@magmaweld

USER MANUAL

RS 350 M - MW PRO
RS 450 M - MW PRO
RS 550 M - MW PRO

(+90) 444 93 53
magmaweld.com
info@magmaweld.com

@Mugmaw

A A
od RS 550 MW

@ (+90) 538 927 12 62



All rights reserved. It is prohibited to reproduce this documentation, or any part thereof, without the prior written
authorisation of Magma Mekatronik Makine Sanayi ve Ticaret A.S.

Magma Mekatronik may modify the information and the images without any prior notice.

Tiim haklar1 saklidir. Magma Mekatronik Makine Sanayi ve Ticaret A.5.’nin yazili izni olmaksizin bu dokiimanin
tamaminin ya da bir béliimiiniin kopyalanmasi yasaktir.

Magma Mekatronik énceden haber vermeksizin bilgilerde ve resimlerde degisiklik yapilabilir.



RS350M-MW /RS400 M - MW /RS 500 M - MW 3

MIG/MAG WELDING MACHINE [EJ

POSTE A SOUDER MIG / MAG [E}]

CBAPOYHbBIN ANIMAPAT /11l MIG / MAG-CBAPKH
MIG / MAG KAYNAK MAKINESI

D D D @D



4  Contents

RS 350-450-550 M / MW PRO

] ® CONTENTS

SAFETY PRECAUTIONS 5
1 TECHNICAL INFORMATION
1.1  General Information 11
1.2 Machine Components 11
1.3 Product Label 13
1.4 Technical Data 14
1.5 Accessories 15
2 INSTALLATION
2.1  Delivery Control 17
2.2 Installation and Operation Recommendations 17
2.3 Mains Plug Connection 18
2.4 Welding Connections 18
2.4.1 Connections of the Wire Feeder 18
2.4.2 Grounding Pliers Connections 18
2.4.3 Water Cooling Unit (for MW Models) 19
2.4.4 Connections for Long Harness 19
2.4.5 Gas Connections 20
3 OPERATION
3.1 User Interface 21
3.2 Connection to Mains 24
3.3 Preparation and Connection of the Torch 24
3.4 Selection and Replacement of Wire Feed Rollers 25
3.5 Placing the Wire Spool and Wire Feeding Process 26
3.6  Adjustment of Gas Flow 27
3.7 Using Trigger Modes 27
3.8 Starting and Ending the Welding Process 28
3.9 Welding Parameters 28
3.10 Machine Features 30
4 MAINTENANCE AND SERVICE
4.1 Maintenance 31
4.2 Non-Periodic Maintenance 31
4.3 Troubleshooting 32
4.4 Fuses 33
4.5 Error Codes 33
5 ANNEX
5.1 Fine Settings in the Wire Feed Unit 34
5.2 Spare Parts Lists 35
5.3 Connection Diagrams 39
USER MANUAL www.magmaweld.com




RS 350-450-550 M / MW PRO Safety Precautions 5

@ SAFETY PRECAUTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

A\

« Safety symbols found in the manual are used to identify potential hazards.

« When any one of the safety symbols are seen in this manual, it must be understood that there is
arisk of injury and the following instructions should be read carefully to avoid potential hazards.

« The possessor of the machine is responsible for preventing unauthorized persons from
accessing the equipment.

¢ Persons using the machine must be experienced or fully trained in welding / cutting they have to
read the user manual before operation and follow the safety instructions.

Explanation Of Safety
Symbols

A\
®

4>
1Qi-

ATTENTION
Indicates a potentially hazardous situation that could cause injury or damage.
In case if no precaution is taken, it may cause injuries or material losses / damages.

IMPORTANT
Specifies notifications and alerts on how to operate the machine.

DANGER
Indicates a serious danger. In case if not avoided, severe or fatal injuries may occur.

Comprehending Safety
Precautions

A\

¢ Read the user manual, the label on the machine and the safety instructions carefully.

* Make sure that the warning labels on the machine are in good condition. Replace missing and
damaged labels.

e Learn how to operate the machine, how to make the checks in a correct manner.

« Use your machine in suitable working environments.

« Improper changes made in your machine will negatively affect the safe operation and its
longevity.

« The manufacturer is not responsible for the consequences resulting from the operation of the
device beyond the specified conditions.

Electric Shocks
May Kill

:q

Fa

Make certain that the installation procedures comply with national electrical standards

and other relevant regulations, and ensure that the machine is installed by authorized
persons.

¢ Wear dry and sturdy insulated gloves and working apron. Never use wet or damaged gloves and
working aprons.

o Wear flame-resistant protective clothing against the risk of burning. The clothing used by the

operator must be protective against sparks, splashing and arc radiation.

Do not work alone. In case of a danger make sure you have someone for help in your working

environment.

Do not touch the electrode with the bare hand. Do not allow the electrode holder or electrode to

come in contact with any other person or any grounded object.

Never touch parts that carry electricity.

Never touch the electrode if you are in contact with the electrode attached to the work surface,

floor or another machine.

By isolating yourself from the work surface and the floor, you can protect yourself from possible

electric shocks. Use a non-flammable, electrically insulating, dry and undamaged insulation

material that is large enough to cut off the operator’s contact with the work surface.

Do not connect more than one electrode to the electrode holder.

Clamp work cable with good metal-to-metal contact to workpiece or worktable as near the weld

as practical.

Check the torch before operating the machine. Make sure the torch and its cables are in good

condition. Always replace a damaged, worn torch.

Do not touch electrode holders connected to two machines at the same time since double

open-circuit voltage will be present.

Keep the machine turned off and disconnect cables when not in use.

Before repairing the machine, remove all power connections and / or connector plugs or turn

off the machine.

Be careful when using a long mains cable.

www.magmaweld.com
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Make sure all connections are tight, clean, and dry.

Keep cables dry, free of oil and grease, and protected from hot metal and sparks.

Bare wiring can kill. Check all cables frequently for possible damage. If a damaged or an
uninsulated cable is detected, repair or replace it immediately.

Insulate work clamp when not connected to workpiece to prevent contact with any metal
object.

Make sure that the grounding of the power line is properly connected.

Do not use AC weld output in damp, wet, or confined spaces, or if there is a danger of falling.
Use AC output ONLY if required for the welding process.

If AC output is required, use remote output control if present on unit.

Additional safety precautions are required when any of the following electrically hazardous
conditions are present :

« in damp locations or while wearing wet clothing,

« on metal structures such as floors, gratings, or scaffolds,

¢ when in cramped positions such as sitting, kneeling, or lying,

o when there is a high risk of unavoidable or accidental contact with the workpiece or ground.
For these conditions, use the following equipment in order presented:

¢ Semiautomatic DC constant voltage (CV) MIG welding machine,

« DC manual MMA welding machine,

* DC or AC welding machine with reduced open-circuit voltage (VRD), if available.

Procedures for « Turn off the electric power.
Electric Shock « Use non-conducting material, such as dry wood, to free the victim from contact with live parts

or wires.
o Call for emergency services.

If you have first aid training;

If the victim is not breathing, Administer cardiopulmonary resuscitation (CPR) immediately
after breaking contact with the electrical source. Continue CPR (cardiac massage) until
breathing starts or until help arrives.

Where an automatic electronic defibrillator (AED) is available, use according to ins tructions.
Treat an electrical burn as a thermal burn by applying sterile, cold (iced) compresses. Prevent
contamination, and cover with a clean, dry dressing.

Moving Parts May e Keep away from the moving parts.
Cause Injuries « Keep all protective devices such as covers, panels, flaps, etc., of machinery and equipment

{4 closed and in locked position.
@( % * Wear metal toe shoes against the possibility of heavy objects falling on to your feet.

WK LLLESSH, 1 0ng-term inhalation of fumes and gases released from welding / cutting is very dangerous.
May Be Harmful To g f fu g fr g/ g Is very dang, 2

Your Health < Burning sensations and irritations in the eyes, nose and throat are signs of inadequate

@z a ventilation. In such a case, immediately boost the ventilation of the work area, and if the
problem persists, stop the welding / cutting process completely.

Create a natural or artificial ventilation system in the work area.
Use a suitable fume extraction system where welding / cutting works are being carried out. If
necessary, install a system that can expel fumes and gases accumulated in the entire workshop.
Use a suitable filtration system to avoid polluting the environment during discharge.
If you are working in narrow and confined spaces or if you are welding lead, beryllium,
cadmium, zinc, coated or painted materials, use masks that provide fresh air in addition to the
above precautions.
If the gas tanks are grouped in a separate zone, ensure that they are well ventilated, keep the
main valves closed when gas cylinders are not in use, pay attention to possible gas leaks.
Shielding gases such as argon are denser than air and can be inhaled instead of air if used in
confined spaces. This is dangerous for your health as well.
Do not perform welding / cutting operations in the presence of chlorinated hydrocarbon vapors
released during lubrication or painting operations.
Some welded / cut parts require special ventilation. The safety rules of products that require
special ventilation should be read carefully. A suitable gas mask should be worn when
necessary.

Ty
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Arc Light May Damage -« Use a standard protective mask and a suitable glass filter to protect your eyes and face.

Your Eyes and Skin e« Protect other naked parts of your body (arms, neck, ears, etc.) with suitable protective clothing
. v from these rays.
/ « Enclose your work area with flame-resistant folding screens and hang warning signs at eye level
{éégi :?_é;ﬁ so that people around you will not sustain injuries from arc rays and hot metals.
« This machine is not used for heating of icebound pipes. This operation performed with the
welding / cutting machine causes explosion, fire or damage to your installation.
Sparks and Spattering « Performing works such as welding / cutting, surface grinding, and brushing cause sparks and
Particles May Get  metal particles to splatter. Wear approved protective work goggles which have edge guards
Into Eyes and Cause  under the welding masks to prevent sustaining possible injuries.
Damage
24
Hot Parts May Cause e« Do not touch the hot parts with bare hands.
Severe Burns e« Wait until the time required for the machine to cool down before working on its parts.

