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1.Description of production

1. 1Explanation of the model & name

Model: M Z -1250C

Name of produce:Automatic Submerged Machine Arc Wekding Machine

1.2Main using purpose,using range & working environment requirements

1.2.1Using purpose and using range

Inverter DC Submerged Arc welding power source:The IGBT(SIEMENS eupec) inverter
DC submerged Arc welder/hand welding/ carbonize arc planer power source is successfully
developed by the up to date technology.The welding current and welding voltage are digital
showed with accurate welding parameter adjustment. The welding current is more steady by using
current sensor from SEM . Therefore,rhe steady welding process and high quality welding line can
be guaranteed. It is the advanced product of submerged are welding power source at present.
compared with rhe teaditional ptoduct (Silicon controled recrifier),it has the excellence of delicate
welding line .wide welding parameter adjustmentlight weight (1/4~1/5 of silicon controled
rectifier),low clectricity consume (30% save) and good reliability. It is the chief product which
can substitute the traditional product. This welding machine is used with a welding pulley which
can weld automatically under the welding solder It is mainly used for welding all kinds of steel
plate with connections,angles etc.The products can be widely used for carbon steel, low carbon

steel stainless steel,alloy steel,hot-prood steel and complex steel..
1.2.2 Working environment
Height above sea level:< 1000m
Relativehumidity: < 90%(25C )
Relative temperature:-10°'C ~+40°C
The working environment must have no any gas which can influence the welder working,no chemical dust,

no mildew,no caustic substance which 1s easy to burn or blast.

No any acute shaking

1.3 Main technical data

Rated input voltage three phases
Rated welding current 1250A
Rated duty cyclet 100%

Rated welding voltage 44V
No-load voltage 85V

Adjusting range of welding current  100-1250A
Adjusting Rainge of welding voltage 24-44V
Dirameter of wire 3.04.05.06.0
Speed of wire feeding shift wire feeding



Welding speed 15-150cm/min

Upright adjust distance od the head 96mm
(changing the ling and short pole not included)

up angle adjusting of the head 45°
deflection angle of rhe head +45°
The wheel distance od the moving pulley 300mm
Weight of the pulley 52kg
(solder and wire not included)

Capacity of the solder 10L
2.Installation

2.0Safety caution

A Danger For your safety,please obey the rules as following

ADon't touch the electriferous parts of the welder

AThe welder must be grounded. The grouded cable must not be less than 16mm’

ADon't use those cable which diameter is too small or the insulation is broken

A Both input cables and output cables must be firmly connected and good insulation must be
guaranteed

A Ask the ptofeddional man to maintenance the welder regularly

A Be sure to cut off the power when the welder is not in using

2.1The cable diameter of the input power must be more than 25mm.The undulation of the power voltage
must be lower than 10%

2.2Connect the 25mm power cable of the welder MZ-1250Cwith the output of the 16A breaker.The capacity
mustn't be less than 150A.

2.3Favorable ventilation must be guaranteed,Avoid the damage of the welder by the temperature rising too
high.The distance between the welder and the around fraise must be more than 1m.



Installation Diagram 1
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2.4Parallel connect two pieces cables(15m/piece),and connect one side with output positive
pole of the welder power firmly,then connect another side with the bypass of the welding pulley .
Parallel connect two pieces of the cables(Sm/piece),and connect one side with output negative pole
of the welder power firmly.then connect another side with the working piece.The above mentioned
four pieces of cables are accessories of the welder.The left of welder power is positive pole and the
light of welder of weld is negative pole.
3.Structure of the welding pulley (attachment diagram 3)
1.welding wire:Install the welding wire befire welding. The wire must be orderly as much as
possible.
2.Controller:All the welding control can be realized by the controller.
3.Lock the toll of head:If release the handle.the head can be rolles around the welding pullry.
4 Turning handle if the controller:If release the handle,the control box can be turned left and
casy for operation
5.Lock the rail:If release the handle,the rail can be moved left & right.You may adjust the
rail the right welding position that you needed.
6.Flying rings:Use the rings when lifting the pulley.
7.Wire leader:Lead the wire between the two wheels before the wire inside the welding gun.
8.Solder hopper: Fill the solder inside.There is a switch underside of the hopper which can
control the flux of the solder.
9.Adjust the lift of welding gun:Adjust the lift inorder to make the welding wire putout the
gun for about 30mm.
10Solder switch: Control the flux of the solder or stop the solder completely.
11.Adjust the angle of the head:If release the bolt.the head can be turned for 60 degree front
and back.
12 Wire feed roller: The roller is easy abrasion. The attachment part diagram 1
13 Straight proof roller: Straight the wire out the wire feed roller.
14 Pressure adjustment:Use this handle to adjust the pressure of the wire to a normal position.
15.Adjusting handle for the straight roller:Working together with the straight proof roller to
straight the wire.
16.Conductive plate: Connect it with the positive pole of the welder power through the bypass
of the welding pulley by cable.
17 Locking handle for the head lifting:If release the handle,the head can be lifted.
18.Pole of the welding gun:We prepare two pieces of poles for customer's use together witht
the welding machine,You can connect the poles together to a suitable lenfth for the working piece.

