Operating
Instructions

iWave 300i / 400i / 500i DC
iWave 300i / 400i / 500i AC/DC

EN-US | Operating instructions

Lt 10 0426,0360,EA 005-19062023







Table of contents

SaTELY INSTIUCTIONS. ..ottt ettt et ettt et et et eaeeaeeaeeneenis 10
Explanation of Safety INSTruCtioNS..........c.ooooiii e 10
GIBINEIAL ...ttt ettt ettt ettt ettt ettt et ettt et eaeese et 10
INEENAEA USE ...ttt ettt ettt et ettt et e et et ere et 11
Grid CONNECLION ...ttt ettt ettt ettt ettt ettt ettt e s e s e esesens 11
Environmental CONAITIONS ... ...c.ooiiiiiiic ettt 11
Obligations of the Operating COMPANY.........c..oi i 12
ODbligations Of PersONNEL...........c.cooviiiiiieeeeee ettt 12
Residual current CirCUIt DreaKer. .. ........ooooviii e, 12
Personal Protection and Protection of Others..........c.oooooioeeoeeee e 12
Data on N0iSe @MISSION VALUES..............ccoooiiiiiiiieeeeeeeeeeeee ettt 13
Danger from tOXiC §aS€S @Nd VAPOIS ........c.cciiiiiiiiieiieieieieeie ettt es e eseneenens 13
Danger from FLYING SPAIKS ........oviiieieeeeeeeeeeee ettt ettt ettt ettt ettt eaeeaseneas 14
Risks from grid current and welding CUIrrent............ccocooiiiiiiiiiceeeeeeeeeee e 14
Stray WeldiNg CUITENES ..ottt ettt ene 15
EMC Device ClassifiCatioNS..........cooiiiiiiii et 15
EMOC MEBASUIES ...ttt ettt et ettt et e et et e et e et e es e et e et e eseeteeseeaeeaeeae s 15
EME MNEASUIES......c.oieeieeeeeee ettt ettt ettt ettt ettt ettt ettt e eeaeens 16
Particular NAzZard ArEas...............c.oovovioeieeeeeeeeeeeee et 16
Requirement for the shieldiNg GaS..........c.ooi oo, 17
Danger from Shielding Gas CYLINAErS............c.oooiiiiieeeeeeee e 18
Danger Posed by Shielding Gas LeakK..............ccociiiiiiioeeeeeeeeeeeeeeeeeeeeeeeeeeeeee e 18
Safety Measures at the Setup Location and During Transport............c.cooveeiveeeoieeieeeeeeeeeeee. 18
Safety Measures in Normal Operation ............cccooioiiiiiiiiceeeeee e 19
MaINtENANCE ANA FEPAIN ....c.veiieeiceeeeeeeeeee e ettt et e te et eae e aeeens 20
SaTEtY INSPECTION . ..ottt ettt ettt ettt et 20
DISPOSAL......oeieieeceee ettt ettt ettt et et et e et et e s et e eaeeaeereas 20
SATELY SYMIDOLS ... et 20
DAtA DACKUD ...ttt ettt ettt et e et et et e et et et eereeae et 21
COPYIIGNT. ..ottt ettt ettt ettt ettt ettt et e s s ettt et e ettt et e s senne 21
INEENAEA USE........oiii ettt ettt e s et es et et eeaeeaeens 21

General information 23

GIEINEIAL ...ttt ettt ettt ettt ettt ettt et ettt et et e eteanen 25
DBVICE CONCEPTE ..ot ettt et ettt ettt s e et be b e e st e seesseeaeesbeesbeeseenseensenes 25
FUNCHIONAL PFINCIPLE......ciiiiiiee ettt ettt ettt b e ettt e e eseenseeaeennas 25
APPLCATION BIEAS......cuiiiieiiiciieeee ettt ettt ettt ettt e e et te b te b e enbeeae b enseeteens 25
CONTOIMIEIES ... ettt ettt ettt et ettt ettt et et ettt et 26
BLUETOOTN Trad@marksS.......cc.oiieiceeeeeeee e et 27
Warning Notices 0N the deVICE............ccoooiiiiiiii ettt 27
O TIONS. ..ttt ettt ettt ettt ettt ettt ettt ettt ettt ettt ettt et et et e eaenens 29
OPT/i Safety STOp PL A OPTION ... 30

Operating controls, connections and mechanical components 31

CONTIOLPANEGL.......oiiiiic ettt ettt e e et e s e s e teete e s 33
GIBINEIAL ...ttt ettt ettt ettt ettt ettt ettt et et e eaenens 33
CONEIOL PANEL.....o.eoeceeee ettt et 33
INPUE OPTIONS ...ttt ettt 34

(D] o] K- | OO TP 36
D] o] K- | OSSO TR 36
SWILCHING TO FULL SCIrEEN ... 38
NEXE PAZE = PreVIOUS PAZE.......ocoo oottt ere e e eneenen 39
ANIMATEA GrapiCS ... et 40
Grayed-oUut Welding ParameEters..........cc.ooiiiioeeeeeeee et 41

Connections, Switches, and Mechanical CoOmMPONENTS..........ccoooviiiiiiiieeeeeeeee e 42
Connections and mechanical COMPONENTS ..o 42

Before installation and initial operation 45



SEEUP FEBULATIONS ..ottt ettt ettt e ettt e et ae ettt re e ans
MAINS CONNEBCTION.......uiiiiiiiiiicit ettt ettt et ettt et e et be s e te e b e esseeaeesseeesesseenseesseeneenns
Generator-powered OPEIatioN .............oooiiiieeee e
Connecting the MaiNS Cable ...........oviiiiiieeeeee ettt
GIEINEIAL ...ttt ettt ettt ettt ettt ettt ettt et et eaeeaenens

Connecting the mains cable fOr NC POWET SOUICES..........c.coiiuiieiiiieieeeeeeeeee e
Connecting the mains cable for MV power SOUICES............ccooueiiiiiiiiieieeeee e
Locking and unlocking the power source using the NFC KeY ..........cccooioiiiiiiiiciceceeeeeeeeee
GIBMEBIAL ..ttt ettt bt bttt a et b et b s b n st ne b n s st st s sttt ne s ene e

TIG

SYSEEM COMPONENTS ... ettt ae s
SYSEEM COMPONENTS.....c.oiiiiiiieeeeee ettt ne e
Notes 0N the COOLING UNIT ... ... e

Minimum equipmeNnt FOr TIG WeLAING .........oooiiiieeeee e
Minimum equipment for TIG AC WeldiNG..........ccoooiiioeceeeeeeeeeeee e
Minimum equipment for TIG DC WeldiNG..........cc.ooiiiiie e

TIG WELAING PrOCESSES ...ttt e et et eneenaeeneeaeenes
TIG DYNAMUCWIFE ... ettt ettt e e ene s

1OZo] 0 0] 0 g TE=1=11] o110 =0T
S O Y oo
GINEIAL. ...ttt ettt ettt ettt e e
Assembling the system compPoNentS (OVEIVIEW) .........cooooeioeeeeeeeeeeeeeeeeeee et
Connecting the 8as CYLINAEN ... ...,
Connecting the welding torch to the power source and cooling unit..................occooveeiiveeneeenn.
Establishing a ground earth connection to the workpiece...............cccoooooiiiiiiiceeeee
OTNer @CTIVITIES. ...ttt ettt ettt eae s

TIG OPErating MOUES.......c.oooiiieieeeeeeee e ettt
S O Y oo
Symbols and eXPlanatioNS .............c.ooiiiiiiieeeeeeeeeeeeeeeeee e
2-STEP MO ... e ettt
USEEP MNOTC......ooiiieeeee e e e ettt et ettt
Special 4-STEP MOAEI VEISION L. ..o ettt
Special 4-STEP MOAEI VEISION 2 .. ..o ettt
Special 4-Step MOAEI VEISION B.......oooiiiiiii oo
Special 4-SteP MOAEI VEISION L .....c.ooviiiieeoieeeeeeeeeeeeeeeeeee e
Special 4-Step MOAEI VEISION B......c.ooiiiiiiicieeeeeeeeeeeeeeeeeee e
Special 4-STEP MOAEI VEISION B........ocoooeiieoeeeeeeeeeeee e et
SPOT WELAINE ...ttt

TIG WELAING ...ttt
S BT O Y ettt ettt ettt ettt et nn
TIG WELAING ...ttt ettt et et et et e et e et e et e et et e eaeeteeneeteeaeeneeneans
Welding parameters fOr TIG WEeLAING ........cc.covoviiiiiiiieeeeeeeeeeeeee ettt

IGNTEING TRE GIC ..ottt ettt ettt eae et e st esbe et e eteeseenseeneenseens
GIEINEIAL......eceeeeecee ettt ettt ettt ettt at et ettt et ettt et et e ese et
Igniting the arc using high frequency(HF igNition)............ccooooviiiiiiioieeeeeeeeeeeeeeeeeeeee
CONTACT IGNTTION ..ottt ettt nn
Igniting the arc using high-frequency contact(TouCh-HF)............ccoooiiiioiiieeeeeeeeeeeeeeen
ELeCtrode OVEILOAQ .. .......ooiiiiieiiieee ettt ettt et s et e teesse e st e eaeesseenseese e
ENG OF WELAING ...ttt ettt et et et et e et et eeteeteeaeeaeeteeae e

TIG SPECIAL FUNCHIONS ..o ettt
IgNition tiMeEOUT FUNCHION.........ooii ettt
TIG PULSING ..ottt ettt ettt et e et e et e et e et e et e et e et e eteeteeteeteeteeteeteeteeaeeaseaseee e
TaCKING TUNCRION ...ttt ettt ettt ettt et et eae et
CYCLETIG ..ottt ettt et et e et et e et e et et e et e et e et e et e et e et e et e eteeteeteeaeeteeteeaeereas



TIG PrOCESS PAFAMETEIS. .. ..o ettt ettt eee e oo eae e
TIG PrOCESS PAFAMETEIS......ooviiiieeieceeeee ettt e e eneannas
Process parameters fOr TIG PULSE...........coooiiiiieeeeeeeeeeeeeee e
Process parameters fOr TIG AC ... ..ot
General TIG pProCess ParamMELEIS. ........ccoociiiuiieeceeeeeee et
Process parameters for ignition and operating mode................ccoocooiiiiiiiiiiecee
CYCLETIG ...ttt ettt ettt e e e et e et et e et e et e et e et e et e et e et e eaeete et e eteeaeeteereeaeereas
WIKE SPEEA SETEING ..ottt ettt ettt ettt seenes
TIG 888 SETEINES ..ottt ettt ettt ettt ettt et et
Conducting an R/L @li8NMENT ..ottt

Manual Metal Arc Welding, CEL, Arc air gouging

Minimum equipment for MMA and CEL welding and for arc air gouging..........cccooceevvveviiveeceeeeen.
Minimum equipment for MMA and CEL WeldiNg............c.ooiiiiiiiieeeeeeeeeee e
Minimum equipment for arc air GOUGING ..........ccooiiiiie e

L0Zo] 00T 0 TE=T=1 o] 110 =0T
PreParatioN .. ..ot

Manual Metal ArC WELAING .........cc.ooeoe et
S AT O Y ettt
Manual Metal arC WELAING. ...........ooooii e
Welding parameters for manual metal arc welding and CEL welding..................c.ocoooeviviiinnn..

