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POPIS OVLADACICH FUNKCi STROJU
TYPU ALFIN TIG HF

OVLADACI PANEL ALFIN TIG HF
L1 L2

ALFIN TIG

G1 DA

SPECIFICATION OF CONTROL PANEL

FRONT PANEL ALFIN TIG HF
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Obrazek 1 - Ovladaci panel ALFIN TIG HF Front panel
led | nazev popis funkce function
x . . , , o When this LED is lit, it means that there
L1 EEB/ %}\? Ip_)cl?vlae?g:wpm St\:(lntjlc;“j’e nnzr\)/gtsitupmch rychlospojkach is power at the output socket of the
' welding machine.
When this LED is lit, it means that the
Zluta LED | LED alarm | gyjiti-i, termostat prehfati se rozepnul. V thermal cut-out for overheating of the
takovém pfipadé ponechte stroj machine has triggered. In th[s case, we
zapnuty, aby ventilator ochladil suggest you leave the machine on to
V'kOHO\;é sougastky. Druhou funkei L2 allow the fan to cool the machine better
L2 vykonov Sy i, and more quickly.
je, Ze pfi zapnuti stroje se rozsviti na 3 When the machine is turned on. L2
. sekundy. BEhem teto doby neni zadny remains on for 3 seconds durin’ which
proud na vystupnich rychlospojkach. Na h . | h | 9
display D1 se zobrazi AL.H. there 1S hovo tage on the welding
machine outlets.
All the displays show the writing AL.H
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Zobrazuje hodnoty svafovacich
parametrd vybranych tlacitkem S2 a to

Allows you to display the value for the
weld current set or the value of the
welding parameter chosen with key S2,

D1 Display — Display jak kodérem E1, tak i dalkovym both in adjustment from the panel
ovladanim. and from the remote
ladani (INTERNAL) and fi th t
control (EXTERNAL).
Encoder to alter the values for the
parameters shown on the display.
Méni hodnoty svafovaciho proudu nebo Q”?hwes cﬁuéo ﬁg??ﬁ:\}vﬁ d\ilglususr?g:tm
E1 | Kodér Encoder hodnoty tlacitkem S2 vybranych y v b Fc)l y f h 9 I
arametra (only by adjustment rom the panel) or
P ' the value for the welding parameter
chosen with key S2 (by both INTERNAL
and EXTERNAL adjustments).
6-pole military connector for
Pro pipojeni dalkového oviadani - REMOTE CONTROL. It can be
potenciometr na hofaku, DOV1 nebo connected to a potent.|c.>meter remote
Konektor pedal. P pouziti pedalu je mozné control or foot control in the last case,
J1 dalk. ovl connector svafovat pouze ve 2T resimech only the two-stroke lift-arc (2T) and the
T pouze Y - two-stroke HF (2T HF) processes can
Regulace ndbéhu/dobéhu proudu je I Th lati £ th
neaktivni be selected. The regu ?tlop of the
ascent/descent ramp time is not
) available.
Cervena LED When this LED is off it shows that
LED EXT | EXTERNAL | Sviti-li, je vybrano nastaveni pomoci adjustment from the panel (INTERNAL)
L14 dalkového ovladani (EXTerni). Nesviti-li, | has been selected, while if the LED is
*F“'EH"EI je vybrano nastavovani pomoci on it shows that adjustment from the
S— ovladaciho panelu. remote control (EXTERNAL) has been
selected.
INT-EXT selection INTERNAL-EXTERNAL selection key.
tlagitko key Zmacknutim se vybira nastavovani By' pressing tp 181 k?Y’ you can s]:elect
svarovaciho proudu bud z ovladaciho ahdjustmelntof the vr\:e ding current r:)m
panelu (INTerni) nebo z potenciometru }f © panel or from the rerpote con'trg '
dalkového ovladace (EXTerni). P¥i a pedal remote controlis used iLis
pouziti pedalu je mozno nastavit pqs§|b e to set the maximum and .
S1 minimum value of the welding current;

=

maximalni a minimalni svar. proud.
Enkodérem E1 nastavime maximum, po
dobu 2s stisknout tlacitko S1, display
zobrazi cXX (XX znamena procentuelni
hodnotu max. proudu, rozsah 1-90%)

with E1 the maximum current is set,
while by pressing the S1 key for two
seconds the minimum current can be
set as a percentage of the set maximum
current, visualized as cXX (XX =
percentage value, from 1 to 90%).