4

If you need to hold hot parts, use suitable tools, welding / cutting gloves with high-level thermal
insulation and fire-resistant clothes.

Noise May Cause
Damage To Your
Hearing Ability

®

The noise generated by some equipment and operations may damage your hearing ability.
Wear approved personal ear protective equipment if the noise level is high.

Welding Wires Can
Cause Injuries

A\

Do not point the torch towards any part of the body, other persons, or any metal while
unwrapping the welding / cutting wire.

When welding wire is run manually from the roller especially in thin diameters the wire can slip
out of your hand, like a spring or can cause damage to you or other people around, therefore you
must protect your eyes and face while working on this.

Welding Operations
May Cause Fire and
Explosion

Never perform welding / cutting work in places near flammable materials. There may be fire or
explosions.

Before starting the welding / cutting work, remove these materials form the environment or cover
them with protective covers to prevent combustions and flaring.

National and international special rules apply in these areas.

Do not apply welding / cutting operations into completely closed tanks or pipes.

Before welding to tanks and closed containers, open them, completely empty them, and clean
them. Pay the greatest attention possible to the welding / cutting operations you will perform in
such places.

Do not weld in tanks and pipes which might have previously contained substances that may
cause explosions, fires or other reactions.

Welding / cutting equipment heats up. For this reason, do not place it on surfaces that could
easily burn or be damaged !

Sparks and splashing parts may cause a fire. For this reason, keep materials such as fire
extinguishers tubes, water, and sand in easily accessible places.

Use holding valves, gas regulators and valves on flammable, explosive and compressed gas
circuits. Make sure that they are periodically inspected and pay attention that they run reliably.

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

A\

Electrical equipment should not be repaired by unauthorized persons.

Errors occurred if failed to do so may result in serious injury or death when using the
equipment.

The gas circuit elements operate under pressure; explosions may occur as a result of services
provided by unauthorized persons, users may sustain serious injuries.

It is recommended to perform technical maintenance of the machine and its auxiliary units at
least once a year.

www.magmaweld.com
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Welding / Cutting in
Small Sized and
Confined Spaces

A

o In small-sized and confined spaces, absolutely make sure to perform welding / cutting
operations, accompanied by another person.
¢ Avoid performing welding / cutting operations in such enclosed areas as much as possible.

Failure To Take
Precautions During
Transport May Cause
Accidents

A\ B

« Take all necessary precautions when moving the machine. The areas where the machine to be
transported, parts to be used in transportation and the physical conditions and health of the
person carrying out the transportation works should be suitable for the transportation process.

« Some machines are extremely heavy; therefore, make sure that the necessary environmental

safety measures are taken when changing their places.

If the machine is to be used on a platform, it must be checked that this platform has suitable load

bearing limits.

If it is to be transported by means of a haulage vehicle (transport trolley, forklift etc.), make sure

of the durableness of the vehicle, and the connection points (carrying suspenders, straps, bolts,

nuts, wheels, etc.) that connect the machine to this vehicle.

If the machine will be carried manually, make sure the durableness of the machine apparatuses

(carrying suspenders, straps, etc.) and connections.

Observe the International Labor Organization’s rules on carriage weights and the transport

regulations in force in your country in order to ensure the necessary transport conditions.

Always use handles or carrying rings when relocating the power-supply sources. Never pull

from torches, cables or hoses. Be absolutely sure to carry gas cylinders separately.

Remove all interconnections before transporting the welding / cutting equipment, each being

separately, lift and transport small ones using its handles, and the big ones from its handling

rings or by using appropriate haulage equipment, such as forklifts.

Falling Parts May
Cause Injuries

A

Improper positioning of the power-supply sources or other equipment can cause serious inju
to persons and physical damage to other objects.

o Place your machine on the floor and platforms with a maximum tilt of 10° so that it does not fall
or tip over. Choose places that do not interfere with the flow of materials, where there is no risk
of tripping over on cables and hoses; yet, large, easily ventilatable, dust-free areas. To prevent
gas cylinders from tipping over, on machines with a gas platform suitable for the tanks, fix the
tanks on to the platform; in stationary usage applications, fix them to the wall with a chain in a
way that they would not tip over for sure.

Allow operators to easily access settings and connections on the machine.

Excessive Use Of The
Machine Causes
Overheating

§9%
[ ]

o Allow the machine to cool down according to operation cycle rates.

* Reduce the current or operation cycle rate before starting the welding / cutting again.

¢ Do not block the fronts of air vents of the machines.

« Do not put filters that do not have manufacturer approvals into the machine’s ventilation ports.

Excessive Use Of The
Machine Causes
Overheating

DA

¢ This device is in group 2, class A in EMC tests according to TS EN 55011 standard.

« This class A device is not intended for use in residential areas where electrical power is supplied
from a low-voltage power supply. There may be potential difficulties in providing electromagnetic
compatibility due to radio frequency interference transmitted and emitted in such places.

This device is not compliant with IEC 61000 -3-12. In case if it is desired to be

My ol
connected to the low voltage network used in the home, the installer to make the
electrical connection or the person who will use the machine must be aware that
¢ Y the machine has been connected in such a manner; in this case the responsibility

belongs to the user.

* Make sure that the work area complies with electromagnetic compatibility (EMC).
Electromagnetic interferences during welding / cutting operations may cause undesired effects
on your electronic devices and network; and the effects of these interferences that may occur
during these operations are under the responsibility of the user.

If there is any interference, to ensure compliance; extra measures may be taken, such as the
use of short cables, use of shielded (armored) cables, transportation of the welding machine to
another location, removal of cables from the affected device and / or area, use of filters or taking
the work area under protection in terms of EMC.

To avoid possible EMC damage, make sure to perform your welding / cutting operations as far
away from your sensitive electronic devices as possible (100 m).

USER MANUAL
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« Ensure that your welding and/or cutting machine has been installed and situated in its place
according to the user manual.

Evaluation Of According to article 5.2 of IEC 60974-9;
Electromagnetic
Suitability Of The
Work Area

Before installing the welding / cutting equipment, the person in charge of the operation and / or
the user must conduct an inspection of possible electromagnetic interference in the environment.
Aspects indicated below has to be taken into consideration;

a) Other supply cables, control cables, signal and telephone cables, above and below the welding
/ cutting machine and its equipment,

b) Radio and television transmitters and receivers,

c) Computer and other control hardware,

d) Critical safety equipment, e.g. protection of industrial equipment,

e) Medical apparatus for people in the vicinity, e.g. pacemakers and hearing aids,

f) Equipment used for measuring or calibration,

g) Immunity of other equipment in the environment. The user must ensure that the other
equipment in use in the environment is compatible. This may require additional protection
measures.

h) Considering the time during which the welding / cutting operations or other activities take
place during the day, the boundaries of the investigation area can be expanded according to the
size of the building, the structure of the building and other activities that are being performed
in the building.

In addition to the evaluation of the field, evaluation of device installations may also be necessary

for solving the interfering effect. In case if deemed necessary, on-site measurements can also be

used to confirm the efficiency of mitigation measures.

(Source: IEC 60974-9).

Electromagnetic
Interferance
Reduction Methods

DA

« The appliance must be connected to the electricity supply in the recommended manner by a
competent person. If interference occurs, additional measures may be applied, such as filtering
the network. The supply of the fixed-mounted arc welding equipment must be made in a metal
tube or with an equivalent shielded cable. The housing of the power supply must be connected
and a good electrical contact between these two structures has to be provided.

The recommended routine maintenance of the appliance must be carried out. All covers on the
body of the machine must be closed and / or locked when the device is in use. Any changes,
other than the standard settings without the written approval of the manufacturer, cannot be
modified on the appliance. Otherwise, the user is responsible for any consequences that may
possibly occur.

Welding / cutting cables should be kept as short as possible. They must move along the floor of
the work area, in a side by side manner. Welding / cutting cables should not be wound in any
way.

A magnetic field is generated on the machine during welding / cutting. This may cause the
machine to pull metal parts on to itself. To avoid this attraction, make sure that the metal
materials are at a safe distance or fixed. The operator must be insulated from all these
interconnected metal materials.

In cases where the workpiece cannot be connected to the ground due to electrical safety, or
because of its size and position (for example, in building marine vessel bodies or in steel
construction manufacturing), a connection between the workpiece and the grounding may
reduce emissions in some cases, it should be kept in mind that grounding of the workpiece may
cause users to sustain injuries or other electrical equipment in the environment to break down.
In cases where necessary, the workpiece and the grounding connection can be made as a direct
connection, but in some countries where direct connection is not permissible, the connection
can be established using appropriate capacity elements in accordance with local regulations
and ordinances.

Screening and shielding of other devices and cables in the work area can prevent aliasing
effects. Screening of the entire welding / cutting area can be evaluated for some specific
applications.

Electromagnetic Field
(EMF)

9

The electrical current passing through any conductor generates zonal electric and magnetic fields

(EMF).

All operators must follow the following procedures to minimize the risk of exposure to EMF;

o In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).

* The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,

www.magmaweld.com
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The electrical current passing through any conductor generates zonal electric and magnetic fields

(EMF).
m All operators must follow the following procedures to minimize the risk of exposure to EMF;

¢ In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).
The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,
Welding / cutting and electric cables should not be wrapped around the body of the machine in
any way,
The body of the machine should not get caught between the welding / cutting cables. The source
cables must be kept away from the body of the machine, both being placed side by side,
The return cable must be connected to the workpiece as close as possible to the work area,
The welding / cutting machine should not rest against the power unit, ensconce on it and not
work too close to it,
Welding / cutting work should not be performed when carrying the wire supply unit or power
unit.
EMF may also disrupt the operation of medical implants (materials placed inside the body), such
as pacemakers. Protective measures should be taken for people who carry medical implants. For
example, access limitation may be imposed for passers-by, or individual risk assessments may be
conducted for welders. Risk assessment should be conducted and recommendations should be
made by a medical professional for users who carry medical implants.