19.Switch of the clutch:The pulley can be moved automatically if turn on the switch..You



may turn off the switch before you move the pulley by hand.

20.Conductive nib: It has the function of electric conduction while welding. We prepare one
piece of 3.4.5.6 each together with the welding machine.Note:Different diameter of wire is
suitable for different nibs.customer can make it by himself. Pay attention to the diameter of the nib,
If the nib is too small.the wire can not be put in.If the is too big.the electric conduction is not so
good.If you find the electric are is not steady or are stop you must change the nib immediately.

21.Movable handwheel:It is frequently be used during welding,Adjust it to make the wire to
the opposite welding line,

22 Moving orbit:It is the orbit for the welding pulley.

23 Locking bolt for the adjusting angle of the head:If release the bolt the head can be turmed by the angle of
45 degree.

4.The function of the control panel fiJr the pulley:(Diagram as follows)
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2 Voltage meter:Indicate the welding voltage or the voltage of the movable motor.Selected by the switch "9"

The above two meters indication are different with the indication on the submerged are welding power.We
are in accordance with the indication of the two meters during welding.

3 Power indicting lamp:Indicate the polley has electricity or not.

4. Welding current:Use the button to adjust the welding current. Veering the button can increase the current,

The diagram as following is a corresponding diagram for the dial figure and the current figure for the reference.

Dial Figure 2 3 4 5 6 7 8 9 10 11
Current (A) 200 300 420 | 530 | 640 | 750 | 860 | 970 | 1080 | 1250

5.Welding voltage: Veering the button can increase the are voltage (The speed of the wire feeder becomes
lower).The voltage is different while using different diameter of wire and different welding current even if the
voltage adjusting button is in the same position,The diagram as following indicate the coltagewhile using wire

with 600A current for the reflerence.

Dial Figure 4 4.5 5 35 6 6.5 7 75 8
Voltage (V) 25 26 27 29 31 34 36 42 45




6.Beginning::Press the button when welding begins.

7.8top:Press the button and the welding stops.

8.wire adjusting:Use the button when install the welding wire or adjust the beginning arc distance between
the wire and working piece(1~2mm).Pull it upwards ,then the wire falls back pull it downwards,then the wire
goes ahead Release itand it will be back to the middle position.

9.Welding voltage indicating/moving motor voltage indicating:If the switch is in the position for "welding
voltage" the voltage meter(2)indicetes the welding are voltage,If the switch is in the position for"Motor voltage",
the voltage meter (2) indicates the moving motor voltage.

10.Welding speed:Adjust the moving speed of the pulley.The diagram as follows indicates the moving

distance of the pulley per minute under the different motor voltage for reference.

Voltage (V) 10 | 20 | 30 | 40 | 45 | 50 | 55 | 60 | 65|70 | 80 | 90 |100
Speed cm/min | 10 | 24 | 32 [ 54 | 58 | 64 | 73 | 83 | 89|95 |110| 118 | 132

11.Left move /Right move: Change the moving direction of pulley.

12.Hand operation/Auto-operation: When it is in the position of "Hand-operation",we can test the moving
speed of the pulley (welding speed).

Note:The control panel of the pulley has the function of drop control. Customer may put the function
switch of the power on the position of submerged are welding .

5.Brief introduction for the welding material,and the ceaft.

