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Cesky

Uvod

Vazeny zékazniku, dékujeme Vam za dlvéru a zakoupeni naseho vyrobku. Pfed uvedenim do provozu si prosim dlkladné prectéte vSsechny pokyny uvedené v
tomto navodu, které vdm umozni seznamit se s timto pfistrojem. Rovnéz je nutné prostudovat vSechny bezpeénosti predpisy, které jsou uvedeny v pfilozeném
dokumentu "Bezpecnostni pokyny a udrzba".

Pro nejoptimdlnéjsi a dlouhodobé pouZiti musite dodrzovat instrukce pro pouZiti a Udrzbu zde uvedené. Ve Vasem zajmu Vam doporucujeme svéfit udrzbu a
pripadné opravy nasi servisni organizaci, kterd ma dostupné pfislusné vybaveni a specidlné vyskoleny personal. Veskeré nase stroje a zafizeni jsou predmétem
dlouhodobého vyvoje. Proto si vyhrazujeme pravo na zménu béhem vyroby.

Popis

Jedna se o kompaktni pfenosny podpétovy svafovaci stroj, ktery byl navrZen pro vysoce kvalitni svafovani hlinikovych, CrNi, ocelovych a specialnich materiald
metodou TIG a MMA. V metodé TIG je schopen doddavat stejnosmérny nebo stfidavy proud. Jedna se o pIné digitalné fizeny svarovaci zdroj s technologii PFC
(Power factor correction). Ta zajistuje stabilni svafovaci proces pfi kolisavém napéti v elektrické siti, p¥i pouZiti dlouhych prodluzovacich kabeld a pfi vyuziti
elektrocentraly bez jakéhokoliv rozdilu na svaFovacim oblouku. Stroj je schopen pracovat jiz od napéti 90 V (60 % podpéti) v elektrické siti. FENIX 250 PFC AC/DC
se vyznacuje vynikajici stabilitou oblouku, jednoduchym ovladanim, vysokym vykonem a Sirokou vybavou. Ke stroji je mozné pfipojit dalkové ovladani. VSechny
ovladaci prvky stroje jsou integrované v tlagitkové klavesnici, ktera zvy3uje pfesnost a spolehlivost ovladéni stroje. Svafovaci stroj FENIX 250 PFC AC/DC je uréen

Technické parametry

TIG | MMA
Napdjeci napéti 50/60 Hz [V] 1x 230 (-60 %; + 15 %)
Jisténi — pomalé [A] 20
Rozsah svarovaciho proudu [A] 10-250 | 10-200
ZatéZzovatel 100 % (40 °C) [A] 150 | 130
ZatéZovatel 60 % (40 °C) [A] 190 | 170
Zatézovatel 30 % (40 °C) [A] 250 | 200
Sitovy proud/pfikon 60 % [A/kVA] 19,5/4,5 | 25,1/5,8
Napéti na prazdno [V] 88
Kryti - IP23S
Rozméry [mm] 476 x 186 x 279
Hmotnost [kg] 14,6




Obsah baleni

Navod k obsluze a
Bezpecnostni instrukce

Plynova hadice

Stroj

Plynova pfipojka

Volitelné prislusenstvi

Svarovaci horak
Up-Down

Svarovaci horak
tlacitko

\—/ \—'/
Kabel Zemnici
Chlazeni elektrody kabel
horaku

F250W

Dalkové O 0
ovladani

-A+

Transportni vozik
Fénix ACDC



Popis hlavnich casti stroje

1. Pfipojka svafovaciho hotaku TIG / kabelu MMA
2. Pfipojka zemniciho kabelu TIG / kabelu MMA
3. Ovladaci konektor

4. Ovladaci tlacitka

5. Displej LED

6. Signalizace funkce V.R.D

7. Signalizace funkce GENERATOR

8. Ovladaci n-kodér

9. Pfipojka ochranného plynu

1. Pfivod ochranného plynu f — N\
2. Sitovy vypinac
3. Sitovy kabel




Prehled funkci a jejich parametry

TIG AC

TIGDC

MMA

Napdjeci napéti [V] 1 x 230 (-60%; + 15%)
Jisténi — pomalé [A] 20

Rozsah svarovaciho proudu [A] 10-250
Zatézovatel 100% (40 °C) [A] 150
Zatézovatel 60% (40 °C) [A] 190
Zatézovatel 30% (40 °C) [A] 250

Predfuk plynu [s] 0,0-25,0
Tvorba kaloty ? 1,6;2,4;3,2;4,0
Down-Slope [s] 0,0-10,0
Koncovy proud [A] min. 10 — max. svarovaci
Dofuk plynu [S] 0,0-25,0
Double pulse (+) % (+) 99

Double pulse (-) % (-) 99
Frekvence AC [Hz] 1-150

Balanc AC (Duty cycle) % 10-90
2-takt/4-takt - ANO

Dalkové ovladani - UP/DOWN; 10k potenciometr
Chladici modul - ANO
Generator - ANO

Omezeni vstupniho proudu - ANO

Napdjeci napéti [V] 1 x 230 (-60%; + 15%)
Jisténi — pomalé [A] 20

Rozsah svarovaciho proudu [A] 10-250
Zatézovatel 100% (40 °C) [A] 150
Zatézovatel 60% (40 °C) [A] 190
Zatézovatel 30% (40 °C) [A] 250

Predfuk plynu [s] 0,0-7,0
Startovaci proud [A] min. 10 — max. svarovaci
Up-Slope [s] 0,0-10,0
Down-Slope [S] 0,0-10,0
Koncovy proud [A] min. 10 — max. svarovaci
Dofuk plynu [s] 0,0-25,0
Zapalovani - HF/LA
2-takt/4-takt - ANO

Double Pulse (+) % (+) 99

Double Pulse (-) % (-) 99

Pulse (12) % 0-99
Frekvence pulzu [Hz] 1-150

Balanc pulzu % 10-90
Délkové ovladani - UP/DOWN; 10k potenciometr
Chladici modul - ANO
Generator - ANO

Omezeni vstupniho proudu - ANO

Napdjeci napéti [V] 1 x 230 (-60%; + 15%)
Jisténi — pomalé [A] 20

Rozsah svarovaciho proudu [A] 10-200
Zatézovatel 100% (40 °C) [A] 130
ZatéZovatel 60% (40 °C) [A] 170
ZatéZovatel 30% (40 °C) [A] 200

SOFT START % (-)90-0

HOT START % 0-100

Doba trvani SOFT/HOT START [s] 0,0-2,0

ARC FORCE % 0-99

ANTI STICK - ON/OFF

V.R.D - ON/OFF
Dalkové ovladani - UP/DOWN; 10k potenciometr
Chladici modul - NE
Generdtor - ANO

Omezeni vstupniho proudu - ANO




TIG SPOT DC  napsjeci napéti V] 1x 230 (-60%; + 15%)
Jisténi — pomalé [A] 20
Rozsah svarovaciho proudu [A] 10-250
Zatézovatel 100% (40 °C) [A] 150
Zatézovatel 60% (40 °C) [A] 190
ZatéZovatel 30% (40 °C) [A] 250
Predfuk plynu [s] 0,0-7,0
Cas bodu (Pulse time) [s] 0,01-5,0
Dofuk plynu [s] 0,0-25,0
2-takt/4-takt - ANO/NE
Dalkové ovladani - UP/DOWN; 10k potenciometr
Chladici modul - ANO
Generator - ANO
Omezeni vstupniho proudu - ANO

Popis ovladaciho panelu

signalizace aktivace funkce
signalizace aktivace fce V.R.D. GENERATOR (nutno aktivovat

. pfi napdjeni stroje generatorem)
FENIX

KUHTREIBER

FEnIX
i} KUHTREIBER

tlacitko slouzici k listovani mezi tlacitko slouZici pro vyvolani skryté nabidky
jednotlivymi funkcemi funkci pro vybranou metodu svafovani nebo
(smér doleva) potvrzovaci tlacitko ve skrytém menu
tlacitko slouzici k listovani tlacitko slouzici k prepnuti do zakladni
mezi jednotlivymi funkcemi obrazovky umozriujici vybér svafovaci

ovladaci n-kodér slouzi k nastaveni
hodnot funkci a nastaveni svarovaciho
proudu

(smér doprava) metody

tlacitko slouzici k prepinani
mezi zakladni a nastavovaci
obrazovkou jednotlivych metod



Nastaveni svafovacich parametru

Nastaveni metody svarovani

Po zapnuti stroje dojde k otevreni zakladni nabidky pro vybér svarovaci
metody. Vybér a potvrzeni svafovaci metody se provadi pomoci ovlada-
cich tlacitek.

TIG AC

Metoda ur¢ena ke svafovani Al materialti AC proudem.

TIGDC

Metoda urcend ke svatovéni CrNi a ocelovych materialt DC proudem.
UmoiZnuje i pajeni.

TIG SPOT

Metoda uréena k rychlému bodovani CrNi a ocelovych materiald.

MMA DC

Metoda urcena ke svafovani obalovanou elektrodou CrNi, Al,

slitin a ocelovych material.

zobrazeni vybrané
svafovaci metody

FENIX

KUHTREIBER

vybér metody

00O

vybér metody slouzi k potvrzeni

vybéru metody

METODA TIG AC

Nastaveni svarovaciho proudu

Nastaveni svarovaciho proudu se provadi pomoci ovladaciho n-kodéru
v hlavnim menu metody. Pfi nastavovani svafovaciho proudu je u hodnoty
zobrazen symbol S — Setting — nastavend hodnota. Stroj je vybaven mére-
nim pracovnich hodnot svarovaciho proudu a napéti. V pribéhu méreni
hodnot je symbol S zménén na M — Measuring — méreni.

Measuring — symbol M
signalizuje namérenou
hodnotu

symbol vybrané
metody TIG AC

KUHTREIBER @]
Wkt 215 Oa0)
A TIG-AC ﬁ

= 86: =
N>

ovladaci n-kodér

Setting — symbol S signalizuje
nastavenou hodnotu

Nastaveni funkce PRE-GAS (pfedfuk plynu)

Funkce slouzi k zajisténi ochranné atmosféry pred zapalenim svafovaciho
oblouku. Stisknutim ovladaciho tlacitka na hofaku dojde k aktivaci funkce,
ktera je aktivni po nastavenou dobu. Po uplynuti nastavené doby dochazi
k zapaleni svatovaciho oblouku.

nastaveni doby trvani funkce
PRE-GAS

KUHTREIBER
lfé,q: 1t F=60Hz D=35%
TIG-AC

g =

PRE-GAS 0.3S

L > =

Nastaveni funkce ROUNDING (tvorba kaloty)
Funkce slouZi k vytvoreni automatického zakulaceni elektrody. Zakulaceni
elektrody je mozno zvolit pro praméry 1,6; 2,4; 3,2; 4,0 mm. Zakulaceni
probéhne pfi zapaleni svafovaciho oblouku. Pfi kazdém pozadavku zaku-
laceni je nutné funkci aktivovat nastavenim pouZitého priméru elektrody.
Po kazdém zakulaceni je funkce automaticky deaktivovana.

FENIX

KUHTREIBER
kd: 11 F=60Hz D=35%
TIG-AC 2]

L > =

nastaveni tvorby zakulaceni elektrody pro
pouzity primér elektrody

Nastaveni funkce DOWN SLOPE (klesani proudu)
Funkce slouzi k plynulému ukonéeni svarovaciho procesu. Spole¢né s funkci
KONCOVY PROUD (END CURRENT) zamezuje, pfi spravném nastaveni, tvor-
bu krateru na konci svaru. Po nastavenou dobu dochazi k plynulém klesani
svarovaciho proudu na hodnotu koncového proudu.

FENIX

KUHTREIBER

¥ é/4= 1t F=60Hz
TIG-AC

DOWN SLOPE 0.8S

O0Od

nastaveni doby trvani
funkce DOWN SLOPE




Nastaveni funkce END CURRENT
(koncovy proud)

Funkce udavéd hodnotu proudu, pfi které dojde k ukonceni svafovaciho
procesu. Spolecné s funkci DOWN SLOPE zamezuje, pfi spravném nastave-
ni, tvorbé krateru na konci svaru.

