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NAVOD K POUZITI

NAVOD NA POUZITIE

PRIROCNIK Z NAVODILI ZA UPORABO

(HR-SR) PRIRUCNIK ZA UPOTREBU

(LT) INSTRUKCIJY KNYGELE

(ET) KASUTUSJUHEND

(LV) ROKASGRAMATA

(BG) PBKOBOOACTBO C MUHCTPYKUUU
(PL) INSTRUKCJA OBSLUGI

(AR)  Jusil Jds

» (EN) Spot welder

»(IT) Puntatrice

» (FR) Poste de soudage par points

» (ES) Soldadora por puntos

» (DE) PunktschweiBmaschine

» (RU) Annapam 9Ons1 moye4Holl ceapku
» (PT) Aparelho de soldar por pontos
» (EL) Iovra

» (NL) Puntlasmachine

» (HU) Ponthegeszt6

» (RO) Aparat de sudura in puncte

> (SV) Punktsvets

» (DA) Punktsvejsemaskine

» (NO) Punktesveiseapparat

» (FI) Pistehitsauslaite

> (CS) Bodovacka

> (SK) Bodovacka

> (SL) Tockalnik

) (HR-SR)  Stroj za tockasto varenje

» (LT) Taskinio suvirinimo aparatas
» (ET) Punktkeevitusseade

» (LV) Punktmetinasanas aparats

» (BG) Anapam 3a mo4koeo 3asapsieaHe
» (PL) Spawarka punktowa

» (AR) ol ol T
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((EN) EXPLANATION OF DANGER, MANDATORY AND PROHIBITION SIGNS. (DA) OVERSIGT OVER FARE, PLIGT OG FORBUDSSIGNALER. R
(IT) LEGENDA SEGNALI DI PERICOLO, D’OBBLIGO E DIVIETO. (NO) SIGNALERINGSTEKST FOR FARE, FORPLIKTELSER OG FORBUDT.
(FR) LEGENDE SIGNAUX DE DANGER, D’OBLIGATION ET D’INTERDICTION. (F1) VAROITUS, VELVOITUS, JA KIELTOMERKIT. . ) .
(ES) LEYENDA SENALES DE PELIGRO, DE OBLIGACION Y PROHIBICION. (CS) VYSVETLIVKY K SIGNALUM NEBEZPECI, PRIKAZUM A ZAKAZUM.
(DE) LEGENDE DER GEFAHREN-, GEBOTS- UND VERBOTSZEICHEN. (SK) VYSVETLIVKY K SIGNALOM NEBEZPECENSTVA, PRIKAZOM A ZAKAZOM.
(RU) JNEFEHOA CUMBOJIOB BE30OMNACHOCTU, OBA3AHHOCTU U 3ANPETA. (SL) LEGENDA SIGNALOV ZA NEVARNOST, ZA PREDPISANO IN PREPOVEDANO.
(PT) LEGENDA DOS SINAIS DE PERIGO, OBRIGAGCAO E PROIBIDO. (HR-SR) LEGENDA OZNAKA OPASNOSTI, OBAVEZA | ZABRANA. .
(EL) AEZANTA THMATQN KINAYNOY, YITOXPEQZHZ KAI ANATOPEYZHZ. (LT) PAVOJAUS, PRIVALOMUJU IR DRAUDZIAMUYJY ZENKLY PAAISKINIMAS.
(NL) LEGENDE SIGNALEN VAN GEVAAR, VERPLICHTING EN VERBOD. (ET) OHUD, KOHUSTUSED JA KEELUD. _
(HU) A VESZELY, KOTELEZETTSEG ES TILTAS JELZESEINEK FELIRATALI. (Lv) BISTAMIBU, PIENAKUMU UN AIZLIEGUMA ZIMJU PASKAIDROJUMI.
(RO) LEGENDA INDICATOARE DE AVERTIZARE A PERICOLELOR, DE OBLIGARE $I (BG) NETEHOA HA 3HAUUTE 3A OMNACHOCT, 3A0BI/DKUTEITHU U 3A 3ABEPAHA.
DE INTERZICERE. . A N (PL) OBJASNIENIA ZNAKOW OSTRZEGAWCZYCH, NAKAZU | ZAKAZU.
\(SV) BILDTEXT SYMBOLER FOR FARA, PABUD OCH FORBUD. (AR) Sasdly slyyly Jlasdl 90y puilie )

(EN) DANGER OF ELECTRIC SHOCK - (IT) PERICOLO SHOCK ELETTRICO - (FR) RISQUE DE CHOC ELECTRIQUE - (ES) PELIGRO DESCARGA ELECTRICA - (DE) STROMSCHLAGGEFAHR
- (RU) ONACHOCTb MOPAXEHWS 3NEKTPUYECKUM TOKOM - (PT) PERIGO DE CHOQUE ELETRICO - (EL) KINAYNOZ HAEKTPOTAHZIAS - (NL) GEVAAR ELEKTROSHOCK - (HU)
ARAMUTES VESZELYE - (RO) PERICOL DE ELECTROCUTARE - (SV) FARA FOR ELEKTRISK STOT - (DA) FARE FOR ELEKTRISK ST@D - (NO) FARE FOR ELEKTRISK STQT - (FI)
SAHKOISKUN VAARA - (CS) NEBEZPECI ZASAHU ELEKTRICKYM PROUDEM - (SK) NEBEZPECENSTVO ZASAHU ELEKTRICKYM PRUDOM - (SL) NEVARNOST ELEKTRICNEGA
UDARA - (HR-SR) OPASNOST STRUJNOG UDARA - (LT) ELEKTROS SMUGIO PAVOJUS - (ET) ELEKTRILOOGIOHT - (LV) ELEKTROSOKA BISTAMIBA - (BG) OACHOCT OT TOKOB
YIAP - (PL) NIEBEZPIECZENSTWO SZOKU ELEKTRYCZNEGO - (AR) &5l dosuall ydas

(EN) DANGER OF WELDING FUMES - (IT) PERICOLO FUMI DI SALDATURA - (FR) DANGER FUMEES DE SOUDAGE - (ES) PELIGRO HUMOS DE SOLDADURA - (DE) GEFAHR DER
ENTWICKLUNG VON RAUCHGASEN BEIM SCHWEISSEN - (RU) ONTACHOCTb 1bIMOB CBAPKMU - (PT) PERIGO DE FUMACAS DE SOLDAGEM - (EL) KINAYNOZ KAINNQN ZYFKOAAHZHZ
- (NL) GEVAAR LASROOK - (HU) HEGESZTES KOVETKEZTEBEN KELETKEZETT FUST VESZELYE - (RO) PERICOL DE GAZE DE SUDURA - (SV) FARA FOR ROK FRAN SVETSNING -
(DA) FARE P.G.A. SVEJSEDAMPE - (NO) FARE FOR SVEISERGYK - (FI) HITSAUSSAVUJEN VAARA - (CS) NEBEZPECI SVAROVACICH DYMU - (SK) NEBEZPECENSTVO VYPAROV ZO
ZVARANIA - (SL) NEVARNOST VARILNEGA DIMA - (HR-SR) OPASNOST OD DIMA PRILIKOM VARENJA - (LT) SUVIRINIMO DUMY PAVOJUS - (ET) KEEVITAMISEL SUITSU OHT - (LV)
METINASANAS IZTVAIKOJUMU BISTAMIBA - (BG) OMACHOCT OT MNYLUEKA MPU 3ABAPSIBAHE - (PL) NIEBEZPIECZENSTWO OPAROW SPAWALNICZYCH - (AR) slawl dizsl ylas

(EN) DANGER OF EXPLOSION - (IT) PERICOLO ESPLOSIONE - (FR) RISQUE D’EXPLOSION - (ES) PELIGRO EXPLOSION - (DE) EXPLOSIONSGEFAHR - (RU) OMACHOCTb
B3PbIBA - (PT) PERIGO DE EXPLOSAO - (EL) KINAYNOZ EKPH=HZ - (NL) GEVAAR ONTPLOFFING - (HU) ROBBANAS VESZELYE - (RO) PERICOL DE EXPLOZIE - (SV) FARA FOR
EXPLOSION - (DA) SPRENGFARE - (NO) FARE FOR EKSPLOSJON - (FI) RAJAHDYSVAARA - (CS) NEBEZPECi VYBUCHU - (SK) NEBEZPECENSTVO VYBUCHU - (SL) NEVARNOST
EKSPLOZIJE - (HR-SR) OPASNOST OD EKSPLOZIJE - (LT) SPROGIMO PAVOJUS - (ET) PLAHVATUSOHT - (LV) SPRADZIENBISTAMIBA - (BG) OMACHOCT OT EKCII03USl - (PL)
NIEBEZPIECZENSTWO WYBUCHU - (AR) jLzxiyl ,las

(EN) WEARING PROTECTIVE CLOTHING IS COMPULSORY - (IT) OBBLIGO INDOSSARE INDUMENTI PROTETTIVI - (FR) PORT DES VETEMENTS DE PROTECTION OBLIGATOIRE -
(ES) OBLIGACION DE LLEVAR ROPA DE PROTECCION - (DE) DAS TRAGEN VON SCHUTZKLEIDUNG IST PFLICHT - (RU) OBA3AHHOCTb HAJIEBATb 3ALLUMTHYIO OEXAY - (PT)
OBRIGATORIO O USO DE VESTUARIO DE PROTEGAO - (EL) YIOXPEQEZH NA ®OPATE MPOXTATEYTIKA ENAYMATA - (NL) VERPLICHT BESCHERMENDE KLEDIJ TE DRAGEN
- (HU) VEDORUHA HASZNALATA KOTELEZO - (RO) FOLOSIREA IMBRACAMINTEI DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT ATT BARA SKYDDSPLAGG - (DA) PLIGT
TIL AT ANVENDE BESKYTTELSEST@J - (NO) FORPLIKTELSE A BRUKE VERNET@Y - (FI) SUOJAVAATETUKSEN KAYTTO PAKOLLISTA - (CS) POVINNE POUZIT| OCHRANNYCH
PROSTREDKU - (SK) POVINNE POUZITIE OCHRANNYCH PROSTRIEDKOV - (SL) OBVEZNO OBLECITE ZASCITNA OBLACILA - (HR-SR) OBAVEZNO KORISTENJE ZASTITNE ODJECE
- (LT) PRIVALOMA DEVETI APSAUGINE APRANGA - (ET) KOHUSTUSLIK KANDA KAITSERIIETUST - (LV) PIENAKUMS GERBT AIZSARGTERPUS - (BG) 3A0BIDKUTENHO HOCEHE
HA MPE[MNA3HO OBJEKIO - (PL) NAKAZ NOSZENIA ODZIEZY OCHRONNEJ - (AR) dulgll yuatlodl elayb elyIyI