5.1Welding solder
The fnction of the welding solder is to guarantee the perfect figurations of the welding line Moreover.it can be
melt to cover the pool to prevent the oxygen & nitrogen in the air from entering the pool It can make the metal
reaction with the liquid metal and get rid of the impurity element such as oxygen,hydrogen, sulfur and phosphor
and filter the alloy element that needed,so that the metal of the welding line has perfect mechanical function and
special performance.The solder can be devided into alkalescence solderacidety solder and neutral solder.
According to the chemical character,the solder can be devided intooxidation solder (large SiO,.MnO or FeO
solwler inside),weak oxidation solder and inertia solder (AlO.CaOMgO,CaF inside.almostmo SiO MnO,FeO

inside).



Frequent using for welding solder & wire

Granule suitable
Modelof s ; :
Function degree of Suitable wire current
solder
solder type
Low carbon steel, norma [ low alloy
HI130 0.45~2.5 H10Mn2 AC,DC
steell
i Ni radicle alloy 0.3~2 Ni welding wire AC.DC
HI150 Roller ile wekding 0.45~2.5 2Cr13,3Cr2w8 DC
HI172 High Cr ferrite steel 0.3~2 Suitable wire DC
HJ173 Mn-Al high alloy steel 0.25~2.5 Suitable wire DC
HJ230 Low- carbon steel ;nomal low alloy sreel | 0.45~2.5 HO8MnA H10Mn2 AC.DC
HI250 High strength steel with low alloy 0.3~2 Sitable wire DC
HI251 Refractory steel 0.3~2 Cr-Mo steel wire DC
HJ260 Stainless steel Roller pile welding 0.3~2 Stainless steelwire DC
HI330 low carbin steel and normal low alloy steel | 0.45~2.5 HO8MnA,H10Mn2 DC
HI330 Low alloy steel high steength steel | 0.2~1.4 | Mn-Mo,Mn-Si and Nihigh strength seek wire | AC,DC
HI430 Low carbin steek and nommal low alloy | 0.45~2.5 HOSA .H10MnA AC,DC
HJI431 Low carbin steel and normal lowalloy | 0.45~2.5 HOSA H10MnA AC.DC
Tow carbin steel and normal [ow alloy
HJI432 e 0.2~1.4 HO8A ACDC
HJ433 Low carbon steel 0.45~-2.5 HO8A AC,DC
SJ101 Low-alloy steel 0.3~2 HO8MnAH10MnMoA AC,DC
SH301 Normal steel 0.3~2 HO8MnA,H10Mn2,HO8MnMoA AC,DC
5.2 Welding wire

The use of welding wire is according to the metal welded,It can be devided into charcoal structural steel,alloy

structural steel high alloy steel and kinds of cotored metal wire andspecial alloy wire.The surface of the wire mudt

be smooth so that the it is easy to pull in the gun.Copperized wire on surface is better Copperized wire can not

only prevent the rust but also improve the connection between wire and the nib.Wipe off the oil and dust from the

wire before it 1s used,Otherwise.It can produce the gas inside the welding line and effect the mechanical

performance of the line.

Diameter of steel welding wore and its windage permited

Diameter of wi
i e 20 2.5 3.0 3.2 4.0 50 6.0 6.5 7.0 8.0 9.0
(mm)
' ited
windage perr.m‘ e P 0.6 020
normal precision
Wilkiags pemiited 0,06 -0.08 0.10
high precision




Dirameter of the normal steel weldong wore and the current range

Dia of double wire(mm) 1.6 2.0 24
Diamrter of wire(mm) 20 25 3.0 4.0 5.0 6.0
Current Range(A) 200~400 250~450 350~600 500~800 700~1000 800~1200

5.3The size of the welding line affect
5.3.1 Welding craft data
[J wekding current

If the welding current I is increased,the productivity is increased. Then the fusion proportion T and melt deep H
is emlarged If I is too much high,it can be butned throughand too much heating area.If I is too low,the melt deep
is not enough and break up the figuration.In the condition of normal welding ter,It is direct proportion between
melt deep H and welding current . H=Km X1 Km-proportopn coefficient It is effected by current type,polarity,
diameter odwire and the chemical component of solder.If using thick wire,Km~ lmm/100A;If using thin wire,Km
~1.3mm/100A
[ Arc voltage

It is direct proportion between atc voltage and arc length.If other conditions are not changed,the width of the
line will be obvious increaded and the deep will be decreasd when the are voltage is increasing.
[1 welding speed

Welding wpeed has obvious effect to the melt deep and melt width. When the welding speed is low (Fox
example,the speed is less than 670mm/min),the melt deep is increased along with the welding speed increasing
and slope the arc,In normal condition,the melt deep,melt width and weight of the line will be decresed along with
the welding speed increasing If the speed is up to a position,both the melt deep and melt width will be decreased
obviously.
5.3.2 Welding craft