TLACITKO S2 - VYBER SVAROVACICH
PARAMETRU

Obrazek 2 - Kfivka parametrt G1 ovladaciho panelu
Obrazek 2 predstavuje ¢ast grafiky na ovladacim panelu

ALFIN TIG HF.

Svarovaci parametry k nastaveni mohou byt vybrany
stisknutim tlacitka S2. Tladitko S2 je aktivni pouze v TIG
modu. V MMA médu stéle sviti L3. Po kazdém stisku

WELDING PARAMETERS SELECTION BUTTON

L6

L3 L4

welding parameters
The diagram shows the welding parameters that can be

selected clockwise by pressing key S2. Every time the
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key is pressed a led in the diagram lights up to confirm
the display of that parameter on the screen. Once a
parameter has been selected, turn the encoder to change
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tlaCitka S2 se rozsviti uréitéa LED jako potvrzeni, Ze
displej zobrazuje urcité parametry. Po tfech sekundach
necinnosti kodéru E1 po posledni modifikaci parametru,
~preskoci“ vzdy signalizace na LED L3 zobrazujici méd
nastaveni svarovaciho proudu.

Po té, co je vybran parametr, provedte jeho nastaveni
otacenim kodéru E1. Nastavenou hodnotu si elektronika
uchova v paméti i po vypnuti stroje.

NASTAVITELNE HODNOTY PARAMETRU

its value. The new value will be automatically stored. The
key is enabled only in the TIG mode. In the MMA mode
welding current led L3 remains on all the time.

WELDING PARAMETER

Lep | Velding MIN | MAX | DEFAULT POZNAMKY
Parameter
MMA svafovaci Nastavitelné z ovl. panelu nebo dalkového ovladani
L3 fproudlu__ 10 | 250 |80 A (BOV)
currenvtv N9 Adjustable from front and remote control.
T:Suzvlarovam Nastavitelné z ovl. panelu nebo DOV
L3 % & wo 5 | 280 |80 A
current 9 Adjustable from front and remote control.
Er:;‘:g Svarovac] Pouze TIG BILEVEL, v % Iy,
w2
H 0,
L4 Sjrcrgrrfinwggllg\?el 10 200 150 g Only Bi-level TIG, percentage of the welding current.
TIG mode Adjustable from the front.
Spodni proud Pouze TIG puls, v % |y
LS Base current 10 90 40 % | Only pulsed TIG, percentage of the welding current.
] Adjustable from the front.
Horni Cas o Pouze TIG puls
L6 Peak time. ! N 50 & Only pulsed TIG. Adjustable from the front.
L6- Frekvence pulsu Pouze TIG puls
L7 Pulse frequency. 0.1 | 500 ) 100 Hz Only pulsed TIG. Adjustable from the front.
Cas dobé&hu Pouze TIG
L8 proudu 0 25 0 s
Slope-down time. Only TIG. Adjustable from the front.
Koncovy proud Pouze TIG
L9 Final current. 5 280 |5 A Only TIG. Adjustable from the front.
Cas dofuku plynu Pouze TIG
L10 Post-gas time. 0 25 5 S Only TIG. Adjustable from the front.
Cas predfuku
L11 | plynu o |10 |01 s |PouzeTIG
Pre-gas time. Only TIG. Adjustable from the front.
Startovaci proud o Pouze TIG, v % lw4
L12 §tarting current. 2 200 | 50 & Only TIG, percentage of the welding current.
Cas nabéhu Pouze TIG
L13 proudu 0 25 0 s
Slope up time. Only TIG. Adjustable from the front.
Pouze MMA, zobrazeno na display jako Axx (xx=%)
- Hot-start 0 99 30 % | Only MMA, visualized on the display with Hxx (xx =
welding current percentage).
Pouze MMA, zobrazeno na display jako Hxx (xx=%)
- Arc-force 0 99 50 % | Only MMA, visualized on the display with Axx (xx =

welding current percentage).