KUHTREIBER
l’d: 1t F=60Hz D=35%
TIG-AC =

END CURRENT 18A

0O0O0d

nastaveni hodnoty funkce
END CURRENT

Nastaveni funkce POST-GAS (dofuk plynu)

Funkce zajistuje ochranu svaru po ukonéeni svafovaciho procesu a zéroveri
chladi wolframovou elektrodu. Nizka doba trvani funkce mize mit vliv na
kvalitu zapalovéni svafovaciho oblouku z dGvodu oxidace elektrody.

FENIX
KUHTREIBER
kd:n F=60Hz D=35%

TIG-AC ﬁ

nastaveni doby trvani
funkce POST-GAS

Nastaveni funkce DOUBLE PULSE PLUS

(dvojity pulz)

Funkce pulz v pulzu. Pfi pouziti funkce PULSE dochazi ke vstupu druhého
pulzu, ktery ma za nasledek zvyseni privaru materialu a zlZeni svarové
lazné. Je mozZno poutZit i ke zvyseni efektivity a vyssi postupové rychlosti.
Deaktivace funkce se provadi nastavenim hodnoty na 0%.

FENIX

KUHTREIBER
lfé,q: 1t F=60Hz D=35%

TIG-AC

’—Q—‘ ‘ 0.8S

[N\ea
GAS d4.0mm © GAS
o]

PULSE 6%

O0O0d

nastaveni hodnoty funkce
DOUBLE PULSE (+)

.

Nastaveni funkce DOUBLE PULSE MINUS
(dvojity pulz)

Funkce pulz v pulzu. Pfi pouZiti funkce PULSE dochazi ke vstupu druhého
pulzu, ktery ma za nasledek snizeni pravaru materialu a zGzeni svarové
ldzné. Pouzitim této funkce dochazi ke snizeni vnitiniho pnuti materidlu
a tepelnym deformacim materialu. Deaktivace funkce se provadi nastave-
nim hodnoty na 0%.

FENIX
KUHTREIBER
yé{:n F=60Hz D=35%

TIG-AC

< [\ea
GAS d4.0mm = GAS
[ © ]

PULSE -8%

O0O0d

nastaveni hodnoty funkce
DOUBLE PULSE (-)

DOUBLE PULSE (+)

®

£ DOUBLE PULSE (-)

5] 5]

Nastaveni funkce 2-STROKE (rezim 2-takt)

Funkce uddva zplsob aktivace svarovaciho procesu. PFi pouZiti tohoto
rezimu je nutné v prabéhu svarovani mit stisknuté ovlddaci tlacitko, které
zasild signal k aktivaci svatovaciho procesu. Stisknutim ovladaciho tlacitka
dojde k zahajeni svarovaci procesu a postupné aktivaci posloupnosti
funkci. Viz prabéhovy graf déle.

FENIX

KUHTREIBER
kd: i F=60Hz D=35%
TIG-AC 2]

4% 0.8
GAS d4.0mm €] MGAS

__ [ ® |
CYCLE 2-STROKE

O0Oes

aktivace funkce 2-takt




m DOUBLE PULSE UVOLNIT

1 WELDING A DOWN-SLOPE

! CURRENT : END-CURRENT
|
PRE-GAS ROUNDING 0.85 | post-eas
] | 18A )
GAS d4.0 mm

Nastaveni funkce 4-STROKE (rezim 4-takt)

Funkce uddava zplsob aktivace svarovaciho procesu. PFi pouZiti tohoto
rezimu je nutné stlacit ovladaci tlacitko, které zasila signal k aktivaci svafo-
vaciho procesu. Nasledné probéhne aktivace funkce PRE-GAS, néasledné
START CURRENT. Po uvolnéni tladitka dojde k zahajeni svafovaci procesu
pfechodem na WELDING CURRENT a postupné aktivaci dalSich aktivnich
funkci. Pro ukonceni svarovaciho procesu je nutné opétovné stlacit ovla-
daci tlacitko, ¢imz dojde k aktivaci funkce DOWN SLOPE, nasledné END
CURRENT. Po uvolnéni tlac¢itka dojde k ukonceni svatovaciho procesu
a aktivaci funkce POST-GAS. Viz pribéhovy graf nize.

FENIX
KUHTREIBER
kd:n F=60Hz D=35%

TIG-AC )

4%
GAS d4.0mm €] M

CYCLE 4—STROKE

L > = -

aktivace funkce 4-takt

j A h
' | DOUBLE PULSE ' DOWN-SLOPE
' I
: ' : '
i WELDING : | END-CURRENT
y  CURRENT v i
:

0.8S l EPOST-GAS

PRE-GAS ROUNDING
| 18A: &
GAS d4.0 mm GAS

Nastaveni funkce FREQUENCY AC
(frekvence AC proudu)

Funkce umozZiuje nastaveni frekvence — vymény zdporné (svafovaci)
a kladné (Cistici) viny. ZvySovanim frekvence AC dochazi ke snizeni tepelné
deformace materialu a zGZeni svarové [dzné.

FENIX

KUHTREIBER
kd: 11 F=60Hz D=35%
TIG-AC ﬁ
4%
d4.0mm €]

FREQUENCY--GOH

O0O0sd

nastaveni hodnoty funkce
FREQUENCY AC

10

Nastaveni funkce DUTY CYCLE AC
(balanc AC proudu)

Funkce umoZiiuje nastaveni poméru zaporné (svarovaci) a kladné (Cistici)
viny. Zvysovanim hodnoty dochazi ke zvyseni Cisticiho Gcinku a zvySovani
tepelné zatéze wolframové elektrody. V zévislosti na pouzitém priméru
wolframové elektrody je nutné volit hodnotu funkce tak, aby nedochazelo
k prilisSnému zahtivani wolframové elektrody a nasledné tvorbé kulicky na
jejim konci. Nasledkem vytvoreni kulicky dochdzi k nestabilnimu horeni
svafovaciho oblouku a ztraty moznosti fizeni sméru oblouku. Pokud jsou
ve svarové lazni vidét ¢erné tecky, je nutné pridat hodnotu funkce tak, aby
doslo k odstranéni téchto necistot. Nastavenim nizsi hodnoty funkce do-
chazi ke zvyseni penetrace materidlu, ale zaroven také ke snizeni Cisticiho
ucinku. Vysledkem muze byt nedostateéna kvalita vysledného svaru.

FENIX
KUHTREIBER
kd:n F=60Hz D=60%

TIG-AC 2|

METODA TIG DC

Nastaveni svarovaciho proudu

Nastaveni svafovaciho proudu se provadi pomoci ovladaciho n-kodéru
v hlavnim menu metody. Pfi nastavovani svafovaciho proudu je u hodnoty
zobrazen symbol S — Setting — nastavend hodnota. Stroj je vybaven mére-
nim pracovnich hodnot svafovaciho proudu a napéti. V pribéhu méreni
hodnot je symbol S zménén na M — Measuring — méreni.

Measuring — symbol M
signalizuje namérenou
hodnotu

symbol vybrané
metody TIG DC

KUHTREIBER - @
3T 21" el
A TIG-DC ﬂ

= 86: =
N>

Setting — symbol S signalizuje ovladaci
nastavenou hodnotu n-kodér




Nastaveni funkce PRE-GAS (pfedfuk plynu)

Funkce slouzi k zajisténi ochranné atmosféry pred zapalenim svafovaciho
oblouku. Stisknutim ovladaciho tlacitka na horaku dojde k aktivaci funkce,
ktera je aktivni po nastavenou dobu. Po uplynuti nastavené doby dochazi
k zapaleni svafovaciho oblouku.

KUHTREIBER
Wty F=5Hz D=40%
TIG-DC

46%

L > = -

nastaveni hodnoty funkce
PRE-GAS

Nastaveni funkce START CURRENT

(startovaci proud)

Funkce umoznuje nastaveni startovaciho proudu, ktery se aktivuje pfi
zapdleni oblouku. Nastavenim funkce dochazi k eliminaci propéleni svaro-
vaného materialu okamzitym nabéhem hlavniho svafovaciho proudu.

FENIX

KUHTREIBER

F=5Hz

START CURRENT 30A

L > =

nastaveni hodnoty funkce
START CURRENT

Nastaveni funkce UP-SLOPE (plynuly nabéh)
Funkce umozriuje nastaveni plynulého nérGstu proudu z funkce START
CURRENT na hlavni svafovaci proud. Vlivem této funkce dochdzi k po-
stupnému zahfivani pocatku svaru a eliminaci propaleni svafovaného
materidlu.

FENIX

KUHTREIBER
vty F=5Hz D=40%
TIG-DC

46%

UP-SLOPE 1.0S

L > =

nastaveni doby trvani funkce UP-SLOPE

Nastaveni funkce DOWN SLOPE (klesani proudu)
Funkce slouZi k plynulému ukonéeni svafovaciho procesu. Spolec¢né s funkci
KONCOVY PROUD (END CURRENT) zamezuje, pfi spravném nastaveni,
tvorbu krdteru na konci svaru. Po nastavenou dobu dochazi k plynulém
klesani svafovaciho proudu na hodnotu koncového proudu.

FENIX

KUHTREIBER
kd:u F=5Hz D=40%

TIG-DC ®
46%

nastaveni doby trvani
funkce DOWN SLOPE

Nastaveni funkce END CURRENT
(koncovy proud)

Funkce udavd hodnotu proudu, pti které dojde k ukonceni svafovaciho pro-
cesu. Spolecné s funkci DOWN SLOPE zamezuje, pfi sprdvném nastaveni,
tvorbé krateru na konci svaru.

FENIX

KUHTREIBER
Wty F=5Hz D=40%
TIG-DC

46%

nastaveni hodnoty
funkce END CURRENT

Nastaveni funkce POST-GAS (dofuk plynu)

Funkce zajistuje ochranu svaru po ukonéeni svafovaciho procesu a zarovern
chladi wolframovou elektrodu. Nizka doba trvéni funkce méze mit vliv na
kvalitu zapalovani svafovaciho oblouku z divodu oxidace elektrody.

FENIX

KUHTREIBER

F=5Hz

nastaveni doby trvani funkce POST-GAS

11



Nastaveni funkce IGNITION HF/LA

(zapalovani HF/LA)

Funkce umoznuje prepinani mezi moznosti bezdotykového zapalovani
svafovaciho oblouku HF (High Frequency) a dotykového zapalovéani LA
(Lift Arc). Funkci LA je nutno aktivovat pfi pouziti v prostiedich zakazujici
vysokofrekvencni zapaleni oblouku HF nebo v prostfedich, kde by mohlo
dojit k poskozeni jinych zafizeni vysokonapétovym impulzem.

KUHTREIBER
vy F=5Hz D=40%

TIG-DC e ﬁ

IGNITION (HF

—

L > =

aktivace funkce HF (bezdotykové zapalovani)

FENIX
KUHTREIBER
l’érLtl F=5Hz D=40%

TIG-DC e ﬁ

IGNITION LA

O0O0d

aktivace funkce LA (dotykové zapalovani)

Nastaveni funkce 2-STROKE (rezim 2-takt)

Funkce udédvé zpUsob aktivace svafovaciho procesu. Pfi pouZiti tohoto
rezimu je nutné v priibéhu svafovéni mit stisknuté ovladaci tlacitko, které
zasila signdl k aktivaci svarovaciho procesu. Stisknutim ovladaciho tlacitka
dojde k zahdjeni svafovaci procesu a postupné aktivaci posloupnosti
funkci. Viz prabéhovy graf nize.

FENIX

KUHTREIBER

F=5Hz D=40%

L > =

aktivace funkce 2-takt

WELDING CURRENT

\
! 1
! UP-SLOPE & DOUBLEPULSE ! DOWN-SLOPE
! START- 9 I
| CURRENT 46% PULSE | l END-CURRENT
v 1

PRE-GAS l 1.0 1.0 l POST-GAS
5 30A
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Nastaveni funkce 4-STROKE (rezim 4-takt)

Funkce udédvé zpUsob aktivace svafovaciho procesu. Pfi pouziti tohoto
rezimu je nutné stlacit ovladaci tlacitko, které zasila signal k aktivaci
svafovaciho procesu. Ndsledné probéhne aktivace funkce PRE-GAS,
nasledné START CURRENT. Po uvolnéni tlacitka dojde k zahdjeni svafovaci
procesu prechodem na WELDING CURRENT a postupné aktivaci dalsich
aktivnich funkci. Pro ukonceni svafovaciho procesu je nutné opétovné
stladit ovladaci tlacitko, ¢imz dojde k aktivaci funkce DOWN SLOPE,
nasledné END CURRENT. Po uvolnéni tlacitka dojde k ukonceni svafovaciho
procesu a aktivaci funkce POST-GAS. Viz pribéhovy graf nize.