Both the angle of the welding wire and the working piece much effect to the welding line.
The slope of the wire is devided into front slope and back sloke. The are has different power and heat to the melt if
the direction and magnitude of the angle are different,It can also effect the figuration.If the wire is in back slope,
the metal on the bottom of the pool is thicker,so the deep is decresed and the width is incresed.The slope of the
working piece is devided into upgrade welding and dowm grade welding, The figuraton is different obviously,
when it is upgrade weldingIt is easy to have too much over height bad figuration etc,so we must avoid the
upgrade welding as possible as we can,When we have down grade welding the angle is less than 6~8,the deep and
over height will be decreased and the width is increased a little.So the figuration can be improved But if the angle
is 100 big, it has the short coming for not welding enough or welding hump.
5.3.3Structure factor
(1)Form of slope
Increase the width & deep of the slope,and the deep of the melt well be decreased a little.the over height and

fusion proportion will be decreased obviouslu



(2)Clearance

During the connection welding clearance amendment can adjust the over height of the line and the fusion
proportion.But if the clearance is too large,it is easy to weld through. The diagram as following is the effect
between the clearamee and the size of the welding line,(wire Smm solder HJ330):

5.4 Connection single side welding

melt width ; . ;
Thicknisss Craft data melt deepth{mm) i) over heighttmm) | fusion proportion
ofplate welding , Clearance(mm)
(mm) arc voltage | welding speed
e o[2[4]of2[4aJof2]4]0]2]4
50 7.5 80 7.55.| 20 21 20 2.3 20 1.0 74 64 57
12 700~750 32~34
134 5.6 60 55 10 11 10 20 - - 71 61 46
20 10 9.5 10 27 27 27 30 20 25 60 57 52
20 700~750 36~38 334 11 115 XL 23 22 22 352515 63 58 49
134 65 70 7.0 11 11 10 25 - = 72 61 45
20 105 11 10.5| 34 33 35 35 3.0 25 61 59 55
30 700~750 40~42 334 12 12 11 30 29 30 302015 67 63 69
134 Y5 75 7.5 12 12 12 15 = - 77 72 60

When we use submerged are welder the working piece can make the slope or without maling the slope.
The slope can guarantee not only the deepth of melt but also other craft perpose.Connection single side welding
has several metods as following. weld on the solder plate,weld on the permanent plate or locking bottom,weld on
the casual plate or impending welding.

CIweld on the solder copper plate, We use a copper plate with slope andput the solder in the slope It has the
function not only for mat but also protecting the copper plate from the are effect directly. The slope has the
function of figuration on the back of welding line

[CJweld on the permanent plate or locking bottom. When the working piece permit to keep the permanent p;
ate,we may take this way to weld the working piece which has the thickness of less than 10mm.We take the
locking bottom cinnection to weld the working piece which the thickness is more than 10mm.

O Impending weldingIf the working piece has quality assembling without the clearance,we can use
impending welding. The working piece can not be completely melt. The melt deep is only 2/3 thickness of the plate,
otherwise it is easy to melt through.This method is only suitable for welding connections which require the
working piece not be welded through.

[JWeld on the solder mat The quality of the line is mainly depended on the underlay of the solder equality
of the solder and equality of the welding line assembling.

Diagram 4.1 is the welding conditon for cinnection single side welding on the electromagnetism roof-solder

mat.



Thickness of Assmbecnp Dirameter of Welding Arc voltage welding speed | Granule in the
the plate (mm) clearance(mm) wire(mm) current(A) ()] (cmymin) solder mat
2 0~1.0 1.6 120 24~28 73 thin
1.6(1.6x2) 275~300 28~30 56.7
3 0~1.5 2.0(1.6x2) 275~300 28~30 56.7 thin
3.0(2.0x2) 400~425 25~28 117
2.0(2.0x2) 375~400 28~30 66.7 .
4 0~1.5 thin
4.0(2.0x2) 525~550 28~30 833
2.0(2.0x2) 425-500 32~34 583
5 0~2.5 normal
4.0(2.0x2) 575~625 28~30 67.5
2.0(2.0x2 475 32~34 50
6 0~3.0 ( ) normal
4.0(2.0x2) 600~650 28~32 67.5
0~3.0 4.002.4x2) 650~750 30~34 61.7 normal
0~3.5 4.0(2.4x2) 725~775 30~36 56.7 normal

5.5Double side cinnection welding

[ Impending welding No any clearance or only very small clearance appeared during assembling(not more
than 1mm).The melt deep is less than than half of the thickness of the piece.The melt deep on the other side must
be 60%~70% thickness of the piece .So that the working piece can be welded completely.