TLACITKO S2 - SUBMENU

V rezimu MMA je mozno modifikovat po stisku tlacitka
S2 parametry Hot-Start a Arc-Force.

Ve vSech svaf. metodach je po 2s stisku tladitka S2
zpfistupnéno Programové submenu. LO znamena load=
nahrani programu, SA znamena save= ulozeni
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SUBMENU KEY S2

In the MMA modality, by pressing the S2 key, you can
access the regulation of the Arc-force and the Hot-start.
In all the welding modalities, by pressing the S2 key for 2
seconds, you can access the PROGRAMS SUBMENU.
LO appears on the display (LOAD PROGRAM, to load
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programu, ER znamena erase= vymazani programu.
Volba ¢&isla programu se provadi kodérem E1,
poZadovana operace (nahrani, ulozeni, vymaz) se
potvrdi stiskem tlacitka S2.

Stroj umoznuje pouzit 50 pamétovych mist pro programy
(P1- P50), program PO nahraje default hodnoty (tento
program neumozfiuje ukladani a vymaz).

Pro potvrzeni operace zmacknout tlac¢itko S2, jinak po
2s automaticky nastane navrat do hlavniho menu. P¥i
mazani a ukladani obsazenych program( vzdy blika udaj
s Cislem programu.

TLACITKO S3 - VYBER TIG MODU

the program). By using the encoder the other functions
can be displayed: SA (SAVE PROGRAM, to save the
program) and Er (ERASE PROGRAM, to erase the
program). To select the desired function, press the S2
key.

There are 50 locations available to memorize programs
(from P1 to P50), plus the program PO to load the default
values (this program is not available when saving and
erasing).

To confirm the operation with the chosen program press
the S2 key, otherwise after 2 seconds you will
automatically be returned to the main menu. In the saving
and erasing functions, the locations that already contain a
program are displayed with the flashing number of the
program.

S3 — SELECTION KEY FOR TIG WELDING
PROCESS

Symbol Popis funkce

/4

Dvoutakt LIFT ARC (2T) metoda zapaleni
oblouku Skrtnutim elektrody o svafenec

Two-stroke lift-arc (2T)

&y

Ctyitakt LIFT ARC (4T) metoda zapaleni
oblouku Skrtnutim elektrody o svafenec

Four-stroke lift-arc (4T)

zapéleni oblouku pomoci
vysokonapétového zapalovani

I

Dvoutakt HF (2T HF) bezdotykova metoda

Two-stroke HF (2T HF)

zapaleni oblouku pomoci
vysokonapétového zapalovani

%

Ctyitakt HF (4T HF) bezdotykova metoda

Four-stroke HF (4T HF)

svafrovaciho proudu

Ctyftakt BILEVEL (4T BILEVEL) umozhuje
dle potfeby béhem svafovani pfepinat mezi
dvéma predem nastavenymi hodnotami

Four-stroke HF Bi-level (BILEVEL)

TLACITKO S4 - VYBER SVAROVACI METODY

S4 — WELDING MODE SELECTION KEY

Symbol Popis

ReZzim MMA

MMA

Rezim TIG kontinualni

é’b:

Continuous Tig

Rezim TIG puls

(o

Pulsed Tig

Synergic Pulsed Tig.
The pulsation frequency, the peak time and the

ébsm

Rezim TIG puls Synergic - frekvence pulsu,
horni ¢as a spodni proud je nastavovan
automaticky v zavislosti na velikosti svar.
proudu

base currant are set by the manufacturer on a
synergic curve related to the welding current; in
this modality the above-mentioned parameters
can be displayed by pressing the S2 key but they
cannot be modified.
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NASTAVENI DALSICH FUNKCIi STROJE

RESET - DEFAULT (TOVARNI NASTAVENI)

Pfi prvnim spusténi je resetovany a nastaven do
defaultnich hodnot.

Vypnéte stroj hlavnim vypinacem.