(EN) WEARING PROTECTIVE GLOVES IS COMPULSORY - (IT) OBBLIGO INDOSSARE GUANTI PROTETTIVI - (FR) PORT DES GANTS DE PROTECTION OBLIGATOIRE - (ES)
OBLIGACION DE LLEVAR GUANTES DE PROTECCION - (DE) DAS TRAGEN VON SCHUTZHANDSCHUHEN IST PFLICHT - (RU) OBA3AHHOCTb HAQEBATb 3ALUWUTHbIE NEPYATKWU
- (PT) OBRIGATORIO O USO DE LUVAS DE SEGURANCA - (EL) YNOXPEQZH NA ®OPATE MPOZTATEYTIKA FANTIA - (NL) VERPLICHT BESCHERMENDE HANDSCHOENEN TE
DRAGEN - (HU) VEDOKESZTYU HASZNALATA KOTELEZO - (RO) FOLOSIREA MANUSILOR DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT ATT BARA SKYDDSHANDSKAR -
(DA) PLIGT TIL AT BRUGE BESKYTTELSESHANDSKER - (NO) FORPLIKTELSE A BRUKE VERNEHANSKER - (F1) SUOJAKASINEIDEN KAYTTO PAKOLLISTA - (CS) POVINNE POUZITi
OCHRANNYCH RUKAVIC - (SK) POVINNE POUZITIE OCHRANNYCH RUKAVIC - (SL) OBVEZNO NADENITE ZASCITNE ROKAVICE - (HR-SR) OBAVEZNO KORISTENJE ZASTITNIH
RUKAVICA - (LT) PRIVALOMA MUVETI APSAUGINES PIRSTINES - (ET) KOHUSTUSLIK KANDA KAITSEKINDAID - (LV) PIENAKUMS GERBT AIZSARGCIMDUS - (BG) SAOBIDKUTENHO
HOCEHE HA MPEANA3HU PbKABULM - (PL) NAKAZ NOSZENIA REKAWIC OCHRONNYCH - (AR) d_dlgl wljladll elaiyb »lxJIyl
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(EN) DANGER OF ULTRAVIOLET RADIATION FROM WELDING - (IT) PERICOLO RADIAZIONI ULTRAVIOLETTE DA SALDATURA - (FR) DANGER RADIATIONS ULTRAVIOLETTES DE
SOUDAGE - (ES) PELIGRO RADIACIONES ULTRAVIOLETAS - (DE) GEFAHR ULTRAVIOLETTER STRAHLUNGEN BEIM SCHWEISSEN - (RU) ONACHOCTb YJIbTPA®UOJIETOBOIO
M3NYYEHUSA CBAPKU - (PT) PERIGO DE RADIAGOES ULTRAVIOLETAS DE SOLDADURA - (EL) KINAYNOZ YMEPIQAOYZ AKTINOBOAIAEZ AMO IYIKOAAHEH - (NL) GEVAAR
ULTRAVIOLET STRALEN VAN HET LASSEN - (HU) HEGESZTES KOVETKEZTEBEN LETREJOTT IBOLYANTULI SUGARZAS VESZELYE - (RO) PERICOL DE RADIATII ULTRAVIOLETE
DE LA SUDURA - (SV) FARA FOR ULTRAVIOLETT STRALNING FRAN SVETSNING - (DA) FARE FOR ULTRAVIOLETTE SVEJSESTRALER - (NO) FARE FOR ULTRAFIOLETT
STRALNING UNDER SVEISINGSPROSEDYREN - (FI) HITSAUKSEN AIHEUTTAMAN ULTRAVIOLETTISATEILYN VAARA - (CS) NEBEZPECi ULTRAFIALOVEHO ZARENi ZE
SVAROVANI i - (SK) NEBEZPECENSTVO ULTRAFIALOVEHO ZIARENIA ZO ZVARANIA - (SL) NEVARNOST SEVANJA ULTRAVIJOLICNIH ZARKOV ZARADI VARJENJA - (HR-SR)
OPASNOST OD ULTRALJUBICASTIH ZRAKA PRILIKOM VARENJA - (LT) ULTRAVIOLETINIO SPINDULIAVIMO SUVIRINIMO METU PAVOJUS - (ET) KEEVITAMISEL ERALDUVA
ULTRAVIOLETTKIIRGUSEOHT - (LV) METINASANAS ULTRAVIOLETA IZSTAROJUMA BISTAMIBA - (BG) ONACHOCT OT YNTPABUOJIETOBO OBJTbYBAHE MPU 3ABAPSAABAHE - (PL)
NIEBEZPIECZENSTWO PROMIENIOWANIA NADFIOLETOWEGO PODCZAS SPAWANIA - (AR) sloll g dailll sl caois dsniod poysidl ylas

(EN) DANGER OF FIRE - (IT) PERICOLO INCENDIO - (FR) RISQUE D’INCENDIE - (ES) PELIGRO DE INCENDIO - (DE) BRANDGEFAHR - (RU) OTACHOCTb MOXAPA - (PT) PERIGO DE
INCENDIO - (EL) KINAYNOZ MYPKATIAZ - (NL) GEVAAR VOOR BRAND - (HU) TUZVESZELY - (RO) PERICOL DE INCENDIU - (SV) BRANDRISK - (DA) BRANDFARE - (NO) BRANNFARE
- (F1) TULIPALON VAARA - (CS) NEBEZPECI POZARU - (SK) NEBEZPECENSTVO POZIARU - (SL) NEVARNOST POZARA - (HR-SR) OPASNOST OD POZARA - (LT) GAISRO PAVOJUS
- (ET) TULEOHT - (LV) UGUNSGREKA BISTAMIBA - (BG) ONTACHOCT OT MOXAP - (PL) NIEBEZPIECZENSTWO POZARU - (AR) §=35> gYu5] § cumnidl 3oz

(EN) DANGER OF BURNS - (IT) PERICOLO DI USTIONI - (FR) RISQUE DE BRULURES - (ES) PELIGRO DE QUEMADURAS - (DE) VERBRENNUNGSGEFAHR - (RU) ONACHOCTb
OXOFOB - (PT) PERIGO DE QUEIMADURAS - (EL) KINAYNOZ EFKAYMATON - (NL) GEVAAR VOOR BRANDWONDEN - (HU) EGESI SERULES VESZELYE - (RO) PERICOL DE ARSURI
- (SV) RISK FOR BRANNSKADA - (DA) FARE FOR FORBRANDINGER - (NO) FARE FOR FORBRENNINGER - (FI) PALOVAMMOJEN VAARA - (CS) NEBEZPECi POPALENIN - (SK)
NEBEZPECENSTVO POPALENIN - (SL) NEVARNOST OPEKLIN - (HR-SR) OPASNOST OD OPEKLINA - (LT) NUSIDEGINIMO PAVOJUS - (ET) POLETUSHAAVADE SAAMISE OHT - (LV)
APDEGUMU GUSANAS BISTAMIBA - (BG) ONACHOCT OT U3TAPSIHUSA - (PL) NIEBEZPIECZENSTWO OPARZEN - (AR) $9yd oyl ytos
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(EN) DANGER OF STRONG MAGNETIC FIELD - (IT) PERICOLO CAMPI MAGNETICI INTENSI - (FR) DANGER CHAMPS MAGNETIQUES INTENSES - (ES) PELIGRO CAMPOS MAGNETICOS
INTENSOS - (DE) GEFAHR STARKER MAGNETFELDER - (RU) ONMTACHOCTb UHTEHCUBHbIX MATHUTHbIX NOJEWN - (PT) PERIGO DE CAMPOS MAGNETICOS INTENSOS - (EL)
KINAYNOZ ENTONQN HAEKTPOMAI'NHTIKQN MEAIQN - (NL) GEVAAR INTENSE MAGNETISCHE VELDEN - (HU) INTENZIV MAGNESES MEZOK VESZELYE - (RO) PERICOL CAMPURI
MAGNETICE INTENSE - (SV) RISK FOR INTENSIVA MAGNETFALT - (DA) FARE STARKE MAGNETISKE FELTER - (NO) FARE FOR INTENSIVE MAGNETISKE FELT - (FI) VOIMAKKAIDEN
MAGNEETTIKENTTIEN VAARA - (CS) NEBEZPECI INTENZIVNICH MAGNETICKYCH POLI - (SK) NEBEZPECENSTVO INTENZIVNYCH MAGNETICKYCH POLI - (SL) NEVARNOST MOCNIH
MAGNETNIH POLJ - (HR-SR) OPASNOST OD INTENZIVNIH ELEKTROMAGNETSKIH POLJA - (LT) INTENSYVAUS MAGNETINIO LAUKO PAVOJUS - (ET) OHT - TUGEVAD MAGNETVALJAD
- (LV) SPECIGA MAGNETISKA LAUKA BISTAMIBA - (BG) OMACHOCT OT CUJTHWU MATHUTHW MOMETA - (PL) NIEBEZPIECZENSTWO SILNYCH POL MAGNETYCZNYCH. - (AR) ,las
44,35 do oo Jg

(EN) DANGER OF NON-IONISING RADIATION - (IT) PERICOLO RADIAZIONI NON IONIZZANTI - (FR) DANGER RADIATIONS NON IONISANTES - (ES) PELIGRO RADIACIONES NO
IONIZANTES - (DE) GEFAHR NICHT IONISIERENDER STRAHLUNGEN - (RU) ONACHOCTb HE MIOHU3UPYIOLLEW PAOUALIUU - (PT) PERIGO DE RADIAGCOES NAO IONIZANTES - (EL)
KINAYNOZ MH IONIZONTQN AKTINOBOAIQN - (NL) GEVAAR NIET IONISERENDE STRALEN - (HU) NEM INOGEN SUGARZAS VESZELYE - (RO) PERICOL DE RADIATII NEIONIZANTE
- (SV) FARA FOR ICKE JONISERANDE - (DA) FARE FOR IKKE-IONISERENDE STRALER - (NO) FARE FOR UJONISERT STRALNING - (FI) IONISOIMATTOMAN SATEILYN VAARA
- (CS) NEBEZPECI NEIONIZUJICIHO ZARENI - (SK) NEBEZPECENSTVO NEIONIZUJUCEHO ZARIADENIA - (SL) NEVARNOST NEJONIZIRANEGA SEVANJA - (HR-SR) OPASNOST
NEJONIZIRAJUCIH ZRAKA - (LT) NEJONIZUOTO SPINDULIAVIMO PAVOJUS - (ET) MITTEIONISEERITUDKIIRGUSTE OHT - (LV) NEJONIZEJOSA IZSTAROJUMA BISTAMIBA - (BG)
OMACTHOCT OT HE NIOHU3UPAHO OBNTbYBAHE - (PL) ZAGROZENIE PROMIENIOWANIEM NIEJONIZUJACYM - (AR) d-a§e yut Wlelai oyl ylas

(EN) GENERAL HAZARD - (IT) PERICOLO GENERICO - (FR) DANGER GENERIQUE - (ES) PELIGRO GENERICO - (DE) GEFAHR ALLGEMEINER ART - (RU) OBLLASI ONACHOCTb
- (PT) PERIGO GERAL - (EL) FENIKOZ KINAYNOZ - (NL) ALGEMEEN GEVAAR - (HU) ALTALANOS VESZELY - (RO) PERICOL GENERAL - (SV) ALLMAN FARA - (DA) ALMEN FARE -
(NO) GENERISK FARE STRALNING - (FI) YLEINEN VAARA - (CS) VSEOBECNE NEBEZPECI - (SK) VSEOBECNE NEBEZPECENSTVO - (SL) SPLOSNA NEVARNOST - (HR-SR) OPCA
OPASNOST - (LT) BENDRAS PAVOJUS - (ET) ULDINE OHT - (LV) VISPARIGA BISTAMIBA - (BG) OELLUY ONACTHOCTH - (PL) OGOLNE NIEBEZPIECZENSTWO - (AR) slsc ,has
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(EN) EYE PROTECTIONS MUST BE WORN - (IT) OBBLIGO DI INDOSSARE OCCHIALI PROTETTIVI - (FR) PORT DES LUNETTES DE PROTECTION OBLIGATOIRE - (ES) OBLIGACION
DE USAR GAFAS DE PROTECCION - (DE) DAS TRAGEN EINER SCHUTZBRILLE IST PFLICHT - (RU) OBAA3AHHOCTb HOCUTb 3ALUUTHLIE OYKW - (PT) OBRIGAGAO DE VESTIR
OCULOS DE PROTECGAO - (EL) YIIOXPEQEH NA ®OPATE NMPOXTETEYTIKA I'YAAIA - (NL) VERPLICHT DRAGEN VAN BESCHERMENDE BRIL - (HU) VEDOSZEMUVEG VISELETE
KOTELEZO - (RO) ESTE OBLIGATORIE PURTAREA OCHELARILOR DE PROTECTIE - (SV) OBLIGATORISKT ATT ANVANDA SKYDDSGLASOGON - (DA) PLIGT TIL AT ANVENDE
BESKYTTELSESBRILLER - (NO) DET ER OBLIGATORISK A HA PA SEG VERNEBRILLEN - (FI) SUOJALASIEN KAYTTO PAKOLLISTA - (CS) POVINNOST PQUZIVANi OCHRANNYCH
BRYLI - (SK) POVINNOST POUZIVANIA OCHRANNYCH OKULIAROV - (SL) OBVEZNA UPORABA ZASCITNIH OCAL - (HR-SR) OBAVEZNA UPOTREBA ZASTITNIH NAOCALA - (LT)
PRIVALOMA DIRBTI SU APSAUGINIAIS AKINIAIS - (ET) KOHUSTUS KANDA KAITSEPRILLE - (LV) PIENAKUMS VILKT AIZSARGBRILLES - (BG) 3A0B/MKUTENHO A CE HOCAT
MPEAMNA3HWN OYMIA - (PL) NAKAZ NOSZENIA OKULAROW OCHRONNYCH - (AR) dlg wlylbas slaiyb slzdyl