[0 Weld on the solder mat,[t is economical to put apart clearance but without the slope on the working piece
during the welding on the first side.The melt deep must be more than 60%~70% on thefirst side.After finish
welding the first side,turn over the working piece for welding another side.The data must be as the same as
thefirst side toguarantee the welding completely.

The diagram 4.2 is the welding conditions for the connection impending double side welding without slope.

: , positive welding data Negative welding data
Thickness | Diameter : 3 : :
) welding welding ) welding welding
of working | of wire welding welding
] voltage ( speed i voltage ( speed
piece(mm) (mm) current(A) v P current(A v N
6 4(2.0x2) 380~420 30 58 430~470 30 55
8 4(2.0x2) 440~480 30 50 480~530 31 50
10 4(2.0x2) 330~570 31 46 590~640 33 46
12 4(2.0x2) 620~660 35 42 680~720 35 41
14 4(2.4x2) 620~660 37 41 730~770 40 38
15 5(2.4x2) 680~720 34-36 63 850~900 36~38 43
17 5 800~850 35~37 60 900~950 37~39 43
18 3 850~900 36~38 60 900~950 38~40 40
20 5 850~900 36~38 42 900~1000 38~40 40
22 5 900~950 37~39 53 1000~1050 38~40) 40
5.6Angle welding
[JBarque shape welding

Make the two sides of the angle line to be 45 It is the bet condition to forn the welding line.It requires the

assembling clearance is not more than 1~1.5mm.Otherwise,some steps must be taken to prevent the liquid metal



disappear.

[Horizontal angle welding

The position of wire and welding line have much effect for the quality of horizontal angle,The angle of
wireis between 20~30 normally. The actual position of the wire must be decided by the connection condition.The
section of the horizontal angle must less than 40~50mm.If the length of the welding angle 13 more than 8 X 8mm,
the metalis easy to overflow.

6.The noemal welding shortcoming and preventions

6.1Air note

a)The hydrate,dust oxygen iron in the solder can produce the air hole in the welding line;

b)The solder cover is not enoufh during the welding

¢)The adhibit of the welding dregs 1s too much;

d)The are magnetism blow deflection. the air hole appears at the end of the welding It can be net duting weld
the thick plate

e)The working piece is polluted by the rust,oil or other things

OCrack

a)Crystal crack:The sulfur,phosphor and other impurity can form the crystal crack during the welding

b)Hydrogen crack: This cracl often appear during the low alloy steel welding,middle alloy steel welding snd
high alloy steel welding.

OWelding dregs

It is cincerned by the assemblingsituation of the working piece and welding craft data beside the dregs doff
performance of the solder.

6.2Preventions

Please take the steps as following according to the welding to the welding quality requirements

[ Completely get rid of the oil,rust,water and other impurity on the welding wire and two sides of 20mm
range of the welding line.

[CIThe welding solder must be drying strictlu and keep then inside of the drying box with the temperatuse 50

(I The callback solder must be prevent the pollution by the oxygon skin.dregs,water and dust etc.

OThe granile in the solder must be perfect.Get rid of the small dust.

[ The thickness of the solder must be perfect.

[JThe assembling clearance must be less than 0.8~1mm during the imprnging welding.

[ When the arc magnetism blow deflection,weld beginning must be from the ground cable side. The ground
cinnection must be firmly.

