SVAROG 125 PLASMA

& Plasmovy rezaci stroj

Stroj SVAROG 125 PLASMA je urCen pro fezani kov(
na zakladé moderni technologie déleni materialu
prostrednictvim tenkého paprsku plazmového plynu.

Tato technologie ma oproti jinym metodam

nékolik prednosti:

Viysoka rychlost fezani

Kvalitni fez s minimalni oblasti zménéné struktury materialu
Mensi tepelné deformace fezaného materialu

Moznost fezani uhlikovych a vysoce legovanych,
nerezovych oceli a neZeleznych kov(

Metoda nevyzaduje zadné specialni plyny

Mensi naklady

SVAROG 125 PLASMA je urcena pro kvalitni fezani materiald do
tloustky max. 50 mm uhlikaté oceli. Produktivni fezani uhlikaté oceli
je mozné do tloustky 25 mm.
PFi nizSich narocich na kvalitu fezu Ize profiznout (oddélit) material
tloustky az 55 mm.

SVAROG 125 PLASMA je vybaven proporcionalni ventilem, ktery umozni pfesné nastaveni poZadovaného pracovniho
tlaku plynu a zobrazeni hodnoty tlaku na displeji. Propor¢ni ventil umoZnuje presné nastavit potfebny tlak, respektive
pritok plynu a umozni vysokou pfesnost fezani.

@ Plasma cutting machine

Machine SVAROG 125 PLASMA is designed for cutting metal on the basis
of modern technology cutting material through the thin beam plasma gas.

This technology has several advantages over other methods:
High cutting speed

Quality cut with minimal area of changed material structure

Less thermal deformation of the cut material

Possibility of cutting carbon and high-alloy, stainless steel and non-ferrous metals §
Method does not require any special gases
Less costs

SVAROG 125 PLASMA is designed for high-quality cutting of materials up to 50 mm thick carbon steel. Productive cut-
ting of carbon steel can be to the thickness of 25 mm. At lower demands on the quality of the cut can be cut through
(separate) the material thickness to 55 mm.

SVAROG 125 PLASMA is equipped with the proportional valve that

allows precise setting of the required working pressure of the gas SVAROG 125 PLASMA

and display of the pressure value on the display. A ¥

The proportional valve makes it possible to precisely set the required 1 2 5KST

pressure or gas flow and enables high cutting accuracy. 5.4 g
. .4 bar

Originalni systém SV-FIT umozfiuje s malymi naklady si vy- 13 ﬁ D Q
birat mezi rliznymi tély hofaku (15, 75 nebo 90 stupnd), rliznymi vy- g ez 22V
kony (hofak SVH-105 usetfi spoustu tlakového vzduchu oproti hora-

ku SVH-125). Snadnym odmontovanim mizete hofak se standard- .

ni kratkou rukojeti nahradit horakem s prodlouzenou rukojeti dlou- DISp|aY
hou az 130 cm. Pofizenim prodluzovaciho kabelu m{izete horak snad-

no prodlouzit o 6 m.

#® The original SV-FIT system allows you to choose between
different torch heads (15, 75 or 90 degrees) and power at low cost

(the SVH-105 burner saves a lot of compressed air compared to the
SVH-125 burner). Standard torch handle can be easily replaced with

an extended handles (up to 130 centimeters long). By purchasing an EnkOdér
extension cable, you can easily extend the burner by 6 meters. vr
s tlacitkem
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Ilustrace / Illustration  Obj. Cislo/Part No

Popis / Description

SVAROG 125 PLASMA+zemnici kabel+hofak SVH 125+podvozek
inclusive earthing cable with clamp, torch SVH 105, chassis

m 5.0324
o
5.0329

SVAROG 125 PLASMA CNC+zemnici kabel
inclusive earthing cable with clamp, chassis

N 7039

Hofak Plasma SVH-125 rucni 75° / Torch Plasma SVH-125 hand 75°

= \ 7179

Hofak Plasma SVS-125 0,2 m strojni coax / Torch Plasma SVS-125 0,2 m CNC

(=4 7076

Kabel koax. 6,7 m SV-105/125 6 PIN / Cable Package 6,7 m SV/SV-105/125 6 PIN

s 5.0542

Vozik SVAROG Plasma / Cart SVAROG Plasma

& 5302

Filtr vzduchovy AT 1000 / Air Filter AT 1000

| ] 5303
1 5304

Vlozka filtracni AT 1000 / Air Filter cartridge AT 1000
Sada pro filtr Plasma / Adapter for Plasma

Separator vody / Water separator

T 6078
6079

Odvadé¢ kondenzatll / Condensate drain

Technicka data / Technical data

CESKY

Sitové napéti

Rozsah fezaciho proudu

Napéti naprazdno U,,

Jisténi

Max. efektivni proud I, .