Protection « Do not expose the machine to rain, prevent the machine from splashing water or

@ @ pressurized steam.

Energy Efficiency e« Choose the welding / cutting method and welding machine for the welding work you are to

perform.
@ ’ Select the welding / cutting current and/or voltage to match the material and thickness you are
going to weld.
If you have to wait for a long time before you start your welding / cutting work, turn off the machine
after the fan has cooled it down. Our machines with smart fan control will turn off on their own.

Waste Procedure e« This device is not domestic waste. It must be directed to recycling within the framework of the

European Union directive and national laws.
E Obtain information from your dealer and authorized persons about the waste management of

your used machines.

WARRANTY FORM

Please visit our website www.magmaweld.com/warranty-form/wr for warranty form.
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% TECHNICAL INFORMATION

. 1.1 General Information

RS 350 M / MW PRO, RS 450 M / MW PRO and RS 550 M / MW PRO are 3-phase, step-voltage controlled

MIG / MAG welding machines with horizontal characteristics, aimed for use in series production and construction
and which that can weld solid and cored wires. The welding voltage can be adjusted through the panel in front
of the machine and the wire feed speed can be set from the panel in front of the wire feeder. Welding voltage and
current can be monitored via digital display. The optimum welding parameters can be selected from the table
in the front panel in the wire feed unit. A 24 V electrical socket for the integrated gas tube platform and C0Oz gas
heater are available. It is cooled by the fan and has protection against overheating.

. 1.2 Machine Components

Figure 1 : RS 550 M PRO Front and Back View

1- Wire Speed Welding Current Indicator 11- Handle

2- Torch Connector 12- On/Off Switch

3- Fine (Voltage) Adjustment Switch 13- Ground Cable Socket (-)

4- Coarse (Voltage) Setting Switch 14- Wheel

5- Welding Current Plug Socket WF Connection 15- Gas Cylinder Fixing Chain

6- Wire Feed Unit Connector 16- COz Heater Outlet

7- Gas Outlet Connection 17- Gas Inlet

8- Set / Source Voltage Indicator 18- Fan Outlet

9- Adjustment Knob 19- Gas Cylinder Transport Platform

10- Rotating Apparatus

www.magmaweld.com USER MANUAL
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Figure 2 : RS 550 MW PRO Front and Back View

1- Wire Speed Welding Current Indicator 14- Hot Water Inlet (Wire Feed Unit)
2- Torch Connector 15- Cold Water Outlet (Wire Feed Unit)
3- Water Tank Cover 16- Rotating Apparatus

4- Cooling System Mains Lamp 17- Handle

5- Hot Water Inlet (Water Cooling Unit) 18- Water Level Indicator

6- Cold Water Outlet (Water Cooling Unit) 19- On/Off Switch

7- Fine (Voltage) Adjustment Switch 20- Ground Cable Socket (-)

8- On / Off and Coarse (Voltage) Adjustment Switch 21- Wheel
9- Welding Current Plug Socket WF Connection 22- Gas Cylinder Fixing Chain

10- Wire Feed Unit Connector 23- COz Heater Outlet

11- Gas Outlet Connection 24- Gas Inlet

12- Set / Source Voltage Indicator 25- Fan outlet

13- Adjustment Knob 26- Gas Cylinder Transport Platform
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. 1.3 Product Label

MAGMA MEKATRONIK MAKINE SAN. VE TIC. AS.

Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE

MAGMA MEKATRONIK MAKINE SAN. VE TIC. AS.

Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE

MAGMA MEKATRONIK MAKINE SAN. VE TIC. AS

Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE

T P ML, s REIMER [
- — EN 60974-1 - — EN 60974-1 - — EN 60974-1
=D EN 60974-10 Class A =) EN 60974-10 Class A = EN 60974-10 Class A

5= 0A / 17V - 350A / 315V 5= 85A /18.25V- 450A / 36.5V = 95A ] 18.75V - 550A 41.5V.
| X 40% 60% | 100% || =2 |~ X 50% | 60% | 100% ||=2] " [ X 50% | 60% | 100%
Iz 350A | 286A | 221A I 450A | 4MA_| 318A I 550A | 502A | 389A
|: U Vi 315V | 283V_| 251V E U VT 365V | 345V | 200V E U VT, 415V | 394V_| 334V
2052 23.0A | 169A | 113A 20.57 I 328A | 28.6A | 187A 2158 |y 46.0 37.8A | 24.6A
Si__ | 15.8KVA | 11.7kVA | 7.8kVA Si__| 22.6kVA | 19.7kVA | 12.9kVA Si_ | 31.7kVA| 26.1kVA| 17.0kVA
~lu v PV I ER
> .= 23.0A 1., 14.5A > 1,.=32.8A 1,,=23.20A > =46.0A 1,,=32.50A
Sesouone| 400 Sesouone| 400 Sesouone| 400
121 o] [{3 1P21 5] Ce 1P21 5] [{3
= (.’ = Three Phase Transformer Rectifier X Duty Cycle
Horizontal Characteristic Uo Open Circuit Voltage
6: MIG/MAG Welding Us Mains Voltage and Frequency
== Direct Current U2 Rated Welding Voltage
Mains Input 3-Phase Alternating ;
> Current I1 Rated Mains Current
E %ﬂ&ﬁﬂlﬁ}gﬁgﬂ%eraﬁon at Hazardous I2 Rated Welding Current
S1 Rated Power
1P21S Protection Class
Duty Cycle
Temperature (C°)
A
Time (min.)
6 min. 4 min. 6 min. 4 min. 6 min. 4 min.

As defined in the standard EN 60974-1, the duty cycle rate includes a time period of 10 minutes.

For example, if a machine specified as 250A at %60 is to be operated at 2504, the machine can weld / cut
without interruption in the first 6 minutes of the 10 minutes period (zone 1). However, the following

4 minutes should be kept idle for the machine cool down (zone 2).

www.magmaweld.com

USER MANUAL




14 Technical Information

RS 350-450-550 M / MW PRO

m . 1.4 Technical Data

TECHNICAL DATA UNIT RS350 M - MW PRO
Mains Voltage (3-Phase 50-60 Hz) \Y 400
Rated Power kVA 15.8 (%40)
Welding Current Range ADC 60 - 350
Rated Welding Current ADC 350
Open Circuit Voltage VDC 20-52
Voltage Adjustment and Number of Levels mm 3x7
Dimensions (I x w x h) mm M: 1008 x 592 x 1220 mm
MW: 1008 x 592 x 1443 mm
Weight kg l\l\:wl 4157'57
Protection Class IP 21
TECHNICAL DATA UNIT RS450 M - MW PRO
Mains Voltage (3-Phase 50-60 Hz) \ 400
Rated Power kVA 22.6 (%50)
Welding Current Range ADC 85-450
Rated Welding Current ADC 450
Open Circuit Voltage VDC 20-57
Voltage Adjustment and Number of Levels mm 3x10
Dimensions (I x wx h) mm M: 1008 x 592 x 1220 mm
MW: 1008 x 592 x 1443 mm
Protection Class IP 21
TECHNICAL DATA UNIT RS 550 M - MW PRO
Mains Voltage (3-Phase 50-60 Hz) \ 400
Rated Power kVA 31.7 (%50)
Welding Current Range ADC 95-550
Rated Welding Current ADC 550
Open Circuit Voltage VDC 21-58
Voltage Adjustment and Number of Levels mm 3x10
Dimensions (I x wx h) mm M: 1008 x 592 x 1220 mm
MW: 1008 x 592 x 1443 mm
Weight kg l\l\:[[“? Szzéi
Protection Class IP 21
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. 1.5 Accessories

STANDARD ACCESSORIES QTY RS350 M - MW PRO
Workpiece Clamp and Cable 1 7905203505 (35 mm? - 5 m)
Gas Hose 1 7907000002
MIG / MAG CO, Accessory Set* 1 -
MIG/MAG Mix/Argon Accessory Set* 1 -
STANDARD ACCESSORIES QTY RS450 M - MW PRO
Workpiece Clamp and Cable 1 7905407005 (70 mm? - 5 m)
Gas Hose 1 7907000002
MIG / MAG CO, Accessory Set* 1 -
MIG/MAG Mix/Argon Accessory Set* 1 -
STANDARD ACCESSORIES QTY RS 550 M - MW PRO
Workpiece Clamp and Cable 1 7905509505 (95 mm? - 5 m)
Gas Hose 1 7907000002
MIG / MAG CO, Accessory Set* 1 -
MIG/MAG Mix/Argon Accessory Set* 1 -

* Should be verified during ordering.

www.magmaweld.com
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m OPTIONAL ACCESSORIES QTY RS350 M - MW PRO

COz Heater 1 7020009003

Gas Regulator (CO2) 1 7020001005

Gas Regulator (Mix) 1 7020001004

Lava MIG 35 (3 m) Air Cooled MIG Torch 1 7120035003

Lava MIG 40 (3 m) Air Cooled MIG Torch 1 7120040003

Lava MIG 50W (3 m) Water Cooled MIG Torch 1 7120050003
OPTIONAL ACCESSORIES QTY RS450 M - MW PRO

COz Heater 1 7020009003

Gas Regulator (CO2) 1 7020001005

Gas Regulator (Mix) 1 7020001004

Lava MIG 35 (3 m) Air Cooled MIG Torch 1 7120035003

Lava MIG 40 (3 m) Air Cooled MIG Torch 1 7120040003

Lava MIG 50W (3 m) Water Cooled MIG Torch 1 7120050003
OPTIONAL ACCESSORIES QTY RS 550 M - MW PRO

CO2 Heater 1 7020009003

Gas Regulator (CO2) 1 7020001005

Gas Regulator (Mix) 1 7020001004

Lava MIG 40 (3 m) Air Cooled MIG Torch 1 7120040003

Lava MIG 50W (3 m) Water Cooled MIG Torch 1 7120050003

USER MANUAL www.magmaweld.com
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% INSTALLATION E3
. 2.1 Delivery Control

Make sure that all the materials you have ordered have been received. If any material is missing or damaged,
contact your place of purchase immediately.
The standard box includes the following;

¢ Welding machine and connected mains cable e Warranty certificate
» Workpiece clamp and cable e User manual
¢ Gas hose ¢ Welding Wire

In case of a damaged delivery, record a report, take a picture of the damage and report to the transport
company together with a photocopy of the delivery note. If the problem persists, contact the customer service.