Hot-Start, Soft-Start, Anti-Stick FUNCLIONS...........ccooiiiee e
Starting current > 100 % (HOtStart)............cocoooiviiiiioeeeeeeeeeeeeeeee e
Starting current < 2100 % (SOFESTart) ..........ooviviiieeeeeeeeeeee e
ANTi=STICK TUNCRION ... e

Stick electrode / CEL ProCess Parameters .. ......ooooooiiioeeeeee e
Stick electrode / CEL ProCess parameters .. ..o
Process parameters for stick electrode..............c.ooooiiiiiiiioeeee e,
Process parameters fOr CEL .. .. ...

Arc air gouging (iWave 500 DC and iWave 500 AC/DC).......coveeeeeeeeeeeeeeeeeeeeeeeeeee e
GOoUZING (ArC AIr GOUSINE) ... ..ovivieieeeeeeeeeeeeeeeee ettt
S O Y oo
PreParatioN ... ...ttt
LN oa= T g ={oTU =T oY = ST RSO RRTSRTRORRT

Multiprocess PRO - MIG/MAG

MULEIPIOCESS PRO ... e ettt ettt ene e
GIBINEIAL ...ttt ettt ettt ettt ettt et ettt ettt et et e s e ese e
SYSTEM COMPONENTS ...ttt ettt a et aeeaeeae e ans

Minimum equipment for MIG/MAG WELAING..........coo oo
Minimum equipment for MIG/MAG WELAiNG..........coooiiiiieeeeeeeeeeeeee e

MIG/MAG WELAING PIrOCESSES ..o ettt ettt eneeaeeaeenea
MIG/MAG pulse SYNErgiC WELAING...........ccoioiiiie e
MIG/MAG standard Synergic WelAiNg ............coooiiiiieee e
PIMOC PrOCESS. ... ettt ettt ettt ettt ettt
LS C PrOCESS......eeeceeeeeeee e ettt ettt enen
SYNCNIOPULSE WELAINEG ..o ettt
CMT PIrOCESS. ... ettt ettt ea e et e et e ae et e et e e ente et ene e
CMT Cycle Step WELAING PrOCESS.........c.oocviieeeeeeeeeeeeeeeeee et
SLAGHAMMET ... ettt
STEC WELAINEG ...t
WIFESENSE ...ttt ettt ettt ettt ettt ettt et et e teereere s

MIG/MAG WeLdING PACKAZES..........ooioeeoeeeeeeeeeee et
LCT=T oT-T e PP SORSRT
WELAING PACKAZES. ... et

MIG/MAG Welding CharaCteriStiCS.........c.oooviiiieeeeeeeeee e
Welding CharaCteriSTiCS ........o.oioeeeeeee e

Status bar for MIG/MAG WELAINEG .......c.o oo
SETATUS DAF ..ottt ettt ettt ettt ettt ettt ettt ettt




MIG/MAG OpPeratiNng MOAES ...........c.cooiiiieeeeeeeee et 148

GIBIMEBIAL ...ttt ettt h ettt h et b et et h st b n et et neea sttt ene s ne et s s s enens 148
Symbols and exXplanations ..............oooiiiiiiie e 148
2-STEP MOTE ...ttt ettt ettt ettt te et teebeeae et e 149
USEEP MOAEC.......o oottt ettt ettt eaeaens 149
SPECIAL =STEP MOTE ...ttt ettt ettt s s sttt eaeneas 150
SPECIAl 2-STEP MOTE......iiiiii ettt ettt ettt 150
SPOT WELATNG ...ttt b ettt ettt b et 151
Preparing for MIG/MAG WELAINEG .......c.oooiioeiceeee et 152
S AT Y ettt bttt bbbt s st bt et seneebe s eneeseneas 152
Correct routing of the interconnecting hosepackK...........ccccooiiiiiiiiiii e, 152
CONEEXE ...ttt ettt bt b et b et ae bt e b n et s st ns s s ene s s enas 153
Setting up MIG/MAG system components (OVEIVIEW)...............cooiueveveiieiieeeeeeeeceee e 154
MIG/MAG aNd CMT WELAING .....oouiiiiiiiiie ettt ettt b et seneese s enenas 156
S AT O Y et b sttt bene bt s b st bt te s neebe s eseeseneas 156
Setting the welding process and operating mode via the status bar....................cc.cccoei. 156
Setting the welding process and operating mode viathe menu bar..................cccocoviiiiiii. 158
Selecting the filler metal and shielding 8aS..........ccooviiioiioiiciieeeeeeee e 159
Setting the Welding ParamEteIS...........c.oooiiiiie e 160
Adjusting the quantity of Shielding SaSs............coioiiiiiiieeeeee e 161
MIG/MAG OF CMT WELAING ...ttt ettt es e s et s s 162
Spot welding and STITCh WELAING ........c.oooiiieeeee e 163
SPOT WELATNG ...ttt ettt ettt b et 163
SO WELAING ...ttt ettt ettt b et b e eae s eeebene s e 165
MIG/MAG and CMT welding parameEters............cc.ooiioiieeeeeeeeee e 167
Welding parameters for MIG/MAG pulse synergic welding and PMC welding.......................... 167
Welding parameters for MIG/MAG standard synergic welding, LSC welding, and CMT 168
WELAING ...ttt ettt et ettt et et e et et e et et e et ettt e ettt aeeteeaeeteeaeeteeasene e ene e
Welding parameters for MIG/MAG standard manual welding.............ccccccooeiiinieiiniiiiniccee, 169
Explanation of fOOTNOTES .........cooiiiieee et 169
MIG/MAG PrOCESS PArAMETEIS.......oiiiiieie et ettt 170
MIG/MAG ProOCESS PArAMETEIS.......oi it 170
Process parameters for weld start / weld end..............cocooiiiiiiiiiice 170
Process parameters for 8as SETUD ... 172
Process parameters for proCess CONTIOL..........occoiiiiiiiie e 173
Penetration STaDIlIZEr..........c.c.ociii et 174
AFC LENEGTN STADILIZEN ... et 176
Combination of penetration stabilizer and arc length stabilizer...............c.ccoooooiiiiiciic 178
Process parameters for SYNCRIOPULSE ...........oc.oooiii e, 179
Process parameters fOr ProCeSS MiX.........cooiiiiiiioeeeeeeee e 181
Process parameters for CMT CYCLE STEP ...c..oiieiiiieee e 184
Process parameters for SPOT WELAING ..o e 184
RIL @UIBNMIENT ..ottt ettt ettt 184
Job Mode 187
EASYJOD MOTE ...ttt ettt b ettt st s et bt ne s s enns 189
GIBNEIAL.....iiiiciieiieeee ettt ettt ettt bt bt bt s et st s et ettt s et s s teae s 189
Activating EasyJOb MOTE. ... ......c.ooiiiiiiieeeee ettt 189
Storing EasyJob operating POINES. ..o 190
Retrieving EasyJob operating pOiNtS............ccoooiiiiiiieceeeeeee e 190
Deleting EasyJob operating POINTS.........c.ocooiiiiiiee e 191
Loading MOre EASYJODS .. .....coiiiiiiie ettt 191
JOB MOAE ..ottt ettt ettt bbbt bttt sene st beseesens 193
GIBNEIAL.....oiiiiieiieee ettt ettt bttt b et b et st s et ettt s st s tesn s 193
SaVING SETHINGS @S @ JOD ... 193
Welding job - retrieVINg JODS . ... 194
OPEIMIZING @ JOD ...ttt ettt b st s st s et st s st as s 195
RENAMING 8 JOD ...ttt e s 196
DELETING @ JOD ..ottt ettt bbbt bbbt bt b st enenas 197
LOAAING 8 JOD.......oiiiitiicee ettt ettt b et b sttt a st sttt ne b st et st s s ese s 198
Job Mode WIth WF 251 DUBL.........cccooiiiiiiiie et 199



JOD PrOCESS PAFrAMETEIS .....oiiiiiiiiieececeeee ettt ettt ettt ettt es et es s e eseeaeas 200