FENIX

KUHTREIBER

lfé,q: 1t F=5Hz D=40%

TIG-DC o ﬁ

1.08

CYCLE 4-STROKE

L > = -

aktivace funkce 4-takt

1 WELDING CURRENT A

I
DOWN-SLOPE

|
UP-SLOPE &~ DOUBLE PULSE
START] 9 ;
| CURRENT 46% PULSE l ENDrCURRENT
\ 4
' 1
PRE-GAS l 11.0S 1.0S l ' pOST-GAS
4 30A: 30A; ¢
GAS ]

Nastaveni funkce DOUBLE PULSE PLUS

(dvojity pulz)

Funkce pulz v pulzu. Pfi pouziti funkce PULSE dochazi ke vstupu druhého
pulzu, ktery mé za nasledek zvy$eni pravaru materidlu a ziZeni svarové
lazné. Je mozno pouizit i ke zvyseni efektivity a vyssi postupové rychlosti.
Deaktivace funkce se provadi nastavenim hodnoty na 0%.

KUHTREIBER

¥ 04: 1t F=5Hz
TIG-DC

PULSE 46%

L > 0 = -

nastaveni hodnoty funkce DOUBLE PULS (+)

DOUBLE PULSE

WELDING- PULSE

CURRENT

1.0

30A
GAST




Nastaveni funkce DOUBLE PULSE MINUS
(dvojity pulz)

Funkce pulz v pulzu. Pfi pouZiti funkce PULSE dochazi ke vstupu druhého
pulzu, ktery ma za nésledek snizeni pravaru materidlu a ztzeni svarové
lazné. Pouzitim této funkce dochazi ke snizeni vnitfniho pnuti materialu
a tepelnym deformacim materialu. Deaktivace funkce se provadi nastave-
nim hodnoty na 0%.

KUOHTREIBER
lfé,q: 1t F=5Hz D=40%
TIG-DC 2]

L > = -

nastaveni hodnoty funkce DOUBLE PULS (-)

DOUBLE PULSE

PULSE
WELDING-CURRENT

1.0

30A
GAS[™

Nastaveni funkce PULSE (dolni proud ,)

Nastavenim hodnoty dochdzi k uréeni dolniho svafovaciho proudu I,
pulzu. Hodnota je uvadéna v % z hlavniho svafovaciho proudu (napft.
hodnota PULSE = 50%, svafovaci proud = 100 A - dolni proud I, = 50 A).
Aktivaci této funkce dochdzi ke snizeni tepelného zatiZeni svafovaného
materialu.

FENIX

KUHTREIBER
kd: 11 F=5Hz D=40%
TIG-DC

2%

PULSE 42%

O0Os

nastaveni hodnoty funkce
PULSE (Down current)

Nastaveni funkce FREQUENCY PULSE

(frekvence pulzu)

Funkce umoZiiuje nastaveni frekvence hlavniho svafovaciho proud
a dolniho pulzniho proudu I,. ZvySovanim frekvence pulzu dochazi ke
snizeni tepelné deformace materidlu a zdzeni svarové lazné.

KUHTREIBER

yd: 11 F=5Hz D=40%

TIG-DC . ﬁ

FREQUENCY=5Hz

L > =

nastaveni hodnoty funkce FREQUENCY PULSE

Nastaveni funkce DUTY CYCLE (balanc proudu)

Funkce umoznuje nastaveni poméru mezi hlavnim svafovacim proudem
a pulznim proudem L. Snizovanim hodnoty pulzniho proudu dochazi ke
snizeni tepelného zatiZzeni svafovaného materidlu a jeho penetraci.

FENIX

KUHTREIBER

kd: 11 F=5Hz D=40%

TIG-DC 5% ﬁ

DUTY CYCLE:

=40%
N—

L > =

nastaveni hodnoty funkce
DUTY CYCLE
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METODA MMA

Nastaveni svarovaciho proudu

Nastaveni svarovaciho proudu se provadi pomoci ovladaciho n-kodéru
v hlavnim menu metody. Pfi nastavovani svafovaciho proudu je u hodnoty
zobrazen symbol S — Setting — nastavend hodnota. Stroj je vybaven mére-
nim pracovnich hodnot svafovaciho proudu a napéti. V pribéhu méreni
hodnot je symbol S zménén na M — Measuring — méreni.

Measuring — symbol M
signalizuje namérenou
hodnotu

symbol vybrané
metody MMA

g [
O

L > 0 = -

Setting — symbol S signalizuje nastavenou hodnotu

Nastaveni funkce SOFT START (nabéh proudu)
Funkce umozZiiuje nastaveni plynulého ndbéhu na svarovaci proud.
Hodnota funkce urcuje zapalovaci proud. Vhodné pouZit napf. u slabych
materiald a ke snizeni poc¢ateéni zatéze jistiCe. Ke spravnému chodu musi
byt nastavena pozadovana doba nabéhu. Bude-li doba trvani na hodnoté
0, je funkce neaktivni.

FENIX

KUHTREIBER

SOFTSTART -20%

L > O = -

nastaveni hodnoty funkce SOFT START

Nastaveni funkce SOFT START TIME

(doba trvani funkce)
Funkce umozriuje nastaveni doby plynulého ndbéhu na svarovaci proud.

FENIX

KUHTREIBER

SOFTSTART -20

nastaveni doby trvéni funkce SOFT START
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Nastaveni funkce HOT START

(snadnéjsi zapaleni)

Funkce umoZiiuje nastaveni hodnoty navySeni svafovaciho proudu pfi
zapalovani svarovaciho oblouku. Funkce usnadnuje zapaleni svarovaciho
oblouku. Ke spravnému chodu musi byt nastavena poZadovana doba
trvani. Bude-li doba trvani na hodnoté 0, je funkce neaktivni.

FENIX

KUHTREIBER

HOTSTART 15%

O0O0d

nastaveni hodnoty funkce HOT START

Nastaveni funkce HOT START TIME

(doba trvani funkce)
Funkce umoznuje nastaveni doby trvani funkce HOT START.

KUHTREIBER

HOTSTART 0.5S

L > = -

nastaveni doby trvani
funkce HOT START

Nastaveni funkce ARC FORCE (stabilita oblouku)

Funkce navysuje energii dodavanou do zkracujiciho se oblouku pfi
metodé MMA, ¢imzZ zrychluje odtavovani elektrody a zabranuje tak jejimu
prilepeni. Funkce je aktivovana, pokud napéti na oblouku klesne pod cca
17 V. Nastavenim hodnoty se urcuje mozné navyseni svarovaciho proudu.

FENIX

KUHTREIBER
.

@

.

ARC-FORCE 30%

O0O0d

nastaveni hodnoty funkce
ARC FORCE




Nastaveni funkce ANTI STICK

(pfilepeni elektrody)

Funkce snizZuje svafovaci napéti na 5V pfi vyhodnoceni zkratu na vystup-
nich svorkach (pfi pfilepeni elektrody k svafovanému materidlu), tim je
umoznéno snadné odlepeni elektrody od svafovaného materialu. Funkci
je mozno aktivovat nebo deaktivovat.

FENIX

KUHTREIBER

ANTISTICK ON
N—"

O0CO0d @

zapnuti / vypnuti ANTI STICK

METODA SPOT TIGDC

Tato funkce je urcena k bodovému svarovani ocelovych a nerezovych ma-
terial(. Pomoci automatického ukonceni svafovaciho oblouku je zajisténo
kvalitni spojeni. UZivatel musi nastavit dostatecny ¢as a vykon pro zajisténi
idedlniho spojeni.

Nastaveni svarovaciho proudu

Nastaveni svafovaciho proudu se provadi pomoci ovladaciho n-kodéru
v hlavnim menu metody. Pfi nastavovani svarovaciho proudu je u hodnoty
zobrazen symbol S — Setting — nastavena hodnota. Stroj je vybaven mére-
nim pracovnich hodnot svafovaciho proudu a napéti. V pribéhu méreni
hodnot je symbol S zménén na M — Measuring — méreni.

Measuring — symbol M
signalizuje namérenou
hodnotu

FENIX

KUHTREIBER
AL 217
A TIG-SPOT

= 86:
C0O©0 ©

Setting - symbol S signalizuje nastavenou hodnotu

e
Op0)

Nastaveni funkce PRE-GAS (pfedfuk plynu)

Funkce slouzi k zajisténi ochranné atmosféry pred zapalenim svafovaciho
oblouku. Stisknutim ovladaciho tlacitka na horaku dojde k aktivaci funkce,
ktera je aktivni po nastavenou dobu. Po uplynuti nastavené doby dochazi
k zapaleni svatovaciho oblouku.

PRE-GAS 4.3S

O0CO0d &

Predfuk plynu

Nastaveni funkce SPOT TIME (délka bodu)
Funkce slouzi k nastaveni délky poZadovaného impulzu pro spojeni
materidlu.

FENIX

KUHTREIBER

lfgf=t1

TIG-SPOT )

009 @

délka bodu

Nastaveni funkce POST-GAS (dofuk plynu)

Funkce zajistuje ochranu svarového kovu po ukonéeni svafovaciho pro-
cesu a zaroven chladi wolframovou elektrodu. Nizkd doba trvéani funkce
muZe mit vliv na kvalitu zapalovani svafovaciho oblouku z divodu oxidace
elektrody.

FENIX

KUHTREIBER

kgt

TIG-SPOT )

POST-GAS 4.3S

0O &

Dofuk plynu
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Skryté menu
Vyvolanim skrytého menu dojde k zobrazeni doplrikovych funkci svafova-
cich metod.

nastaveni funkce
omezeni vstupniho proudu

aktivace funkce
GENERATOR

aktivace a deaktivace
funkce V.R.D.
(pouze pro MMA)

FENIX

KUHTREIBER

VRD - OFF
GENERATOR - OFF
INPUT CURRENT - 50A

+NO PERSON
( INFO
nastaveni informace o stroji, doba pouzivani, datum,

personalizace uzivatele verze firmware

Funkce V.R.D. (snizeni vystupniho napéti)

Jednd se o bezpecnostni systém pouze pro metodu MMA. Po aktivaci funk-
ce dojde ke snizeni vystupni napéti na 15 V. Tato funkce se pouZiva pfi
svafovani pod vodou nebo v prostiedi s vysokou vlhkosti.

Funkce GENERATOR (elektrocentrala)

Aktivaci této funkce dojde k omezeni vykonu zafizeni. Funkce se pouZiva
pfi napéjeni stroje z generatoru (elektrocentrala). Funkci je nutno aktivo-
vat predevsim pfi pouZiti na slabsich elektrocentrélach.

Funkce INPUT CURRENT

(omezeni vstupniho proudu)
Nastavenim hodnoty je umoznéno zafizeni ¢erpat ze sité nastaveny proud.
Omezenim vstupniho proudu dochazi ke snizeni vykonu zatizeni. Funkci je
mozno pouZzit k simulaci ochranného jistice. Napf. pfi provozu zafizeni na
ochranném jisti¢i vykonu 16 A, nastavenim omezeni na 16 A zafizeni upravi
vykon tak, aby byl zaruéen stabilni provoz.

Funkce PERSONALISATION

(personalizace uzivatele)

Funkce umoznuje nastaveni vlastniho profilu uzivatele. Po vytvoreni vlast-
niho uZivatele je moZno vytvaret vlastni svafovaci programy. Kapacita
paméti je 20 uZivatelskych programu. Kazdy profil je mozno zabezpecit
uzivatelskym kédem, aby nedochazelo k neopravnénému prenastaveni.