Rezaci proud (DZ=100%) I,

Rezaci proud (DZ=60%) I,

Rezaci proud (DZ=x%) I,

Kryti

Normy

Rozméry (8 x d x v)

Hmotnost

Uginnost

Pfikon v klidovém stavu P10

Pracovni teplota okoli

Relativni vihkost

Nadmotska vyska

Horaky

Max. vstupni tlak vzduchu

Pracovni tlak (Feznani, hofak SVH/SVS 125/6,7-9m)

Pracovni tlak (drazkovani, hofak SVH-125 6,7m)

Spotfeba vzduchu pfi 125 A (hofak SVH/SVS 125/6,7-9m)

Zapalovani oblouku

Rezné parametry (jemnozrnna ocel)

Produktivni propich/fez (I, . )*

Produktivni propich/Ffez (I, DZ=100%)**

Maximélni propich/fez (I, )***

Max. fez (oddéleni) (bocni start) (I,,..)
Jemnozrnnd ocel

Loy Nerez

Kvalitni fez (1, ) * Hiinik
Méd'

Max produktivni fezna rychlost? 2
6 mm
12 mm
25 mm
32 mm
40 mm
Vysvétlivky

Produktivni propich/fez (I, . )*

Palici proces, kdy je plasma nastavena na maximalni Fezaci proud, a je
dosazeno dobré kvality fezu pfi relativné vysoké rychlosti fezani.
Produktivni propich/fez (I, DZ=100%) **

Palici proces, kdy je plasma nastavena na fezaci proud, ktery odpovi-
da 100 % zatéZovateli, a je dosazeno dobré kvality fezu pfi relativné vy-
okeé rychlosti fezéni.

Max. propich/fez (I, )***

Palici proces, kdy je plasma nastavena na maximalni fezaci proud, a je
dosazeno uspokojivé kvality fezu.

Max. Fez (oddéleni) (bocni start) (I,,.,)
Palici proces, kdy je plasma nastavena na maximalni fezaci proud, a je
dosazeno uspokojivé oddéleni materialu.

Kvalitni fez (I,,) *
Pélici proces, kdy je plasma nastavena na maximalni fezaci proud, a je
dosazeno dobré kvality fezu.

Max produktivni Fezna rychlost? 2
Max. rychlost fezu ktera zajisti dobrou kvalitu fezu pfi maximalnim fe-
zacim proudu.

© ALFAIN a.s., foto ilustracni, vyhrazujeme si pravo zmén. Images illustration, right of change reserved.

ENGLISH J./Units SVAROG 125 plasma
Mains voltage V/Hz 3 x 400/50-60
Cutting current range A 20/88,0 - 125/170,0
Open-circuit voltage U, \Y 400
Mains protection A 32@
Max. effective current I, . A 44,0
Cutting current (DC=100%) I, A 125
Cutting current (DC=60%) I, A 125
Cutting current (DC=x%) I, A 100%=125
Protection IP23S
Standards CSN EN IEC 60974-1, CSN EN 60974-10 cl. A
Dimensions (w x | x h) mm 378 x 801 x 619
Weight kg 49,0
Efficiency % 92
Input power in idle mode P10 w 37
Ambient temperature °C -10 + +40
Relative humidity % 90
Altiude above see level m max. 1000 m
Torches
Max. Input pressure bar 8,5
Working pressure (Cutting, torch SVH/SVS 125/6,7-9m) bar 5,0-6,0
Working pressure (Gauging, torch SVH-125/6,7m) bar 4,0-45
Air consumption at 125 A (torch SVH/SVS 125/6,7-9m) I/min 295
Arc ignition pneu-mechanic
Cutting parameters (mild steel)
Productive Pierce/Cut (I,,,,)* mm 25%
Productive Pierce/Cut (I2 DC=100%)** mm 25%*
Max. Pierce/Cut (I, )*** mm 35k
Max. Cut (separate mat.) (Edge start) (I, ) mm 55

Mild steel mm 502

. Stainless steel mm 452

Quality Cut (L, ) * Aluminium mm 352

Copper mm 308
Max productive cut speed??
6 mm m/min 7,100
12 mm m/min 2,5144
25 mm m/min 0,8222
32 mm m/min 0,3148
40 mm m/min 0,3744
Explanatory notes
Prm_iuctive Pierce/Cut (1, ,,)* . . . Dily na ru¢ni hofak SVH-125
Cuting prcess ey U e 2 st o e masur g et
Productive Pierce/Cut (I, DC=100%)**
Cutting process whereby the plasma is set to the current equal to 100% of
duty cycle and a good cut quality is achieved at a relatively good speed.
Max. Pierce/Cut (I, )***
Cutting process whereby the plasma is set to the maximum cutting current
and an acceptable cut quality is achieved.
Max. cut (separate mat.) (Edge start) (I,,..)
Cutting process whereby the plasma is set to the maximum cutting current Dily na strojni hofak SVS-125
and an acceptable separation is achieved starting the cut form the edge of Spare Parts for machine torch SVS-125
the material.
Quality Cut (I, ) *

Cutting process whereby the plasma is set to the maximum cutting current
and a good cut quality is achieved.

Max productive cut speed*?
Max cutting speed with a good quality of the cut at a max. cut. current.