JOB PrOCESS PArAMETEIS ... oo ettt et 200
Process parameters for "Optimize JOb" ... ... e, 200
Setting correction LiMIts fOr @ JOD ..o 205
Pre-settings for "Save @s JOD" .. .. ... e 207
Process parameters 209
OVEBIVIBW ...ttt ettt ettt ettt et ettt et ettt et e et ets et st ett e st e st e st e et e st e st ess e s et et et et et e s et eeseenens 211
OVEBIVIBW ...ttt et ettt ettt ettt ettt ettt ettt et ettt eas et e ess e st ess st eas et et e st ess et et e s esessesens 211
Process parameters - Components & MOoNitoring ..........ccooiiiiiioiceeeeeee e 212
Process parameters - Components & MONITOrING. ...........coooiiiiiiiiieeeeeeeeeeeeeee e 212
Process parameters for COMPONENTS..........oooiiii e 212
Draining/filling the torch NOSEPACK ...........oooiiiieeeeeee e 216
SYSTEM AJUSTMENT ..o e et 217
AFC BreaK WatCNAOEG ... e et 218
WIire STICK CONTACT TPt 218
WIre STICK WOIKDIECE ... et 219
Welding CirCUIT COUPLING......c.ooiiie et eneean 219
W€ €N MONITOTING ... e ettt et 222
LCT= 1S 0 a o] T v oY T oY = OO TRUORRURRTRO 223
MOTOK FOrCE MONTEOIING ..o 224
Defaults 225
DEFAULES. ...ttt ettt 227
GIBNEIAL ...ttt ettt ettt ettt ettt ene e 227
OVBIVIBW ...ttt ettt ettt et et a et e et e et et ettt e et ens e et et e s e e s enene 227
DEfAULES = VIBW ...ttt ettt ettt ae et s e esens 228
DETAULES SCIEEN........oouiiiiieiieeeeeeeeee ettt ettt et et et e et et e s e steeaesseeseeaeeseeaeereas 228
SeleCting the LANGUAEE. ..........oooeeeeee ettt 228
Selecting UNItS/STaNAArdS.........ccoooiiie e 228
Setting the date and LM .. ..ottt 229
Retrieving SYSTeM data..........ooiii et 231
Displaying CharaCteriStiCS........couiiiiiiiiicie ettt ettt eae e eae s 232
Parameter VIEW TIGi.. ...ttt ettt ettt ettt es et ese e 234
Parameter VIEW TIG 1JOD .. ....o.oieee et 235
Parameter VIEW MIG/MAG ... ..ottt 235
JOBMASTEr MIG/MAG VIBW.......ooiiioeiiceeeeee et ene e 236
DEfAULES = SYSTOM ..ottt bttt b ettt b s bt a et b s ene e 238
DEfAULES = SYSTOML ..ottt ettt ettt b ettt ebenis 238
Retrieving device iNfOrmMation ............cooiiiiieceeeee ettt 238
Restoring factory SETINES......c.ooii s 238
Restoring the Website PASSWOI.........cc.ooiiiiiiiieie ettt et 239
SEEUP MOTE ..ottt ettt ettt ettt ettt et e e ere e 239
Setting network parameters Manually ............ccoooooiiiiiiio e 241
SETEING UP WLAN L et ettt eneeene e 242
BLUEBTOOTN SEEUD ... ettt et ae e eae s 242
Power source CONfIGUIratioN ..........c.coiiiiiiiece et 245
WirETEEAET SETUD.......iiiiiiiiice ettt ettt ettt et esees e s es s 245
INEEITACE SEEUP ..ottt ettt ettt ettt 245
TWIN SERUP .o ettt et e e s 246
Defaults - DOCUMENTATION ... ... oot 247
Defaults - DOCUMENTATION .. ..o e 247
Setting the SAMPLE FATE.........i it 247
VIEWING the LOZDOOK..........oiieeiee ettt eaeens 247
Switching limit value monitoring On/of . .. ... 248
Defaults AdminISTration ... ...t 249
Defaults AdminISTratioN ... ..o 249
USEr MANAEEMENT ..ottt et ettt et et ettt et ettt e et e e teeteeteeteeteeteeaeeaeeaeeaeeaeeee s 250
GIBINEIAL......eeeeceeee ettt ettt ettt ettt ettt ettt et et et e esetens 250
EXPLaNation Of TeIMIS ...t 250
Predefined roleS @Nd USEIS............ocooviieeceeeeeeeeeee e 250



User adminiSTration OVEIVIEW..........oooiioeeeeeeee et e e 251

Create administrator @Nd rOlES...............ocooiiiieeeeeeeeeeeeeeeeeee e 252
Recommendation for creating roles and USErS............c..ccooiovioiieiiciciiceceeeeeee e, 252
Creating an adminiSTrator KEY..........cooov i 253
CrEATING FOLES ...ttt ettt b et ettt h et a et se s ese b e st e b ese s et se b eneesenseaenas 253
COPYING FOLES ...ttt ettt b ettt be b s e b et es e e s e st e b e st ese s ese s estese s eseesenseseseneas 254

CrBATING USBIS ...ttt ettt ettt s st et et et s st e s e s et e b ese e s e st et e b eseeseneese s eseebeseesenseseenas 255
CrEATING USBIS ...ttt ettt ettt ettt et e b st b et et e b ese e s et et e s ese b ensese s eseebensenenis 255
COPYINE USBIS ..ottt ettt ettt et te bt b st e se et se e s seeb e s et e e s es s ebessese s eseesestes e s eseesensesenseseesenens 255

Editing roles/users, deactivating user management...........c.ccooiiiiiiiiiiei e 257
EQITING FOLES ...ttt ettt ettt et et et et e ebeebeebeebeebesae e 257
DLEEING FOLES ...ttt ettt ettt ettt ettt e s e e ae b et eete b e eneeeneenbeeaeennas 257
EQITING USEIS ...ttt ettt et e et e e be e teebe e beebeebeebeebeebeebeebeebeeneeneenene 257
DBLEEING USEIS.. ..ottt et ettt ettt et ekt as e e ae e ae e st e ets e seesseeasesseesbeeseenseenseeseenseas 258
Deactivating uUser ManagemeEnt...........ccoooiiiiii et 258
Lost administrator NFC KeY? ........oo ettt ettt 259

CENTRUM - Central User Management............coooviiiiiiioeceeee e 260
Activating the CENTRUM SEIVEN..........coooioioeeeeeeeeeeee et 260

SmartManager — The Website of the Power Source 261

SmartManager — The Website of the Power Source...............c.ooooooiiiiiiieeeeeeeeeeeee e, 263
GIBINEIAL. ...ttt ettt ettt ettt ettt ettt ettt et et et eesenens 263
Opening and logging into the SmartManager for the power source ...............cccocoeeeiievcicccee, 263
Help functions if logging in does NOT WOIK .. ..o 264
Changing the password/LOZEING OUT.........c..oooiiiieeeeee ettt 264
S NS ettt ettt ettt et et e et et e et e teete et e eteeteeteeteereereeteas 265
Selecting the LaNGUAEE. ..........oo ettt 265
STATUS INAICATON ...ttt ettt ettt ettt et eaeere s 266
FFONIUS ..ottt ettt ettt ettt ettt ae et ettt ts st ettt et ettt et e s s nen 266

CUITENt SYSTEM Aata.. ..o 267
CUrrENt SYSTEM data.. ..o s 267

Documentation LOZDOOK ............ccooiiiiiic et 269
LOBDOOK ... ettt 269

JOD AALA ...ttt ettt ettt e et et e te e ae s 271
JOD AL . ...ttt ettt ettt et ettt s e 271
JOD OVEIVIEBW ...ttt ettt ettt ettt ettt ettt et ettt et et et e s et et et et et et et e s e ese e 271
[ =te [T a¥=ar= TN o] o BN TSP 271
IMPOITING @ JOD.....o oottt ettt ettt s s 272
EXPOITING @ JOD ..ottt ettt ettt ettt ettt 272
EXPOITING JOD(S) @S cvv oottt et ettt et 272

POWET SOUICE SETEINGS .....ooeii e ettt 274
PrOCESS PArAMELEIS ... .o et 274
Designation & LOCATION ..........c.ooiieececeeeee et 274

SAVE AN FESTOIE ...ttt ettt ettt et et et et teeae et ae e ae e ae s 275
GIEINEIAL......eceeeeee ettt ettt ettt ettt ettt ettt et et e eae et 275
SAVE AN FESTOIE ...ttt ettt ettt ettt ettt ans 275
AUTOMATIC DACKUD ... e e e et e eaeeens 276

USEI MANAZEIMENT . ..ottt ettt ettt ettt e st e be e b e eae e beesseets e b e esseeseenseetseeseenseensenns 277
GIBINEIAL. ...ttt ettt ettt ettt ettt ettt e st et e s e eaenens 277
U SIS .ttt ettt ettt et h ettt ettt e e ab e at e beetb ekt ab e st e teenbeets e beenseeasebeesbeeteenbeeaseeaeenseas 277
USEBIE FOLES ..ottt ettt ettt ettt et e e b e e at e beesb e ets et e ese e at e b e st e te b e enteebeenbeeneennas 277
EXPOIT & IMPOIT ... ettt ettt 278
CENTRUM S IVEI......oiiiiiiiieeeeeeeeeee ettt ettt e s e s et e et e se s e eaeeaeeaeeaeeaeans 278

OVEBIVIBW ...t ettt ettt ettt ettt ettt et ettt e te ettt ets st e st eat e st e st e st e st e st ess et et et e s et et e s et eeseenea 279
OVEBIVIBW ...t ettt ettt ettt ettt ettt ettt et ettt ete ettt et s eae e st essess e st et ensessess et et e s eseesesens 279
Expanding all groups/collapsing all SroUPS..........c.ccooiiiiiieceieeeeeeeeeeee e, 279
EXPOrt COMPONENT OVEIVIEW @S .. .ottt ettt ettt eae s 279

UPAATE. ... ettt 280
UPAATE. ...ttt 280
Finding the update file (performing an UPdate)...........ccooooioioeieeeeeeeeeee e 280
Fronius WeldCONNECE. ... ......c.ooiieeeee ettt ettt ettt 281



FUNCTION PACKAZES ...ttt ettt se bbbt s st e s ese b eneese s esasenis 282

FUNCLION PACKAZES ... ettt ettt e 282
WELAING PACKAEES. ..ottt ettt ettt ettt b e et e e aeeseesseete e s e e st e easenseesseeseesseensenees 282

1O o) [0 o 13N 282
Loading @ fuNCTION PACKAEZE.............ccoiiieeeeeeeeee et 282
SCIEENSINOT .. ..ottt ettt ettt b ettt n bttt ne bt b s st tesenas 283
SOIEENSINOL ...ttt bttt a et a et s sttt sene s 283
Troubleshooting and Maintenance 285
TrOUBDLESINOOTING ... e ettt ettt 287
GIBIMEBIAL......iiee ettt ettt bt bt a ettt a et b et et h s b n st se b n s st ne s ns ettt s ene s 287
ST O Y ettt et 287
MIG/MAG welding — Current Limit. ..o 287
Power Source TroUbLlESNOOTING........cc.oiiii e e 288
Service, maintenance and diSPOSAL............ccociiiiiiiiiiiieeeeeeee e 292
GIBIMEBIAL......ieie ettt ettt bt bttt a et e b et b s b n et et se b n s st ne s nt et s ne s ene e 292