Zalozeni uzivatele:
1. Zvolte volbu NEW PERSON

zadani nového
uzivatele

KUHTREIBER @
On0)

NO PERSON

A
[

L > =

potvrzeni

16

2. Zadejte nazev uzivatele
zadani uzivatele

vybér znaku

KUHTREIBE

INTITE DELETE
PIN OLD

PIN NEW

_ — ABCDEFGHIJKLMYOPQR
STUVWXYZ0123456789

0000 o

presouvani potvrzeni ndzvu
kurzoru

A
[

3. Zadejte heslo. Tovérni heslo je 0000.
zaddni starého PIN kodu

KUHTREIBER [GEN]
USER DELETE O O
A PIN OLD 00

PIN NEW 0000
_—ABCDEFGHIJKLMNOPQR
sTuvwxYZ23456789
presouvani potvrzeni kddu
kurzoru

4. Zadejte nové heslo.

nastaveni nového PIN kédu

KUHTREIBER

USER DELETE
A PIN OLD 0000
PIN NEW oodl
[]]:D]] _—ABCDEFGHIJKLMNOPQR
STUVWXYZO123&6789
presouvani potvrzeni

pozice kurzoru nového kdédu



5. Zvolte pozici programu. K dispozici je 20 uZivatelskych pozic. UloZeni
programu probiha automaticky zménou pozice.

—— volba uZivatelského programu

FENIX

KUHTREIBER

VRD - OFF

A GENERATOR - OFF
W

INPUT CURRENT - 16A

T ———

presouvani
pozice kurzoru

6. Navrat do hlavni nabidky. K navratu pouZzijte tlacitko slouZici k prepinani
mezi ovladacimi obrazovkami.

jméno uzivatele

FENIX

KUHTREIBER RD] [GEN]
]
e | 23V

—— pozice uZivatelského programu

000% O

prepinaci tlacitko

Odstranéni uzivatele:
1. Otevrete volbu personalizace uZivatele

FENIX

KUHTREIBER

VRD - OFF

A GENERATOR - OFF
[

INPUT CURRENT - 16A
#1

INFO
presouvani potvrzovaci tlacitko
kurzoru

2. Otevrete uZivatelsky profil

volba Upravy nastaveni

ENI
KUHTREIBER @]
USER | Oa0)

USER s |

A\
[

NEW PERSON
presouvani potvrzovaci tlacitko
kurzoru

3. Budete vyzvani k zaddni vaseho hesla

vybér znaku

KUHTREIBER

USER

PN [iooo

123456789

0000 o

presouvani potvrzovaci tlacitko
kurzoru

A
[

4. Zvolte volbu DELETE

volba odstranéni profilu

FENIX

KUHTREIBER @]
USER DELETE O O
A PIN OLD
PIN NEW
(IIIW |_- ABCDEFGHIJKLMNOPQR
STUVWXYZ0123456789
presouvani potvrzovaci tlacitko
kurzoru
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Funkce INFO (informace o stroji)
Pomoci této funkce se zobrazi aktudlni datum, aktudini ¢as, délka provozu
stroje a verze ovladaciho softwaru.

jméno uZivatele aktualni cas

FENI

KUHTREIBER

Cas zapnuti stroje

[NO PERSON

A START:— | | 59:39
TIME: 20:50

IR pATE:
SOFTWARE:—

Oo0coOed

aktualni datum

verze software

Pripojeni chladici jednotky

Ke stroji Fénix 250 PFC AC/DC je mozné ptipojit vodni chlazeni Fénix
250W. Chlazeni je ovlddédno a plné napdjeno strojem. Pfi propojova-
ni dbejte pokynl uvedenych v ndvodu pro pouziti chlazeni Fénix 250W.

Pouziti vodniho chlazeni musi byt uZivatelem manualné aktivovéno.
Aktivace probéhne stisknutim @@ adrzenim po dobu 3s. Po aktivaci se
na displeji zobrazi informacni hlaseni WATER COOLING ON a nasledné se
na displeji zobrazi informacni ikona @ Deaktivace probéhne stisknutim
a drZenim po dobu 3s. Po deaktivaci se na displeji zobraci
informacni hlaseni WATER COOLING OFF a informacni ikona bude pre-
Skrtnuta ﬁ Informaéni hlaseni bude zobrazeno po dobu 1s, poté dojde
k navraceni do vychozi obrazovky svarovaci metody .

informacni ikona

FENIX

KUHTREIBER

Lo g 32
a 60 o
© O @ @

tlacitka
AKTIVACE / DEAKTIVACE

V pripadé chybné funkénosti vodniho chlazeni dojde k blokaci sva-
fovaciho procesu a zastaveni vodniho chlazeni. Pfi zjisténi zavady na
vodnim chlazeni bude na displeji zobrazeno chybové hlaseni: WATER
COOLING ERROR. Chybové hlaseni je mozno odstranit opétovnou deakti-
vaci a naslednou aktivaci chlazeni. V pfipadé, Ze chyba nebyla odstranéna,
chybové hlaseni bude opét zobrazeno.

18

Upozornéni na mozné problémy a jejich pficiny:

— Neni moZné navazat komunikaci s vodnim chlazenim — chlazeni neni
napajeno — problém s pfivodem elektrického napajeni (napf. porucha
mechanického vypinace, porucha kabelového vedeni, porucha napaje-
ciho bloku ve stroji)

— Spatna hodnota napajeciho napéti (napf. ¢erpadlo je napajeno nizkym/
vysokym napétim)

— Nedostateény pritok chladici kapaliny (napf. porucha hofaku, porucha
hadicového okruhu, nizkd hladina chladici kapaliny, porucha ¢erpadla)

FENIX

KUHTREIBER

L > =



Prirucka pro svarece

Pribéh svafovaciho procesu u TIG HF

0-5s _POST GAS

A
y

HF

T b

e sl

IenD

R Ve

SVAROVANI V METODE TIG HF

Zapaleni oblouku se provadi v metodé TIG nasledovné:

- Pripojte svarovaci pfislusenstvi. Svafovaci hotdk na pdl (-), zemnici
kabel na pdl (+), pfipojte ochranny plyn.

- Zapnéte invertor hlavnim vypinacem. Nastavte metodu svarovani TIG
a nastavte parametry svarovani dle vyse uvedeného postupu.

- Stisknéte tlacitko na horaku.

- Pro ukonceni svafovaciho procesu uvolnéte tlacitko na hofaku.

PRUBEH SVAROVACIHO PROCESU U TIG HF

1. Priblizeni wolframové elektrody ke svafovanému materialu.

2. Stisknéte tlacitko na hotaku - vysokofrekvencni (HF) zapaleni oblouku.

3. Svarovaci proces.

4. Zakonceni svarovaciho procesu a aktivace DOWN SLOPE (vyplInéni krate-
ru) se provadi uvolnénim tlacitka na horaku.

. Zakonceni svafovaciho procesu. Digitalni fizeni automaticky vypne svaro-
vaci proces. Aktivace funkce POST-GAS.

(%2

SVAROVANI V METODE TIG LA

Spustte plyn pomoci ventilku na svafovacim hofaku.

1. Priblizeni wolframové elektrody ke svafovanému materialu.

2. Lehky dotek wolframové elektrody svafovaného materidlu (neni nutné skr-

tat).

3. Oddaleni wolframové elektrody a zapaleni svafovaciho oblouku pomoci LA
- velmi nizké opotrebeni wolframové elektrody dotykem.

. Svarovaci proces.

. Zakonéeni svafovaciho procesu a aktivace DOWN SLOPE (vyplnéni krateru)
se provadi oddalenim wolframové elektrody na cca 8 - 10 mm od svafova-
ného materidlu.

(S

Priibéh svafovaciho
procesu u TIG LA Iw

6. Opétovné priblizeni - svarovaci proud se sniZuje po nastavenou dobu na
nastavenou hodnotu koncového proudu (napf. 10 A) - vyplnéni krateru.

7. Zakonceni svafovaciho procesu. Digitélni fizeni automaticky vypne svarova-
ci proces.

Vypnéte plyn pomoci ventilku na svafovacim horaku.

ZAKLADNIi PRAVIDLA PRO SVAROVANI
OBALENOU ELEKTRODOU

Pfepnéte stroj do reZimu MMA — obalena elektroda. V tabulce 4 jsou
uvedeny obecné hodnoty pro volbu elektrody v zévislosti na jejim pramé-
ru a na sile zakladniho materidlu. Tyto Udaje nemaji absolutni hodnotu
a jsou pouze informativni. Pro pfesny vybér sledujte instrukce poskyto-
vané vyrobcem elektrod. PouZity proud zavisi na pozici svareni a typu
spoje a zvysuje se podle tloustky a rozmér( ¢asti.

Tabulka 4
1,5-3 2
3-5 2,5
5-12 3,25
Vice jak 12 4
0-5s POST GAS

ON

IsTART

[:
i

N

IenD
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Tabulka 5
Nastaveni svafovaciho proudu pro dany primér elektrody

Pramér elektrody (mm) Svarovaci proud

(A)
1,6 30-60
2 40-75
2,5 60— 110
3,25 95 — 140
4 140 - 190
5 190 - 240
6 220-330

Pf¥iblizna indikace pradmérného proudu uzivaného pfi svafovani elektroda-
mi pro béZnou ocel je ddna ndasledujicim vzorcem:

1=50x (Pe—1)
kde: | =intenzita svafeciho proudu e = prameér elektrody
Ptiklad pro elektrodu s primérem 4 mm: 1=50x(4—-1)=50x3=150A

DrZeni elektrody pf¥i svafovani:

Obrazek 4

Pfiprava zakladniho materidlu:
V tabulce 6 jsou uvedeny hodnoty pro pfipravu materialu. Rozméry uréete
dle obrézku 5.

Obrazek 5

Tabulka 6
s (mm) a (mm) d (mm) a (°)
0-3 0 0 0
3-6 0 s/2 (max) 0
3-12 0-15 0-2 60
SVAROVANI METODOU TIG

Svarovaci invertory umoziuji svafovat metodou TIG s dotykovym startem.
Metoda TIG je velmi efektivni predevsim pro svafovani nerezovych oceli.
Pfepnéte stroj do rezimu TIG.

Pripojeni svafovaciho hofaku a kabelu:
Zapojte svarovaci hofak na minus pdl a zemnici kabel na plus pdl — pfima
polarita.

Vybér a pfiprava wolframové elektrody:
V tabulce 7 jsou uvedeny hodnoty svafovaciho proudu a priméru pro
wolframové elektrody s 2 % thoria - Cervené znaceni elektrody.

Tabulka 7
1,0 15-75
1,6 60 - 150
2,4 130 - 240

Wolframovou elektrodu pripravte podle hodnot v tabulce 8 a obrazku 6.

Tabulka 8
30 0-30
60-90 30-120
90-120 120-250
Obrazek 6
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Brouseni wolframové elektrody:

Spravnou volbou wolframové elektrody a jeji pfipravou ovlivnime vlastnosti
svafovaciho oblouku, geometrii svaru a Zivotnost elektrody. Elektrodu je
nutné jemné brousit v podéIném sméru dle obrazku 7.

Obrazek 8 znazorriuje vliv brouseni elektrody na jeji Zivotnost.

Obrazek 7 Obrazek 8

Obrazek 8A - jemné a rovnomérné brouseni elektrody v podélném sméru —
Zivotnost az 17 hodin

Obrazek 8B - hrubé a nerovnomérné brouseni v pficném sméru — Zivotnost
5 hodin

Parametry pro porovnani vlivu zpUsobu brouseni elektrody jsou uvedeny
s pouzitim:

HF zapalovani el. oblouku, elektrody @ 3,2 mm, svafovaci proud 150 A
a svafovany material trubka.

Ochranny plyn:
Pro svafovani metodou TIG je nutné pouzit Argon o Cistoté 99,99%. Mnozstvi
pratoku urcete dle tabulky 9.

Tabulka 9
Svarovaci Pramér Svarovaci hubice Prutok
proud elektrody plynu
(A) (mm) n(°) Pramér (mm) (1/min)
6-70 1,0 4/5 6/8,0 5-6
60-140 1,6 4/5/6 6,5/8,0/9,5 6-7
120-240 2,4 6/7 9,5/11,0 7-8

Drzeni svafovaciho hotaku pfi svafovani:

90°

Pozice W (PA)

Pozice H (PB)

15— 40°
—
S~
10— 30
1 N

Pozice H (PB)
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Pozice S (PF)

Pfiprava zakladniho materialu:

V tabulce 10 jsou uvedeny hodnoty pro pfipravu materidlu. Rozméry se urci
podle obrazku 9.