(EN) NO ENTRY FOR UNAUTHORISED PERSONNEL - (IT) DIVIETO DI ACCESSO ALLE PERSONE NON AUTORIZZATE - (FR) ACCES INTERDIT AUX PERSONNES NON AUTORISEES
- (ES) PROHIBIDO EL ACCESO A PERSONAS NO AUTORIZADAS - (DE) UNBEFUGTEN PERSONEN IST DER ZUTRITT VERBOTEN - (RU) 3AMPET A5 LOCTYMNA MOCTOPOHHUX
NNL - (PT) PROIBIGAO DE ACESSO AS PESSOAS NAO AUTORIZADAS - (EL) ANAFOPEYZH MPOZBAZHE ZE MH EMITETPAMENA ATOMA - (NL) TOEGANGSVERBOD VOOR NIET
GEAUTORISEERDE PERSONEN - (HU) FEL NEM JOGOSITOTT SZEMELYEK SZAMARA TILOS A BELEPES - (RO) ACCESUL PERSOANELOR NEAUTORIZATE ESTE INTERZIS - (SV)
TILLTRADE FORBJUDET FOR ICKE AUKTORISERADE PERSONER - (DA) ADGANG FORBUDT FOR UVEDKOMMENDE - (NO) PERSONER SOM IKKE ER AUTORISERTE MA IKKE
HA ADGANG TIL APPARATEN - (Fl) PAASY KIELLETTY ASIATTOMILTA - (CS) ZAKAZ VSTUPU NEPOVOLANYM OSOBAM - (SK) ZAKAZ NEOPRAVNENEHQ PRISTUPU K OSOB -
(SL) DOSTOP PREPOVEDAN NEPOOBLASCENIM OSEBAM - (HR-SR) ZABRANA PRISTUPA NEOVLASTENIM OSOBAMA - (LT) PASALINIAMS |EITI DRAUDZIAMA - (ET) SELLEKS
VOLITAMATA ISIKUTEL ON TOOALAS VIIBIMINE KEELATUD - (LV) NEPIEDEROSAM PERSONAM IEEJA AIZLIEGTA - (BG) 3ABPAHEH E IOCTBLMbT HA HEYMb/THOMOLLEHU JIULA
- (PL) ZAKAZ DOSTEPU OSOBOM NIEUPOWAZNIONYM. - (AR) ag) zras sl polsidl Jg53 y by
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(EN) WEARING A PROTECTIVE MASK IS COMPULSORY - (IT) OBBLIGO USARE MASCHERA PROTETTIVA - (FR) PORT DU MASQUE DE PROTECTION OBLIGATOIRE
- (ES) OBLIGACION DE USAR MASCARA DE PROTECCION - (DE) DER GEBRAUCH EINER SCHUTZMASKE IST PFLICHT - (RU) OBA3AHHOCTb MOJIb30BATbCA
3ALUMTHON MACKOW - (PT) OBRIGATORIO O USO DE MASCARA DE PROTECAO - (EL) YNIOXPEQZIH NA ®OPATE MPOXITATEYTIKH MAZKA - (NL) VERPLICHT GEBRUIK
VAN BESCHERMEND MASKER - (HU) VEDOMASZK HASZNALATA KOTELEZO - (RO) FOLOSIREA MASTII DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT
ATT BARA SKYDDSMASK - (DA) PLIGT TIL AT ANVENDE BESKYTTELSESMASKE - (NO) FORPLIKTELSE A BRUKE VERNEBRILLER - (FI) SUOJAMASKIN KAYTTO
PAKOLLISTA - (CS) POVINNE POUZITI OCHRANNEHO STIiTU - (SK) POVINNE POUZITIE OCHRANNEHO STiTU - (SL) OBVEZNOST UPORABI ZASCITNE MASKE - (HR-SR)
OBAVEZNO KORISTENJE ZASTITNE MASKE - (LT) PRIVALOMA UZSIDETI APSAUGINE KAUKE - (ET) KOHUSTUSLIK KANDA KAITSEMASKI - (LV) PIENAKUMS IZMANTOT
AIZSARGMASKU - (BG) 3AQBINKUTENHO U3MON3BAHE HA MPEAMA3HA 3ABAPBYHA MACKA. - (PL) NAKAZ UZYWANIA MASKI OCHRONNEJ - (AR) §ls g8 slascwl sl Iyl

(EN) WEARING EAR PROTECTORS IS COMPULSORY - (IT) OBBLIGO PROTEZIONE DELL'UDITO - (FR) PROTECTION DE L'OUIE OBLIGATOIRE - (ES) OBLIGACION DE
PROTECCION DEL OIDO - (DE) DAS TRAGEN VON GEHORSCHUTZ IST PFLICHT - (RU) OBA3AHHOCTb 3ALLMILATb CNYX - (PT) OBRIGATORIO PROTEGER O OUVIDO
- (EL) YNOXPEQXH MPOXTAZIAZ AKOHZ - (NL) VERPLICHTE OORBESCHERMING - (HU) HALLASVEDELEM KOTELEZO - (RO) PROTECTIA AUZULUI OBLIGATORIE

(SV) OBLIGATORISKT ATT SKYDDA HORSELN - (DA) PLIGT TIL AT ANVENDE H@REVARN - (NO) FORPLIKTELSE A BRUKE H@RSELVERN - (Fl) KUULOSUOJAUS
PAKOLLINEN - (CS) POVINNOST OCHRANY SLUCHU - (SK) POVINNA OCHRANA SLUCHU - (SL) OBVEZNA UPORABA GLUSNIKOV - (HR-SR) OBAVEZNA ZASTITA
SLUHA - (LT) PRIVALOMOS APSAUGOS PRIEMONES KLAUSOS ORGANAMS - (ET) KOHUSTUS KANDA KUULMISKAITSEVAHENDEID - (LV) PIENAKUMS AIZSARGAT
DZIRDES ORGANUS - (BG) 3AOBIDKUTENHO A CE HOCAT NPEAMA3HU CPEACTBA 3A CNYXA - (PL) NAKAZ OCHRONY SLUCHU - (AR) 03l dalesw sbJdyl

(EN) DANGER OF CRUSHING UPPER LIMBS - (IT) PERICOLO SCHIACCIAMENTO ARTI SUPERIORI - (FR) RISQUE D’ECRASEMENT DES MEMBRES SUPERIEURS - (ES) PELIGRO
DE APLASTAMIENTO DE LOS MIEMBROS SUPERIORES - (DE) QUETSCHGEFAHR FUR DIE OBEREN GLIEDMASSEN - (RU) OMACHOCTb PA3OABINUBAHWUS BEPXHWUX
KOHEYHOCTEW - (PT) PERIGO DE ESMAGAMENTO DOS MEMBROS SUPERIORES - (EL) KINAYNOZ XYNOAIYHE ANQ MEAQN - (NL) GEVAAR VOOR VERPLETTING BOVENSTE
LEDEMATEN - (HU) FELSO VEGTAGOK OSSZENYOMASANAK VESZELYE - (RO) PERICOL DE STRIVIRE A MEMBRELOR SUPERIOARE - (SV) RISK FOR KLAMNING AV DE OVRE
EXTREMITETERNA - (DA) FARE FOR FASTKLEMNING AF DE @VRE LEMMER - (NO) FARE FOR A KLEMME ARMENE - (FI) YLARAAJOJEN PURISTUMISVAARA - (CS) NEBEZPECI
PRITLACENi HORNICH KONCETIN - (SK) NEBEZPECENSTVO PRITLACENIA HORNYCH KONCATIN - (SL) NEVARNOST ZMECKANIN ZGORNJIH UDOV - (HR-SR) OPASNOST OD
GNJECENJA GORNJIH UDOVA - (LT) VIRSUTINIY GALUNIY SUSPAUDIMO PAVOJUS - (ET) ULAJASEMETE MULJUDASAAMISE OHT - (LV) AUGSEJO EKSTREMITASU SASPIESANAS
BISTAMIBA - (BG) ONACHOCT OT NMPEMA3BAHE HA FOPHUTE KPAMHULU - (PL) NIEBEZPIECZENSTWO ZGNIECENIA KONCZYN GORNYCH - (AR) duglsll Glyb¥l gu—ds ytas

(EN) WARNING: MOVING PARTS - (IT) ATTENZIONE ORGANI IN MOVIMENTO - (FR) ATTENTION ORGANES EN MOUVEMENT - (ES) ATENCION ORGANOS EN MOVIMIENTO
- (DE) VORSICHT BEWEGUNGSELEMENTE - (RU) BHUMAHUE, YACTU B IIBUXXEHWW - (PT) CUIDADO ORGAOS EM MOVIMENTO - (EL) MPOXOXH OPTANA ZE KINHZH - (NL)
OPGELET ORGANEN IN BEWEGING - (HU) VIGYAZAT: GEPALKATRESZEK MOZGASBAN VANNAK - (RO) ATENTIE PIESE IN MISCARE - (SV) VARNING FOR ORGAN | RORELSE
- (DA) PAS PA DELE | BEVAGELSE - (NO) ADVARSEL: BEVEGELIGE DELER - (Fl) VARO LIIKKUVIA OSIA - (CS) POZOR NA POHYBUJICi SE SOUCASTI - (SK) POZOR NA
POHYBUJUCE SA SUCASTI - - (SL) POZOR, NAPRAVE DELUJEJO - (HR-SR) POZOR DIJELOVI U POKRETU - (LT) DEMESIO! JUDANCIOS DETALES - (ET) TAHELEPANU! LIKUVAD
MASINAOSAD - (LV) UZMANIBU KUSTIGAS DALAS - (BG) BHUMAHUE OBVXKELUM CE MEXAHWU3MM - (PL) UWAGA: RUCHOME CZESCI MASZYNY - (AR) d_Syo <ol a|
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(EN) USERS OF VITAL ELECTRICAL AND ELECTRONIC APPARATUS MUST NEVER USE THE MACHINE - (IT) VIETATO L’'USO DELLA MACCHINA Al PORTATORI DI APPARECCHIATURE
ELETTRICHE ED ELETTRONICHE VITALI - (FR) L'UTILISATION DE LA MACHINE EST DECONSEILLEE AUX PORTEURS D’APPAREILS ELECTRIQUES OU ELECTRONIQUES
MEDICAUX - (ES) PROHIBIDO EL USO DE LA MAQUINA A LOS PORTADORES DE APARATOS ELECTRICOS Y ELECTRONICOS VITALES - (DE) TRAGERN LEBENSERHALTENDER
ELEKTRISCHER UND ELEKTRONISCHER GERATE IST DER GEBRAUCH DER MASCHINE UNTERSAGT - (RU) WUCMOJIb3OBAHUE YCTAHOBKW 3AMPELUEHO NULAM,
MCMOMb3YIOLWWUM 3MEKTPOHHYIO U 3MEKTPOAMMAPATYPY OBECMEYEHUA XWU3HEOEATENBHOCTU - (PT) E PROIBIDO O USO DA MAQUINA AOS PORTADORES DE
APARELHAGENS ELECTRICAS E ELECTRONICAS VITAIS - (EL) AMATOPEYETAI H XPHEZH TOY MHXANHMATOZ XE ATOMA MOY ®EPOYN HAEKTPIKEEZ KAl HAEKTPONIKEZ
ZYZKEYEZ ZQTIKHZ ZHMAZIAZ - (NL) HET GEBRUIK VAN DE MACHINE IS VERBODEN AAN DRAGERS VAN ELEKTRISCHE EN ELEKTRONISCHE VITALE APPARATUUR - (HU) TILOS
A GEP HASZNALATA MINDAZOK SZAMARA, AKIK SZERVEZETEBEN ELETFENNTARTO ELEKTROMOS VAGY ELEKTRONIKUS KESZULEK VAN BEEPITVE - (RO) SE INTERZICE
FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE DE APARATE ELECTRICE S| ELECTRONICE VITALE - (SV) FORBJUDET FOR ANVANDARE AV LIVSUPPEHALLANDE
ELEKTRISKA ELLER ELEKTRONISKA APPARATER ATT ANVANDA DENNA MASKIN - (DA) DET ER FORBUDT FOR PERSONER, DER ANVENDER LIVSVIGTIGT ELEKTRISK OG
ELEKTRONISK APPARATUR, AT ANVENDE MASKINEN - (NO) DET ER FORBUDT FOR PERSONER SOM BRUKER LIVSVIKTIGE ELEKTRISKE ELLER ELEKTRONISKE APPARATER
A BRUKE MASKINEN - (Fl) KONEEN KAYTTOKIELTO SAHKOISTEN JA ELEKTRONISTEN HENKILONSUOJALAITTEIDEN KAYTTAJILLE - (CS) ZAKAZ POUZITi STROJE NOSITELUM
ELEKTRICKYCH A ELEKTRONICKYCH ZIVOTNE DULEZITYCH ZARIZENi - (SK) ZAKAZ POUZIVANIA STROJA OSOBAM SO ZIVOTNE DOLEZITYMI ELEKTRICKYMI A ELEKTRONICKYMI
ZARIADENIAMI - (SL) PREPOVEDANA UPORABA STROJA ZA UPORABNIKE ZIVLJENJSKO POMEMBNIH ELEKTRICNIH IN ELEKTRONSKIH NAPRAV - (HR-SR) ZABRANJENO JE
UPOTREBLJAVATI STROJ OSOBAMA KOJE IMAJU UGRADENE VITALNE ELEKTRICNE ILI ELEKTRONICKE UREDAJE - (LT) GRIEZTAI DRAUDZIAMA SU |RANGA DIRBTI ASMENIMS,
BESINAUDOJANTIEMS GYVYBISKAI SVARBIAIS ELEKTRINIAIS AR ELEKTRONINIAIS PRIETAISAIS - (ET) SEADET EI TOHI KASUTADA ISIKUD, KES KASUTAVAD MEDITSIINILISI
ELEKTRI-JA ELEKTROONIKASEADMEID - (LV) ELEKTRISKO VAI ELEKTRONISKO MEDICINISKO IERICU LIETOTAJIEM IR AIZLIEGTS IZMANTOT MASINU - (BG) 3ABPAHEHO E
MON3BAHETO HA MALUMHATA OT NIULIA, HOCUTENW HA ENEKTPUYECKWU U ENEKTPOHHU MEOULIMHCKN YCTPOUCTBA - (PL) ZABRONIONE JEST UZYWANIE URZADZENIA
OSOBOM STOSUJACYM ELEKTRYCZNE | ELEKTRONICZNE URZADZENIA WSPOMAGAJACE FUNKCJE ZYCIOWE - (AR) duguadl duigisI¥lg dosl sl 85-g2V1 ool dIVI olasiiwl ydoz