7.Trouble judgment

7.10nly the professinal electrician can open the welder and repair it

7.2Tuspect the welder with a meter as following

[ The power source is three phases 380/400/415/430VAC.Check if the phasr id absent or the voltage wave
frequently '

[OCheck if the switch of the power source id damaged Check if the fuse id blowout,Check the cabke of the

power source is installed reliably.Otherwise,the welder can notwork nomally



OCheck the fuse of the MZ-1250C power source abd the fuse inside the fusebox are blowout
The control cable id easy to broken becausr of the enriroment,Check the two plugs of the control cable by

the meter:

Foot |12 |34 |5|6|7 |89 |10[11(12(13]14|15[16|17|18|19]20
Estate | on|on|on|on|on|off| on|on|on|on |off|off| on|on | on |off | off | off | off | off

7.3 Trouble and Remedy

Trouble Cause Remedy

1.The welding data id not proper
2.Welding wire can not be streighten
3.0ver-loaded use,the welder protect

1.Adjust the welding data
2.Pay attention to the wire
3.Don't over-load use the machine

automaticall
Y 4 Change the brush or fire the connection

4, Wire feed motor brush damaged or

. 5.Change the wheel and press the wire firmly
connections not firm

6.Change the nibs
7.Pay attention to the solder

5.The wire feed wheel is abrasion and

not press the wire enough

1.The current is : ! , 8.Check the input cable of power souree.
6. The diameter of the mb is to big or -
not steady orthe | | 9.Check the cintrol cable
; it is not smooth
arc stop during Y , ) 10.Change the thermostat
. 7.The solder is inside the nib during the
the welding ) e
welding.So the wire can not be pulled out
8.The input cable of power can nor be
connected properly
9.The control cable can not be connected
properly
10. The radiator is damaged or the ther
mostat is damaged
1.The connection of the control cableis 1.Check the control cable
off inside 2.Tum the switch of the power to the hand
2.The wire feed -2
2 Can not start the power source The weld position.Check the JI on the control plate

wheel recede _
voltage metter has mo voltage indicator and JI on the power

3.The LM324 and 7824 are damaged on | 3.Change the 7824 and LM324
the pulley control plate

when starting




3.When the hand feed the
wire and the pulley start,
the motor rolls but the wire

feed wheel can not roll

1.The bind between the axes of the wire
motor and the wire feed gear-boxis

abrasion

1.Change the bond

4.The exceptional light
indicates when starting
the power switxh off

1.IGBT damaged
2.The input voltage is too low
3.The output diode damaged

1.Change the IGBT
2.Check the power source
3.Change the diode

If you meet the trouble that vou can not settle,please tell our company about the detail phenomena

(pulley hand moving,starting move if regular or not,the pulley starting and the welding power

function is working normally or not etc.)Our company repair it then.

8.Completed product set(packing list)
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PS: R equal
Y cqual
G equal
GR equal
W equal

Red
Yellow
Green

Black
Brown
Blue

Orange

BR equal
BL equal

O  equal

MZ-3C wiring diagram
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A

WARNING

PA

@ Do not touch eleclrically five paris or
electrode with skin or wet clothing.

@ Insulate yourself from work and
grotind.

"

@ Keep flammable materials away.

~~4

@ Wear eye, ear and body prolection.

“"AVISO DE
PRECAUCION

@ No togue las parles o los electrodos
bajo carga con la piel o ropa moja-
da

@ Aislese del trabajo y de la tierra.

@ Mantenga el material combustible
fuera del area de trabajo.

@ Proléjase los ojos, los oidos y el
cuerpo.

French

ATTENTION

@ Ne laissez ni la peau ni des vele-
ments mouiliés entrer en contact
avec des piéces sous lension.

© Isolez-vous du lravail el de la terre.

@ Gardez & |'écart de toul matériel
inflammable.

@ Proiégez vos yeux, vos oreilles el
volre corps.

Ger

WARNUNG

® Beriihren Sie keine stromfiihrenden
Teile oder Elekiroden mit lhrem
Korper oder feuchter Kleidung!

® [solieren Sie sich von den
Elektroden und dem Erdboden!

@ Entlernen Sie brennharres Malerial!

@ Tragen Sie Augen-, Ohren- und Kér-
perschulz!

nsortuguese

ATENCAO

@ Nio loque parles elélricas e elec-
frodos com a pele ou roupa molha-
da.

@ Isole-se da peca e lerma,

@ Mantenha inflaméveis bem guarda-
dos.

@ Use protecdo para a visla, ouvido e
corpo.