Tabulka 10
s (mm) a (mm) d (mm) a(’)
0-3 0 0 0
3 0 0,5 (max) 0
4-6 1-1,5 1-2 60
Obrazek 9

—< >
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Zakladni pravidla pfi svafovani metodou TIG:

1. Cistota. Oblast svaru p¥i svafovani musi byt zbavena mastnoty, oleje
a ostatnich necistot. Také je nutno dbat na Cistotu pfidavného materialu a
Cisté rukavice svarece pfi svafovani.

2. Privedeni pridavného materidlu, aby se zabradnilo oxidaci, musi byt
odtavujici konec pfidavného materidlu vidy pod ochranou plynu
vytékajiciho z hubice.

3. Typ a prumér wolframovych elektrod je nutné zvolit dle velikosti proudu,
polarity, druhu zékladniho materialu a sloZzeni ochranného plynu.

4. Brouseni wolframovych elektrod. Naostreni Spicky elektrody, by mélo byt
v podélném sméru. Cim nepatrnéjsi je drsnost povrchu $picky, tim klidnéji
hofi el. oblouk a tim vétsi je Zivotnost elektrody.

5. Mnozstvi ochranného plynu je tfeba ptizpGsobit typu svarovani, popf.
velikosti plynové hubice. Po skonceni svafovani musi proudit plyn
dostate¢né dlouho, z divodu ochrany materidlu a wolframové elektrody
pred oxidaci.

Typické chyby TIG svafovani a jejich vliv na kvalitu svaru:

Svarovaci proud je pfilis

Nizky: nestabilni svafovaci oblouk

Vysoky: poruseni $picky wolframovych elektrod vede k neklidnému horeni
oblouku.

Déle mohou byt chyby zplsobeny $patnym vedenim svafovaciho horaku
a Spatnym pridavanim ptidavného materialu.

Upozornéni na mozné problémy
a jejich odstranéni

PFivodni prodluZovaci kabel a svafovaci kabely jsou povazovany za nejcasté;jsi

pfi¢iny problém. V pfipadé naznaku problému postupujte nasledovné:

e zkontrolujte hodnotu doddvaného sitového napéti

e zkontrolujte, zda je privodni kabel dokonale pfipojen k zasuvce
a hlavnimu vypinaci

¢ zkontrolujte, zda jsou pojistky, nebo jisti¢ v pofadku

Pokud pouzivate prodluzovani kabel, zkontrolujte jeho délku, prufez
a pfipojeni.

Zkontrolujte, zda nasledujici ¢asti nejsou vadné:
e hlavni vypinac rozvodné sité
e napajeci zasuvka a hlavni vypinac stroje

POZNAMKA:

| pres VaSe pozadované technické dovednosti nezbytné pro opravu
svafovaciho stroje, Vam v pfipadé poskozeni doporucujeme kontaktovat
nase smluvni servisni partnery nebo servisni oddéleni nasi firmy.

Chybova hlaseni

TEMPERATURE OVER LIMIT — doslo k prehrati stroje — stroj je v této
chvili zablokovén a je nutné vyckat jeho ochlazeni. Po ochlazeni dojde k
automatickému odstranéni chybové hlasky a ndaslednému odblokovéni
stroje.

WATER COOLING ERROR

¢ vodni chlazeni neni pfipojeno

¢ nelze navazat komunikaci s vodnim chlazenim
¢ nizka hladina chladici kapaliny

¢ nezapojeny horak (neuzavieny okruh)

Udrzba

VAROVANI: Pfed tim, ne? provedete jakoukoli kontrolu nebo Gdrzbu uvnité
stroje, odpojte jej od elektrické sité! PFi planovani udriby stroje musi byt
vzata v Gvahu mira a okolnosti vyuZiti stroje. Setrné uZivani a preventivni
udrzba pomahd predchédzet zbytecnym porucham a zidvadam. Pokud
to vyzaduji pracovni podminky stroje, je nutno zvolit intervaly kontrol
a udrzby castéjsi. Zejména v podminkdch, kdy stroj pracuje ve velmi
prasném prostfedi s vodivym prachem, zvolime interval dvakrat za mésic.

PRAVIDELNA UDRZBA A KONTROLA
Kontrolu provadéjte podle EN 60974-4. Vzdy pred pouZzitim stroje kontrolujte
stav svarovacich a privodniho kabelu. NepouZivejte poskozené kabely.

Provedte vizualni kontrolu:
e svarovaci kabely

e napajeci sit

e svafovaci obvod

o kryty

e ovladaci a indikacéni prvky
¢ vSeobecny stav

POZNAMKA: P¥i ¢isténi stlatenym vzduchem (vyfoukdvani necistot) dbejte
zvySené opatrnosti, mize dojit k poskozeni stroje. Nikdy nepouZivejte
rozpoustédla a fedidla (napf. aceton apod.), protoZze mohou poskodit
plastové Casti a napisy na ¢elnim panelu.

Stroj smi opravovat pouze pracovnik s elektrotechnickou kvalifikaci.

Nahradni dily

Originalni nahradni dily byly specidlné navrZeny pro tyto stroje. PouZiti
neorigindlnich nahradnich dild mdze zpUsobit rozdilnosti ve vykonu nebo
redukovat predpokladanou uUroven bezpecnosti. Vyrobce odmitd prevzit
odpovédnost za pouZiti neoriginalnich ndhradnich dild.

UPOZORNENI

Pfi provozovani stroje na vyssi svafovaci proudy mize odbér stroje ze sité
prekracovat hodnotu 16 A. V tom pfipadé je nutné pivodni vidlici vyménit
za pramyslovou vidlici, kterd odpovida jisténi 20 Al Tomuto jisténi musi
soucasné odpovidat provedeni a jisténi elektrického rozvodu.
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English

Introduction

Dear Customer, Thank you for your trust and the purchase of our product. Before starting up, please read all the instructions in this manual carefully to let you
know about this device. It is also necessary to read all the safety regulations in the enclosed document ,Safety instructions and maintenance”.

For the most optimal and long-term use, you must follow the instructions for use and maintenance listed here. In your interest, we recommend that you entrust
maintenance and repairs to our service organization, which has the appropriate equipment and specially trained staff. All of our machines and equipment are
subject to long-term development. Therefore, we reserve the right to change during production.

Description

It is a compact portable undervoltage welding machine designed for high quality welding of aluminum, CrNi, steel and special materials by the TIG and MMA
method. In the TIG method it is able to supply DC or AC current. It is a fully digitally controlled power source with PFC (Power factor correction) technology. This
ensures a stable welding process in case of fluctuating voltage in the mains, using long extension cables and using the power generator without any difference
on the welding arc. The machine is able to operate from a voltage of 90 V (60 % undervoltage) in the mains. The FENIX 250 PFC AC / DC features outstanding
arc stability, easy handling, high performance and a wide range of equipment. The remote control can be connected to the machine. All machine controls are
integrated in the keypad, which increases the accuracy and reliability of the machine control. The FENIX 250 PFC AC / DC welding machine is designed for the
most demanding users.

Technical parameters

TIG | MMA
Input voltage 50/60 Hz [V] 1x 230 (-60 %; + 15 %)
Fuse —slow [A] 20
Welding current range [A] 10-250 | 10 -200
Duty cycle 100 % (40 °C) [A] 150 | 130
Duty cycle 60 % (40 °C) [A] 190 | 170
Duty cycle 30 % (40 °C) [A] 250 | 200
Mains current / input 60 % [A/kVA] 19,5/4,5 | 25,1/5,8
Voltage at no load [V] 88
Protection - IP23S
Dimensions [mm] 476 x 186 x 279
Weight [kel 14,6
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Content of the package

User manual

safety instructions
A L 88!5'
g250; ...

&
Gas hose X (-]

Machine

Gas connection

Optional accessories

Welding torch

Button Up-Down
N \—J
Electrode Grounding
Cooling cable cable
unit

F250W

Remote O 0
control

-A+

Transport trolley
Fénix ACDC
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Description of the main parts of the machine

1. TIG welding torch / MMA cable connection
2.2.TIG grounding cable / MMA cable connection
3. Control connector

4. Control buttons

5. LED Display

6. Signaling function V.R.D.

7. Signaling function Generator

8. Control n-coder

9. Protective gas connection

1. Supply of protective gas f — ™\
2. Power switch

3. Power cable
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List of features and their parameters

TIG AC

TIGDC

MMA

26

Input power 50/60 Hz [V] 1 x 230 (-60%; + 15%)
Protection slow [A] 20

Welding current range [A] 10 -250

Duty cycle 100% (40 °C) [A] 150

Duty cycle 60% (40 °C) [A] 190

Duty cycle 30% (40 °C) [A] 250

Pre-gas [s] 0,0-25,0
Calotte creation 2 1,6;2,4;3,2;4,0
Down-slope [s] 0,0-10,0

End Current [A] min. 10 — max. welding
Post-gas [s] 0,0-25,0
Double pulse (+) % (+) 99

Double pulse (-) % (-) 99

AC frequency [Hz] 1-150

AC Balance (Duty cycle) % 10-90
2-stroke/4-stroke - YES

Remote control - UP/DOWN; 10k potenciometr
Cooling unit - YES
Generator - YES

Input current limitation - YES

Input power 50/60 Hz [V] 1x 230 (-60%; + 15%)
Protection slow [A] 20

Welding current range [A] 10-250

Duty cycle 100% (40 °C) [A] 150

Duty cycle 60% (40 °C) [A] 190

Duty cycle 30% (40 °C) [A] 250

Pre-gas [s] 0,0-7,0
Starting current [A] min. 10 — max. welding
Up-slope [s] 0,0-10,0
Down-slope [S] 0,0-10,0

End Current [A] min. 10A — max. welding
Post-gas [s] 0,0-25,0
Ignition - HF/LA
2-stroke/4-stroke - YES

Double pulse (+) % (+) 99

Double pulse (-) % (-) 99

Pulse (12) % 0-99

Pulse frequency [Hz] 1-150

Pulse balance % 10-90
Remote control - UP/DOWN; 10k potenciometr
Cooling modul - YES
Generator - YES

Input current limitation - YES

Input power 50/60 Hz [V] 1 x 230 (-60%; + 15%)
Protection slow [A] 20

Welding current range [A] 10-200

Duty cycle 100% (40 °C) [A] 130

Duty cycle 60% (40 °C) [A] 170

Duty cycle 30% (40 °C) [A] 200

Soft start % (-)90-0

Hot start % 0-100
Duration of Soft/Hot stard [s] 0,0-2,0

Arc Force % 0-99

Anti Stick - ON/OFF

V.R.D. - ON/OFF
Remote control - UP/DOWN; 10k potenciometr
Cooling unit - NO
Generator - YES

Input current limitation - YES




TIG SPOT DC Input power 50/60 Hz [V]

1 x 230 (-60%; + 15%)

Protection slow [A] 20
Welding current range [A] 10-250
Duty cycle 100% (40 °C) [A] 150
Duty cycle 60% (40 °C) [A] 190
Duty cycle 30% (40 °C) [A] 250
Pre-gas [s] 0,0-7,0
Pulse time [s] 0,01-5,0
Post-gas [s] 0,0-25,0
2-stroke/4-stroke - ANO/NO
Remote control - UP/DOWN; 10k potenciometr
Cooling unit - YES
Generator - YES
Input current limitation - YES

Description of the control panel

Signaling of function Generator

Signaling of V.R.D. activation

FENIX

KUHTREIBER

FEnIX
i} KUHTREIBER

Button to scroll through
individual functions
(to the left)
Button to scroll through
individual functions
(to the right)
Button to switch

between basic and setting
screen of individual methods

(must be activated when the machine
is powered by the generator)

The control n-coder is used to set
the function values and the welding
current setting

button serving (SET)
to invoke hidden features menu for
selected method welding or

confirm button in the hidden menu

Button to switch to
basic (MET) screen
to select welding
methods
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Setting of welding parameters

Setting the welding method

When the machine is turned on, the basic menu opens to select the wel-
ding method. The selection and confirmation of the welding method is
proceed by the control buttons.

TIG AC

Method for welding Al materials with AC current.

TIGDC

Method for welding CrNi and steel materials with DC current. It also
allows soldering.

TIG SPOT

Method for fast spot welding of CrNi and steel materials.

MMA DC

Method for welding with CrNi, Al, alloy and steel materials.

