polaridad positiva - nonoxurenbHasi NonsipHOCTb

23
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Identification polarité négative - Negative pole - Minuspol - Polaridad negativa - oTpuuaTenbHas NonsipHOCTb

Terre - Earth ground - Erdung - Tierre - 3a3emneHue

Ne pas utiliser en zones résidentielles (CEM) - Not for use in residential areas (EMC) - Nicht flr die Benutzung in
Wohnraumen geeignet. (EMV) - No usar en areas residenciales (CEM). - He UCNONb30BaTb B XWUOM 30He

Pour une utilisation en intérieur uniquement - For interior use, do not expose to the rain - Vor Nasse und
Feuchtigkeit schiitzen! - Para un uso en interior, no exponer a la lluvia. - icnonb3oBaTb B NOMELLEHUN — HE
BbICTaB/ISATb NOA AOXAb.

iy
{
©

Mise en veille/mise en marche - standby/On - Schalter Bereit/Ein - standby/puesta en marcha - Bknounts/
Pexxnum oxxnganus

Electrodes
# Tl

Nombre d’électrodes normalisées soudables en 1 heure, a 20°C, avec un temps d‘arrét de 20 s. entre chaque
électrode - Number of standardized electrodes weldable during 1 hour at 20°C, with a delay of 20 s. between
each electrode. - Anzahl der Standard-Elektroden, die in 1 Stunde bei 20°C geschweiBt werden kdnnen mit
einer Pause von 20 s zwischen jeder Elektrode - Cantidad de electrodos normalizados soldables en 1 hora,

a 20°C, incluyendo una parada de 20 seg. entre cada electrodo - KonmyecTBo CTaHAapTHBIX 31EKTPOAOB
MCNonb30BaHHbIX 3a 1 yac npu 20°C ¢ 20-TK ceKyHAHbIMU NepepbiBaMK MEXAY 3NEKTPOAaMM.

Classe A

D> A\

Ces appareils a usage professionnel, classe A, sont destinés a étre connectés a des réseaux privés raccordés au
réseau public d'alimentation seulement en moyenne et haute tension. Il ne sont pas prévus pour étre utilisés
dans un site résidentiel ou le courant électrique est fourni par le systéme public d’alimentation basse tension.

1l peut y avoir des difficultés potentielles pour assurer la compatibilité électromagnétique des ces sites, a cause
de perturbations conduites aussi bien que rayonnées. Classe B : Appareil prévu pour une utilisation dans un
environnement «résidentiel». - Class A equipment for profesionnal use, to be connected onto private low-vol-
tage power supply system. Restriction to connect it to the public low-voltage power supply system: read the
paragraph POWER SUPPLY — START UP. - Professionelle Klasse A Gerate: Problemloser Anschluss an ein privates
Niederspannungs- Versorgungsnetz. Einschrankungen beim Anschluss an ein 6ffentliches Niederspannungs-
Versorgungsnetz: Fur weitere Informationen s. Abschnitt «Netzanschluss-Inbetriebnahme». - Estos aparatos de
uso profesional, clase A, estan destinados a conectarse a la red publica de alimentacion solamente en tensién
media y alta. No son para utilizarse en zonas residenciales cuya corriente eléctrica esta suministrada por el
sistema publico de alimentacién de baja tension. Se puede encontrar dificultades potenciales para asegurar la
compatibilidad electromagnética de estas zonas, a causa de perturbaciones conducidas tan bien como radia-
das. Clase B: aparatos previstos para un uso en un entorno «residencial» - Annapat gnsi npopeccuoHanbLHOro
MCMONb30BaHus, Knacca A, MOXET 6bITb NOAKMOYEH K CTAHAAPTHOM ([OMALLHEN) CETU, COEAUHEHHOM C
FOpO,EI.CKOl‘/JI SNEKTPOCETN TONIbKO CPEAHENO U BbICOKOIO HarnpshXeHus. OH He npeaycMoTpeH Ans NCnoib30BaHUA
B XXW/bIX KBapTasiax co CTaHAAPTHOM CETbO MUTaHUSI HU3KOMO HanpshKeHWsl. B Taknx paioHax MOry BO3HUKHYTb
CNO>XXHOCTU, CBSAA3aHHbIE C 3J'IeKTpOMaFHVITHOl7I COBMECTUMOCTbIO U3-3a KOHAYKTUBHbIX N U3/Ty4YaeMbIX MOMEX.
Knacc b: ycTpoWcTBO MOXET 6bITb UCMOJIb30BAHO B XXMWJIbI palioHaXx.

et

Commande a distance - Remote control - Fernsteuerung - Mando a distancia - ucTtaHuMoHHOE ynpaBneHvie

Thermal
Class H

Classe d'isolation (H = 180°C) - Insulation class (H=180°C) - Isolierstoffklasse (H=180°C) - Clase de aislamiento
(H=180°C) - Knacc HarpeBocToikocTv usonsauum (H=180°C)

Ce document est la propriété de

JBDC Nicolas BOUYGUES

134 boulevard de Loges Président Directeur Général
53941 Saint-Berthevin N (T eI 3
FRANCE
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