(EN) PEOPLE WITH METAL PROSTHESES ARE NOT ALLOWED TO USE THE MACHINE - (IT) VIETATO L’'USO DELLA MACCHINA Al PORTATORI DI PROTESI METALLICHE
- (FR) UTILISATION INTERDITE DE LA MACHINE AUX PORTEURS DE PROTHESES METALLIQUES - (ES) PROHIBIDO EL USO DE LA MAQUINA A LOS PORTADORES DE
PROTESIS METALICAS - (DE) TRAGERN VON METALLPROTHESEN IST DER UMGANG MIT DER MASCHINE VERBOTEN - (RU) UCMOJIb30BAHME MALUVHbI 3AMNPELLIAETCS
ToAsAM, UMEIOLLMM METAJIMYECKUE NPOTE3bI - (PT) PROIBIDO O USO DA MAQUINA AOS PORTADORES DE PROTESES METALICAS - (EL) AMATOPEYETAI H XPHEH
THXZ MHXANHZ ZE ATOMA MOY ®EPOYN METAAAIKE: MPOZGOHKEZ - (NL) HET GEBRUIK VAN DE MACHINE IS VERBODEN AAN DE DRAGERS VAN METALEN PROTHESEN
- (HU) TILOS A GEP HASZNALATA FEMPROTEZIST VISELO SZEMELYEK SZAMARA - (RO) SE INTERZICE FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE
DE PROTEZE METALICE - (SV) FORBJUDET FOR PERSONER SOM BAR METALLPROTES ATT ANVANDA MASKINEN - (DA) DET ER FORBUDT FOR PERSONER MED
METALPROTESER AT BENYTTE MASKINEN - (NO) BRUK AV MASKINEN ER IKKE TILLATT FOR PERSONER MED METALLPROTESER - (FI) KONEEN KAYTTO KIELLETTY
METALLIPROTEESIEN KANTAJILTA - (CS) ZAKAZ POUZITi STROJE NOSITELUM KOVOVYCH PROTEZ - (SK) ZAKAZ POUZITIA STROJA OSOBAM S KOVOVYMI PROTEZAMI -
(SL) PREPOVEDANA UPORABA STROJA ZA NOSILCE KOVINSKIH PROTEZ - (HR-SR) ZABRANJENA UPOTREBA STROJA OSOBAMA KOJE NOSE METALNE PROTEZE -
(LT) SU SUVIRINIMO APARATU DRAUDZIAMA DIRBTI ASMENIMS, NAUDOJANTIEMS METALINIUS PROTEZUS - (ET) SEADET El TOHI KASUTADA ISIKUD, KES KASUTAVAD
METALLPROTEESE - (LV) CILVEKIEM AR METALA PROTEZEM IR AIZLIEGTS LIETOT IERICI - (BG) 3ABPAHEHA E YMOTPEBATA HA MALUMHATA OT HOCUTENUA HA
METAJTHU NPOTE3M - (PL) ZAKAZ UZYWANIA URZADZENIA OSOBOM STOSUJACYM PROTEZY METALOWE - (AR) d_susoll ol Sl paSme s AV plasiwl ytasy

(EN) DO NOT WEAR OR CARRY METAL OBJECTS, WATCHES OR MAGNETISED CARDS - (IT) VIETATO INDOSSARE OGGETTI METALLICI, OROLOGI E SCHEDE MAGNETICHE -
(FR) INTERDICTION DE PORTER DES OBJETS METALLIQUES, MONTRES ET CARTES MAGNETIQUES - (ES) PROHIBIDO LLEVAR OBJETOS METALICOS, RELOJES, Y TARJETAS
MAGNETICAS - (DE) DAS TRAGEN VON METALLOBJEKTEN, UHREN UND MAGNETKARTEN IST VERBOTEN - (RU) 3AMNPELLAETCS HOCUTb METANINTMYECKWUE NPEAMEThI, YACHI
WU MAFHUTHBIE NIATLIIO - (PT) PROIBIDO VESTIR OBJECTOS METALICOS, RELOGIOS E FICHAS MAGNETICAS - (EL) ATIATOPEYETAI NA ®OPATE METAAAIKA ANTIKEIMENA,
POAOTIA KAI MATNHTIKEZ MAAKETEZ - (NL) HET IS VERBODEN METALEN VOORWERPEN, UURWERKEN EN MAGNETISCHE FICHES TE DRAGEN - (HU) TILOS FEMTARGYAK,
KARORAK VISELETE ES MAGNESES KARTYAK MAGUKNAL TARTASA - (RO) ESTE INTERZISA PURTAREA OBIECTELOR METALICE, A CEASURILOR $IA CARTELELOR MAGNETICE
- (SV) FORBJUDET ATT BARA METALLFOREMAL, KLOCKOR OCH MAGNETKORT - (DA) FORBUD MOD AT BARE METALGENSTANDE, URE OG MAGNETISKE KORT - (NO) FORBUDT
A HA PA SEG METALLFORMAL, KLOKKER OG MAGNETISKE KORT - (FI) METALLISTEN ESINEIDEN, KELLOJEN JA MAGNEETTIKORTTIEN MUKANA PITAMINEN KIELLETTY - (CS)
ZAKAZ NOSENI KOVOVYCH PREDMETU HODINEK A MAGNETICKYCH KARET - (SK) ZAKAZ NOSENIA KOVOVYCH PREDMETOV, HODINIEK A MAGNETICKYCH KARIET - (SL)
PREPOVEDANO NOSENJE KOVINSKIH PREDMETOV UR IN MAGNETNIH KARTIC - (HR-SR) ZABRANJENO NOSENJE METALNIH PREDMETA, SATOVA | MAGNETSKIH CIPOVA - (LT)
DRAUDZIAMA PRIE SAVES TURE TI METALINIY DAIKTY, LAIKRODZIY AR MAGNETINIY PLOKSTELIY - (ET) KEELATUD ON KANDA METALLESEMEID KELLASID JAMAGENTKAARTE
-(LV) IRAIZLIEGTS VILKT METALA PRIEKSMETUS, PULKSTENUS UN NEMT LIDZI MAGNETISKAS KARTES - (BG) 3SABPAHEHO E HOCEHETO HA METATHU NPEOAMETY, YACOBHULIN
M MATHUTHU CXEMMU - (PL) ZAKAZ NOSZENIA PRZEDMIOTOW METALOWYCH, ZEGARKOW | KART MAGNETYCZNYCH - (AR) dlaisias &lSlayg Oilelw cdgase :l.._.a| Alasiwl yloasy
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(EN) NOT TO BE USED BY UNAUTHORISED PERSONNEL - (IT) VIETATO L’'USO ALLE PERSONE NON AUTORIZZATE - (FR) UTILISATION INTERDITE AU PERSONNEL
NON AUTORISE - (ES) PROHIBIDO EL USO A PERSONAS NO AUTORIZADAS - (DE) DER GEBRAUCH DURCH UNBEFUGTE PERSONEN IST VERBOTEN - (RU)
MCMOJb30BAHUE 3AMPELAETCA NMIOAAM, HE UMEIOLIMM PA3PELLEHWUS - (PT) PROIBIDO O USO AS PESSOAS NAO AUTORIZADAS - (EL) AMAFOPEYZH XPHIH:
IE MH EMITETPAMENA ATOMA - (NL) HET GEBRUIK IS VERBODEN AAN NIET GEAUTORISEERDE PERSONEN - (HU) TILOS A HASZNALATA A FEL NEM JOGOSITOTT
SZEMELYEK SZAMARA - (RO) FOLOSIREA DE CATRE PERSOANELE NEAUTORIZATE ESTE INTERZISA - (SV) FORBJUDET FOR ICKE AUKTORISERADE PERSONER
ATT ANVANDA APPARATEN - (DA) DET ER FORBUDT FOR UVEDKOMMENDE AT ANVENDE MASKINEN - (NO) BRUK ER IKKE TILLATT FOR UAUTORISERTE PERSONER
- (FI) KAYTTO KIELLETTY VALTUUTTAMATTOMILTA HENKILOILTA - (CS) ZAKAZ POUZITIi NEPOVOLANYM OSOBAM - (SK) ZAKAZ POUZITIA NEPOVOLANYM OSOBAM - (SL)
NEPOOBLASCENIM OSEBAM UPORABA PREPOVEDANA - (HR-SR) ZABRANJENA UPOTREBA NEOVLASTENIM OSOBAMA - (LT) PASALINIAMS NAUDOTIS DRAUDZIAMA -
(ET) SELLEKS VOLITAMATA ISIKUTEL ON SEADME KASUTAMINE KEELATUD - (LV) NEPILNVAROTAM PERSONAM IR AIZLIEGTS IZMANTOT APARATU - (BG) 3ABPAHEHO
E NMON3BAHETO OT HEYMb/IHOMOLIEHWU NULIA - (PL) ZAKAZ UZYWANIA OSOBOM NIEAUTORYZOWANYM - (AR) o) zra—s ysll polbidl J—8 oo slascwdl ylosy