S O Y ettt ettt ettt et nn 292
AT BVENY STAIT-UD . oottt ettt ettt b sttt b et a et re st s s ens 292
EVEIY 2 MONTNS ..ottt ettt ettt et ettt et et eae et ere s 292
EVEIY © MONTNS ..ottt ettt 292
UPRAatiNG FIFMWAIE ...ttt ettt ettt et s s s e s e s 292
DiISPOSAL......oeieeeeceeee ettt ettt ettt ettt et et e s e teeaeeaeeaeas 293
Appendix 295
Average consumption values during WeldiNg...............ccooiiiiiiiiiiieecceeeeee e 297
Average shielding gas consumption during TIG welding.............cccooiiiiniiiiiiniiieeee 297
Average shielding gas consumption during MIG/MAG wWelding...........cccccooeviiirieiienieiecee e 297
Average wire electrode consumption during MIG/MAG welding...........c..ccoooviviiiiciiceceecee 297
TECRNICAL AATA ...ttt ettt ettt et b et ebe ettt eaeereeneeteeneene e 208
Explanation of the term AUty CYCLE .........cc.ooiiiiee e, 298
SPECIAL VOILAZE ...ttt ettt ettt 208
IWAVE BOOT DC...oeeeeeeeee e e e e ettt 299
IW@VE ZOOT DC /NCeiiiiieeeeeeeeeeeeee ettt ettt s et e et e s et et e eaeeteereeaeereenis 301
IWaVE ZO0T DC /MV/NC ..ottt es e s st sesseeseenis 303
IWAVE ZLOOT DCo..oooeeee e e e ettt ettt 305
IWAVE ZLOOT DC /NG e et ettt 306
IWAVE ZLOOT DC IMVINC .o ettt ettt 308
IWAVE SOOI DC...ooi ettt ettt a et b ettt s et b e s et e s st s e s ese s ene s e s sesens 310
IWAVE BOOT DC /NG .ottt ettt et ettt ettt ettt ettt e s 312
IWaVE SOOI DC /MWVINC...oeeeeeeeeeeeeeeeee ettt ettt et ettt ettt et aeeaeene s s ens e ans 314
IWAVE ZOOT AC/TDC ...ttt s et et e e s et e sa e e s e sa e et e eteeaeereeaeene s 316
IWaVE ZOOT AC/TD C /NCo.eieeeeeeeeeeeee ettt ettt et ettt et et teeae e ae et ene s ene s ensans 318
IWaVE Z00T ACTD C IMV/NC..oeeeeeeeeeeeeeeeeeee ettt ettt ettt ettt ettt ettt eaeeaseaeas 320
IWAVE ZLOOT ACTD C ..o e et ettt et 322
IWAVE ZLOOT ACTDIC /NC.iieeeeeeeeeeeeee e e ettt et 324
IWave L0001 AC/DC IMVINCi....ccuiieiieicieeeeeeeeee ettt s e s esesens 326
IWAVE SOOI AC/TDC ...ttt et ettt ettt et et teeteeteeaeeteeaeeteeneeaeeneas 328
IWaVE SOOI ACTDC /NGt et et et s et e s et eeseesesaesse s 330
IWave 5O0T AC/DC /MVINCi....ocuiieiieiieiceeeeeee ettt ettt eseese s 332
RAAIO PAIrAMETEIS ..ottt ettt ettt ettt b ettt b et neenneens 334
Overview with critical raw materials, year of production of the device................c..cccocveeiinn. 334



Safety Instructions

Explanation of
Safety Instruc-
tions

General
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A DANGER!

Indicates an immediate danger.
» Death or serious injury may result if appropriate precautions are not taken.

/\  WARNING!

Indicates a possibly dangerous situation.
» Death or serious injury may result if appropriate precautions are not taken.

/\ CAUTION!

Indicates a situation where damage or injury could occur.
» Minor injury or damage to property may result if appropriate precautions are
not taken.

NOTE!

Indicates the possibility of flawed results and damage to the equipment.

The device has been manufactured using state-of-the-art technology and ac-

cording to recognized safety standards. If used incorrectly or misused, however,

it can cause

- Injury or death to the operator or a third party

- Damage to the device and other material assets belonging to the operating
company

- Inefficient operation of the equipment

All persons involved in the commissioning, operation, maintenance, and servicing
of the device must

- Be suitably qualified

- Have knowledge of welding

- Have completely read and followed these Operating Instructions

The Operating Instructions must always be at hand wherever the device is being
used. In addition to the Operating Instructions, all applicable local rules and reg-
ulations regarding accident prevention and environmental protection must also
be followed.

All safety and danger notices on the device must
- Be keptin a legible state

- Not be damaged/marked

- Not be removed

- Not be covered, pasted, or painted over

For the location of the safety and danger notices on the device, refer to the sec-
tion headed "General" in the Operating Instructions for the device.
Before switching on the device, remove any faults that could compromise safety.

Your personal safety is at stake!



Intended Use

Grid Connection

Environmental
Conditions

The device is to be used exclusively for its intended purpose.

The device is intended exclusively for the welding process specified on the rating
plate.

Utilization for any other purpose, or in any other manner, shall be deemed to be
"not in accordance with the intended purpose.”" The manufacturer is not respons-
ible for any damage resulting from improper use.

Proper use also means

- Completely reading and obeying all instructions in the Operating Instruc-
tions

- Completely reading and obeying all safety instructions and danger notices

- Carrying out all the specified inspection and servicing work

Never use the device for the following applications:
- Thawing pipes

- Charging batteries

- Starting motors

The device is designed for operation in industry and business. The manufacture
shall not be liable for any damage resulting from use in a living area.

The manufacture shall also not be liable for faulty or incorrect work results.

Devices with a high output can influence the energy quality of the grid due to
their current consumption.

This may affect a number of device types in terms of:
- connection restrictions

- criteria regarding maximum permissible grid impedance ")
- criteria regarding the minimum required short-circuit power K

") both at the interface with the public grid
See technical data

In this case, the operator or the person using the device should check whether or
not the device is allowed to be connected, where appropriate through discussion
with the power supply company.

IMPORTANT! Ensure secure grounding of the grid connection!

Operation or storage of the device outside the stipulated area will be deemed as
not in accordance with the intended purpose. The manufacturer accepts no liab-
ility for any damage resulting from improper use.

Temperature range of the ambient air:
- During operation: -10°C to +40°C (14°F to 104°F)
- During transport and storage: -20°C to +55°C (-4°F to 131°F)

Relative humidity:
- Upto50% at 40°C (104°F)
- Upto90% at 20°C (68°F)

Ambient air: free of dust, acids, corrosive gases or substances, etc.
Altitude above sea level: up to 2000 m (6561 ft. 8.16 in.)

11



Obligations of
the Operating
Company

Obligations of
Personnel

Residual current
circuit breaker

Personal Protec-
tion and Protec-
tion of Others

12

The operating company must only allow persons to work with the device if they

- Are familiar with the basic occupational safety and accident prevention regu-
lations and are trained in handling the device

- Have read and understood these Operating Instructions, especially the sec-
tion "Safety Rules," and have confirmed this with their signature

- Are trained according to the requirements for the work results

The safety-conscious work of the personnel must be checked regularly.

All persons who are assigned to work with the device must do the following be-

fore beginning the work:

- Follow the basic regulations for occupational safety and accident prevention

- Read these Operating Instructions, especially the section "Safety Rules," and
confirm that they have understood and will follow them by signing

Before leaving the workplace, ensure that no personal injury or property damage
can occur in one's absence.

Local regulations and national guidelines may mean that a residual current cir-
cuit breaker is required when connecting a device to the public grid.

The residual current circuit breaker recommended for the device by the manu-
facturer can be found in the technical data.

You are exposed to numerous hazards while handling the device, for example:

- Flying sparks and pieces of hot metal

- Arc radiation that poses a risk of injury to the eyes and skin

- Hazardous electromagnetic fields that pose a risk of death for individuals
with pacemakers

- Electrical risks from grid current and welding current

- Increased noise exposure

- Harmful welding fumes and gases

Wear suitable protective clothing when dealing with the device. The protective
clothing must have the following properties:

- Flame resistant

- Insulating and dry

- Covering the entire body and in good condition with no damage

-  Safety helmet

- Cuffless pants

Protective clothing involves the following:

- Protecting the face and eyes from UV radiation, heat and flying sparks with a
face guard featuring a regulation-compliant filter

- Wearing regulation-compliant protective goggles with side protection behind
the face guard

- Wearing rigid, wet-insulating footwear

- Protecting hands with appropriate gloves (featuring electrical insulation and
thermal protection)

- Wearing ear protection to reduce noise exposure and protect against injury




Data on noise
emission values

Danger from tox-
ic gases and va-
pors

Keep persons, especially children, away during the operation of the devices and

during the welding process. If persons are in the vicinity, however:

- Instruct them about all hazards (blinding hazard due to arcs, risk of injury
from flying sparks, welding fumes hazardous to health, noise exposure, pos-
sible hazard due to grid current or welding current, etc.)

- Provide suitable protective equipment or

- Construct suitable protective walls and curtains.

The device produces a maximum noise level of <80 dB(A) (ref. 1pW) when idling
and in the cooling phase following operation in relation to the maximum permit-
ted operating point at standard loading in accordance with EN 60974-1.

A workplace-specific emission value for welding (and cutting) cannot be spe-
cified because this value depends on the welding process and the environmental
conditions. It is influenced by a wide range of parameters, such as the welding
process itself (MIG/MAG, TIG welding), the selected current type (direct cur-
rent, alternating current), the power range, the type of weld metal, the resonance
properties of the workpiece, the workplace environment, and many other factors.

The fumes produced during welding contain toxic gases and vapors.

Welding fumes contain substances that cause cancer, as stated in monograph
118 from the International Agency for Research on Cancer.

Use at-source extraction source and a room extraction system.
If possible, use a welding torch with an integrated extraction device.

Keep your head out of the welding fumes and gases.

Take the following precautionary measures for fumes and harmful gases:
- Do not breathe them in.
- Extract them from the work area using appropriate equipment.

Ensure that there is a sufficient supply of fresh air. Ensure that there is a ventila-
tion flow rate of at least 20 m?® per hour.

Use a welding helmet with air supply if there is insufficient ventilation.

If there is uncertainty as to whether the extraction capacity is sufficient, com-
pare the measured toxic emission values against the permissible limit values.

The following components are factors that determine how toxic the welding
fumes are:

- The metals used for the workpiece

- Electrodes

- Coatings

- Cleaning agents, degreasers, and the like

- The welding process used

Consult the corresponding material safety data sheets and manufacturer's in-
structions for the components listed above.