. Symbols and their meanings on the device

Welding may be dangerous. Proper working conditions should be ensured and necessary precautions
j\ should be taken. Specialists are responsible for the machine and have to be equipped with the necessary
equipment and those who are not relevant should be kept away from the welding area.

- =1 This device is not compatible with IEC 61000-3-12. If it is desired to connect to the low voltage mains used
& in homes, it is essential that the installer or the person who will operate the machine to make the electrical

connection has information on the machine’s connectivity. In this case the responsibility will be assumed
by the person who will perform the installation or by the operator.

The safety symbols and warning notes on the device and in the operating instructions must be observed
and the labels must not be removed.

%‘i Grids are intended for ventilation. The openings should not be covered in order to provide good cooling and
* no foreign objects should be inserted.

. 2.2 Installation and Operation Recommendations

e Lifting rings or forklifts should be used to move the machine. Do not lift the machine with the gas cylinder.
Place the power supply on a hard, level, smooth surface where it will not fall or tip over.

o For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention
to overheating, dustand moisture near the machine. Do not operate the machine under direct sunlight. If the
ambient temperature exceeds 40°C, operate the machine at a lower current or a lower operating cycle.

 Avoid welding outdoors in windy and rainy weather circumstances. If welding is necessary in such cases,
protect the welding area and the welding machine with a curtain and canopy.

» When positioning the machine, make sure that materials such as walls, curtains, boards do not prevent easy
access to the machine’s controls and connections.

« If you weld indoors, use a suitable fume extraction system. Use breathing apparatus if there is a risk of
inhaling welding fumes and gas in confined spaces.

» Observe the operating cycle rates specified on the product label. Suspending operating cycle rates can
damage the machine and this may invalidate the warranty.

 The supply cable must comply with the specified fuse value.

» Tighten the ground wire as close as possible to the workpiece. Do not allow the welding current to pass
through equipment other than the welding cables such as the machine itself, gas cylinder, chain and roller
bearing.

» When the gas cylinder is placed on the machine, secure the gas cylinder by connecting the chain immediately.
If you will not place the gas cylinder on the machine, secure the gas cylinder to the wall with a chain.

* The electrical outlet on the back of the machine is for the CO2 heater. Never connect a device to the C0z outlet
other than the COz heater !

www.magmaweld.com USER MANUAL
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. 2.3 Mains Plug Connection

A For your safety, never use the mains cord of the machine without a plug.

¢ No plug has been connected to the mains cable since there may different types of outlets available in plants,
construction sites and workshops. A suitable plug must be connected by a qualified technican. Make sure that
the grounding cable marked with © and a yellow / green color is present.

« After connecting the plug to the cable, do not attach it to the outlet at this stage.

. 2.4 Welding Connections
B 2.4.1 Connections of the Wire Feeder

¢ Place the wire feeder on to the turn table on the machine.

¢ Connect the blue gas hose to gas outlet bush in front of the power source.

» Connect the control cable to the control socket in front of the power source.

¢ Connect the welding plug into the welding cable connection outlet in front of the power source.

Be sure that the connections are fastened tightly. Loose or incorrect fastening may cause
overheating or gas leakage.

B 2.4.2 Grounding Pliers Connections

 Grounding cable sockets with different inductance values allow welding with lower spatter in a wide current
range. Socket for low current and small wire diametersn\_ socket, for high current and large wire diameters
-\ or YV socket should be preferred.

¢ Connect the grounding pliers wire to one of the grounding wire sockets on the machine and tighten by
turning it to the right.

¢ To improve the welding quality, firmly connect the grounding pliers to the workpiece as close as possible to
the welding area.

Figure 3 : Intermediate Pack and Grounding Pliers Connections
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M 2.4.3 Water Cooling Unit (for MW Models) m

¢ Unit The water cooling unit is used to cool the torch It is a closed circuit system consisting of radiator, fan,
pump coolant reservoir.

 Connect the cold (blue) water hose to the cold water outlet on the water cooling system, and the hot (red)
water hose to the hot water inlet on the water cooling system.

e Magmaweld welding machines come with Magmaweld coolant, which is produced to give the best
performance. In case of lack of coolant, open the coolant reservoir cap and add Magmaweld coolant suitable
for the temperature of the working environment. The coolant must be within the minimum and maximum
values shown on the front panel of the unit.

« Different coolant or water should not be added. Different liquid additives can cause chemical reactions or
different problems.

* Magmaweld is not responsible for the risks that may arise in case of adding different liquids. All warranty
provisions will be void if different coolant or water is added to the Magmaweld coolant.

o Ifitis desired to use a different brand of coolant, the inside of the coolant tank should be completely empty
and there should be no residue or liquid in it.

e It is not suitable to use the water-cooling units with welding machines other than manufactured by Magma
Mekatronik Makine ve Sanayi Ticaret A.S. Water cooling units cannot be operated with external supply.

M 2.4.4 Connections for Long Harness

¢ Machines with harness longer than 5 meter have detachable harness and wire feeding connection in order to
lift easier. Both ends of the harness are the same, therefore sockets and connectors must be connected to the
wire feeding unit same as the connections to the front side of the machine.

« If your machine has harness longer than 5 meter, connect the harness to the wire feeding unit as seen below.

Figure 4 : Long Harness Connections

www.magmaweld.com USER MANUAL
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M 2.4.5 Gas Connections

« If you will use the gas cylinder on the gas cylinder transport platform on the machine, place the gas cylinder
here and secure it with a chain.

¢ If you will not place the gas cylinder on the machine, secure the gas cylinder to the wall with a chain.

« Use safety regulators and heaters according to the standards for work safely to achieve the best results.

¢ Make sure the size of the hose connection of the gas regulator you are using is 3/8.

 Open the gas cylinder valve keeping your head and face away from the outlet of the valve and keep it open for
5 seconds. By this means, possible sediment and impurities will be discharged.

o If the COz heater is to be used, first connect the CO2 heater to the gas cylinder. After connecting the gas
regulator to the CO2 heater; insert the plug of the CO2 heater into the CO2 heater outlet on the back of the
machine.

o If the COz heater will not be used, connect the gas regulator directly to the gas cylinder.

 Connect one end of the tube hose to the gas regulator and tighten the clamp. Connect the other end to the gas
inlet at the back of the machine and tighten the nut.

 Open the gas cylinder valve to check that the tube is full and that there are no leaks in the gas flow path. If you
hear a noise and/or detect a smell of gas as a leak indicator, examine your connections and eliminate leakage.

1- Gas Cylinder Valve 6- Gas Regulator

2- Gas Cylinder 7- Manometer

3- COz Heater 8- Flowmeter

4- Chain 9- Flow Adjustment Valve

5- COz Heater Energy Cable 10- Gas Hose

Figure 5 : Gas Cylinder - Heater - Regulator Connections
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% OPERATION E3

3.1 User Interface

Digital Display

Enables monitoring of Current / Wire Feed Speed and Function settings,

o Indicates the wire feed speed when no welding is performed.

A/S e Indicates “0” when the torch is pressed in idle position (without welding).
¢ Provides welding current during welding.

Digital Display

Enables monitoring of Voltage and Function settings,

« Displays “’0” when no welding is performed.

¢ When the torch trigger is pressed in idle position (without welding), the idle
v operating voltage is displayed.

¢ Displays the welding voltage during welding.

Thermal Led
e Protection alert when the machine is overheated.

Menu Button
¢ Pressing the button for 3 seconds will access the menus and each press will change
the function. Select the desired setting with the help of the adjustment button.

¢ Changes the parameter and function settings.
¢ In normal mode, the wire feed speed is changed with the (idle) control knob.

L
ﬁ Adjustment Button
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Pre Gas Setting Mode (PrE)

When starting the welding process, the arc is formed before the gas flowing from
inside the torch reaches the welding area. This causes the welding to start without gas.
The start occurs in a spattered and deformed manner, with the pre gas duration, the
gas is activated before the arc starts with the set time and the gas reaches the welding
area at the time the arc is formed. By this means, clean welding takes place without any
spatters.

Setting range: 0.1 - 10 sec.

Final Gas Setting Mode (POS)

After the welding is finished, the welding pool will remain melted for a while. With the
final gas duration, the gas flow continues in the set time after the welding has been
terminated and gas protection is maintained until hardening occurs. By this means,
deterioration of material structure is prevented.

Setting range: 0.1 - 10 sec.

Burn Back (brn)

When the welding is terminated, clumping occurs at the end tip of the welding wire. By
means of the burn back function, the burning length of the welding wire is adjusted and
the clumping is reduced. This prevents the wire from sticking to the contact nozzle or
from sticking the wire to the material.

Setting range: 0.01- 0.5 sec.

Trigger Modes (tt)

- N
Press The Trigger Hold The Trigger Release The Trigger
2 Mode
As soon as the trigger is pressed, the welding starts and continues as long as it is held
pressed. Welding will also be terminated when the trigger is released.

—__ —_

N

1+
- -=F~.
gt ' “ PrG :Pre Gas Time
I : Welding Current
PoG : Final Gas Time
PIG 1 PoG | t
4 Mode

Press the trigger once to start the welding process. There is no need to hold the trigger
pressed during the welding. When the trigger is pressed and pulled for the second time,
the welding will be terminated. By this means, the welder can focus on the welding
process more easily without fatigue.