(EN) Symbol indicating separation of electrical and electronic appliances for refuse collection. The user is not allowed to dispose of these appliances as solid, mixed urban refuse,
and must do it through authorised refuse collection centres. - (IT) Simbolo che indica la raccolta separata delle apparecchiature elettriche ed elettroniche. L’utente ha I'obbligo di
non smaltire questa apparecchiatura come rifiuto municipale solido misto, ma di rivolgersi ai centri di raccolta autorizzati. - (FR) Symbole indiquant la collecte différenciée des
appareils électriques et électroniques. L’utilisateur ne peut éliminer ces appareils avec les déchets ménagers solides mixtes, mais doit s’adresser a un centre de collecte autorisé. -
(ES) Simbolo que indica la recogida por separado de los aparatos eléctricos y electronicos. El usuario tiene la obligacion de no eliminar este aparato como desecho urbano sélido
mixto, sino de dirigirse a los centros de recogida autorizados. - (DE) Symbol fiir die getrennte Erfassung elektrischer und elektronischer Gerate. Der Benutzer hat pflichtgemaR
dafiir zu sorgen, daR dieses Gerat nicht mit dem gemischt erfaBBten festen Siedlungsabfall entsorgt wird. Stattdessen muR er eine der autorisierten Entsorgungsstellen einschalten.
- (RU) CumBon, ykasbiBalowMii Ha pa3aenbHbIi CGOp 3MeKTPUYECKOro U 3MeKTPoHHoro oGopyaoBaHus. Monb3oBaTenb He MMeeT NpaBa BbiGpackiBaTh AaHHOe o6opyaAoBaHue B
KayecTBe CMeLlaHHOro TBepAoro 6bLITOBOro orxoAa, a 06sizaH obpallaTbca B crneuunar p Hble LeHTpbI c6opa oTxoAaoB. - (PT) Simbolo que indica a reunido separada das
aparelhagens eléctricas e electronicas. O utente tem a obrigagdo de nao eliminar esta aparelhagem como lixo municipal sélido misto, mas deve procurar os centros de recolha
autorizados. - (EL) ZOpBoAo 1rou deixvel Tn dla@opoTroinpévn GUAAOY TwV NAEKTPIKWY KIA NAEKTPOVIKWY CUCKEUWY. O XpOTNG UTTOXPEOUTAI VO PNV SIOXETEVEI QUTH T CUOKEUR
oav HIKTO OTEPES AOTIKG aroBANTO, aAAd va atreuBUiveTal ot eykekpipéva kévipa oulhoyng. - (NL) Symbool dat wijst op de gescheiden inzameling van elektrische en elektronische
toestellen. De gebruiker is verplicht deze toestellen niet te lozen als gemengde vaste stadsafval, maar moet zich wenden tot de geautoriseerde ophaalcentra. - (HU) Jel6lés, mely
az elektromos és elektronikus felszerelések szelektiv hulladékgydijtését jelzi. A felhasznalé koteles ezt a felszerelést nem a varosi tormelékhulladékkal egyiittesen gydjteni, hanem
erre engedéllyel rendelkez6 hulladékgyiijté kézponthoz fordulni. - (RO) Simbol ce indica depozitarea separata a aparatelor electrice si electronice. Utilizatorul este obligat sa nu
depoziteze acest aparat impreuna cu deseurile solide mixte ci sa-l predea intr-un centru de depozitare a deseurilor autorizat. - (§V) Symbol som indikerar separat sopsortering
av elektriska och elektroniska apparater. Anvandaren far inte sortera denna anordning tillsammans med blandat fast hushallsavfall, utan maste vianda sig till en auktoriserad
insamlingsstation. - (DA) Symbol, der star for szrlig indsamling af elektriske og elektroniske apparater. Brugeren har pligt til ikke at bortskaffe dette apparat som blandet, fast
byaffald; der skal rettes henvendelse til et autoriseret indsamlingscenter. - (NO) Symbol som angir separat sortering av elektriske og elektroniske apparater. Brukeren ma oppfylle
forpliktelsen a ikke kaste bort dette apparatet sammen med vanlige hjemmeavfallet, uten henvende seg til autoriserte oppsamlingssentraler. - (FI) Symboli, joka ilmoittaa sédhko- ja
elektroniikkalaitteiden erillisen kerdyksen. Kayttdjan velvollisuus on kdéntya valtuutettujen kerdyspisteiden puoleen eiké vélittaa laitetta kunnallisena sekajatteena. - (CS) Symbol
oznacujici separovany sbér elektrickych a elektronickych zarizeni. Uzivatel je povinen nezlikvidovat toto zafizeni jako pevny smiseny komunalni odpad, ale obratit se s nim na
autorizované sberny (SK) Symbol oznacujlci separovany zber elektrickych a elektronlckych zariadeni. Uzivatel' nesmie likvidovat' toto zariadenie ako pevny zmieSany komunalny
odpad, ale je povmny dorucit’ ho do autorizovany zberni. - (SL) Simbol, ki oznacuje lo¢eno zbiranje elektriénih in elektronskih aparatov Uporabnik tega aparata ne sme zavreci kot
navaden gosp jski trden odpadek, ampak se mora obrniti na pooblascene centre za zbiranje. - (HR-SR) Simbol koji ozna¢ava posebno sakupljanje elektri¢nih i elektronskih
aparata. Korlsnlk ne smije odloZiti ovaj aparat kao obi¢an kruti otpad, ve¢ se mora obratiti ovlaStenim centrima za sakupljanje. - (LT) Simbolis, nurodantis atskiry nebenaudojamy
elektriniy ir elektroniniy prietaisy surinkima. Vartotojas negali iSmesti Siy prietaisy kaip misriy kietyjy komunaliniy atlieky, bet privalo kreiptis j specializuotus atlieky surinkimo
centrus. - (ET) Stiimbol, mis tahistab elektri- ja elektroonikaseadmete eraldi kogumist. Kasutaja kohustuseks on poorduda volitatud kogumiskeskuste poole ja mitte kasitleda seda
aparaati kui munitsipaalne segajédade. - (LV) Simbols, kas norada uz to, ka utilizacija ir javeic atseviski no citam elektriskajam un elektroniskajam iericém. Lietotaja pienakums ir
neizmest $o aparatiru municipalaja cieto atkritumu izgaztuve, bet nogadat to pilnvarotaja atkritumu savaksanas centra. - (BG) CumBon, KoUTo o3Ha4aBa pasfenHo cbbupaHe Ha
eneKkTpUYecKaTa M enekTpoHHa anapatypa. [on3satensT ce 3agbiikaBa Aa He U3XBbLPMA Ta3u anapaTypa KaTto CMeceH TBbPJ OTNagbK B KOHTEMHepuTe 3a CMeT, NoCTaBeHu oT
oblwuHaTa, a TpsiGBa Aa ce 06BLPHE KbM cneuuanuMsnpaHuTe 3a ToBa LieHTpoBe - (PL) Symbol, ktéry oznacza sortowanie odpadéw aparatury elektrycznej i elektronicznej. Zabrania
si¢ likwidowania aparatury jako mieszanych odpadéw miejskich statych, obowiazkiem uzytkownika jest skierowanie si¢ do autoryzowanych osrodkéw gromadzacych odpady - (AR)
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A [:D]] INSTRUCTIONS FOR USE AND MAINTENANCE ... ceennnn e eeees pag. 5 @

| WARNING! BEFORE USING THE WELDING MACHINE READ THE INSTRUCTION MANUAL CAREFULLY!

A []]] ISTRUZIONI PER L’'USO E LA MANUTENZIONE ........oce it eree e pag. 11 0
| ATTENZIONE! PRIMA DI UTILIZZARE LA SALDATRICE LEGGERE ATTENTAMENTE IL MANUALE DI ISTRUZIONE!

A [ :D]] INSTRUCTIONS D’UTILISATION ET D’ENTRETIEN .....ccccoiiiieciirieeecceeeeeneees pag. 17 @
| ATTENTION! AVANT TOUTE UTILISATION DU POSTE DE SOUDAGE, LIRE ATTENTIVEMENT LE MANUEL D’INSTRUCTIONS!

A []]] INSTRUCCIONES PARA EL USO Y MANTENIMIENTO .....cccciiimiiimcireeceenaes pag. 23 @
| ATENCION! ANTES DE UTILIZAR LA SOLDADORA LEER ATENTAMENTE EL MANUAL DE INSTRUCCIONES!

A [:Dﬂ BETRIEBS- UND WARTUNGSANLEITUNG ......ccciiiiieeiirisreesrsermssssesmssnsersnnsssenees s. 29 @
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APPLIANCES FOR RESISTANCE WELDING FOR
PROFESSIONAL USE
Note: In the following text the term “spot welder” will be used.

INDUSTRIAL AND

1. GENERAL SAFETY RULES FOR RESISTANCE WELDING

The operator should be properly trained to use the spot welder safely and
should be informed of the risks connected with resistance welding procedures,
of related protection measures and of emergency procedures.

(Only for pneumatic cylinder-operated versions) The spot welder is provided
with a main switch with emergency functions, fitted with a padlock for locking it
in the “O” (open) position.

The padlock key should be handed over only and exclusively to an expert
operator or to an operator who has been trained for the tasks assigned to
him and has been warned of the possible hazards arising from this welding
procedure and from neglectful use of the spot welder.

When the operator is absent the switch should be set to the “O” position, the
padlock should be closed and the key removed.

/N

- Electrical installation should be carried out following accident-prevention
legislation and standards.

- The spot welder should be connected only and exclusively to a power supply
with the neutral conductor connected to earth.

- Make sure the power supply outlet is correctly connected to the earth
protection.

- Do not use cables with worn or damaged insulation or with loosened
connections.

- Use the spot welder in an ambient air temperature ranging from 5°C to 40°C,
with relative humidity equal to 50% up to a temperature of 40°C, and 90% for
temperatures up to 20°C.

- Do not use the spot welder in damp or wet environments or in the rain.

- The connection of the welding cables and any routine maintenance
operations on the arms and/or electrodes must be carried out with the spot
welder switched off and disconnected from the electric and pneumatic (if
present) power supply networks.

- Pneumatic cylinder-operated spot welders should be locked with the main
switch in the “O” position and the padlock closed.

The same procedure must be respected for connection to the water mains or
a cooling unit with closed circuit (liquid cooled spot welding machines) and
in any case repair work (extraordinary maintenance).

- It is forbidden to use the equipment in environments comprising areas
classed as being at risk of explosion because of the presence of gas, dust or

VN
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- Do not weld on containers, receptacles or piping that contain or have
contained flammable liquid or gas products.

- Do not operate on materials cleaned with cholorinated solvents or near such
substances.

- Do not weld on pressurised containers.

- Remove all flammable substances from the work area (e.g. wood, paper, rags
etc.).

- Allow newly-welded pieces to cool! Do not leave the piece near flammable
substances.

- Make sure there is sufficient ventilation or provide means for removing
welding fumes near the electrodes; a systematic approach is necessary
to evaluate limits of exposure to the welding fumes depending on their
composition and concentration and on the length of exposure.

POP®

- Always protect the eyes with suitable eye protectors.

- Wear protective gloves and clothing suitable for resistance welding work.

- Noise levels: If the personal daily exposure level (LEPd) is found to be greater
than 85db(A) due to particularly intensive welding operations, wearing
personal protection devices is compulsory.
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- The flowing of spot welding currents generates electromagnetic fields (EMF)
around the spot welding circuit.

Electromagnetic fields can interfere with certain medical equipment (e.g. Pace-

makers, respiratory equipment, metallic prostheses etc.).

Adequate protective measures must be adopted for persons with these types of

medical apparatus. For example, they must be forbidden access to the area in

which spot welding machines are in operation.

This spot welder conforms to technical product standards for exclusive use

in an industrial environment for professional purposes. It does not assure

compliance with the basic limits relative to human exposure to electromagnetic

fields in the domestic environment.

The operator must adopt the following procedures in order to reduce exposure
to electromagnetic fields:
- Fasten the two spot welding cables (if present) as close together as possible.
- Keep head and trunk as far away as possible from the spot welding circuit.
- Never wind spot welding cables around the body.
- Avoid spot welding with the body within the spot welding circuit. Keep both
cables on the same side of the body.
- Connect the spot welding current return cable to the piece being spot welded,
as close as possible to the welding joint.
- Do not spot weld while close to, sitting on or leaning against the spot welder
(keep at least 50 cm away from it).
- Do not leave objects in ferromagnetic material in proximity of the spot
welding circuit.
- Minimum distance:
- d=3cm, f= 50cm (Fig. M);
- d=3cm, f= 50cm (Fig. N);
- d=30cm (Fig. O);
- d=20cm (Fig. P) Studder.

- Class A equipment:

This spot welder conforms to technical product standards for exclusive use
in an industrial environment and for professional purposes. It does not assure
compliance with electromagnetic compatibility in domestic dwellings and in
premises directly connected to a low-voltage power supply system feeding
buildings for domestic use.

INTENDED USE

The system was designed to be used only and exclusively in body shops to
repair vehicles: it must be used for spot welding one or more steel plates with
a low carbon content, having a shape and size that vary according to the work
to be carried out.
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RISK OF UPPER LIMBS BEING CRUSHED

DO NOT PLACE HANDS NEAR MOVING PARTS!

Both the operating method for the spot welder and the variability in shape

and size of the piece being welded make it impossible to provide integrated

protection against the danger of the upper limbs being crushed: fingers, hands,
forearm.

The risk should be reduced by appropriate preventive measures:

- The operator should either be expert or trained in resistance welding
procedures using this type of appliance.