Recommendations for exposure scenarios, risk management measures and
identifying working conditions can be found on the European Welding Associ-
ation website under Health & Safety (https://european-welding.org).

Keep flammable vapors (such as solvent vapors) out of the arc radiation range.

When no welding is taking place, close the valve of the shielding gas cylinder or
the main gas supply.

13



Danger from Fly-
ing Sparks

Risks from grid
current and
welding current
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Flying sparks can cause fires and explosions.

Never undertake welding near flammable materials.

Flammable materials must be kept at least 11 meters (36 ft. 1.07 in.) from the
arc or protected with a certified cover.

Keep suitable, tested fire extinguishers on hand.

Sparks and pieces of hot metal may also get into surrounding areas through
small cracks and openings. Take appropriate measures to ensure that there is no
risk of injury or fire.

Do not undertake welding in areas at risk of fire and explosion, or on sealed
tanks, drums, or pipes if these have not been prepared in accordance with cor-
responding national and international standards.

Do not undertake welding on containers in which gases, fuels, mineral oils, and
the like are/were stored. Residues pose a risk of explosion.

An electric shock can be fatal.

Do not touch voltage-carrying parts inside or outside the device.

During MIG/MAG welding and TIG welding, the welding wire, the wirespool, the
feed rollers, as well as all pieces of metal that are in contact with the welding
wire, are live.

Always place the wirefeeder on a sufficiently insulated base or use a suitable in-
sulating wirefeeder holder.

Ensure suitable personal protection with dry temporary backing or cover with
sufficient insulation against the ground potential. The temporary backing or cov-
er must completely cover the entire area between the body and the ground po-
tential.

All cables and leads must be secured, undamaged, insulated, and adequately di-
mensioned. Replace loose connections and scorched, damaged, or inadequately
dimensioned cables and leads immediately.

Before every use, check power connections for secure fit by hand.

In the case of power cables with bayonet connectors, turn the power cable by at
least 180° around the longitudinal axis and pretension.

Do not wrap cables or leads around your body or parts of the body.

Concerning the electrode (rod electrode, tungsten electrode, welding wire, etc.)
- Never immerse it in liquids to cool it
- Never touch it when the power source is switched on.

The open circuit voltage of a welding system may double, for example, between
the electrodes of two welding systems. Touching the potentials of both elec-
trodes at the same time may be life-threatening in some cases.

Have the grid and device supply lead regularly inspected by an electrician to en-
sure that the ground conductor is functioning properly.

Protection class I devices require a grid with a ground conductor and a connector
system with ground conductor contact for proper operation.

Operation of the device on a grid without a ground conductor and on a socket
without a ground conductor contact is only permitted if all national regulations
for protective separation are observed.



Stray welding
currents

EMC Device
Classifications

EMC measures

Otherwise, this is considered gross negligence. The manufacturer accepts no li-
ability for any damage resulting from improper use.

Use suitable equipment to ensure that the workpiece is sufficiently grounded if
necessary.

Switch off unused devices.

When working at elevated heights, wear a safety harness to prevent falls.

Before working on the device, switch off the device and remove the grid plug.

Secure the device to prevent the grid plug from being connected and switched
on again by applying a clearly legible and understandable warning sign.

After opening the device:
- Discharge all electrically charged components
- Ensure that all components are disconnected from the power supply.

If work is needed on voltage-carrying parts, bring in a second person who will
switch off the main switch at the correct time.

If the following instructions are not observed, stray welding currents may occur,
which pose a risk of the following:

- Fire

- Overheating of parts connected to the workpiece

- Irreparable damage to ground conductors

- Damage to the device and other electrical equipment

Ensure that the workpiece clamp is securely connected to the workpiece.

Secure the workpiece clamp as close to the spot to be welded as possible.

Position the device with sufficient insulation against electrically conductive envir-
onments, e.g., insulation against electrically conductive floors or electrically con-
ductive mounts.

Observe the following when using power distribution boards, twin-head mounts,
etc.: Even the electrode of the welding torch/electrode holder not in use carries
electric potential. Ensure that there is sufficient insulation when the unused
welding torch/electrode holder is stored.

In automated MIG/MAG applications, only guide the wire electrode from the
welding wire drum, large spool, or wirespool to the wirefeeder with insulation.

Devices in emission class A:
- Areonly designed for use in industrial settings
- Can cause line-bound and radiated interference in other areas

Devices in emission class B:

- Satisfy the emissions criteria for residential and industrial areas. This is also
true for residential areas in which the energy is supplied from the public low-
voltage grid.

EMC device classification as per the rating plate or technical data.

In certain cases, even though a device complies with the standard limit values for
emissions, it may affect the application area for which it was designed (e.g., when
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there is sensitive equipment at the same location, or if the site where the device
is installed is close to either radio or television receivers).

If this is the case, then the operating company is obliged to take appropriate ac-
tion to rectify the situation.

Test and assess the immunity of equipment in the vicinity of the device in ac-
cordance with national and international provisions. Examples of interference-
prone equipment that could be affected by the device:

- Safety devices

- Grid power lines, signal lines, and data transfer lines

- IT and telecommunications equipment

- Devices for measuring and calibrating

Supporting measures to avoid EMC problems:
1. Grid power supply
- If electromagnetic interference occurs despite a grid connection that
complies with regulations, take additional measures (e.g., use a suitable
grid filter).
2. Welding power-leads
- Keep them as short as possible
- Route them close together (also to avoid EMF problems)
- Route them far from other lines
3. Equipotential bonding
4. Workpiece grounding
- If necessary, establish grounding using suitable capacitors.
5. Shield, if necessary
- Shield other devices in the vicinity
- Shield the entire welding installation

EMF measures Electromagnetic fields may cause health problems that are not yet known:

- Effects on the health of persons close by, e.g., those with pacemakers and
hearing aids

- Persons with pacemakers must seek advice from their doctor before staying
in the immediate vicinity of the device and the welding process

- Keep distances between welding power-leads and the head/torso of the
welder as great as possible for safety reasons

- Do not carry welding power-leads and hosepacks over your shoulder or wrap
them around your body or body parts

Particular haz- Keep hands, hair, loose clothing, and tools away from moving parts, such as:
ard areas - Fans

- Gears

- Rollers

- Shafts

- Wirespools and welding wires

Do not reach into rotating gears of the wire drive or into rotating drive parts.

Covers and side panels must only be opened/removed during maintenance and
repair work.

During operation

- Ensure that all covers are closed, and all side parts have been mounted prop-
erly.

- Keep all covers and side parts closed.

The protrusion of welding wire from the welding torch represents a high risk of
injury (cuts to the hand, facial and eye injuries, etc.).

16



Requirement for
the shielding gas

Therefore, always hold the welding torch away from the body (devices with
wirefeeder) and use suitable protective goggles.

Do not touch the workpiece during or after welding — risk of burns.

Slag may fly off cooling workpieces. Therefore, also wear regulation-compliant
protective equipment when reworking workpieces and ensure that other persons
are sufficiently protected.

Leave the welding torch and other parts with a high operating temperature to
cool before working on them.

Special regulations apply in areas at risk of fire or explosion
— follow the appropriate national and international regulations.

Power sources for work in areas with increased electrical hazard (e.g., boilers)
must be labeled with the symbol (Safety). However, the power source may not be
located in such areas.

Risk of scalding due to leaking coolant. Switch off the cooling unit before discon-
necting connections for the coolant supply or return.

When handling coolant, observe the information on the coolant safety data
sheet. The coolant safety data sheet can be obtained from your service center or
via the manufacturer's website.

Only use suitable load-carrying equipment from the manufacturer to transport

devices by crane.

- Attach chains or ropes to all designated attachments of the suitable load-
carrying equipment.

- Chains or ropes must be the smallest angle possible from vertical.

- Remove gas cylinder and wirefeeder (MIG/MAG and TIG devices).

In the event of crane attachment of the wirefeeder during welding, always use a
suitable, insulating wirefeeder hoisting attachment (MIG/MAG and TIG devices).

If the device is equipped with a carrier belt or handle, then this is used exclus-
ively for transport by hand. The carrier belt is not suitable for transport by crane,
counterbalanced lift truck, or other mechanical lifting tools.

All lifting equipment (belts, buckles, chains, etc.), which is used in association
with the device or its components, must be checked regularly (e.g., for mechanic-
al damage, corrosion, or changes due to other environmental influences).

The test interval and scope must at least comply with the respective valid nation-
al standards and guidelines.

There is a risk of colorless, odorless shielding gas escaping without notice if an
adapter is used for the shielding gas connection. Use suitable Teflon tape to seal
the thread of the shielding gas connection adapter on the device side before in-
stallation.

Especially with ring lines, contaminated shielding gas can cause damage to
equipment and reduce welding quality.

Meet the following requirements regarding shielding gas quality:

- Solid particle size < 40 pm

- Pressure condensation point < -20 °C

- Max. oil content <25 mg/m?®

Use filters if necessary.
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Danger from
Shielding Gas
Cylinders

Danger Posed by
Shielding Gas
Leak

Safety Measures
at the Setup
Location and
During Transport
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Shielding gas cylinders contain compressed gas and may explode if damaged.
Shielding gas cylinders are an integral part of the welding equipment, so they
must be handled very carefully.

Protect shielding gas cylinders with compressed gas from excessive heat, mech-
anical impact, slag, open flames, sparks, and arcs.

Mount the shielding gas cylinders vertically and secure them in accordance with
instructions so they cannot fall over.

Keep shielding gas cylinders away from welding or other electrical circuits.

Never hang a welding torch on a shielding gas cylinder.

Never touch a shielding gas cylinder with an electrode.

Risk of explosion: Never weld on a compressed shielding gas cylinder.

Always use suitable shielding gas cylinders for the application in question and the
correct matching accessories (controller, hoses, and fittings, etc.) Only use
shielding gas cylinders and accessories that are in good condition.

If a valve on a shielding gas cylinder is open, turn your face away from the outlet.

When no welding is taking place, close the valve of the shielding gas cylinder.

Leave the cap on the valve of the shielding gas cylinder when the cylinder is not
connected.

Follow the manufacturer's instructions and applicable national and international
provisions for shielding gas cylinders and accessories.

Risk of asphyxiation due to uncontrolled shielding gas leak

Shielding gas is colorless and odorless and may suppress the oxygen in the ambi-

ent air in the event of leakage.

- Ensure there is a sufficient supply of fresh air with a ventilation flow rate of
at least 20 m?® per hour.