=~ -~
o+ o
J N E N
! PrG :Pre Gas Time
I : Welding Current
PoG :Final Gas Time
PIG ] poG [ t
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Pnt Mode

Welding starts as soon as the trigger is pressed and welding continues for the specified
on-time period and stands by during the length of off-time; the process continues as
long as the button is pressed. Welding will also be terminated when the trigger is
released.

If pnt is selected in the Trigger mode, the On and Off times as well as the welding and
standby times are determined.

i
3
=

On time (Ont)

In pnt mode, the time the welding is active will be set. During this time, the welding will
continue and the welding will stop at the end of the period.

Setting range: 0 - 10 sec.

3
M
-

Off Time (OFt)

Stand-by time during welding is adjusted in pnt mode. During the set time, the welding
will stop and restart at the end of the period.

Setting range: 0 - 10 sec.

Soft Start (SoS)

When the source is first started, the wire speed rises slowly from the lowest speed until
reaching the set speed. By this means, backlash and spatters are prevented at the
beginning of the welding process.

Setting range: On - Off

LEEN
= D
M

Standby Mode (SLC)

When the machine is not used after the time set for sleep mode, it goes into standby
mode. This prevents unnecessary energy consumption.

Setting range: On - Off

r
0
rT

Cooling Time (Cot)

After the use of machine has been completed, the water-cooling unit continues to
operate for the set period of time. This prevents hot water from damaging the torch.
Setting range: 4 - 10 min.

www.magmaweld.com

USER MANUAL




24 Operation

RS 350 -450-550 M / MW PRO

. 3.2 Connection to Mains

When plugging the power plug into the outlet, make sure that the power switch is set to “0’.

e Check the 3-phase with a voltmeter before connecting the machine to
the mains. After detecting that each phase is 400V (+ 40V), attach the
plug into the wall outlet.

e Start the machine with the on / off switch.

 Turn the machine off by turning the switch back to the “0” position
after hearing the fan sound and seeing the ammeter and voltmeter
lights are on.

Figure 6 : Mains Connection

. 3.3 Preparation and Connection of the Torch

» Use the torch according to the capacity of your machine and
the welding you will perform.

» Make sure that the diameters of the spiral and contact nozzle inside
the torch match the diameter of the welding wire you will use. Replace
the spiral and contact nozzle if necessary.

¢ To change the spiral, remove the nozzle, contact nozzle and adapter
respectively.

« Afterwards, remove the spiral nut on the torch connector side with
awrench and extend the torch so that it is in flat position and remove
the spiral inside the torch.

o After inserting the new spiral into the torch, install and firmly tighten
the spiral nut.

o Cut the excess of the spiral from the torch head with a side chisel at
the point where the gas distributor (contact nozzle holder)
immediately ends as shown on the right, so that there is no gap
between the spiral and the contact nozzle. File the cut point to make it
blunt and burr free.

e Insert the torch into the torch connector and screw its nut (T1) tightly.

¢ If your machine has water cooling unit and you will use water-cooled
torch, connect the cold water connector (blue - T2) of the torch to the
cold watersupply outlet on the wire feeding unit and connect the hot
water connector (red - T3) of the torch to the hot water return inlet on
the wire feeding unit.

Contact Tip

Nozzle Adapter
|

- - W

Figure 7 : Separation of Nozzle
and Contact Nozzle from the Torch

Nut of Liner

IS ———

Liner

IS -

Figure 8 : Removal and
Installation of Spiral

Figure 10 : Torch Connection

USER MANUAL

www.magmaweld.com




RS 350-450-550 M / MW PRO

Operation 25

. 3.4 Selection and Replacement of Wire Feed Rollers

¢ Open the cover of the wire feed part. You will see the four-roller wire feed system.

1- Engine

2- Euro Connector

3- Pressure Roller Handle
4- Pressure Rollers

5- Wire Feed Rollers

6- WF Roller Screws

Figure 11 : Wire Feed System

« Use wire feed rollers suitable for the material and diameter of
the welding wire you will use. Use V-grooved wire feed rollers for
steel and stainless steel, corrugated V-grooves for cored wires
and U corrugated ones for aluminum.

« If you need to replace the wire feed rollers, pull the pressure
roller lever toward your side and after lifting the pressure rollers,
remove the wire feed roller screws and remove the existing
rollers.

facing your side.

o After inserting the rollers, you will use, re-insert the screws and
lower the pressure rollers and lock the pressure roller lever onto
the rollers.

Figure 12 : Wire Feed Roller Removal

Both sides of the rollers are marked according to the wire diameter used. Place the
rollers on the flange so that the wire diameter value you will use will be on the side

Figure 13 : Wire Feed Roller Placement

www.magmaweld.com
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m . 3.5 Placing the Wire Spool and Wire Feeding Process

o Unscrew the screw of the wire transport system by turning it.
Insert the welding wire roller parallel to the wire ground and
always from the bottom to the wire transport system shaft and
re-tighten the screw.

Figure 14 : Placement of Wire Spool

Over-tightening the nut will prevent the wire from feeding and may cause failures.
Under-tightening of the nut may cause the roller to be released at the time wire feed is stopped
and mixed after a while. For this reason, do not connect the nut too tightly or too loosely.

 Pull and lower the pressure lever on the wire feed rollers, which means bring the
pressure rollers to idle position.

* Remove the welding wire from the point where the roller is connected and cut off the
end with a side chisel.

* Pass the wire through the wire entry slot without releasing the
wire into the rollers and into the torch through the rollers.

iﬁ\u%\'(

i
, gk | I |

e Press the pressure rollers and lift the pressure lever H.
o Turn the on/off switch to position “1” to start the machine &.
e Press the trigger until the wire comes out from the tip of the torch, while observing that the welding wire

roller rotates freely then push and release the trigger a few times to check for any loosening of the winding H.

If loosening and/or backwinding is observed, tighten the screw of the wire bearing system.
« Re-attach the nozzle and contact nozzle to the torch when the wire comes out from the tip of the torch H.
¢ Drive the wire on a Bl board and make the appropriate wire pressure adjustment M and cut the tip of the wire .
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A: Suitable wire pressure and conduit dimensions

B: The wire is distorted since the pressure lever is too tight.

C: The roller surface is deteriorated due to excessive pressure on the pressure lever.

D: The conduit length of the roller is small for the wire used. The shape of the wire is distorted.

E: The conduit length of the roller is big for the wire used. The wire cannot be transmitted to the welding area.

A D E
’ﬁ/-r\ﬁ—'—‘ m—t—— ~ L
H - - —— 1t I

F
\
v

Figure 16 : Pressure Setting and Roller Selection Mistakes

. 3.6 Adjustment of Gas Flow

A Make the gas adjustment and gas test by lifting the wire feed roller pressure lever!

o Adjust the gas flow with the flow control valve. Mild Steel Stainless »
o Practical gas flow rate (CO,, Ar, mixture) is 10 times an Flux Cored Steel Aluminium
. . . . . Metal Cored
of wire diameter. For example, if the wire diameter = . . . .
) ) g 0.8 8Ilt/min 7 1t/min 8 1t/min 8 1t/min
is 0.9 mm, the gas flow rate can be adjusted as g - - - -
10x 0.9 =91/min £ 09 9lt/min 81t/min 9 It/min 9 It/min
2T . = g g g g
« You can use the table on the side for more precise | £ L0 10lt/min  91t/min  10lt/min  101t/min
flow adjustment. E 1.2 121lt/min  11lt/min  121lt/min 12 lt/min
o After adjusting the gas flow, lift the thrust bearing & 1.6 161t/min  15lt/min  161t/min  161t/min

arm and close the wire feed unit door. Note: Recommended values in standard conditions.

. 3.7 Using Trigger Modes

o The trigger mode switch selects 2-position, 4-position or pnt position.

¢ The 2-position operates as shown in Figure 17.

o The 4-position operates as shown in Figure 18. The 4-position provides ease of use for the welder in
long-term and automatic welding operations.

¢ In the pnt mode, the welding starts at the moment the trigger is pressed, the welding continues until the set
time period is on and stands by as long as the off-time period. The process continues in this manner until the
trigger is released and the welding stops as soon as the trigger is released.

1

m

2

* i Y

Switch is triggered

1 q

1

m

2

N

3
T N

4

—,
I N

Switchisr

Switch is triggered

Switch is released

Switch is triggered

Switch is released

Gas starts instantly
Current starts instantly
Wire feeding starts
after pre gas

Wire stops instantly
Current stops after
burn back

Gas stops after post gas

Figure 17 : Using the 2-Position

Gas starts instantly

Gas goes on

Current starts instantly ~ Current goes on

Wire feeding starts
after pre gas

Wire goes on

Gas goes on
Current goes on
Wire goes on

Figure 18 : Using the 4-Position

Wire stops instantly
Current stops after
burn back

Gas stops after post gas
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. 3.8 Starting and Ending the Welding Process

¢ Determine the Coarse Adjustment , Fine Adjustment” and Wire Feed Speed from the welding parameters
table of your machine according to the diameter of the wire you will use, the type of gas you will use and the
thickness of the material to be welded, and set your machine to these settings.

Wire Diameter

Material Thickness
Coarse Adjustment Range
Fine Adjustment

Wire Feeding Speed

Current

<>Lukfs

Voltage

¢ You can start welding after making sure that you comply with all safety rules and take the necessary
precautions.

¢ During welding, instantaneous welding voltage will be displayed in voltmeter and instantaneous welding
current will be displayed in ammeter.

When not welding, leave the torch in such a way that it does not touch the workpiece, the welding
pliers, the hood of the machine and the trigger does not remain pressed.

« After you have finished working with the welding machine, allow the machine to cool down and turn the
on / off switch to “0”. Unplug the machine and close the gas cylinder.

. 3.9 Welding Parameters

» The welding parameters were obtained by horizontal welding with solid wire in laboratory conditions.
Values may vary depending on the application and ambient conditions.