Display the selected
welding method

FENIX

KUHTREIBER

Selection of method

000 &

Selection of method Is used to confirm the

method selection

TIG AC method

Setting the welding current

The welding current setting is performed using the n-encoder in the main
menu of the method. When setting up of the welding current, at the value
the S- as Setting symbol is displayed. The machine is equipped with mea-
surement of welding current and voltage values. During measurement, the
symbol is S changed to M — as Measuring - measurement.

Measuring M — signaling
measured value

Symbol of selected
method —TIG AC

KUHTREIBER
AT 21%
TIG-AC

VAN ]

= 86: =
N>

Setting — symbol S displays
the value

Control n-coder
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Setting the PRE-GAS function

The function serves to provide a protective atmosphere before the wel-
ding arc is ignited. Pressing the control button on the burner will activate
the function that is active for the set time. After the set time has elapsed,
the welding arc starts to fire.

Setting the time duration
of the function PRE-GAS

KUHTREIBER
lfé,q: 1t F=60Hz D=35%
TIG-AC 2]

g =

PRE-GAS 0.3S

L > =

Setting THE ROUNDING function

The function is used to create an automatic rounding of the electrode.
The rounding of the electrode can be selected for diameters 1.6; 2,4; 3.2;
4.0 mm. Rounding will occur when the welding arc is ignited. For every
rounding requirement, the function must be activated by setting the used
electrode diameter. After each rounding, the function is automatically de-
activated.

KUHTREIBER
V1t F=60Hz D=35%
TIG-AC 2|

L > = -

The setting of electrode rounding for the
used electrode diameter

Setting the DOWN-SLOPE function

This function is used to smooth completion of the welding process. Together
with the END CURRENT function, it prevents the creation of the crater at
the end of the weld when properly adjusted. For a set period, the welding
current is continuously lowered to the end current value.

FENIX

KUHTREIBER
ké{:n F=60Hz D=35%
TIG-AC

GAS d4.0mm €]

o]
DOWN SLOPE 0.8S

O0O0d

setting the time duration of the DOWN-SLOPE function




Setting the END-CURRENT function

The function indicates the current value at which the welding process
ends. Together with the DOWN-SLOPE prevents the creation of the crater
at the end of the weld when properly adjusted.

FENIX

KUHTREIBER
l’d: 1t F=60Hz D=35%
TIG-AC =

0.8
GAS d4.0mm €] GAS

[ ® |
END CURRENT 18A

0O0O0d

Setting the value
of End Current function

Setting the POST-GAS function

The function protects the weld after completion of the welding process
and also cools the tungsten electrode. The low duration of the function
may affect the quality of the ignition arc ignition because of the oxidation
of the electrode.

FENIX

KUHTREIBER
vt F=60Hz D=35%
TIG-AC 2|

Setting the time duration
of the POST-GAS function

Setting the DOUBLE-PULSE-PLUS function
Function pulse in a pulse. When using PULSE occurs input of a second pul-
se, which results in increased penetration of the material and narrowing
the weld bath. It can also be used to increase efficiency and speed. Deacti-
vating the function is done by setting the value to 0%.

FENIX

KUHTREIBER
kd: 11 F=60Hz D=35%

TIG-AC

3 NG
[\ea
GAS d4.0mm @ GAS
@]

PULSE 6%

O0O0d

Setting the value of the DOUBLE-PULS (+) function

e

Setting the DOUBLE-PULSE-MINUS function
Function pulse in a pulse. When using PULSE occurs input of a second
pulse, which has the effect of reducing penetration of the material and
narrowing the weld bath. Using this feature reduces the internal stress of
the material and the thermal deformation of the material. Deactivating the
function is done by setting the value to 0%.

KUHTREIBER
V1t F=60Hz D=35%
TIG-AC

PULSE -8%

O0O0d

Setting the value of the DOUBLE-PULS (-) function

DOUBLE PULSE (+)

®

£ DOUBLE PULSE (-)

5] 5]

Setting the 2-STROKE function

The function specifies how to activate the welding process. When using
this mode, the control button must be pressed during welding, which
sends a signal to activate the welding process. Pressing the control button
will initiate the welding process and gradually activate the sequence of
functions. See the Picture below.

KUHTREIBER
Wty F=60Hz D=35%
TIG-AC )

4% 0.8S
GAS dd.0mm (€] MGAS

_ [ © ]
CYCLE 2-STROKE

L > =

Activation of 2-Stroke
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m DOUBLE PULSE UVOLNIT

A pown-sLope

| WELDING
y CURRENT : END-CURRENT
PRE-GAS ROUNDING 1_0.85 | rpostcas
L 4 18A )
GAS d4.0 mm

Setting the 4-STROKE function

The function specifies how to activate the welding process. When using
this mode, you must press the control button, which sends a signal to
activate the welding process. Thereafter, PRE-GAS activates, then START
CURRENT. When the button is released, the welding process starts by mo-
ving to WELDING CURRENT and step-by-step activation of other active
functions. To end the welding process, you must press the control button
again to activate DOWN SLOPE, then END CURRENT. When the button is
released, the welding process ends and the POST-GAS is activated. See the
Picture below.

FENIX
KUHTREIBER
kd:n F=60Hz D=35%

TIG-AC )

4%
GAS d4.0mm €] M

CYCLE 4—STROKE

L > = -

Activation of 4-Stroke

DOUBLE PULSE DOWN-SLOPE
I

WELDING

'
END-CURRENT
CURRENT !

4---5

RELEASE m RELEASE
A :

! H

!

: 1

! v

0.8S l EPOST-GAS

PRE-GAS ROUNDING
| 18A: &
GAS d4.0 mm GAS

Setting THE FREQUENCY AC function
(AC current frequency)

The function allows you to adjust the frequency - negative (welding) and
positive (cleaning) waves. Increasing the AC frequency reduces thermal
deformation of the material and narrows the welding bath.

FENIX

KUHTREIBER
lfé,q: 1t F=60Hz D=35%
TIG-AC 2]

4%
M
GAS d4.0mm GAS

‘= S
FREQUENCY=:60Hz

L > =

Setting the value of the
FREQUENCY AC
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Setting THE DUTY CYCLE AC function
(AC Current Balance)

The function allows you to set the negative (welding) and positive (cle-
aning) waves. Increasing the value increases the cleaning effect and in-
creases the thermal load of the tungsten electrode. Depending on the
diameter of the tungsten electrode used, it is necessary to select the func-
tion value so as not to overheat the tungsten electrode and subsequently
create the ball at the end. As a result of the formation of the ball there is an
unstable burning of the welding arc and the loss of the possibility of con-
trolling the direction of the arc. If black dots are visible in the weld bath,
it is necessary to add a function value so that these dirt can be removed.
Setting a lower function value results in increased penetration of the mate-
rial, but also reduces the cleaning effect. The result may be an insufficient
quality of the resulting weld.

KUHTREIBER
R F=60Hz D=60%
TIG-AC 2]
4%
Q

TIG DC method

Setting the welding current

The welding current setting is performed using the n-encoder in the main
menu of the method. When setting up of the welding current, at the value
the S- as Setting symbol is displayed. The machine is equipped with mea-
surement of welding current and voltage values. During measurement, the
symbol is S changed to M — as Measuring - measurement.

Measuring M - signaling

Symbol of selected
measured value

method —TIG DC

KUHTREIBER I (=

2T 21" oA

TIG-DC
A\ 7}

o 86k
N>

Setting — symbol S displays
the value

Control n-coder



Setting the PRE-GAS function

The function serves to provide a protective atmosphere before the wel-
ding arc is ignited. Pressing the control button on the burner will activate
the function that is active for the set time. After the set time has elapsed,
the welding arc starts to fire.

FENIX

KUHTREIBER
ud:n F=5Hz D=40%
TIG-DC

46%

L > =

Setting the time duration of the function PRE-GAS

Setting the START CURRENT function

The function allows you to set the starting current, which is activated
when the arcis ignited. Setting this function eliminates the burning of the
welded material by the instantaneous start of the main welding current.

FENIX

KUHTREIBER

F=5Hz

Setting the value
of Start Current function

Setting the UP-SLOPE function

The function allows the setting of a continuous increase of the current
from START-CURRENT to main welding current. Thanks to this function,
the boiling start is gradually warmed up and the boiling is eliminated ma-
terial.

F=5Hz

46% \d

UP-SLOPE 1.0S

L > =

Setting the time duration
of the UP-SLOPE
function

Setting the DOWN-SLOPE function

This function is used to smooth completion of the welding process. Together
with the END CURRENT function, it prevents the creation of the crater at
the end of the weld when properly adjusted. For a set period, the welding
current is continuously lowered to the end current value.

FENIX

KUHTREIBER
vty F=5Hz D=40%

TIG-DC 2|
46%

Setting the time duration of the
DOWN-SLOPE function

Setting the END-CURRENT function

The function indicates the current value at which the welding process
ends. Together with the DOWN-SLOPE prevents the creation of the crater
at the end of the weld when properly adjusted.

KUHTREIBER
¥ érq:tl F=5Hz D=40%

TIG-DC )
46%

Setting the value
of End Current function

Setting the POST-GAS function

The function protects the weld after completion of the welding process
and also cools the tungsten electrode. The low duration of the function
may affect the quality of the ignition arc ignition because of the oxidation
of the electrode.

KUHTREIBER
Wty F=5Hz D=40%
TIG-DC

46%

Setting the time duration
of the POST-GAS function
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Setting the IGNITION HF/LA function

The function enables switching between the HF (High Frequency) and LA
(Lift Arc) contactless ignition. The LA function must be activated when
used in environments that prohibit high frequency HF arc ignition or in
environments where other equipment may be damaged by a high voltage
impulse.

FENIX

KUHTREIBER
vy F=5Hz D=40%

TIG-DC e ﬁ

IGNITION (HF

—

X=X

Activation of the HF function
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Activation of the LA function

Setting the 2-STROKE function

The function specifies how to activate the welding process. When using
this mode, the control button must be pressed during welding, which
sends a signal to activate the welding process. Pressing the control button
will initiate the welding process and gradually activate the sequence of
functions. See the Picture below.

FENIX

KUHTREIBER
kd:u F=5Hz D=40%

TIG-DC =
46%

—

L > =

Activation of 2-Stroke

WELDING CURRENT

b
! '
! UP-SLOPE & DOUBLEPULSE ! DOWN-SLOPE
! START- 9 I
| CURRENT 46% PULSE ! l END-CURRENT
v 1

PRE-GAS l 1.0 1.0 l POST-GAS
5 30A 30A

GAsT
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Setting the 4-STROKE function

The function specifies how to activate the welding process. When using
this mode, you must press the control button, which sends a signal to
activate the welding process. Thereafter, PRE-GAS activates, then START
CURRENT. When the button is released, the welding process starts by mo-
ving to WELDING CURRENT and step-by-step activation of other active
functions. To end the welding process, you must press the control button
again to activate DOWN SLOPE, then END CURRENT. When the button is
released, the welding process ends and the POST-GAS is activated. See the
Picture below.
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Activation of 4-Stroke
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Setting the DOUBLE-PULSE-PLUS function
Function pulse in a pulse. When using PULSE occurs input of a second pul-
se, which results in increased penetration of the material and narrowing
the weld bath. It can also be used to increase efficiency and speed. Deacti-
vating the function is done by setting the value to 0%.

FENIX
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PULSE 46%
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Setting the value of the DOUBLE-PULS (+) function
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WELDING- PULSE

CURRENT
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Setting the DOUBLE-PULSE-MINUS function
Function pulse in a pulse. When using PULSE occurs input of a second
pulse, which has the effect of reducing penetration of the material and
narrowing the weld bath. Using this feature reduces the internal stress of
the material and the thermal deformation of the material. Deactivating the
function is done by setting the value to 0%.

FENIX

KUOHTREIBER
lfé,q: 1t F=5Hz D=40%
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e

PULSE -14%

L > = -

Setting the value of the DOUBLE-PULS (-) function

DOUBLE PULSE

PULSE
WELDING-CURRENT

1.0

30A
GAS[™

Setting the PULSE function (down current 1,)
Setting the value determines the down pulse welding current I,. The value
is given in % of the main welding current (eg PULSE value = 50%, welding
current =100 A > down current |, = 50 A). Activating this function reduces
the thermal load of the welded material.