- Please observe the safety and maintenance information for the shielding gas
cylinder or the main gas supply.

- When no welding is taking place, close the valve of the shielding gas cylinder
or the main gas supply.

- Always check the shielding gas cylinder or main gas supply for uncontrolled
gas leakage before each start-up.

A toppling device can be deadly! Set up the device securely on an even, solid sur-
face
- The maximum permitted tilt angle is 10°.

Special regulations apply in areas at risk of fire or explosion
- Follow the appropriate national and international regulations.

Use instructions and checks within the company to ensure that the vicinity of the
workplace is always clean and organized.

Only set up and operate the device in accordance with the protection class
shown on the rating plate.




Safety Measures
in Normal Oper-
ation

When setting up the device, ensure that there is an all-round clearance of 0.5 m
(1 ft. 7.69 in.) to allow cooling air to circulate unhindered.

Take care to ensure that the applicable national and regional guidelines and acci-
dent prevention regulations are observed when transporting the device, espe-
cially guidelines concerning hazards during transport and shipment.

Do not lift or transport any active devices. Switch off devices before transport or
lifting.

Before transporting the device, completely drain the coolant and dismantle the
following components:

- wirefeeder

- wirespool

- shielding gas cylinder

It is essential to conduct a visual inspection of the device to check for damage
after it has been transported but before commissioning. Have any damage re-
paired by trained service technicians before commissioning the device.

Only operate the device when all safety devices are fully functional. If the safety

devices are not fully functional, there is a danger of:

- Injury or death to the operator or a third party

- Damage to the device and other material assets belonging to the operating
company

- Inefficient operation of the device

Safety devices that are not fully functional must be repaired before the device is
switched on.

Never bypass or disable safety devices.

Before switching on the device, ensure that no one can be put in danger.

The device must be examined at least once a week for externally detectable dam-
age and functionality of the safety devices.

Always secure the shielding gas cylinder well and remove before transporting by
crane.

Only the original coolant from the manufacturer is suitable for use in our devices
due to its properties (electrical conductivity, anti-freeze, material compatibility,
flammability, etc.)

Only use appropriate original coolant from the manufacturer.

Do not mix original coolant from the manufacturer with other coolants.

Only connect system components from the manufacturer to the cooling unit cir-
cuit.

If there is damage due to use of other system components or other coolants, the
manufacturer accepts no liability for this and all warranty claims are forfeited.

Cooling Liquid FCL 10/20 is not flammable. The ethanol-based coolant is flam-
mable in certain conditions. Only transport the coolant in closed original contain-
ers and keep away from sources of ignition.

Properly dispose of used coolant according to national and international regula-
tions. The coolant safety data sheet can be obtained from your service center or
via the manufacturer’s website.

When the system is cool, always check the coolant level before starting welding.
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Maintenance and
repair

Safety Inspec-
tion

Disposal

Safety symbols
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It is impossible to guarantee that bought-in parts are designed and manufac-

tured to meet the demands made of them, or that they satisfy safety require-

ments.

- Use only original spare and wearing parts (also applies to standard parts).

- Do not carry out any modifications, alterations, etc. to the device without the
manufacturer's consent.

- Components that are not in perfect condition must be replaced immediately.

- When ordering, please give the exact designation and part number as shown
in the spare parts list, as well as the serial number of your device.

The housing screws provide the ground conductor connection for earthing the
housing parts.

Only use original housing screws in the correct number and tightened to the spe-
cified torque.

The manufacturer recommends that a safety inspection of the device be per-
formed at least every 12 months.

The manufacturer recommends calibrating power sources within the same 12-
month interval.

A safety inspection by a certified electrician is recommended:
- After changes

- After alterations

- After repair, care, and maintenance

- At least every 12 months

For the safety inspection, follow the appropriate national and international
standards and guidelines.

You can obtain more information about the safety inspection and calibration
from your service center. The service center will provide the necessary docu-
ments upon request.

To comply with European directives and national law, waste electrical and elec-
tronic equipment must be collected separately and sent for environmentally-
friendly recycling. Used devices must be returned to a distributor or an approved
collection and recycling facility in your area. Proper disposal of used devices pro-
motes the sustainable recycling of material resources. Ignoring this may have po-
tentially adverse effects on the environment and your health.

Packaging materials
Materials collected separately. Check the regulations in your area. Reduce the
volume of cardboard.

Devices with the CE label satisfy the essential requirements of the low-voltage
and electromagnetic compatibility directive (e.g., relevant product standards of
the EN 60974 series).

Fronius International GmbH declares that the device complies with Directive
2014/53/EU. The full text of the EU Declaration of Conformity is available on the
following website: http://www.fronius.com

Devices marked with the CSA test mark satisfy the requirements of the relevant
standards for Canada and the USA.



Data backup

Copyright

Intended use

The user is responsible for backing up any changes made to the factory settings.
The manufacturer accepts no liability for any deleted personal settings.

Copyright of these Operating Instructions remains with the manufacturer.

Text and illustrations were accurate at the time of printing. Fronius reserves the
right to make changes. The contents of the Operating Instructions shall not
provide the basis for any claims whatsoever on the part of the purchaser. If you
have any suggestions for improvement, or can point out any mistakes that you
have found in the Operating Instructions, we will be most grateful for your com-
ments.

The device is to be used exclusively for its intended purpose.

The device is intended exclusively for the welding process specified on the rating
plate and in the Operating Instructions.

Utilization for any other purpose, or in any other manner, shall be deemed to be
"not in accordance with the intended purpose.” The manufacturer accepts no li-
ability for any damage resulting from improper use.

Intended use also means

- Reading and adhering to all instructions in the Operating Instructions

- Carefully reading and obeying all safety instructions and danger notices
- Carrying out all the specified inspection and maintenance work.

Never use the device for the following applications:
- Thawing pipes

- Charging batteries

- Starting motors

The device is designed for operation in commercial applications. The manufac-
turer shall not be liable for any damage resulting from use in a living area.

The manufacturer shall also not be liable for faulty or incorrect work results.
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General information
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General

Device concept

Functional prin-
ciple

Application
areas

The iWave 300i / 400i / 500i DC and
iWave 300i / 400i / 500i AC/DC power
sources are fully digitized, micropro-
cessor-controlled inverter power
sources.

A modular design and easy ability to
extend the system guarantee a high
degree of flexibility. The devices can be
adapted to any situation.

The central control and regulation unit of the power sources is coupled with a di-
gital signal processor. The central control and regulation unit and the signal pro-
cessor control the entire welding process.

During the welding process, the actual data is measured continuously and the
device responds immediately to any changes. Control algorithms ensure that the
desired target state is maintained.

This results in:

- a precise welding process

- exact reproducibility of all results
- excellent weld properties.

The devices are used in commercial and industrial applications for manual and
automated TIG and MIG/MAG welding of unalloyed and low-alloyed steel, high-
alloyed chrome/nickel steel, aluminum, aluminum alloys, and magnesium. The
power sources are designed for:

- Automotive and supply industry,

- Mechanical engineering and rail vehicle manufacturing,

- Chemical plant construction,

- Machine construction,

- Shipyards,

- etc.
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Conformities
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FCC

This device conforms to the limit values for an EMC device class A digital device,
pursuant to Part 15 of the FCC regulations. These limit values are designed to
provide reasonable protection against harmful interference when operating in a
commercial environment. This device generates and uses high-frequency energy
and, if not installed and used in accordance with the Operating Instructions, may
interfere with radio communications.

Operation of this device in residential areas is likely to cause harmful interfer-
ence, in which case the user is required to correct the interference at his own ex-
pense.

FCC ID: QKWSPBMCU2

Industry Canada RSS

This device complies with Industry Canada license-exempt RSS standards. Oper-

ation is subject to the following conditions:

(1) The device must not cause any harmful interference.

(2) The device must not be affected by external sources of interference, in-
cluding interference that may impair operation.

IC: 12270A-SPBMCU2

EU
Compliance with Directive 2014/53/EU - Radio Equipment Directive (RED)

The antennas used for this transmitter must be installed in such a way that a
minimum distance of 20 cm from all persons is maintained. They must not be in-
stalled or operated in conjunction with another antenna or transmitter. OEM in-
tegrators and end users must ensure the operating conditions of the transmitter
comply with radio frequency exposure guidelines.

ANATEL / Brazil

This device is operated on a secondary basis. It does not claim to offer protection
against harmful interference, even from devices of the same type.

This device can not cause interference in primarily operated systems.

This device complies with ANATEL's specific absorption rate limit values for ex-
posure to high-frequency electrical, magnetic, and electromagnetic fields.

IFETEL / Mexico

Operation of this device is subject to the following two conditions:

(2) The device must not cause any harmful interference;

(2) The device must accept any interference, including interference that may
cause undesired operation.

NCC / Taiwan
According to the NCC regulations for low-power equipment that generates radio
frequency radiation:

Article 12

Certified low-power equipment that generates radio frequency radiation shall
not change frequency, increase power or alter the characteristics and functions
of the original design without approval.

Article 14

The use of low-power equipment that generates radio frequency radiation shall
not adversely affect flight safety and legally operated communication equip-
ment.

An identified malfunction must be deactivated and corrected immediately. All
malfunctions must be eliminated.



Bluetooth trade-
marks

Warning notices
on the device

The legal notice in the preceding paragraph refers to radio communications
equipment operated in accordance with the provisions of the Telecommunica-
tions Act. Low-power equipment that generates radio frequency radiation must
be able to withstand interference from legally operated communication channels
or radiological, radiation electrical devices used in industrial, scientific and med-
ical applications.

Thailand

Sy

nano.

wiasingauunauil T6Fusndu likeald
$uluaugal¥il 19daaTasingauunay
viensamilingauunaumasznA nane.
Fe9 1A asIngANUIAY wazanniiing
auuaufldFusniulidedldsuluayyn
MYANUNANMUNTET YUY EURINYANUIAN
W.A. 2498

mruguaveUs:ssu
Call Center 1200 (Insw8)

The word mark Bluetooth® and the Bluetooth® logos are registered trademarks
and property of Bluetooth SIG, Inc. and are used by the manufacturer under Li-
cense. Other trademarks and trade names are the property of their respective
owners.