RS 350 M - MW PRO

Cco, Ar/CO, (80/20)

[ = 112|315 1 12[3]5]5
£ 4 111212 1 11[2]2]3
£ a 36|36 2|6 |1]6]|1
pu Bg. 55]75]12[16,5 559 [11]16] 18
- A 75 [ 90 [140[170 75 [110]135[170] 210
® Y] 18,5| 20 [23,5] 27 18 | 20 |21,5]26,5] 29

T~ [2]3]5(10 2 [3[5]5]10
e | 22213 22233
£ F 11571 156 1]2
2 Bg. 6 |11,5( 14 [ 15 7510|1213 [ 15
- A 110 [180]220]230 150 [180[200[220| 270
o Vv 22| 25[27]28 21 [ 25 | 26 |28,5] 29

[ 3[5[10[12]143] 3 | 5|5 |10] 14
£ 4 2|12(|3]|3]|3|1]2]2]|3]3
£ F | 261|247 |[3][6]1]4
ha Bg. 65 9 [105/ 11126 [ 8 ]9 |11]13
- A 170[210[235[250]300[170 [200|220260 | 300
° Vv 21[25]28 (303219 [21,5[ 25 [27 | 32
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RS 450 M - MW PRO

co, Ar/CO, (80/20)
[t~ |[1]2][3 112[3[5]5
£ j 1 1] 11 [1[1]3
£ 3157 12491
2 2rY 41617 5[/6[8([10[21
- A 60 |70 [ 90 70 | 85 [100[120[200
u v 20 [21] 22 19[19]20] 23] 33
X3~ |2 |3]|5]10 235|510
£ a 11122 T(1]2]2]3
£ 618115 57 1[0 2
pc 5 | 7 [85]11 6 [7[10]14]18
5 A 90 [120[140[170] _ [120[140[170[220[270
v 22 |22 24|27 20 [21[24[31[33
CEJ |3 |5][10[12[14[3[5][5[10[14
£ ﬂ Tl2]2|2[2|1[1]2[3]3
£ 7158|110/ 6]9]9]|1]4
o Y 4 [5]9[10[12] 57 [10[11]15
- A 120 140]190[230[250[140[ 180|250 280|350
w v 22 |24 2629|3120 2230|3235
L1 [5 [10]20 5 [10] 20
e ’ 2 33 233
£ 111]3 435
e By 48110 6911
- A 140300350 250/380[440
® v 24 | 32 [ 34 24 34| 36
RS 550 M - MW PRO
co, Ar/CO, (80/20)
X3~ [1]2]3 1]2][3][5]5
e 1 1] 11 [1[1]3
£ ’ 357 12491
2 Qo 578 67 ]9[1]21
- A 60 | 80 [100 80 | 90 [100[130[200
® v 20 | 2122 19 [19.5 20 | 23 | 34
cE1~ [2]3]5]10 2(3]5]|5]10
£ T 1122 T11[2]2]3
£ j 518115 57 1[0 2
2 LFS 6 [8]9[12 7 [ 8 [11]15[19
5 A 120 140[160[180] _ [130[150[180]240[280
v 21 [22[24[27 212224 [32][34
EJi [3[5]10[12][14][3[5]5[10][14
£ a T|2|2[2[2[1[1]2|3]3
£ 7158|110/ 6]9]9]1]4
N 5 |6 |10]11]13] 7 | 8 |11]12] 16
- A 120 [150[220[240[260]160]190[260[290| 350
Q v 22 (24|27 30| 32|20 |22 30] 32| 36
L3 |5 [10]20 5 [10] 20
£ ’ 233 233
£ 1]1]3 435
o Qp 5 911 7 [10[12
- A 150 310[360 260[390[450
w v 24 | 32 | 34 2434 |36
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m . 3.10 Machine Features

24-V Heater Output
» With 24 Volt heater output, it ensures the prevention of the transformer failures whereas safety
requirements are met.

Moving The Fuses Into The Main Board
o [t prevents external intervention by transporting the rear fuses on the main board.

Standby Mode

» With the active stand-by mode, when the machine is not receiving a trigger for a certain period of time, the
machine will go into stand-by mode so that the luminaires on the panel will be switched on and energy is
saved.

Smart Fan Control

¢ The fan will not operate when the machine is in idle position with the smart fan control. The fan is activated
when the machine reaches a certain temperature. This saves energy and reduces iron dust entering the
machine.

Smart Thermal Control
e Smart thermal control ensures digital thermal control and fan control accordingly.

Parameter Setting Via Digital Interface
o The parameters such as the initial gas, final gas, burn back control are easily adjusted via the digital interface.
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@ MAINTENANCE AND SERVICE

¢ Maintenance and repairs to the machine must be carried out by a qualified personnel. Our company will not
be responsible for any accidents that may occur by unauthorized interventions.

e Parts that will be used during repair can be obtained from our authorized services. The use of original spare
parts will extend the life of your machine and prevent performance losses.

¢ Always contact the manufacturer or an authorized service designated by the manufacturer.

« Never make interventions yourself. In this case the macufacturer warranty is no langer valid.

o Always comply with the applicable safety regulations during maintenance and repair.

» Before performing any work on the machine for repair, disconnect the machine’s power plug from the power
supply and wait for 10 seconds for the capacitors to discharge.

. 4.1 Maintenance

-
té Every 3 Months

* Do not remove the warning labels on the device. Replace the worn/torn labels with
the new ones. Labels can be obtained from the authorized service.
o Check your torch, clamps and cables. Pay attention to the connections and the o
durableness of the parts. Replace the damaged/defective parts with the new ones. ¢
Do not ever make additions to/repair the cables. % %
« Ensure adequate space for ventilation. “
» Before starting welding, check the gas flow rate from the tip of the torch with a flow

meter. If the gas flow is high or low, bring it to the appropriate level for the welding
process.

Eé Every 6 Months

¢ Clean and tighten fasteners such as bolts and nuts. M

o Check the lead of the electrode pliers and earth pliers.
 Open the side covers of the machine and clean with low pressure dry air. Do not ——

apply compressed air to electronic components at close range. ég:
« Periodically replace the water in the tank of the water cooling unit with fresh, hard

water and protect it against freezing with antifreeze. ’<“5§/ &@
S
ve

NOTE: The above mentioned periods are the maximum ones that should be applied if no problems are

encountered in your device. Depending on the work load and contamination of your work environment,
you can repeat the above processes more frequently.

A Never operate the machine when covers are open.

. 4.2 Non-Periodic Maintenance

o The Wire Feeding Mechanism must be kept clean and the roller surfaces must not be
lubricated. E@F}
o Always remove any deposits on the mechanism with dry air each time you replace a

welding wire.
o The consumables on the torch should be cleaned regularly. It should be replaced if

necessary. Make sure that these materials are original products for long-term use.
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m . 4.3 Troubleshooting

The following tables contain possible errors to be encountered and their solutions.

Machine is not operating

Reason

e The machine is not connected to
the mains, or the plug is not
connected

o Make sure that the machine is
plugged in

The mains connections are not
correct

e Check whether the mains
connections are correct

The power supply fuses, mains
cable or plug are problematic

¢ Check the power supply fuses,
mains cable and plug

Wire feed motor failure

o The fuse has blown o Check the fuse
e Contactor failure ¢ Check the contactor
e The fuse has blown o Check the fuse

Electronic card failure

Contact the authorized service

The wire feed motor is
operating, but the wire
is not moving further

Wire feed rollers were not chosen
to fit the wire diameter

o Select the appropriate wire feed
roller

The pressure on the wire feed
rollers is too minimal

Adjust the pressure roller

Welding quality is not good

There is a problem in the
connection of grounding clamps
of the machine

Make sure that the grounding
clamps of the machine is
connected to the workpiece

Cables and connection points are
worn out

o Make sure that the cables are
secure and that the connection
points are not worn

Parameter and process selection
are not correct

Make sure that the parameter
and process selection are correct.
Follow the steps below according
to the process you have selected

« Gas flow is not open aor faulty

Check that the gas flow is open,
ensuring that the flow is correct

Welding torch is damaged

Make sure the welding torch is
secure

Consumables were selected
incorrectly or damaged

Appropriate consumables should
be selected and the consumables
on the torch must be cleaned
regularly. Improperly selected or
worn consumables should be
replaced

The pressure adjustment of the
rollers is not correct

e Pressure roller settings must be
made correctly

USER MANUAL
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Fan is not operating

Reason

e The fuse has blown

e Check the fuse

o Fan motor failure

o Contact the authorized service

Machine operates noisily

e Contactor failure

e Contact the authorized service

Unstable and / or non-adjustable
welding current

¢ Diode group failure

o Contact the authorized service

Heater outlet is not operating

e The fuse has blown

o Check the fuse. Contact the
authorized service

. 4.4 Fuses

= re | e || v | rrocedcrour |
F1 10A Fast Motor and Card of the Wire Feeder
F2 1A Delayed Cooler Fan
F3 1A Fast CO2 Heater
F4 1A Fast Card of Voltmeter / Ampermeter

. 4.5 Error Codes

o The uptime of your machine may have

been exceeded

¢ Allow the machine to cool down by
waiting for a while. If the fault
disappears, try to use the machine at
lower amperage values

If the problem continues, contact the
authorized service

¢ Fan may not be working

Check visually whether the fan is
working or not
If the problem continues, contact the

Reading Error

E01 Thermal authorized service
Protection o the front of the air duct
¢ The front of the air inlet-outlet ducts : Ifrt’ﬁz prf)b?grr; fontiii:ers (l:]ocniact the
may be blocked authorized service
¢ Make sure that the working
. . . environment of the machine is not
¢ The machine working environment excessively hot or stuffy
may be too hot or stuffy e If the problem continues, contact the
authorized service
Temperature Sensor . .
EO05 P « There may be a hardware error ¢ Contact the authorized service

www.magmaweld.com
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. 5.1 Fine Settings in the Wire Feed Unit

You can make fine adjustments through the panel above the wire feed motor.