KUHTREIBER

lfé,q: 1t F=5Hz D=40%
TIG-DC B

PULSE 42%

Ccoes

Setting the value of the PULSE function

Setting the FREQUENCY PULSE function
The function allows setting the frequency of the main welding current
and the lower pulse current .. Increasing pulse frequency reduces ther-
mal deformation of material and narrowing of welding bath.

FENIX

KUHTREIBER
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Setting the value of the FREQUENCY PULSE function

Setting the DUTY CYCLE function

The function allows you to set the ratio between the main welding current
and the pulse current L. By reducing the value of the pulse current, the
thermal load of the welded material and its penetration are reduced.

FENIX
KUHTREIBER
kd: 11 F=5Hz D=40%

ne-nc . ®

DUTY CYCLE=40%

O0O0s

Setting the value of the DUTY CYCLE function
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MMA Method

Setting the welding current

The welding current setting is done thanks to the the n-coder in the main
menu of the method. When setting the welding current at the value S -
Setting is displayed. The machine is equipped with a measurement of wor-
king values for welding current and voltage. During the measurement, S is
changed to M - Measuring.

Measuring - symbol M
signaling measured
value

Symbol of selected
MMA method

O0O0d

Setting — symbol S signaling set value

Setting the SOFT-START function

The function allows the setting of a smooth flow to the welding current.
The function value determines the ignition current. Suitable for use in
weak materials, for example, and to reduce the initial load of the circuit
breaker. The required run time must be set to the correct run. If the dura-
tion is 0, the function is inactive.

FENIX

KUHTREIBER

SOFTSTART -20%

O0O0s

Setting the value of the SOFT START function

Setting the SOFT-START TIME

(duration of the function)
The function allows you to set the time of flow rise the welding current.

KUHTREIBER

SOFTSTART -20

Setting the duration of the SOFT START function
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Setting the HOT-START function

(for easier ignition)

The function allows you to set the welding current increment value when
the welding arc is ignited. The function facilitates the ignition of the wel-
ding arc. The required duration must be set to correct operation. If the
duration is 0, the function is inactive.

FENIX

KUHTREIBER

HOTSTART 15%

O0O0d

Setting the value of the HOT START function

Setting the HOT-START-TIME

(duration of the function)
The function allows you to set the duration of the HOT-START function.

FENIX

KUHTREIBER

HOTSTART 0.5S

O0O0d

Setting the duration of the HOT START function

Setting the ARC-FORCE function (arc stability)

This function increases the energy supplied to the shortening of the arc
when MMA, thereby accelerating melting of the electrodes and thus pre-
vents its sticking. The function is activated if the arc voltage drops below 17
V. The value is determined by the possible increase of the welding current.

KUHTREIBER

ARC-FORCE 30%

O0O0d

Setting the value of the ARC FORCE function




Setting the ANTI-STICK function

(sticking of the electrode)

The function reduces the welding voltage to 5V when evaluating the short-
-circuit at the output terminals (when the electrode is stuck to the welded
material), thus allowing easy removal of the electrode from the welded
material. The function can be activated or deactivated.

FENIX

KUHTREIBER

ANTISTICK ON
N—"

O0CO0d @

on / off ANTISTICK

SPOT TIG DC Method

This function is designed for point welding of steel and stainless steel ma-
terials. With automatic welding arc termination, a good connection is en-
sured. The welder must set sufficient time and performance to ensure the
ideal connection.

Setting the welding current
The welding current setting is performed using the n-coder in the main
menu of the method. When setting the welding current, at the value sym-
bol ,S“ as setting is displayed. The machine is equipped with a measure-
ment of working values for welding current and voltage. During the mea-
surement, S is changed to M - Measuring.

Measuring — symbol M
signaling the measured
value

KUHTREIBER @]

Wty OO,

f TIG-SPOT

= 86:
000 &

Setting — symbol S signaling the set value

Setting the PRE-GAS function

The function serves to provide a protective atmosphere before the wel-
ding arc is ignited. Pressing the control button on the torch will activate
the function that is active for the set time. After the set time has elapsed,
the welding arc starts to fire.

FENIX

KUHTREIBER

lféu

TIG-SPOT ﬁ

PRE-GAS 4.3S
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Setting the SPOT-TIME function (point length)
The function is used to set the length of the required impulse to connect
the material.

FENIX

KUHTREIBER

k§=t1

TIG-SPOT )

Pre-gas

L > = -

Point length

Setting the POST-GAS function

The function ensures protection of the weld metal after the welding pro-
cess is completed, while cooling the tungsten electrode. The low duration
of the function may affect the quality of the ignition arc ignition because
of the oxidation of the electrode.

FENIX
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Véﬂ

TIG-SPOT ®

POST-GAS 4.3S
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Post-gas
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Hidden menu
By invoking the hidden menu, additional welding methods are displayed.

Activation/deactivation Activation of the
of the V.R.D funcion function Generator
(MMA only)

FENIX

KUHTREIBER

Setting the input
current limitation function

VRD - OFF
GENERATOR - OFF
INPUT CURRENT - 50A
(NO PERSON

INFO

00e ©

Personalisation settings

Info (about the machine,
date, version, firmware etc.)

Function V.R.D (reduction of output voltage)

This is a safety system only for MMA. When the function is activated, the
output voltage drops to 15V. This function is used for underwater or high-
-humidity welding.

Function GENERATOR

By activating this feature, the device performance will be limited. The func-
tion is used when powering the machine from the generator. The function
must be activated especially when used on weaker power generators.

Function INPUT CURRENT

Setting the value allows the device to draw a set current from the network.
By reducing the input current, the performance of the device is reduced.
The function can be used to simulate the circuit breaker. E.g. When opera-
ting the device on a 16 A protective circuit breaker, setting the limit to 16
A, the device adjusts power to ensure stable operation.

Function PERSONALISATION (user personalization)
The feature allows you to set up your own user profile. After creating a cus-
tom user, you can create custom welding programs. The memory capacity
is 20 user programs. Each profile can be secured by a user code to prevent
unauthorized reconfiguration.

Create User:
1. Select NEW PERSON

Enter the name

A
[

000D O

(press SET to confirm)
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(rotate to select
Name the character)

2. Enter the name

KUHTREIBE
INTITE DELETE
A PIN OLD
PIN NEW
(IIIW |_- AscDEFGHIUKLMYoPaR
STUVWXYZ0123456789

0000 o

Moving the cursor (press SET to confirm)

position

3. Enter PIN. Factory PIN is 0000
Entering OLD PIN

FENIX
KUHTREIBER @

USER DELETE On0)
A PIN OLD 00

PIN NEW 0000
_ - ABCDEFGHIJKLMNOPQR
sTUVWxYZ}123456789

0000 o

(press SET to confirm)

Moving the cursor
position

4. Enter new PIN
— (setting of new PIN)

FENIX
KUHTREIBER @

USER DELETE O O
A PIN OLD 0000
PIN NEW oodl
[I]:D]] _ —ABCDEFGHIJKLMNOPQR
STUVWXYZO12#6789
Moving the cursor (press SET to
position confirm)



5. Select the program position. There are 20 user positions available. Pro-
gram saves automatically by changing the position.

—— User program selection

FENIX
KUHTREIBER @]

VRD - OFF

A GENERATOR — OFF
[

INPUT CURRENT - 16A
USER

Moving the cursor
position

6. Return to main menu. To return use the button for switching between
control screens.

User name ——— —— User program position

FENIX

KUHTREIBER

7= uw= | 23Y

000% O

Switch button

Removing user/s
1. Open the option User personalization

FENIX

KUHTREIBER

VRD - OFF

A GENERATOR — OFF
[

INPUT CURRENT - 16A
#1

INFO

oo

Moving the cursor
position

O

Confirm button

2. Open the user profile

Option adjustments

FENIX

KUHTREIBER (=

USER | Oa0)
USER s |

NEW PERSON

0000 o

Confirm button

A
[

Moving the cursor
position

3. Enter the new PIN

Character selection

KUHTREIBER

USER

PN [ooo

H123456789

0000 o

Confirm button

A
[

Moving the cursor
position

4. Select the Delete option

Option to delete the profile

KUHTREIBER @]
CAS
A PIN OLD
PIN NEW
(IMIW |_- ABCDEFGHIJKLMNOPGR
STUVWXYZ0123456789

000 &

Confirm button

Moving the cursor
position
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Function INFO
This function displays the actual date, the actual time, the machine’s ope-
rating time, and the version of the software.

User name Machine start time Actual time

FENIX

KUHTREIBER

[NO PERSON

A START: 59:39
TIME: 20:50

IR pATE:
SOFTWARE:—,

Actual date SW version

Connection of the cooling unit

The Fénix 250 PFC AC / DC can be connected to a Fénix 250W water coo-
ling system. Cooling is controlled and fully powered by the machine. When
connecting, please follow our instructions for cooling Phoenix 250W.

The use of water cooling must be activated manually by the user. Activa-
tion is performed by pressing and holding for 3 seconds. After
activation, the WATER COOLING ON message will appear on the display,
followed by an information icon on the display @ Deactivation is done
by pressing and holding @@fcr 3 seconds. When deactivated, the WA-
TER COOLING OFF message is displayed on the display and the information
icon is crossed out ﬁ The information message will be displayed for 1s,
then returns to the default screen of the the welding method.

Information icon

lfé,éfl USER 32
A TIG-AC "'

[ 5] F=149Hz
A D=90%
Acﬁvaﬁon/deactivation
Button

In the case of poor water cooling functionality, the welding process is
blocked and water cooling is stopped. If a water cooling fault is detected,
the error message WATER COOLING ERROR will be displayed. The error
message can be removed by deactivating again and then activating the
cooling. If the error has not been removed, the error message will be dis-
played again.

38

Warning about possible issues and their causes:

- Itis not possible to establish communication with water cooling - Coo-
ling is not powered - Problem with the supply electrical power supply
(eg. mechanical circuit breaker failure, wiring fault, power supply failure
in the machine)

- Poor supply voltage value (eg. The pump is powered by a low / high
voltage)

- Insufficient coolant flow (eg burner failure, hose circuit failure, low coo-
lant level, pump failure)

FENIX

KUHTREIBER
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Guide for welders

Welding process at TIG HF

0-5s _POST GAS

A

HF

- mmL,

IenD

]

: I1-3 mm 11-3 mm

WELDING BY TIG HF METHOD

The arc ignition is proceed in the TIG method as follows:

- Connect the welding accessories. Welding torch on the pole (-), groun-
ding cable on the pole (+), connect the shielding gas

- Turn the inverter on with the main switch. Set the welding method TIG
and set the welding parameters as described above.

- Press the button on the burner.

- Release the button on the burner to finisch the welding process.

WELDING PROCESS AT TIG HF METHOD

1. Approaching the tungsten electrode to the welded material.

2. Press the button on the burner - high frequency (HF) to ignite the arc.

3. Welding process.

4. Finishing the welding process and activating the DOWN SLOPE function is
done by releasing the button on the burner.

. End of the welding process. The digital control automatically switches off
the welding process. Activation of the function POST-GAS.

wv

WELDING BY TIG LA METHOD

Starting the gas with a valve on the welding torch.

1. Approaching the tungsten electrode to the welded material.

2. Light touch of tungsten electrode of welded material (no need to cut).

3. Removal of tungsten electrode and arcing of welding arc with LA - very low
wear tungsten electrodes by touch.

. Welding process.

. Finishing the welding process and activating the DOWN SLOPE (crater fi-
lling) is performed by removing tungsten-electrodes to about 8 - 10 mm
from the welded material.

(S

Welding process
atTIG LA Iw

6. Re-approach - Welding current decreases after the set time to the end va-
lue set current (eg 10 A) - filling the crater.

7. End of the welding process. The digital control automatically switches off
the welding process.

Switch off the gas with a valve on the welding torch.

BASIC RULES FOR WELDING BY ELECTRODE
Switch the machine to MMA mode - wrapped electrode. Table 4 lists the
general values for the choice of the electrode, depending on its diameter
and the thickness of the base material. These data are not absolute and
are informative only. For exact selection, follow the instructions provided
by the manufacturer of the electrodes. The current used depends on the
position of the welding and the joint type and increases according to the
thickness and dimensions of the part.