Warning notices and safety symbols can be found on power sources with the
CSA test mark for use in the North American region (USA and Canada). These
warning notices and safety symbols must not be removed or painted over. They
warn against incorrect operation, as this may result in serious injury and property
damage.
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Do Not Remove, Destroy, or Cover This Label

Ne pas retirer, détruire ni couvrir cette étiquette

PROTECT yourself and others.

ARC PROCESSES can be hazardous.

* Before use, read and follow all labels, the
manufacturer’s instruction manual, employer’s safety
practices, and Material Safety Data Sheets (MSDSs)
* Only qualified persons are to install, use, or service
this equipment « Pacemaker wearers keep away

« Damaged or modified batteries may exhibit
unpredictable behaviour resulting in fire, explosion or
risk of injury.

SE PROTEGER et protéger les autres.

Les PROCEDES A L’ARC ELECTRIQUE peuvent étre dangereux.

+ Avant utilisation, lire et respecter I'ensemble des étiquettes, les
instructions de service du fabricant, les pratiques de sécurité de
I'employeur et les fiches techniques de sécurité du matériau. * Seules
des personnes qualifiées sont autorisées a installer, utiliser ou assurer
I'entretien de cet équipement. « Les personnes portant un stimulateur
cardiaque doivent rester a I'écart. « Les batteries endommagées ou
modifiées peuvent avoir un comportement imprévisible susceptible de
provoquer un incendie, une explosion ou un risque de blessure.

ELECTRIC SHOCK can kill.
« Do not touch live electrical parts.+ Always wear dry
insulating gloves. « Insulate yourself from work and

+ Welding wire and drive parts may be at welding
voltage.

ground. « Disconnect input power before servicing unit.

Les DECHARGES ELECTRIQUES peuvent étre mortelles.

* Ne pas toucher les composants électriques sous tension. « Toujours porter
des gants isolants secs. « S'isoler de la zone de travail et de la terre.

» Déconnecter I'alimentation d’entrée avant de procéder a I'entretien de
l'unité. « Le fil d’apport et les composants d’entrainement peuvent étre
porteurs de la tension de soudage.

+ Keep your head out of the fumes. * Use enough
ventilation, exhaust at the arc, or both to keep fumes
and gases from your breathing zone and the general
area. * Under abusive conditions, liquid may be
ejected from the battery; avoid contact.

FUMES AND GASES can be hazardous to your health.

Les FUMEES ET GAZ peuvent étre nocifs pour la santé.

« Garder la téte & 'écart des fumées.  Utiliser une ventilation suffisante, un
échappement au niveau de I'arc électrique, voire les deux pour maintenir les
fumées et les gaz a I'écart de la zone de respiration et de la zone

générale. « En cas d'utilisation abusive, du liquide peut étre éjecté de la
batterie; éviter tout contact.

SPARKS AND SPATTER can cause fire or
explosion.

« Do not use near flammable material. « Do not use on
closed containers.

% [i‘a gfd E

La FORMATION DE PROJECTIONS ET D’ETINCELLES peut
provoquer un incendie ou une explosion.

* Ne pas utiliser & proximité d'un matériau inflammable. « Ne pas utiliser
sur des contenants fermés.

ARC RAYS can injure eyes and burn skin.
NOISE can damage hearing.
« Wear correct eye, ear, and body protection.

(13
DN

Les RAYONS D’ARC ELECTRIQUE peuvent provoquer des
blessures oculaires et des bralures.

Le BRUIT peut endommager 'ouie.
« Porter une protection oculaire, auditive et corporelle adaptée.

8 Miami, FL 33126; OSHA Safety and Health Standards, 29 CFR 1910, download at www.osha.

& available from the U.S. Government Printing Office.

& See American National Standard Z49.1, "Safety in Welding, Cutting, and Allied Processes",
g
\b CSA, W117.2 Code for Safety in welding, cutting, and allied processes

‘@ download at www.aws.org published by the American Welding Society,

gov

550 NW LeJeune Road,

Safety symbols on the rating plate:

Welding is dangerous. The following basic requirements must be met:

- Adequate welding qualifications

- Appropriate protective equipment
- Exclusion of unauthorized persons

Do not use the functions described here until you have fully read and understood
the following documents:

- These Operating Instructions

- All system component Operating Instructions, especially the safety rules



Options

WP TIG DynamicWire
The Welding Package enables the TIG DynamicWire process.

OPT/i TIG gas regulator

OPT/i TIG 4 Switch SpeedNet
Option if more than one additional SpeedNet connection is required.

OPT/i TIG Gas flow rate sensor

OPT/i TIG external sensor

OPT/i TIG PowerConnector
2. Current socket on the rear of the power source

OPT/i TIG Gas changeover

OPT/i TIG 2nd SpeedNet
Second SpeedNet connection

OPT/i TIG DC MultiProzess PRO

OPT/i TIG AC MultiProzess PRO

OPT/i TIG 2nd NT242
When using a CU 1400 cooling unit, the OPT/i TIG 2nd NT242 option must be in-
stalled in the power sources.

OPT/i TIG NT601

OPT/i TPS dust filter

IMPORTANT! The use of the OPT/i TPS dust filter option on iWave power
sources will reduce the duty cycle!

OPT/i CycleTIG
Advanced TIG stitch welding

OPT/i Synergic Lines *
Option to enable all available special characteristics of TPSi power sources;
any special characteristics created in the future are thus automatically enabled.

OPT/i GUN Trigger *
Option for special functions in connection with the torch trigger

OPT/i Jobs
Option for Job Mode

OPT/i Documentation
Option for the documentation function

OPT/i Puls Pro

OPT/i Interface Designer *
Option for individual interface configuration

OPT/i WebJobEdit
Option to edit jobs via the SmartManager of the power source

OPT/i Limit Monitoring
Option to set limit values for welding current, welding voltage, and wire speed

OPT/i Custom NFC - ISO 14443A
Option to use a custom frequency band for key cards
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OPT/i Safety
Stop PL d option

30

OPT/i CMT Cycle Step *
Option for adjustable, cyclic CMT welding process

OPT/i OPC-UA
Standardized data interface protocol

OPT/i MQTT
Standardized data interface protocol

OPT/i SpeedNet Repeater
Signal amplifier if interconnecting hosepacks or connections from power source
to wirefeeder exceed 50 m

KRIS 13 Gouging Machine
Electrode holder with compressed air connection for arc air gouging

OPT/i Wire Sense *
Seam tracking / edge detection using wire electrode for automated applications
only in conjunction with CMT hardware

OPT/i Synchropulse 10 Hz *
To increase the SynchroPulse frequency from 3 Hz to 10 Hz

* MIG/MAG options - only in conjunction with the options OPT/i TIG DC
MultiProzess PRO or OPT/i TIG AC MultiProzess PRO

IMPORTANT! The OPT/i Safety Stop PL d safety function was developed as Cat-
egory 3 according to EN ISO 13849-1:2008 + AC:20009.

A two-channel feed-in of the input signal is required for this.

Bridging the two-channel capability (e.g. by means of a short-circuit bracket) is
not permitted and results in the loss of the PL d.

Function overview

The OPT/i Safety Stop PL d option ensures a safety stop of the PL d power
source with a controlled end of welding in less than a second.

Each time the power source is switched on, the Safety Stop PL d safety function
performs a self-test.

IMPORTANT! This self-test must be performed at least once a year to check the
function of the safety shutdown.

If the voltage drops at least one of two inputs, the Safety Stop PL d stops the
current welding operation; the wirefeeder motor and the welding voltage is
switched off.

The power source outputs an error code. Communication via the robot interface
or bus system continues.

In order to restart the welding system, the voltage must be applied again. An er-
ror must be acknowledged via the torch trigger, display or interface and the start
of welding must be executed again.

A non-simultaneous shutdown of the two inputs (> 750 ms) is output by the sys-
tem as a critical, non-acknowledgeable error.

The power source remains permanently switched off.

A reset is performed by switching the power source off/on.



Operating controls, connections
and mechanical components

31



32



Control Panel

General NOTE!

Because of firmware updates, certain functions may be available for your device
but not described in these Operating Instructions or vice versa.

In addition, individual figures may also differ slightly from the operating ele-
ments of your device. These operating elements function in exactly the same way,
however.

/\  WARNING!

Operating the device incorrectly can cause serious injury and damage to prop-

erty.

» Do not use the functions described here until you have fully read and under-
stood the Operating Instructions.

» Do not use the functions described here until you have fully read and under-
stood all of the Operating Instructions for the system components, espe-
cially the safety rules.

Control panel

wedng proces 193 103A 0\}0
_— |

Process
parameters

e
==
-—

Defaults

)|

(1) () ) @ ) (®

43,0001,3547
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Input options
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No. Function

(1) USB port
For connecting USB thumb drives (service dongle, license key, etc.).
IMPORTANT! The USB port is not electrically isolated from the welding
circuit. Devices that make an electrical connection to another device must
therefore not be connected to the USB port!

(2) Selection dial with rotary/push button function
For selecting elements, setting values, and scrolling through lists

(3) Display (with touch function)
- For direct operation of the power source by touching the display
- For displaying values
- For navigating through the menu

(4) Reading zone for NFC keys
- For locking/unlocking the power source using NFC keys
- For logging in different users (with active user management and as-

sighed NFC keys)

NFC key = NFC card or NFC key fob

(5) Wire-threading button
For threading the wire electrode / welding wire into the torch hosepack
without gas or current

(6) Gas-test button

To set the required quantity of gas on the gas pressure regulator.
After pressing the gas-test button, gas flows for 30 s. Pressing the button
again ends the process early.

Touch the display

When you touch and thus select an element on the display, the ele-
ment is highlighted.

Turn the selection dial

- Selectitems on the display
@ - Change values

For some parameters, a value that has been changed by turning the
selection dial is automatically applied without having to press the
selection dial.

Press the selection dial

- Apply selected elements, e.g., to change the value of a welding
parameter.
- Apply values of specific parameters.



Press the button

) By pressing the wire threading key, the wire electrode or the weld-
' ing wire is threaded into the torch hosepack without gas or current.

An animated graphic with motor current, motor power, and wire
length conveyed is shown on the display.

Pressing the gas-test button releases gas for 30 s. Pressing it again
ends the process prematurely.
The display shows an animated graphic with the remaining gas flow

duration.