1- Free Wire Feed Button: As long as the button is held pressed, the wire is fed and the gas valve does not
operate. You can use this button to feed the wire into the torch.

2- Free Gas Button: As long as the button is held pressed, gas flow is enabled and wire feed does not run.
You can use this button to change the gas in the system after a gas change.

Free Wire Feeding| Free Gas
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. 5.2 Spare Parts Lists m

Power Source Spare Parts List
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RS350M-MW RS450M-MW RS550M-MW

NO DEFINITION PRO PRO PRO
1 Connector A378002003 A378002003 A378002003
2 Power Connector A378000004 A378000004 A378000004
3 Gas Fitting A256006067 A256006067 A256006067
4 Electronic Card K405000282 K405000282 K405000282
5 Electronic Card RS Filter K405000224 K405000224 K405000262
6 Contactor A311000032 A311000050 A311000050
7 Cooler Fan A250001002 A250001002 A250001002
E Plastic Wheels A225222012 A225222012 A225222012
9 Main Transformer K304100112 K304100109 K304100111
10 Primary-Secondary Coil K302200212 K302200298 K302200211
11 Diode Group A430901010 A430901012 A430901012
12 Switchboard Transformer K304400039 K304400039 K304400039
E Plastic Rotating Wheel A225220108 A225220108 A225220108
14 Choke Coil K304500048 K304500087 K304500087
15 Plastic Rotating Wheel A225220010 A225220010 A225220010
16 Pacco Switch A308032023 A308033115 A308033115
17 Electronic Card K405000291 K405000291 K405000291
18 Welding Plug A377900106 A377900106 A377900106
19 Power Switch A308090004 A308090004 A308090004
20 Pacco Switch A308032020 A308033104 A308033104
21 On/Off Switch A310100007 A310100007 A310100007
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Wire Feeder Spare Parts List

22

No DEFINITION MATERIAL CODE
22 Spool Carrier A229900003
23 Wire Feed Guide Slot K294277225
24 Wire Feed System K93184080
25 Metal-Sheet Swivel Caster A225100014
26 Quick Coupling-Red A245700003
27 Quick Coupling-Blue A245700002
28 Potency Button - Small A229500001
29 Gas Valve A253006019
30 Electronic Card K405000281
31 Hall Effect Sensor A834000002 - A834000003 - A834000004
32 Wire Basket Cover A229900101
33 Plastic Wheels A225222002
34 On / Off Switch A310100010

www.magmaweld.com
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Water Cooling Unit Spare Parts List

/

S gttty S

/

/
1770047,

Rl

/
/

No DEFINITION MATERIAL CODE

35 U Bakelite Holder A229102002

36 Glass Insurance Slot A300190001

37 Water Pump A240000004

38 Radiator A260000004

39 Water Tank New A249000003

30 Quick Coupling-Red A245700003

41 Quick Coupling-Blue A245700002
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. 5.3 Connection Diagrams

adardyIom

ajoy) inding

A. JOULIOJSURL, UTR]

TANAAANT

101E3U0) 1014 our]

B———

__Eﬁn:_v_&s
NS

1944 IIeH

Nup Suipaag aam

—++ I

[]

3

| |

LHT —CQOx

1 [o.nuo)

e

sen

Block Diagram

Ee

aA[eA ploudjos

JSULIOJSUB.L], [0.1)UO0)

USER MANUAL

www.magmaweld.com




RS 350-450-550 M / MW PRO

40 Annex

m Circuit Diagrams
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m Water Unit Circuit Diagram
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) CONSIGNES DE SECURITE

Respectez toutes les consignes de sécurité du manuel!

Informations surla e« Les pictogrammes de sécurité utilisés dans le présent manuel sont destinés a identifier les
Sécurité  dangers potentiels.
2 ¢ Siun pictogramme de sécurité apparait dans le présent manuel, cela signifie qu'il existe un

FR

risque de blessure et que les dangers éventuels doivent étre écartés en lisant attentivement les
explications fournies.

* Le propriétaire de la machine est responsable d’empécher les personnes non autorisées
d’accéder a I'équipement.

« Toute personne appelée a travailler avec cette machine doit posséder 'expérience en soudage
/ coupage ou avoir terminé avec succes la formation requise, lire le présent manuel d’utilisation
avant de travailler et se conformer a tout moment aux consignes de sécurité.

Pictogrammes de
Sécurité
ATTENTION
Q Indique une situation potentiellement dangereuse qui pourrait causer des blessures ou des
dommages. Le fait de ne pas prendre de précautions peut causer des blessures ou des pertes ou
dommages matériels.

@ REMARQUE

Indique des informations et des avertissements concernant 'utilisation de la machine.

4 DANGER

Q Indique une situation imminente dangereuse qui, si elle n’est pas évitée, entrainera une blessure
< grave ou mortelle.

Prise de connaissance < Veuillez lire attentivement le présent manuel d’utilisation, les étiquettes et les consignes de
des consignes de sécurité  sécurité se trouvant sur la machine.
« Assurez-vous que les étiquettes d’avertissement sur la machine sont en bon état. Remplacez les
A étiquettes manquantes ou endommagées.

 Veuillez prendre connaissance des informations concernant I'utilisation et les procédés de
vérification de votre machine.

« Utilisez votre machine dans des environnements de travail appropriés.

* Des modifications inappropriées a votre machine peuvent avoir un impact négatif sur la
sécurité de fonctionnement et la durée de vie de votre machine.

o Le fabricant ne pourra pas étre tenu responsable des conséquences du fonctionnement de
I'appareil en dehors des conditions préconisées.

VAL L LY 1l Veillez a ce que les procédures d'installation soient conformes aux normes nationales en
gl gl matiére d’électricité et aux autres réglements pertinents. L'installation de la machine doit
= étre effectuée par des personnes autorisées.
-,

« Porter un tablier de travail et des gants de protection secs offrant une bonne isolation.
Ne jamais utiliser des gants et des tabliers de travail mouillés ou endommagés.

« Porter des vétements de protection ignifuges contre le risque de brilure. Les vétements utilisés
par I'opérateur doivent étre protégés contre les étincelles, les projections et le rayonnement
d’arc.

¢ Ne travaillez pas seul. Soyez sur d’avoir quelqu’un qui peut vous aider en cas de danger dans
votre lieu de travail

« Ne touchez pas I'électrode avec la main nue. Ne laissez pas étre en contact la pince d’électrode
ou I'électrode avec quelqu’un ou avec un objet alimenté.

* Ne touchez aucun composant électrique.

« Ne touchez pas I'électrode si vous étes en contact avec I'électrode reliée a la surface de travail,
au plancher ou a une autre machine.

« Vous pouvez vous protéger d’une électrisation potentielle en vous isolant de la surface de
travail et du sol. Utilisez un matériau isolant non inflammable, électriquement isolant, sec et
non endommagé, suffisamment grand pour couper le contact de 'opérateur avec la surface de
travail.

« Ne connectez pas plus d’'une électrode au porte-électrode.

¢ Placez bien la pince de masse métal-sur-métal sur votre objet de travail ou sur la table a souder.
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o Vérifiez la torche avant d’utiliser la machine. Assurez-vous que la torche et ses cables sont en

bon état. Assurez-vous de remplacer une torche endommagée ou usée.

Ne pas laisser toucher les deux pinces de masse connectés a deux différents postes. Ceci est

dangereux vu qu'’il y aura deux tensions en circuit ouvert.

Gardez le poste éteint et déconnecter les cibles de soudage quand vous vous ne travaillez pas.

Avant de réparer la machine, retirez toutes les connexions d’alimentation et / ou les

connecteurs ou éteignez la machine.

Soyez prudent lorsque vous utilisez un long cable secteur.

Soyez sur que toutes les connexions sont bien serrées, propres et seches.

Soyez sur que les cdbles sont secs, sans graisses et protégés du métal chaud et des étincelles.

Fil dénudé peut tuer. Controler fréquemment vos cables de soudage. S'il y a des cables

endommagés ou non isolés, réparer ou échanger immédiatement les cables.

Isoler le cable de masse quand il n’est pas connecté a un objet de travail.

Assurez-vous que la mise a la terre de la ligne d’alimentation est correctement connectée.

N'utilisez pas le courant alternatif (AC) dans des endroits humides, mouillés ou confinés. Eviter

également les endroits ou il y aura un risque de chute.

Le courant alternatif doit étre utilisé uniquement s'il est nécessaire pour le proces de soudage.

Sile courant alternatif est obligatoire pour votre travail, utilisez (si existe) votre télécommande

pour régler votre poste.

Les précautions additionnelles sont nécessaires si une des conditions hasardeuses

ci-dessous existe :

¢ Dans des endroits humides ou si vos habilles sont mouillés,

o Sur les structures mettalliques comme les escaliers, les grilles ou les échafauds.,

* Dans des positions comme assises, a genoux ou allongées,

¢ Quand il ya un grand risque d’accident ou d'un contact inévitable avec I'objet de travail ou la
masse.

Pour les conditions mentionnées ci-dessus, utilisez les equippements ci-dessous dans l'ordre de

présentation :

« Un poste MIG semi-automatique en courant continu (DC),

¢ Un poste a souder MMA en courant continu (DC),

« Un poste en courant continue ou alternatif avec la tension réduit a circuit ouvert (VRD).

Procédures a suivre en
cas de I'électrocution

AN + |

o Arrétez le courant électrique.

« Utilisez des matériaux non conductibles comme le bois sec pour couper le contact de la victime
avec les cables ou les endroits alimentés.

« Appelez les services de secours.

Si vous avez suivi une formation aux premiers secours ;

« Sila victime ne respire plus, apres avoir coupé le contact de la victime avec le courant, effectuez

immédiatement la réanimation cardiorespiratoire (RCP). Continuez la RCP jusqu’au moment o

la victime respire de nouveau ou les secours arrivent.,

Utilisez un défibrillateur automatique (DEA) selon les instructions indiquées dessus.