TEEEE

HEEPHERH L. NEH e
7¥RhtHTHhEVI L,
CHIBPFT—AsBiENERX

NTVBRICLTTFSL,

*HMAPTVEDDMTDERER
@z LTREYELA,

o5, HAUEKLRERELTT
iy,

Chinese

Q) A sy Sl Ve i@

m o RFRANBYNERBESHGR e B—VIR MR HE IR . oS, HEOHUBHUENEALR,
< o & SR,
= B ® (B ECRIEENTABR,
Korean
- e MEAL 2HEg e gy =& | 0UY =UE WS A7Ix oA, | e, TRl Bof EZITE
ol & mee "ol Had olAR. s,
T = o =gt HXIE M alplAl,
Arabic
v v DS L g G Y el Y @ iy oS A JWLEND AL Al e @ | iy e Ao Al padheg iyl pa @
\a i 3 puapll alay 2 g SV 1 g gt sy
wﬁﬂ plally Al gl

READ AND UNDERSTAND THE MANUFACTURER'’S INSTRUCTION FOR THIS EQUIPMENT AND THE CONSUMABLES TO BE
USED AND FOLLOW YOUR EMPLOYER'’S SAFETY PRACTICES.

SE RECOMIENDA LEER Y ENTENDER LAS INSTRUCCIONES DEL FABRICANTE PARA EL USO DE ESTE EQUIPO Y LOS
CONSUMIBLES QUE VA A UTILIZAR, SIGA LAS MEDIDAS DE SEGURIDAD DE SU SUPERVISOR.

LISEZ ET COMPRENEZ LES INSTRUCTIONS DU FABRICANT EN CE QUI REGARDE CET EQUIPMENT ET LES PRODUITS A
ETRE EMPLOYES ET SUIVEZ LES PROCEDURES DE SECURITE DE VOTRE EMPLOYEUR.

LESEN SIE UND BEFOLGEN SIE DIE BETRIEBSANLEITUNG DER ANLAGE UND DEN ELEKTRODENEINSATZ DES HER-
STELLERS. DIE UNFALLVERHUTUNGSVORSCHRIFTEN DES ARBEITGEBERS SIND EBENFALLS ZU BEACHTEN.



@ Keep your head oul of fumes.
@ Use venlilation or exhaust to
remove fumes from breathing zone.

® Turn power off before servicing.

e Do nof operale with panel open or
guards off.

WARNING

@ Los humos fuera de 1a zona de res-
piracion.

@ Manienga la cabeza fuera de los
humos. Utilice ventilacién o
aspiracion para gases.

@& Desconectar el cable de ali-
mentacién de poder de la miguina
antes de iniciar cualguier semvicio.

@ No operar con panel abierlo o
guardas quitadas.

"™ AVISO DE
PRECAUCION

@ Gardez Ia téte 2 I'écarl des fumées. | ® Débranchez le courant avani I'entre- | ® N'opérez pas avec les panneaux French
@ Utilisez un venlilaleur ou un aspira- lien, ouverts ou avec les dispositifs de
teur pour dter les fumées des zones protection enleveés. ATTE N T I o N
de fravail.
e Vermeiden Sie das Einalmen von @ Sirom vor Wartungsarbeilen # Anfage nie ohne Schulzgehause German
Schweibrauch! abschalten! (Netzstrom vallig dfl- oder Innenschulzverkleidung in
o Sorgen Sie fiir gute Be- und nen; Maschine anhalten!) Betrieh setzen! WARNUNG
Entliiftung des Arbeilsplatzes!
® Mantenha seu roslo da fumaga. ® Nao opere com as lampas removidas. | @ Mantenha-se afastado das partes | " ort#ouese i
® Use venlilagdo e exhausldo para @ Desligue a corrente antes de fazer moventes. AT E N A O
remover fumo da zona respiraldria. Semvigo. @ Nio opere com 0s paineis abertos
@ Nao loque as paries elétricas nuas. ou guardas removidas.
o La—-LPSTEERTEICLT 0 ALTFF LA - H-ERIZEY D eNELPHIA-ENUALLESE e
Fau, HEBCE, FTMBRS 9T % TRERHEELEVTTEL, Jy I
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Korean
e UEZHE SUIIAE HISIAL.| o By HAUES AoHsAlR. e Edo] el dez FF
e SEx|Yon¥e EEIIAE opalAlR, @) ;_I
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22718 MBIRIMR.
Arabic
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LEIA E COMPREENDA AS INSTRUCOES DO FABRICANTE PARA ESTE EQUIPAMENTO E AS PARTES DE USO, E SIGA AS
PRATICAS DE SEGURANGA DO EMPREGADOR.

BOMEPBHO X —H—DETRBEL(EL, ETERLTTEV, FUTRUHORERELR>TTF L

HEANALERNERAENBFELURRSEEANBREME, YHETRANAPSFHRERT.
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