- Arrisk evaluation must be performed for each type of work to be carried out;
it is necessary to use equipment and masks that support and guide the piece
to be worked in order to distance hands from the electrode danger area.

- When using a portable spot welder: solidly grasp the clamp with both hands
placed on the relative handles; always keep hands away from the electrodes.

- Whenever the shape of the piece allows it, adjust the electrode distance so
that the stroke does not exceed 6 mm.

- Do not allow more than one person to work on the same spot welder at the
same time.

- Unauthorised persons should not be allowed in the working area.

- Do not leave the spot welder unattended: in such a case it should be
disconnected from the power supply; for pneumatic cylinder-operated spot
welders turn the main switch to “O” and lock it with the supplied padlock,
take out the key and leave it with the person in charge.

- Only use electrodes that are recommended for the machine (see spare parts
list) without altering their shape.

- RISK OF BURNS
Some parts of the spot welder (electrodes arms and nearby areas) may reach
temperatures of over 65°C: suitable protective clothing must be worn.
Allow newly-welded pieces to cool before touching them.

- RISK OF TIPPING AND FALLING

- Place the spot welder on a level horizontal surface that is able to support
its weight; confine the spot welder to the support surface (when required
in the “INSTALLATION” section of this manual). Otherwise with inclined
or uneven floors or moveable supporting surfaces there is the danger of
tipping.

Never lift the spot welder unless explicitly required by the “INSTALLATION”

section of this handbook.

- When using machines on wheels: disconnect the spot welder from the
electric and pneumatic (if present) power supplies before moving the unit
to another work area. Pay attention to obstacles and unevenness on the
ground (for example cables and piping).

- UNINTENDED USE
It is dangerous to use the spot welder for any purpose other than that for
which it is intended (see INTENDED USE).

& PROTECTIONS

The safeguards and moveable parts of the spot welder casing should all be in
position before connection to the power supply.

WARNING: All manual operations on moveable accessible parts of the spot
welder, for example:

- Electrode replacement or maintenance

- Adjusting the position of the arms or electrodes

MUST BE CARRIED OUT WITH THE SPOT WELDER SWITCHED OFF AND
DISCONNECTED FROM THE ELECTRIC AND PNEUMATIC (if present) POWER
SUPPLY.

MAIN SWITCH LOCKED AT “O” WITH LOCK CLOSED AND KEY REMOVED in the
models with PNEUMATIC CYLINDER movement).

STORAGE

- Place the machine and its accessories (with or without packaging) in closed
areas.

- The relative humidity of the air must not exceed 80%.

- The environmental temperature must be between -15°C and 45°C.

If the machine is planned with liquid cooling and an ambient temperature under

0°C: use the anti-freeze liquid suggested by the manufacturer or completely

empty the hydraulic circuit and the tank of liquid.

Always use adequate measures to protect the machine from humidity, dirt and

corrosion.

2. INTRODUCTION AND GENERAL DESCRIPTION

2.1 Introduction

Mobile system for resistance welding (spot welder) controlled by a microprocessor,

medium frequency inverter technology, three-phase power supply and direct output

current.

The spot welder is equipped with a pneumatic clamp that contains the transforming

and rectifying unit. In this way higher welding currents are obtained than from

traditional spot welders, with reduced network absorption and fewer magnetic fields

near the cables. Longer, lighter cables can be used to improve handling and give a

wider working range.

The spot welder can work on iron plates with a low carbon content, galvanized iron

plates, high resistance steel plates and boron steel plates. Equipped with quick

couplings for use with the accessory equipment (Studder, X Clamp), it can be used

for many different types of hot machining on panels and all the specific work of car

body shops.

The main system characteristics are:

- Backlit TFT display that shows the controls and the set parameters;

- Manual choice (MANUAL), semi-automatic (EASY) or completely automatic
(SMART) of the spot welding parameters;

- Possibility of setting pre-heating and post-heating of the sheet metal to optimise
welding of the high resistant and galvanised materials;

- Possibility of setting different types of electrodes and arms;

- Automatic recognition of the clamp or studder connected;

- Automatic control of the spot welding current;

- Manual and automatic control of the electrode forces;

- USB port.

2.2 STANDARD ACCESSORIES

- Arm support;

- Clamp cable support;

- Regulator filter group (supply of compressed air);

- “C” clamp with standard arms, complete with cable with a plug that can be
disconnected from the generator and built-in sensors for automatic spot;
- Cooling system (integrated GRA).

.3 ACCESSORIES ON DEMAND

- Arms and electrodes with a different length and/or shape for “C” clamp (see spare
parts list);

- Electrodes kit (see spare parts list);

- Supporting pole and weight discharger for the clamp;

- “X” clamp (see spare parts list);

- Studder kit;

- “C” clamp ring kit.

. TECHNICAL INFORMATION

3.1 RATING PLATE (Fig. A)

The main information about use and performance of the spot welder is summarised on
the rating plate and has the following meanings:

1 - Number of phases and frequency of the power line

2 - Power supply voltage

3 - Network output at permanent capacity (100%).

4 - Nominal network output with duty cycle of 50%.

5 - Maximum no-load voltage to electrodes.

6 - Maximum current with electrodes in short-circuit.

7 - Secondary output at permanent capacity (100%).

8 - Arm gauge and length (standard).

9 - Minimum and maximum adjustable force to electrodes.

10 - Nominal pressure of the compressed air source.

11 - Compressed air pressure required to obtain maximum force to the electrodes.
12 - Cooling liquid capacity.

13 - Drop in nominal pressure of the cooling liquid.

14 - Spot welder device earthing

15 - Safety symbols whose meanings are illustrated in Chapter 1 “General safety for

resistance welding”.
N.B.: The rating plate shown is an example to explain the meanings of the symbols
and figures; the exact technical specifications for your machine should be taken
directly from the rating plate on the machine itself.

3.2 OTHER TECHNICAL DATA
3.2.1 Spot welder
General features

- Power supply voltage and frequency 400V (£15%) ~ 3-ph-50/60 Hz
- Electric protection rating |
- Insulation rating H
- Casing protection rating IP 20
- Cooling type liquid
- (*) Overall size (LxWxH) 710 x 450 x 910 mm
- (**) Weight 62 kg
Input

- Max. power in short-circuit (Scc) 43 kVA

- Delayed network fuses

- Automatic circuit breaker

- Power supply cable (L<8m)
Output

16 A
16A (“C”- IEC60947-2)
4 x 6 mm?

- Loadless secondary voltage (U,d) 9V
- Max. spot welding current (I, max) 9KA
- Spot welding capacity max 3 +3 +3 mm
- Intermittence ratio 2%
- Maximum power at electrodes 400 daN

95 mm standard
automatic and programmable
automatic and programmable
automatic and programmable
automatic and programmable
automatic and programmable
automatic and programmable
automatic and programmable
automatic and programmable

- Length of “C” arm

- Spot welding current adjustment

- Spot welding current time adjustment
- Squeeze time adjustment

- Slope time adjustment

- Maintenance time adjustment

- Cold time adjustment

- Adjustment of number of impulses

- Pre-heating time/current adjustment
- Post-heating time/current adjustment automatic and programmable
Post-heating time adjustment automatic and programmable
(*) NOTE: the overall dimensions do not include the cables and the supporting pole.
(**) NOTE: the generator weight does not include the clamp and the supporting pole.

3.2.2 Cooling system (GRA).
General features

- Maximum pressure (pmax) 3 bar
- Cooling capacity (P @ 11/min) 2 kW
- Tank capacity 81
- Cooling liquid coolant

4. DESCRIPTION OF THE SPOT WELDER
4.1 SPOT WELDER UNIT AND MAIN COMPONENTS (Fig. B)

On the front:

On front:

1 - Control panel;

2 - USB port;

3 - Outlet for clamp connection;

4 - Rapid hold to attach the cooling tubes;

5 - Outlet for connecting the sensors used with the automatic spot;
6 - Clamp cable support.

On the back:

7 - Main switch;

8 - Supply cable input;

9 - Arm supports;

10 - Pressure regulator, pressure gauge and air intake filter;
11 - Cooling system tank cap (GRA);

12 - GRAliquid level;

13 - GRA air exhauster.

4.2 CONTROL AND ADJUSTMENT DEVICES

4.2.1 Control panel (Fig. C)

1- TFT Display.

2- Cooling unit locking button. It allows you to lock the “GRA” during the welding
process to facilitate replacement of the arm and/or electrodes.

“Quick Menu” button. Rapid access to the useful menus during welding.
Multi-function button:

START

3-
4-

: access to the “SERVICE” menu in alarm conditions or before pressing



il START REC : enabling/disabling recording of a welding job;

5- Browser knob and START button:
- rotate the knob to scroll through the various menu items;
- press to access the selected item, rotate to change the setting, press again to
confirm the value;
- if pressed on start-up or following an alarm, it enables the machine to spot weld
(START button)
6- ESC button:

- : back to the main menu;

- : back to the previous menu.
7- USB port.

4.2.2 Pressure regulator and gauge unit (Fig. B-10)
It allows you to adjust the pressure exerted on the electrodes of the pneumatic clamp
using the adjustment knob (only for pneumatic clamps in “Manual” mode).

4.3 SAFETY FUNCTIONS AND INTERLOCK
4.3.1 Protection and alarms (TAB. 1)
a) Thermal protection:
This is triggered by overheating of the spot welding machine due to low capacity
or total lack of cooling fluid, or by a work cycle that exceeds the allowed threshold
permitted.
Intervention is described and signalled in the display.
EFFECT: all movement is blocked, the electrodes open (exhauster cylinder); power
is shut down (welding inhibited).
RESET: manual (action on “START” button after falling within the allowed
temperature limits).
b) Main switch:
- Position “O” = open and lockable (see chapter 1).
WARNING! The internal power cable connection terminals (L1+L2+L3) are live
when turned to the “O” position.
- Position “I” = closed: spot welding machine powered up but not operating (STAND
BY - requires pressing of the START button).
- Emergency function
Opening the spot welding machine when it is operating (pos. “I” => pos. “O”) will
instantly stop the machine in safe shutdown mode with:
- current inhibited;
- opening of the electrodes (exhauster cylinder);
- automatic restart inhibited.

A WARNING! PERIODICALLY MAKE SURE THE SAFE SHUTDOWN

FUNCTION OPERATES CORRECTLY.

c) Cooling unit safety

This is triggered in the event of no or loss of cooling liquid pressure;

Intervention is described and signalled in the display.

EFFECT: all movement is blocked, the electrodes open (exhauster cylinder); power

is shut down (welding inhibited).

RESET: top-up cooling liquid then switch off and back on the machine (also see

Par. 5.6 “preparation of the cooling unit”).

Compressed air safety

This is triggered in the event of no or loss of pressure (p < 3bar) of the compressed

air power supply;

Intervention is described and signalled in the display.

EFFECT: all movement is blocked, the electrodes open (exhauster cylinder); power

is shut down (welding inhibited).

RESET: manual (using the “START” button) after the machine pressure falls within

the allowed threshold (indication on the gauge>3bar).

Short circuit safety outbound (pneumatic clamp only)

Before carrying out the welding cycle, the machine checks the poles (positive and

negative) of the secondary spot welding circuit is free of accidental contact points.

Intervention is described and signalled in the display.

EFFECT: all movement is blocked, the electrodes open (exhauster cylinder); power

is shut down (welding inhibited).

RESET: manual (pressing the “START” button having removed the cause of the

short circuit).

f) Phase failure trip switch

Intervention is described and signalled in the display.

EFFECT: all movement is blocked, the electrodes open (exhauster cylinder); power

is shut down (welding inhibited).

RESET: manual (pressing the “START” button).

Overvoltage and undervoltage trip switch

Intervention is described and signalled in the display.

EFFECT: all movement is blocked, the electrodes open (exhauster cylinder); power

is shut down (welding inhibited).

RESET: manual (pressing the “START” button).

“START” button (Fig. C-5).

This push-button must be pressed to control welding in each of the following

conditions:

- every time the main switch has tripped (pos. “O” => pos. “I");

- each time the safety/protection devices cut in;

- when the power supply is reinstated (electricity and compressed air) following a
shutdown of power supplies or a malfunction;

d
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A WARNING! PERIODICALLY MAKE SURE THE SAFE START FUNCTION
OPERATES CORRECTLY

5. INSTALLATION

A WARNING! ALL INSTALLATION OPERATIONS AND ELECTRICAL AND
PNEUMATIC CONNECTIONS MUST ALWAYS BE CARRIED OUT WITH THE SPOT
WELDER SWITCHED OFF AND DISCONNECTED FROM THE POWER SUPPLY.
THE ELECTRIC AND PNEUMATIC CONNECTIONS MUST ONLY BE CARRIED
OUT BY EXPERT OR QUALIFIED TECHNICIANS.