Traiter une brulure électrique comme une brulure thermique. Appliquez des compresses

stériles et froides.

Les piéces mobiles
peuvent causer des
blessures

~

« Eloignez-vous des objets en mouvement.

« Gardez tous les capots de protection tels que les portes, les panneaux, les portes des machines
et des appareils fermés et verrouillés.

Portez des chaussures a coque métallique a protection contre le risque de chute d’objets lourds.

La fumée et les
gaz peuvent étre nocifs
pour votre santé

en
Qﬁw‘?ﬁ SO

Linhalation prolongée de la fumée et du gaz générés par le soudage / coupage et le découpage
est trés nocive pour la santé.

« La sensation de brilure et l'irritation au niveau des yeux, des muqueuses nasales et des voies
respiratoires sont des symptomes d’une ventilation inadéquate. Dans ce cas, veuillez
augmenter immédiatement le niveau de ventilation de la zone de travail et arréter le processus
de soudage / coupage si le probléme persiste.

Créez un systéme d’aération naturelle ou artificielle dans la zone de travail.

Utilisez un systéme d’absorption de fumée approprié a I'endroit ou le soudage / coupage et le
découpage sont effectués. Si nécessaire, installez un systéeme adéquat pour éliminer les fumées
et les gaz accumulés dans I'ensemble de I'atelier. Utilisez un systeme de filtration approprié
pour éviter de polluer 'environnement lors du rejet.

Si vous travaillez dans des espaces étroits ou confinés, ou que vous soudez du plomb,

du béryllium, du cadmium, du zinc, des matériaux revétus ou peints, utilisez une protection
respiratoire autonome en plus des précautions susmentionnées.

www.magmaweld.com
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 Siles bouteilles de gaz sont groupées dans une zone séparée, assurez-y une bonne ventilation,
gardez les soupapes principales fermées lorsque les bouteilles de gaz ne sont pas utilisées, et
surveillez les fuites de gaz éventuelles.

Les gaz protecteurs tels que 'argon étant plus denses que I'air, ils peuvent étre inhalés a la place
de l'air s'ils sont utilisés a l'intérieur. Cela présente également un risque pour votre santé.

Ne soudage / coupage pas dans des environnements contenant des vapeurs d’hydrocarbures
chlorés libérées lors de la lubrification ou de la coloration.

Certaines piéces soudées / coupées nécessitent une ventilation spéciale. Aération spéciale Les
régles de sécurité des produits qui le nécessitent doivent étre lues attentivement. Le masque a
gaz doit étre porté Dans de tels cas, un masque a gaz approprié doit étre porté.

La lumiére émise par
l'arc peut
endommager vos yeux
et votre peau

Lamst

« Pour protéger vos yeux et votre visage, utilisez un masque et un écran de protection en verre
appropriés (4 a 13 selon la norme EN 379).

« Protégez les autres parties nues de votre corps (bras, cou, oreilles, etc.) contre ces rayons a
l'aide des vétements de protection adéquats.

« Munissez votre plan de travail d’écrans anti-flammes au niveau des yeux et accrochez des

panneaux d’avertissement afin que les gens autour de vous ne soient pas exposés aux rayons de

I'arc et métaux chauds.

Cette machine n’est pas destinée a chauffer des tuyaux gelés. Ce procédé provoquera une

explosion, un incendie ou des dommages a votre installation.

Les étincelles et les
protections de piéeces
peuvent blesser vos
yeux

2 |

* Les procédés tels que le soudage / coupage, le meulage, le brossage de la surface peuvent
générer des étincelles et des projections de particules métalliques. Portez des lunettes de
protectio homologuées munies de bordures de protection sous le masque de soudure afin de
prévenir les blessures éventuelles.

Les surfaces chaudes
peuvent causer de
briilures graves

W,

* Ne touchez pas les pieces chaudes a mains nues.

« Avant d’intervenir sur les piéces de la machine, attendez un certain temps pour les laissera
refroidir.

« Sivous devez manipuler les pieces chaudes, portez des outils appropriés, gants de soudage
/ coupage a isolation thermique et vétements résistant au feu.

Le bruit peut altérer
votre capacité d’ouie

e

 Le bruit créé par certains équipements et processus peut altérer I'ouie.
e Sile niveau de bruit est élevé, portez des protege-oreilles agréés.

Le fil de soudage peut
causer des blessures

>

« Ne maintenez pas la torche contre une partie du corps, d’autres personnes ou tout autre métal
lors du dévidage du fil de soudage.

Lors de 'ouverture manuelle du fil de soudage a partir de la bobine - en particulier pour les
diameétres minces - le fil peut étre éjecté de votre main comme un ressort, ce qui pourrait vous
blesser ou blesser des tiers, protégez particulierement vos yeux et votre visage lors de cette
manipulation.

Le procédé de soudage /
coupage peut entrainer des
incendies et des explosions

« Ne jamais souder a proximité de matériaux inflammables. Un incendie ou des explosions
peuvent se produire.

« Enlevez ces matériaux de I'environnement avant de commencer a soudage / coupage ou

couvrez-les avec des couvertures protectrices pour éviter les briilures.

Les régles nationales et internationales spécifiques s’appliquent dans ces domaines.

Ne procédez a aucune opération de soudage / coupage e ni de découpage sur des tubes ou des
tuyaux entiérement fermés.

Avant de soudage / coupage des tubes et des conteneurs fermés, ouvrez-les, videz-les
completement, ventilez-les et nettoyez-les. Prenez toutes les précautions nécessaires lors d’'un
soudage / coupage dans ces types d’endroits.

Ne soudez pas les tubes ou les tuyaux destinés aux substances susceptibles de provoquer une
explosion, un incendie ou d’autres réactions, méme s'ils sont vides.

L'équipement de soudage / coupage chauffe. Par conséquent, ne le placez pas sur des surfaces
qui peuvent facilement étre briilées ou endommagées !

MANUEL D’UTILISATION
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Les étincelles générées lors du soudage peuvent provoquer un incendie. Par conséquent, gardez
un extincteur, de 'eau, du sable et autres matériaux a portée de la main.

Utilisez des clapets anti-retour, régulateurs de gaz et vannes sur les circuits de gaz
inflammables, explosifs et pressurisés. Assurez-vous de leurs vérifications périodiques soient
effectuées et qu’elles fonctionnent correctement.

La maintenance des
machines et appareils par
des personnes non
autorisées peut causer
des blessures

A

« Les équipements électriques ne doivent pas étre réparés par des personnes non autorisées. Les
erreurs éventuelles peuvent entrainer des blessures graves, voire mortelles, lors de I'utilisation.

o Les éléments du circuit de gaz fonctionnent sous pression; I'intervention de personnes non
autorisées peut causer des explosions et des blessures graves pour les utilisateurs.

o [l est recommandé d’effectuer la maintenance technique de la machine et de ses unités
auxiliaires au moins une fois par an.

Soudage / Coupage dans e Effectuez les opérations de soudage / coupage et de découpage dans des espaces confinés et de
des endroits confinés  petits volumes et en compagnie d’une autre personne.
2 « Evitez autant que possible le soudage / coupage et le découpage dans des endroits fermés.

Le fait de ne pas < Prenez toutes les précautions nécessaires pour le transport de la machine. Les zones a

prendre les précautions  transporter, les équipements a utiliser pour le transport et les conditions physiques et la santé
nécessaires lors du  de la personne chargée de la manutention doivent étre conformes au processus de transport.
transport peut e Certaines machines étant extrémement lourdes, il est important de veiller a ce que les
causer des accidents  précautions nécessaires en matiére de sécurité environnementale soient prises pour la
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manutention.

Si la machine de soudage doit étre utilisée sur une plateforme, la capacité de charge de la
plateforme doit étre vérifiée.

En cas d’utilisation d’un véhicule (chariot, chariot élévateur a fourche, etc.) lors du transport
de la machine, assurez-vous que le véhicule et les accessoires d’élingage et d’arrimage
(élingues, sangles d’arrimage, boulons, écrous, roues, etc.) reliant la machine au véhicule sont
intacts.

S'il s’agit d’'un transport manuel, assurez-vous que les accessoires d’élingage et d’arrimage
(élingues, sangles d’arrimage, etc.) et leurs connexions soient bien fixées.

Afin de garantir les conditions de transport nécessaires, consultez les regles de 1'Organisation
Internationale du Travail sur le poids du transport et les réglementations en vigueur dans votre
pays.

Utilisez toujours des poignées ou des anneaux pour le déplacement du bloc d’alimentation. Ne
tirez jamais sur les torches, les cables ou les tuyaux. Transportez toujours les bouteilles de gaz
séparément.

Avant de transporter le matériel de soudage / coupage et de découpe, débranchez toutes les
connexions intermédiaires, puis soulevez et transportez les petites piéces séparément en les
tenant par leurs poignées, et les grandes a I'aide d’'un équipement de manutention approprié tel
que des anneaux de transport ou des chariots élévateurs.

La chute de piéces
peut causer des
blessures

A\

Ne pas positionner correctement I'alimentation électrique ou tout autre équipement peut
causer des blessures graves et des dommages matériels.

« Installer votre machine sur des sols et des plateformes avec une inclinaison maximale de 10°
pour éviter les chutes et les renversements. Préférez les zones immobiles, mais vastes,
facilement ventilées et sans poussiere, qui ne géneront pas le flux de matériaux. Disposez les
cables et tuyaux de telle maniére que personne ne puisse les piétiner ou trébucher dessus. Pour
éviter que les bouteilles de gaz ne se renversent, fixez-les sur la plate-forme pour les machines
équipées d’une plate-forme a gaz adaptée a la bouteille et sur le mur aI'aide une chaine pour les
installations fixes afin d’éviter tout basculement.

Les opéra