Zmacknéte a drzte souCasné tlaCitka S2 a S4 (obr. 1).
PFi podrZzenych S2 a S4 zapnéte stroj hlavnim
vypinacem.

Na display se objevi blikajici FAC.

Zmacknéte tladitko S2, na display se zobrazi STO a stroj
je resetovan.

V8echny ulozené programy jsou vymazany!

NASTAVENI| CHLADICi JEDNOTKY

Vypnéte stroj hlavnim vypinacem.

Zmacknéte a drzte souCasné tlacitka S2 a S3.

PFi podrzenych S2 a S3 zapnéte stroj hlavnim
vypinacem.

Na display D1 se zobrazi C.u.0 (kdyz je chladici jednotka
odpojena)

Na display D1 se zobrazi C.u.1 (kdyz je chladici jednotka
pfipojend)

Pro pfipojeni nebo odpojeni jednotky, nastavte (pfipojeni
nebo odpojeni) to¢enim encoderu a vybrat zmacknutim
klavesy S2.

Kdyz zmacknete béhem vybéru nékterou jinou klavesu,
tak vypadnete z nastavovani bez uloZeni zmény.

NASTAVENi BODOVEHO SVARENI

Podrzte klavesu S3 nejméné na 4 sec. a vstoupite do
menu pro nastaveni bodovani

Na display se zobrazi hlaska SP1 (nastaveno) nebo SP0O
(nenastaveno)

To&enim encodérem nastavite poZadované hodnoty.
Potvrdite stlacenim libovolné klavesy.

Je-li nastaveno bodovéani (SP1), tak stroj funguje pouze
v modu 2T-lift a 2T-HF.

DALKOVE OVLADANI VELIKOSTI SVAROVACIHO
PROUDU

Svarovaci proud je mozné ovladat prostfednictvim
potenciometru zabudovaném v rukovéti hofaku TIG,
pomoci dalkového ovladani DOV1 - vhodné zejména pfi
svafovani MMA nebo pomoci hofaku UP - DOWN.
Odpor potenciometru dalkového ovladani smi byt v
rozmezi 2 - 10 kQ.

Horak
GND

NEXT MENU
PANEL RESET.

In order to carry out the complete reset of the memorized
programs and the set parameters in the front panel and
load the default values, press the S2 and S4 keys
simultaneously when turning on the machine; when FAC
appears flashing (FACTORY PROGRAMS),
manufacturer programs, press the S2 key to confirm the
complete reset. Sto will appear flashing (STORED
PROGRAMS), program loading.

ENABLING THE COOLING UNIT

By keeping keys S2 and S3 pressed during the start-up of
the machine, display D1 will show the message C.u.0 if
the unit is disabled or C.u.1 if it is enabled. For enabling
or disabling the unit operation, set the desired value by
turning the encoder and press key S2 to confirm. If you
press any other key, you will quit the function without
confirming the parameter

ENABLING THE SPOT-WELDING PROCESS

By keeping key S3 pressed for 4 sec. you can enter the
menu for enabling spot welding. The message SP1 (spot
welding enabled) or SPO (spot welding disabled) will be
displayed. By turning the encoder you will select the
desired value that can be confirmed by pressing any key.
If spot welding (SP1) is enabled, only the tig 2t-lift and 2t-
hf modes will be available.

REMOTE CONTROL

A manual remote control can be connected to the power
source via the military connector found on the panel
which allows setting the current value that is necessary
for welding from a position far from the site in which the
welding machine is positioned.

UP-DOWN hotak
GND

tiagitko L tlagitko | ¢ —
hofaku fac. _, hotaku / . 5
xNC g | QLQS
N.C. a4 : DOWN
NG o5 71 Ne o5
Konektor hofaku
Nozni dalkové ovladani-
Hofak s potenciometrem pedal
\—MAX oA . LMAX A
T . JEZDEC oB T JEZDEC oB
MIN c

Konektor DOV

POT: 2KOhm - 10KOhm

POT: 2KOhm - 10KOhm

SRS |- A
—s—»E
N.C. o

POT: 2KOhm - 10KOhm

MG-005-1 SERVICE MANUAL ovladani ALFIN TIG HF