5.1 UNPACKING
Unpack the spot welder, assemble the separate parts (to be found in the packaging)
as indicated in this chapter (Fig. D).

5.2 LIFTING MEANS (Fig. E)
The spot welder must be lifted using a double cable and hooks that are suitably sized
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for the machine weight, and using the relative M12 rings.
It is forbidden to sling the spot welder using means other than those indicated.

5.3 POSITIONING

Make sure the installation area is suitably large and without obstacles to guarantee
that the control panel, the main switch and the working area can be accessed in
complete safety.

Make sure there are no obstacles near the cooling air entry or exit points, and make
sure that conductive dust, corrosive vapours, humidity, etc. cannot be sucked in.
Position the spot welder on a flat surface made of homogeneous, compact material
that is suitable for supporting the weight of the machine (see “technical data”) to avoid
the danger of toppling or dangerous movements.

5.4 CONNECTION TO THE MAINS

5.4.1 Warnings

Before carrying out any electric connection, make sure the machine plate data
corresponds with the voltage and frequency of the mains available in the installation
place.

The spot welder must be connected only and exclusively to a power supply with the
neutral conductor connected to earth.

To guarantee protection against indirect contact use these types of residual current
device;

- Atype ( ) for single-phase machines;

- Btype ( ) for three-phase machines.

- The IEC/EN 61000-3-12 Standard is not applicable to the spot welder.
If the welding machine is connected to a public electricity grid, the installer or user
must make sure that the machine can be connected (if necessary, consult the
company that manages the electricity grid).

5.4.2 Plug and mains outlet

Connect the power supply cable to a standard (3P + T) plug of appropriate capacity
and prepare a power supply outlet fitted with fuses or an automatic circuit-breaker; the
corresponding earth terminal must be connected to the (yellow-green) earth conductor
of the power supply.

The capacity and intervention characteristics of the fuses and circuit-breaker switch
are given in the “OTHER TECHNICAL DATA” paragraph.

A WARNING! Not observing the regulations above renders the

manufacturer’s safety system (class I) inefficient, with resulting serious risks to
people (e.g. electric shock) and goods (e.g. fire).

5.5 PNEUMATIC CONNECTION

- Prepare a compressed air line with a working pressure of 8 bar.

- Fit one of the available compressed air connections to the filter group reducer
to make the reducer suitable for the connections where the spot welder is to be
installed.

5.6 PREPARATION OF THE COOLING UNIT (GRA)

A WARNING! The filling operations should always be performed with

the machine switched off and disconnected from the mains supply.

Never use polypropylene based antifreeze liquids.

Only use the coolant recommended by the manufacturer of the cooling unit.

- Open the discharge valve (FIG. B-13).

- Fill the tank with coolant using the nozzle (Fig. B-11): capacity of the tank = 8 |; pay
attention to avoid excess leakage of liquid at the end of filling.

- Close the tank cap.

- Close the discharge valve.

5.7 PNEUMATIC CLAMP CONNECTION (Fig. F)

A WARNING! Presence of dangerous voltage! Never connect the spot
welder sockets to plugs other than those planned by the manufacturer. Do not
attempt to insert any other type of object in the sockets!

- Machine disconnected from the power supply mains.

- Insert the polarised plug (Fig. F-1) in the clamp in the specific socket of the
machine, then lift the two levers until complete fastening of the plug is obtained.

- Insert the 8 pin polarised plug in Figure F-2 to use the automatic spot welding
mode.

- Insert the cooling tubes(*), respecting the colours (blue tube on blue socket, red
tube on red socket). Check rapid coupling of the tubes is correctly carried out (Fig.
F-3).

NOTE(*): if the cooling tubes are not inserted, the clamp is NOT cooled
correctly resulting in thermal stress which damages the electric parts.

5.8 CLAMP “C”: CONNECTION TO THE ARM

A WARNING! Residual risk of crushing the upper limbs!

Follow the instructions below in the exact order indicated!

- Disconnect the machine from the mains.

- Turn the block as seen in Fig. G1.

- Now assemble the clamp support (Fig. G2) if used.

- Angle the arm as necessary and slide it into its seat (Fig. G3).

- Align the arm with the piston electrode and tighten the block in place (Fig. G4-A).

- Connect the cooling tubes to the relative quick couplings (Fig. G4-B).

- Check that the pipe quick coupling is fastened firmly in place.

- Now assemble the clamp support sleeve from the correct side (Fig. G5) if used.
NOTE: if the cooling tubes are not connected, the clamp will NOT be cooled
properly which will cause thermal stress and damage to the electrical parts.

6. WELDING (Spot welding)

6.1 PRELIMINARY OPERATIONS

6.1.1 Main switch at “O” and lock closed!

A series of checks and adjustments must be carried out before starting to spot weld,

with the main switch in the “O” position and the lock closed.

Connecting to the electric and pneumatic supply sources:

- Make sure the electric connection has been carried out correctly in compliance with
the instructions given previously.

- Check compressed air connection: connect the supply hose to the pneumatic



supply point and adjust the pressure using the reducer knob until the manometer
shows a value close to 8 bar (116 psi).

6.1.1.1 Adjusting and fixing the “C” clamp arm

This operation must only be carried out if the arm moves horizontally even after having

been locked as explained in paragraph 5.8 (Fig. Q)

For this operation proceed as follows:

- Release the arm by rotating the release lever (Fig. R);

- Loosen the dowel (Fig. S-1) and tighten the ring nut (Fig. S-2) by one-eighth of a
turn (approx. 45 degrees);

- Lock the ring nut, tightening the locking dowel (Fig. S-1);

- Lock the arm, following the operation shown in Fig. T.

This operation may need to be carried out several times, either tightening or loosening

the ring nut (Fig. S-2), until the arm is locked horizontally and the locking lever, using

rotational power that is suitable for manual release, simultaneously closes at the stop

created by the reference plug (Fig. T-1).

NOTE: when the operation ends, the lever must be against the end stop plug (Fig.

T-1). This position guarantees that the “C” arm is locked mechanically and therefore

safe.

6.1.2 Main switch at the “ | ” position

The following checks must be carried out before doing any spot welding, and with the

main switch at “I” (ON).

Clamp electrode alignment:

- Place a shim having the same thickness as the panels to be spot welded between
the electrodes; make sure the electrodes, which are now “squeezing” the panels
(see paragraph 6.2.2), are aligned.

- If necessary, make sure that the arm is correctly fixed (see previous paragraphs).

6.2 ADJUSTING THE SPOT WELDING PARAMETERS

The parameters that determine the diameter (section) and mechanical seal of the
spot are:

- Power applied by the electrodes.

- Spot welding current.

- Spot welding time.

If the operator does not have specific experience, it is best to try some spot welding
on pieces of panel with the same thickness and of the same quality as the ones to be
spot welded.

6.2.1 Setting the arm and the electrode
Press the “START” key (Fig. U-1) and set the arm among those available (Fig. U-2)
turning the central knob (Fig. C-5).

6.2.2 Adjustment of force and approach function (pneumatic clamp only)
Adjustment of force takes place in automatic or manual mode (using the pressure
regulator on the air unit).

Setting the automatic mode (default setting) or manual mode allows iou to choose

from the main menu selecting the icon SR and then the icon A as in the
g - N
Automatic adjustment “AUTO daN”":

figures U-3-4.

Choosing “AUTO daN”, you can set the desired value of the force expressed in “deca
Newton” using the “MANUAL” mode (Fig. U-5).

In “SMART AUTOSET” and “EASY” mode, during the spot welding cycle, the force of
the electrodes is automatically adjusted.

Manual adjustment:

Choosing “no AUTO daN” you can set the force value manually on the pressure
regulator (Fig. B-10).

During the spot welding cycle, the force of the electrodes will be manually regulated
according to the procedure described above.

Approach function

It allows approach of the eIectrodes with the force set without supplying current.

You can approach the electrodes in any spot welding program with the following
procedure (double click):

Press and release the clamp button and then immediately press the button. The clamp
approaches and keeps closed the electrodes up to subsequent release of the button.
The led in clamp flashes.

A WARNING: using the protective gloves can make it difficult to

approach by double clicking. It is therefore advisable to select the approach

function g

A WARNING!

RESIDUAL RISK! This operating mode also causes the residual risk of crushing
of the upper limbs: take all necessary precautions (see safety chapter).

b s
6.2.3 Automatic setting the spot welding parameters =3 (Fig. U-6)

The spot welding parameters are all set automatically by the machine: “SMART
AUTOSET” mode. You need that both the plugs on the clamps C are connected to
the machine (Fig. F).

6.2.4 Semi-automatic setting the spot welding parameters =t (Fig. U-7)

The spot welding parameters are set by the machine selecting the thickness and the
material (*) of the sheet metal to weld.

The spot weld is deemed to have been performed correctly when a piece undergoes
a traction test and causes the extraction of the welding point kernel from one of the
two sheets.

(*) NOTE: the standard materials available are:

- “Fe”: sheet metal in iron with low carbon content;

- “FeZn”: galvanised sheet metal in iron with low carbon content;

- “Hss”: sheet metal in steel with high tensile strength (700 MPa max);
- “Br”: sheet metal in boron steel.

6.2.5 Manual setting of the spot welding parameters and creation of a customised
program (Fig. U-8)

You can manually set the spot welding parameter to execute test welding or to create
a customised program.

b s
6.3 AUTOMATIC SPOT WELDING PROCEDURE
This function is available with the pneumatic clamp “C” in standard supply with the
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machine.

Select “SMART AUTOSET” mode using the “MODE” icon: you enter the preliminary

“ZEROING” procedure (Fig. U-9).

For correct zeroing, keep the clamp button pressed for the entire time necessary

following the instructions on the display; then proceed as follows:

- Rest the electrode on the fixed arm of the surface of one of the two metal sheets to
spot weld.

- Press the button on the handle of the clamp to obtain:

a) Closing of the sheet metal between the electrodes.
b) Start-up of the spot welding cycle with current passage.

- At the end of the spot welding, the average spot welding current is displayed
(excluding the initial and final ramps), the force of the electrodes, the time of spot
welding and the energy supplied to the electrodes for the spot.

The values displayed may also have an added “warning”, signalled by the red led
on the flashing clamp (see TAB. 1), based on the result obtained with spot welding.
At the end of the work, place the clamp back in the specific support on the troIIe
To carry out zeroing again, press the “ESC” key (Fig. C-6) until the icon
Im
appears on the display, then select it. To exit this procedure, without zeroing, press the

“ESC” key.

IMPORTANT:

For a good outcome of automatic spot welding, repeat zeroing when:

- you replace the electrodes.

- you clean the electrodes (recommended after 30 spots approx.).

- you change the arm.

- you change welding job.

A WARNING: during zeroing of the clamp, execute a particular spot
welding cycle by supplying current and closing the electrodes on multiple
occasions. Repeat all the provisions outlined in the paragraph “GENERAL
SAFETY” IN THIS MANUAL!

EASY

6.4 SEMI-AUTOMATIC OR MANUAL SPOT WELDING PROCEDURE

- In “EASY” mode, select the sheet metal to weld (materials and thicknesses) using
the knob (Fig. U-7-11).

- In “MANUAL” mode, you can create your own spot welding program by setting the
value of each parameter (Fig. U-5-8):

- Force of electrodes.

Pre-heating time/current.

- Pause time.

- Ramp time.

Spot welding time/current.
- Number of impulses.

- Cold time.

Post-heating time/current.

Maintenance time.

6.4.1 PNEUMATIC CLAMP
- Rest the electrode on the fixed arm of the surface of one of the two metal sheets to
spot weld.
- Press the button on the handle of the clamp to obtain:
a) Closing of the sheet metal between the electrodes.
b) Start-up of the spot welding cycle with current passage.
- At the end of spot welding, the average current of spot welding is displayed
(excluding the initial and final ramps) and the force of the electrodes.
The values displayed may also have an added “warning”, signalled by the red led
on the flashing clamp (see TAB. 1), based on the result obtained with spot welding.
- At the end of the work, place the clamp back in the specific support on the trolley.