Table 4

Strength of welded material (mm) Diameter of the Electrode

1,5-3 2
3-5 2,5
5-12 3,25
>12 4

0-5s POST GAS

ON

Yo Jismart

|
~ff——

N

IenD
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Table 5
Setting the welding current for the given electrode diameter

Diameter of the Electrode Welding Current (A)

1,6 30-60
2 40-75

2,5 60-110

3,25 95-140
4 140-190
5 190 - 240
6 220-330

The approximate indication of the average current used for welding with
ordinary steel electrodes is given by the following formula:

1=50x (Pe—-1)
where: | = the intensity of the welding current e = the diameter of the
electrode

Example for an electrode with a diameter of 4 mm:
I=50x(4-1)=50x3=150A

Correct electrode holding during welding

Figure 4

Preparation of basic material:
Table 6 lists the material preparation values. Specify the dimensions as
shown in Figure 5.

Figure 5
: |
! s
ek
Table 6
s (mm) a (mm) d (mm) a (°)
0-3 0 0 0
3-6 0 s/2 (max) 0
3-12 0-1,5 0-2 60

WELDING BY TIG method
Welding inverters allow TIG welding with touch-triggering. The TIG method
is very effective for welding stainless steel. Switch the machine to TIG mode.

Connecting the welding torch and the cable:
Connect the welding torch to the minus pole and the ground wire to the
plus pole - direct polarity.

Selection and preparation of tungsten electrodes:
Table 7 shows the welding current and diameter values for tungsten
electrodes with 2% thoria - red electrode markings.

Table 7
1,0 15-75
1,6 60 - 150
2,4 130 - 240

prepare the Tungsten Electrode according to the values in Table 8 and Fi-
gure 6.

Table 8
30 0-30
60-90 30-120
90-120 120-250
Figure 6

3
<

Grinding of tungsten electrodes:

By proper choice of the tungsten electrode and its preparation will affect
the properties of the welding arc, weld geometry and electrode life. The
electrode must be gently grinded in the longitudinal direction as shown in
Figure 7.

Figure 8 shows the effect of grinding the electrode on its service life.

Figure 7 Figure 8

Figure 8A - Fine and even grinding of the electrode in the longitudinal
direction - Lifetime up to 17 hours

Figure 8B - Coarse and uneven grinding in the transverse direction - Lifetime
5 hours

Parameters to compare the influence of the electrode grinding method are
given using:

HF ignition el. arc, electrodes @ 3.2 mm, welding current 150 A and welded
materidl - pipe.

Protective gas:
For TIG welding, it is necessary to use argon with a purity of 99.99%.
Determine the amount of flow according to Table 9.

Table 9
Welding  Diameter of Welding nozzle Flow of gas
current electrode (I/min)
(A) (mm) n(°) @ (mm)
6-70 1,0 4/5 6/8,0 5-6
60-140 1,6 4/5/6 6,5/8,0/9,5 6-7
120-240 2,4 6/7 9,5/11,0 7-8

Holding the welding torch during welding:

Position W (PA)

Position H (PB)

15— 40°
<
10- 30
1

Position H (PB)

AN




20-30°

2

Position S (PF)

Preparation of basic material:
Table 10 lists the material preparation values. Dimensions are determined
according to Figure 9.

Table 10
s (mm) a (mm) d (mm) a(’)
0-3 0 0 0
3 0 0,5 (max) 0
4-6 1-1,5 1-2 60
Figure 9

—< >
—5

BASIC RULES DURING WELDING BY TIG METHOD:

1. Purity - grease, oil and other impurities must be removed from the weld
during welding. It is also necessary to mind purity of additional material
and clean gloves of the welder during welding.

2. Leading additional material - oxidation must be prevented. To do so,
flashing end of additional ma-terial must be always under the protection
of gas flowing from the hose.

3. Type and diameter of tungsten electrodes - it is necessary to choose them
according to the values of the current, polarity, type of basic material and
composition of protective gas.

4. Sharpening of tungsten electrodes - sharpening the tip of the electrode
should be done in trav-erse/horizontal direction. The tinier the roughness
of the surface of the tip is, the calmer the burning of the el. arc is as well
as the greater durability of the electrode is.

5. The amount of protective gas - it has to be adjust-ed according to the type
of welding or according to the size of gas hose. After finishing the welding
gas must flow sufficiently long to protect material and tungsten electrode
against oxidation.

Typical TIG welding errors and their impact on weld quality:

The welding current is too -

Low: unstable welding arc

High: Tungsten electrode tip breaks lead to turbulent arcing.

Further, mistakes may be caused by poor welding torch guidance and poor
addition of additive material.

Warning about possible
problems and their remedy

The extension cord and welding cables are considered the most common

cause of the problem. If you have any problems, follow these steps:

e Check the value of the supplied mains voltage.

¢ Make sure that the power cord is fully connected to the power outlet and
the main power switch.

e Make sure the fuses or the circuit breakers are OK.

If you are using the extension cable, check its length, cross-section and
connection.

Make sure the following parts are not defective:
¢ Main switch of the grid
e Power socket and main power switch

NOTE: Despite your required technical skills necessary to repair a welding
machine, in case we damage it is recommended to contact our service
contracting partners or service department of our company.

ERROR MESSAGES

TEMPERATURE OVER LIMIT - the machine has overheated - the machine is
blocked at this time and it is necessary to wait for it to cool down. Cooling
automatically removes the error message and then unlocks the machine.

WATER COOLING ERROR

e water cooling unit is not connected

e communication with water cooling unit can not be established
¢ low coolant level

e unconnected burner (incomplete circuit)

Maintenance

WARNING: Disconnect it from the supply network before carrying
out any inspection or maintenance work inside the machine! When
planning machine maintenance, account must be taken of the extent
and circumstances of using the machine. Gentle use and preventative
maintenance helps prevent unnecessary malfunctions and malfunctions.
If the working conditions of the machine require it, it is necessary to
choose the inspection and maintenance intervals more frequently.
Especially in conditions where the machine is operating in a very dusty
environment with conductive dust, we select the interval twice a month.

REGULAR MAINTENANCE AND CONTROL
Check to EN 60974-4. Always check the condition of the welding and supply
cable before using the machine. Do not use damaged cables.

Provedte vizualni kontrolu:

e welding cables

e supply network

¢ welding circuit

¢ indoor

e control and display elements
¢ general condition

Note: When cleaning with compressed air (dirt blowing), be careful to avoid
damage to the machine. Never use solvents and thinners (eg acetone, etc.)
as they can damage plastic parts and front panel inscriptions.

The machine may only be serviced by an electrotechnical qualified staff

Spare parts

Original spare parts have been specially designed for these machines.
The use of non-original spare parts may cause performance variations or
reduce the anticipated level of safety. The manufacturer refuses to take
responsibility for the use of non-original spare parts.

WARNING

When operating the machine on higher welding currents, the taking of the
machine from the network can exceed the value 16 A. In this case, the fork
must be replaced and the industrial fork corresponding to the 20 A fuse!
This protection must also correspond to the design and protection of the
electrical wiring.
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Seznam nahradnich dila / The list of spare parts

Nazev dild

1 Knoflik pfistrojovy Button 30860
2 Konektor 5-kol. XLR Connector 5PIN XLR 42035
3 Zéasuvka 35-50 Socket 35-50 30423
4 Pfipojka plynu Gas connection 30825
5 Celo predni Face front 30089
6 Ventilator — komplet Fan — completed 12222
7 Ovladaci kodér Controlling coder 41564
8 Plosny spoj A PCB A 12030
9 Transformator HF Transformer HF 12037
10 Plosny spoj HF PCB HF 12031
11 Ventil plynovy 24V DC Gas valve 24V DC 32717
12 Celo zadni Face back 30090
13 Vypinac hlavni 25A Main switch 25A 30640
14 Plosny spoj C PCBC 11947
15 Plosny spoj B PCBB 11946
16 Ventildtor 12V DC Fan 12V DC 34613
17 Plosny spoj D PCB D 11948
18 | Plosny spoj RD PCB RD 12032
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Vyrobni stitek / Production label

Type: FENIX 250 PF

C AC/DC
33— =EAAD

- IElI=

FEnIX Kiihtreiber, s.r.o. o )
TyrSova 293, 675 22 Stare¢, Czech Republic

10 A/20,4V-200A/28V
o0
(| 200a | oA | tmoa (R

limax = 30,6 A heit = 19,5 A

10A/10,2V-250A/20,0V

> AC/DC
100%
2| 2s0a | 100a | 150A - joeud
12V
[uz[ 200V 17,6 V 16,0V - Sl

EN 60974-

1

CZ - Popis SK - Popis EN - Description
1 Napajeci napéti Napajacie napétie Supply voltage
2 Svafovaci metoda Zvaracia metdda Welding method
3 Svarovaci stroj Zvaraci stroj Description of the machine
4 Typ stroje Typ stroja Name of the machine
5 Jméno a adresa vyrobce Nazov a adresa vyrobcu (l;l?maenaur}gcziﬂ?er?ss
6 Vyrobni ¢islo Vyrobné ¢islo Serial number
7 Normy Normy Standards
8 Proud pfi zatizeni Prud pri zataZeniu Nominal welding current
9 Napéti pfi zatizeni Napétie pri zatazeniu Nominal load voltage

43




{  NAPAJECI

ZDROJ PRO
PREPINAC
POLARITY
POWER SUPPLY
FOR POLARITY

SWITCH

VYPINAC / SWITCH /
VSTUPNI L
ODRUSOVACI | PREPETOVA
.w.wm,w,o FILTR OCHRANA SOFT-START
INPUT OVERVOLTAGE
INTERFERENCE | PROTECTION
FILTER

PFC

Y

NASOBIC
NAPETI

VOLTAGE
MULTIPLIER

—

VYKONOVY
TRANSFORMATOR
j POWER TRANSFORMER ‘ \
MEZIOBVOD VYSTUPNI
400V MOSFET MERICI USMERNOVAC
TRANSFORMATOR
SUB-CIRCUIT H-BRIDGE MEASURING ouTPUT
400V TRANSFORMER RECTIFIER
_J
J — —

NAPAJECI
ZDROJ PRO
PFC

PFC POWER
SOURCE

NAPAJECI

[ )

ZVS

PWM
MODULATOR

ZVS PWM
MODULATOR

ZDROJ PRO
RIDICI
ELEKTRONIKU
POWER SUPPLY
FOR CONTROL

‘ ELECTRONICS

N

OVLADANI
A__Hv VODNIHO CHLAZENI
WATER COOLING CONTROL

RIDICI OVLADACI
CPU PANEL
CONTROL | CONTROL
CPU PANEL

DALKOVE
OVLADANI

REMOTE CONTROL

FILTRACNI
TLUMIVKA

FILTER CHOKE

YY)

PREPINAC
POLARITY
POLARITY

SWITCH RYCHLOSPOJKA

QUICK COUPLING
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HIGH VOLTAGE TRANSFORMER

S

RYCHLOSPOJKA
QUICK COUPLING
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VN PULZNI

MODUL
HIGH VOLTAGE
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—
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Elektronické schéma / Electronical scheme
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-/
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44



45



Osvédceni o jakosti a kompletnosti vyrobku
Osvedcenie o akosti a kompletnosti vyrobku

Testing certificate

Nazev a typ vyrobku
Nazov a typ vyrobku
Type

FENIX 250 PFC AC/DC

Vyrobni Cislo stroje
Vyrobné Cislo stroja
Serial number

Vyrobce
Vyrobca
Producer

Razitko OTK
Peciatka OTK
Stamp of Technical Control Department

Datum vyroby
Datum vyroby
Date of production

Kontroloval
nspected by

Zarucnilist / Zarucnylist / Warranty certificate

Datum prodeje
Datum predaja
Date of sale

Razitko a podpis prodejce
Peciatka a podpis prodajca
Stamp and signature of seller

Zaznam o provedeném servisnim zakroku
Zaznam o prevedenom servisnom zakroku

Repair note

Datum prevzeti servisem
Datum prevzatia servisom
Date of take-over

Datum provedeni opravy
Datum prevedenia opravy
Date of repair

Cislo reklamag. protokolu
Cislo reklamac. protokolu
Number of repair form

Podpis pracovnika
Podpis pracovnika
Signature of serviceman
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