A WARNING: presence of dangerous voltage! Always check the integrity
of the power supply cable of the clamp; the protective corrugated tube must not
be cut, broken or crushed! Before and during use of the clamp, check the cable
is far from moving parts, heat sources, sharp surfaces, liquids, etc.

A WARNING: the clamp contains the transformation, isolation and
straightening assembly necessary for spot welding; if in doubt on the integrity
of the clamp (due to falls, violent knocks, etc.) disconnect the spot welding
machine and consult an authorised support centre.

6.4.2 STUDDER GUN

A WARNING!

- To fasten or dismantle the accessories from the chuck of the gun, use two
fixed hex keys to prevent rotation of the chuck.

- If working on doors or bonnets, it is compulsory to connect the earth bar on
these parts to prevent passage of current through the hinges, and however
near the zone to spot weld (long current paths reduce the efficiency of the
spot).

6.4.2.1 Connection of the earth cable to the sheet metal

a) Bare the sheet metal as near as possible to the point where you intend to work,
for a surface corresponding to the contact surface of the earth bar.

b1) Fasten the copper bar to the sheet metal surface using an ARTICULATED
CLAMP (model for welding).
An alternative to mode “b1” (impractical) implement the solution:

b2) Spot weld a washer on the surface of the previously prepared sheet metal; pass

the washer through the slit of the copper bar and fasten it with a specific washer
terminal supplied.



6.4.2.2 Procedure to spot weld and use various tools

Connect the studder gun and the earth cable to the clamp supplied, carefully following
the instructions sheet contained in the Studder kit.

Press the “START” button pressing the knob and select the tool you want to use (Fig.
U-1-10).

Select the material and the thickness of the sheet metal you want to weld (Fig. U-18).
Based on the tool selected, follow the procedures described below:

Q Washer spot welding for earth terminal fastening

On the chuck of the gun, assemble the specific electrode (POS.9, Fig. I) and insert the
washer (POS.13, Fig. ).

Rest the washer in the chosen zone. Place in contact, in the same zone, the earth
terminal; press the gun button implementing welding of the washer on which fastening
should be carried out as previously described.

L A Q _O 16415%6 Spot welding of screws, washers,

nails and rivets

Equip the gun of the suitable electrode by inserting the element on it to spot weld and
rest it on the sheet metal on the desired spot; press the button on the gun; release the
button only having passed the time set.

== Sheet metal spot welding from one side only

On the gun chuck, assemble the electrode planned (POS.6, Fig. |) pressing on the
surface to spot weld. Activate the gun button, release the button only having passed
the time set.

A WARNING!

Maximum thickness of the sheet metal for spot welding, from one side only: 1+1 mm.

This spot welding is not permitted on support structures of the bodywork.

To obtain correct spot welding results on the sheet metal, you need to take some

fundamental precautions:

1 - Aperfect earth connection.

2 - The two parts to spot weld must be free of paint, grease and oil.

3 - The parts to spot weld must be in contact with one another, without air gaps, if
necessary press with a tool, not with the gun. Too heavy pressure leads to poor
results.

4 - The thickness of the upper part must not exceed 1 mm.

5 - The tip of the electrode must have a diameter of 2.5 mm.

6 - Tighten the nut well fastening the electrode, check the connectors of the welding
cable are fastened.

7 - Then spot weld, resting the electrode to exert light pressure (3+4 kg). Press the
button and pass the spot welding time, only then move away with the gun.

8 - Never move more than 30 cm from the fastening point of the earth.

A Spot welding and simultaneous traction of the special washers

This function should be carried out assembling and fully tightening the chuck (POS .4,
Fig. 1) on the body of the extractor (POS.1, Fig. I), couple and tighten the other
terminal of the extractor on the gun (Fig. I). Insert the special washer (POS.14, Fig.
1) on the chuck (POS.4, Fig. I), fastening it with the specific screw (Fig. I). Spot weld
the relevant zone, adjusting the spot welding machine as for spot welding the washers
and start traction.

When complete, turn the extractor 90° to detach the washer, which can be spot welded
again in a new position.

_ﬁk Heating and sheet metal recalculation

In this operating mode, the TIMER is disabled by default: by selecting the welding
time, the display shows “inf” = Infinite time.

Operation duration is therefore manual, being determined by the time for which the
gun button is kept pressed.

Current intensity is adjusted automatically according to the thickness of the selected
sheet.

_,.ﬁ Sheet metal heating

Assemble the carbon electrode (POS. 12, Fig. I) on the gun chuck and block in place
with the ring nut. Touch the area, that was previously bared, with the carbon tip and
tighten with the gun button. Work from the outside to the inside, using a circular
movement to heat the sheet which undergoes work hardening and returns to its
original position.

To prevent the sheet from drawing too much, treat small areas and immediately after
wipe using a damp cloth to cool the treated part.

Sheet metal recalculation
In this position, working with the specific electrode, you can flatten the sheet metal that
underwent localised deformation.

ﬁ Intermittent spot welding (patching)

This function is suitable for spot welding small rectangles of sheet metal to cover holes

due to rust or other causes.

Place the specific electrode (POS.5, Fig. 1) on the chuck, accurately tighten the

fastening ring nut. Bare the relevant zone and ensure the piece of sheet metal you

want to spot weld is clean and free of grease or paint.

Position the piece and rest on the electrode, then push the gun button keeping the

button always pressed, advance rhythmically following the work/rest intervals given by

the spot welding machine.

NB: During the work, exert light pressure (3+4 kg), working following an ideal line 2+3

mm from the edge of the new piece to weld.

To obtain good results:

1 - Do not move more than 30 cm from the fastening point of the earth.

2 - Use coverage sheet metal with a maximum thickness of 0.8 mm, better if stainless
steel.

3 - Rhythm advanced movement with the frequency dictated by the spot welder.
Advance during the pause time, stop during spot welding time.

Use the extractor supplied (POS. 1, Fig. l)

Washer coupling and traction

This function is carried out by assembling and tightening the chuck (POS.3, Fig. I) on
the body of the electrode (POS.1, Fig. I). Couple the washer (POS.13, Fig. I), spot
welded as previously described, and start traction. In the end, rotate the extractor 90°
to detach the washer.

Plug coupling and traction

This function is carried out by assembling and tightening the chuck (POS.2, Fig. I)
on the body of the electrode (POS.1, Fig. I). Insert the plug (POS.15-16, Fig. I), spot
welded as previously described in the chuck (POS.1, Fig. I) keeping the terminal itself
pulled towards the extractor (POS.2, Fig. |). With insertion complete, release the chuck
and start traction. On completion, pull the chuck towards the hammer to remove the

plug.

7. SETTINGS MENU

7.1 MENU MODE (Fig. U-7)

It enables setting the different work modes described in the previous paragraph:
: automatic mode.

EASY B

semi-automatic mode.

MANUAL
: manual mode.

BHEE

: approach mode.

7.2 MENU (Fig. U-12)

Used to set the following:
AUTO

= : adjustment of automatic force.

7.2.1 SETUP MENU (Fig. U-13)
Used to set the following:

- : language.

: time and date.

- m : unit of metric or imperial measurement.

7.2.2 SERVICE MENU (Fig. U-14)
This provides information on the spot welding machine status.

7.2.2.1 INFO MENU

: spot welding machine operation in days (DDDD), hours (HH), minutes
mm).
e[11]8l1]

- m=====8: number points.

- : list of alarms.
7.2.2.2 FIRMWARE MENU

- lum : use to update the spot welding machine software via USB pen drive.

: use to reset the spot welding machine to its default settings.
?? RELEASE

: software release installed.

7.2.2.3 REPORT MENU

Use to generate a report and save it to a USB pen drive. The report contains various
information on the machine status (software installed, life/working hours, alarms,
selected spot welding process etc.).

7.3 JOBS MENU (Fig. U-15)
Used to:

&Y

- A3 : save a job in the spot welding machine internal memory.
: load a previously saved job.

: delete a previously saved job.

: import jobs from a USB device.

: export jobs on a USB device.

: allow saving of spot welding parameters to the USB device.

7.4 “QUICK MENU” KEY (Fig. U-16-17)
Used to set the following:

LOCK
- : spot welding block: the spot welding parameters are always blocked at
the same value for all the points executed.

‘COUNTDOWN
- : maximum number of points and countdown of the points executed.

8. MAINTENANCE

A WARNING! BEFORE CARRYING OUT MAINTENANCE, MAKE SURE
THE MACHINE IS OFF AND DISCONNECTED FROM THE MAINS.
The switch must be locked at “O” using the supplied lock.

8.1 ROUTINE MAINTENANCE

ROUTINE MAINTENANCE CAN BE CARRIED OUT BY THE OPERATOR.

- adaptation/restoration of the diameter and profile of the electrode tip;
replacement of the electrodes and the arms;

electrode alignment check;

cooling check on cables and clamp;

condensate discharge from the compressed air entry filter.

periodic control of the level of the cooling liquid tank.

periodic control of the total absence of liquid leaks.

control the power supply cable is intact on the spot welding machine and the
clamp.

- change of the cooling liquid every 6 months.

8.2 SPECIAL MAINTENANCE
SPECIAL MAINTENANCE MUST ONLY BE CARRIED OUT BY TECHNICIANS
WHO ARE EXPERT OR QUALIFIED IN AN ELECTRIC-MECHANICAL AMBIT.

A WARNING! BEFORE REMOVING THE SPOT WELDER OR CLAMP
PANELS AND LOOKING INSIDE, MAKE SURE THE SPOT WELDER IS OFF AND
DISCONNECTED FROM THE ELECTRIC AND PNEUMATIC (if present) POWER
SUPPLIES.

Carrying out checks while the inside of the spot welder is live can cause serious



electric shock due to direct contact with live parts and/or injury due to direct contact

with moving parts.

Periodically and as frequently as required by the use and environmental conditions,

inspect inside the spot welder and clamp and remove the dust and metal particles that

have deposited on the transformer, diode module, power terminal board, etc. using a

blast of dry compressed air (max. 5 bar).

Do not direct the jet of compressed air onto the electronic circuit board; if necessary

clean with a very soft brush or suitable solvents.

At the same time:

- Make sure the wiring does not show signs of insulation damage or loose-oxidised
connections.

- Make sure the screws that connect the transformer secondary with the output bars
/ wires are tight and that there are no signs of oxidation or overheating.

8.2.1 Intervention on the GRA

In case of:

- excess need to restore the liquid level in the tank;

- excess frequency of alarm 7 activation;

- liquid leaks;

you should proceed to check for any problems inside the cooling unit.

Always refer to section 7.2 for overall warnings and however having disconnected the
spot welding machine from the power supply mains, proceed with removing the side
panel (FIG. L).

Check there are no leaks both on connections and tubing. If liquid is leaking, replace
the damaged part. Eliminate the liquid residue possibly leaked during maintenance
and close the side panel again.

Then proceed to reset the spot welding machine using the appropriate information
indicated in paragraph 6 (Spot welding).

8.2.2 Replacing the internal battery

If the memory does not maintain the correct date and time, replace the battery
(CR2032 - 3V) found in the compartment at the back of the control panel.

When the spot welder is disconnected from the mains, remove the control panel
screws, remove the connectors and replace the battery.

A WARNING! Make sure all the connectors have been connected before
returning the panel to the machine.

9. TROUBLESHOOTING

SHOULD MACHINE OPERATION NOT BE SATISFACTORY, AND BEFORE

CARRYING OUT MORE SYSTEMATIC CHECKS OR CONTACTING YOUR

TECHNICAL ASSISTANCE CENTRE, MAKE SURE THAT:

- With the main switch of the spot welder closed (pos. “ | “) the display is lit; if not
the problem is in the power line (cables, plug and socket, fuses, excessive voltage
drop, etc.).

- The display does not have any alarm signals (see TAB. 1): once the alarm stops,
press “START” to re-activate the spot welding machine; check correct circulation of
the cooling liquid and, if necessary, reduce the intermittence ratio of the work cycle.

- The elements that are part of the secondary circuit (fuses — arm-holders — arms —
electrode holders — cables) are not inefficient because of loose screws or oxidation.

- The welding parameters are suitable for the work to be carried out

- After having carried out maintenance or repairs, restore the connections and wiring
as they were before, making sure they do not come into contact with moving parts
or parts that can reach high temperatures. Band all the wires as they were before,
being careful to keep the primary high voltage connections separate from the
secondary low voltage ones.

Use all the original washers and screws when re-closing the structural work.
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