H
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Display

Display
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! Defaults
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i
(3) 4)
No. Function
(1) Status bar

Contains information about:

Currently selected welding process

Currently selected operating mode

Currently selected polarity

Currently selected ignition procedure

Cap mode

Pulse mode

Electrode overload

Bluetooth status indicator

Currently logged in user (when user management is activated)
or

the key symbol when the power source is switched off (e.g., if profile/
role "locked" is activated)

Time and date

The content of the status bar varies according to the selected welding
process.




NOTE!

The following functions can be selected and set directly in the status bar:
Welding process
Operating mode

» Touch the desired function in the status bar and set it in the window that
opens.

(2) Left menu bar
The left menu bar contains the menus:
- Welding
- Welding process
- Process parameters
- Defaults

The left menu bar is operated by touching the display.

(3) Indicator bar
Overview of the currently available welding parameters;
the individual welding parameters can be selected directly by touching the
display. The currently selected parameter is highlighted in blue.

Welding current curve

Balance ()

Electrode diameter

Cap mode ()
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Polarity (1)
(1) only with iWave AC/DC power sources
(@) only with iWave AC/DC power sources and if polarity is set to AC.

(4) Main area
The main area displays welding parameters, EasyJobs, graphics, lists or
navigation elements. The main area is divided up differently depending on
the application and populated with elements.

The main area is operated
- via the selection dial
- by touching the display

(5) Right menu bar
The right menu bar can be used as follows, depending on the menu selec-
ted in the left menu bar:
- As afunction bar, consisting of application and function buttons
- To navigate to the 2nd menu level

The right menu bar is operated by touching the display.

screen TIG 10.11.20

Switching to full n_‘Q\ ts ‘ 11:28
4-step ’
:alguaig; s\ By

o=

Wi
Main Current

Welding process

Process
parameters

=
e
——

Defaults Full screen

50% 2.1s

=) ST

The display is shown in full screen mode:
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Next page - pre-
vious page

Main Current

103A

E' Exit full screen mode:

2]

NOTE!

Hiding the EasyJobs realizes the optimal full-screen display:
» Defaults / View / EasyJobs / EasyJobs Off

With a few defaults and the setting options via the status bar, the power source
can be fully operated in manual applications in full-screen mode.

NOTE!

Depending on the device type, equipment, and available WeldingPackages, the
number and sequence of the displayed parameters may vary.

If there are more than six parameters in a menu, the parameters are divided into
several pages.

Navigation between several pages is done using the "Next page" and "Previous
page" buttons:
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Welding

s

Welding process

Process
parameters

——
R

Defaults

=)

Weld-Start /
Weld-End

M

Process control

= 4=

Process mix

CMT Cycle Step
CMT

Gas-Setup
Synchropulse

Al

TWIN Process

control (ﬂ)
Next page

Example: Process parameters / Common - Next page

Welding
N
Welding process
ﬂ‘\\

[ JOE N

Process
parameters
—

——
R

Defaults

Previous page

-

Spot welding

L L L ¢

R/L-check /
alignment
J L

ConstantWire

L\

Interval setup

-

TIG/MMA/SMAW
Setup o
=

Example: Process parameters / Common - Previous page

Animated graph-

For certain parameters, animated graphics are shown on the display.

Common

e

Components &
Meonitoring

(315
joB
=

Common

e

Components &
Menitoring

joB

ics These animated graphics change when the value of the parameter is changed.

AL

Example: Welding parameters for pulse correction -10 /0 / +10

40




Grayed-out
welding para-
meters

Process control setup Process control setup Process control setup

off

Penetration stabilizer Penetration stabilizer Penetration stabilizer

Arc length stabilizer . Arc length stabilizer . Arc length stabilizer

Example: Process parameters / Process control / Penetration stabilizer 0 / 0.1 / 10.0

NOTE!

In the menus, certain parameters are grayed out because they have no function

with the currently selected settings.

» Grayed-out welding parameters can be selected and changed, but have no
influence on the current welding process or the welding result.

IV Synchropulse | V¥ Synchropulse

Synchropulse enable on Synchropulse enable on
Delta wire feed 2.0 m/min Delta wire feed 2.0 m/min
Frequency 3.0 Hz Frequency 3.0 Hz
Duty cycle 50 % Duty cycle 50 %

| 2.9 m/min |

Synchropulse V¥ Synchropulse

Synchropulse enable on Synchropulse enable on
Delta wire feed 2.0 m/min Delta wire feed 2.0 m/min
Frequency 3.0 Hz Frequency 3.0 Hz
Duty cycle 50 % Duty cycle 50 %

(a) Grayed-out parameter (e.g. penetration stabilizer)

(b) Grayed-out parameter selected

(c) Value of the grayed-out parameter is changed

(d) Grayed-out parameter with changed value - no effect with current set-

tings
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Connections, Switches, and Mechanical Compon-
ents

Connections and
mechanical com-
ponents

Front/back

No. Function

(1) TMC connection
- For connecting the control plug of the TIG welding torch
- For connecting foot-operated remote controls
- For connecting remote controls

(2) (-) current socket with integrated gas connection
For connecting the TIG welding torch

Symbols:

@
e\ =\

iWave DC iWave AC/DC

(3) TMC 4-pin connection
To connect a CrashBox line

(4) Control panel with display and control panel cover
For operating the power source
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(5) (-) current socket with bayonet latch
HF-free current socket for manual metal arc welding

Symbols:

=

iwave DC iWwave AC/DC

(6) (+) current socket
For connecting the TIG return lead cable

Symbols:

o

iWave DC iWave AC/DC

(7 SpeedNet connection
For connecting
- remote controls and external sensors
- wirefeeders (for automated applications)

Symbol:

(8) Mains cable with strain relief
Depending on version

(9) Power switch
For switching the power source on and off

(10) Dummy cover / Robot interface RI FB Inside /i or SpeedNet connections
or External sensor options

(11) Ethernetconnection

(12) Dummy cover/second (-) current socket with bayonet latch (option)
MIG/MAG ground to wirefeeder

(13) TIG shielding gas connection socket
Main gas solenoid valve

(14) Dummy cover/auxiliary gas connection
Additional gas solenoid valve

(15) Dummy cover/second SpeedNet connection (option) or external sensor
(option)

(16) Dummy cover/second SpeedNet connection (option) or external sensor
(option)
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(17)

iWave 300i - 500i AC/DC

(27)

AC inverter
(only with iwave AC/DC power
sources)




Before installation and initial oper-
ation
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Before installation and initial operation

Safety /A WARNING!

Danger from incorrect operation and work that is not carried out properly.

This can result in serious personal injury and damage to property.

» All the work and functions described in this document must only be carried
out by technically trained and qualified personnel.

» Read and understand this document in full.

» Read and understand all safety rules and user documentation for this equip-
ment and all system components.

Intended use The power source is only intended for TIG welding, MIG/MAG welding and MMA
welding. Any other use is deemed to be "not in accordance with the intended pur-
pose." The manufacturer shall not be liable for any damage resulting from such
improper use.

Intended use also means
- Following all the instructions in these Operating Instructions
- Carrying out all the specified inspection and maintenance work

Setup regula- The device has been tested according to degree of protection IP23. This means:

tions - Protection against solid foreign bodies larger than @ 12.5 mm (0.49 in.)

- Protection against spraywater at any angle up to 60° from the vertical

The device can be set up and operated outdoors in accordance with protection
class IP23. Direct moisture (e.g., from rain) must be avoided.

/\  WARNING!

Danger from machines toppling over or falling.
This can result in serious personal injury and damage to property.
» Set up the device securely on an even, solid surface.

» Check all screw connections are tightly fastened after installation.

The ventilation channel is a very important safety device. When selecting the
setup location, ensure that the cooling air can enter or exit unhindered through
the vents on the front and back. Any electrically conductive dust (e.g., from
grinding work) must not be allowed to be sucked directly into the system.

Mains connec- The devices are designed for the mains voltage specified on the rating plate.
tion -  Devices with a nominal voltage of 3 x 575 V must be operated on three-phase
systems with earthed star point.

- If your version of the appliance does not come with mains cables and mains
plugs ready-fitted, these must be fitted by a qualified person in accordance
with national standards.

- The fuse protection for the mains lead is indicated in the technical data.
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Generator-
powered opera-
tion

48

/\ CAUTION!

An inadequately dimensioned electrical installation can cause serious damage.
» The mains lead and its fuse protection must be dimensioned to suit the local
power supply.
The technical data shown on the rating plate applies.

The power source is generator-compatible.

The maximum apparent power S;pax Of the power source must be known in order
to select the correct generator output.

The maximum apparent power S;qax Of the power source is calculated for 3-
phase devices as follows:
Simax = Iimax X U1 X V3

I1max @and U, according to the device rating plate and technical data

The generator apparent power Sggn needed is calculated using the following rule
of thumb:

SGEN = S1max X 1.35
A smaller generator can be used when not welding at full power.

IMPORTANT! The generator apparent power Sgen must not be less than the
maximum apparent power S;max of the power source!

NOTE!

The voltage delivered by the generator must never fall outside of the mains
voltage tolerance range.
The mains voltage tolerance is specified in the "Technical data" section.




Connecting the Mains Cable

General

Safety

Specified mains
cable

If no mains cable is connected, a mains cable that is suitable for the connection
voltage must be fitted before start-up.

A universal strain-relief device for cable diameters of 12 - 30 mm (0.47 - 1.18 in.)
is mounted on the power source.

Strain-relief devices for other cable cross-sections must be designed accord-
ingly.

/\  WARNING!

Danger from work that is not carried out properly.

This can result in severe personal injury and damage to property.

» The work described below may only be performed by trained specialist per-
sonnel.

» Follow national standards and guidelines.

/\ CAUTION!

Danger from improperly prepared mains cable.

Short circuits and damage to property may result.

» Fitferrules to all phase conductors and the ground conductor of the
stripped mains cable.

Europe:

Power source

Mains voltage Mains cable
iWave 300i /nc DC

3 X400V HO7RN-F 4G4
3I X460V HO7RN-F 4G4
iWave 300i /MV/nc DC

3X200-230V HO7RN-F 4G6
3X400-575V HO7RN-F 4G4
iWave 300i /nc AC/DC

3 X400V HO7RN-F 4G4
3 X460V HO7RN-F 4G4
iWave 300i /MV/nc AC/DC

3X200-230V HO7RN-F 4G6
3x400-575V HO7RN-F 4G4
iWave 400i /nc DC

3 X400V HO7RN-F 4G4
3 X460V HO7RN-F 4G4
iWave 400i /MV/nc DC

3X200-230V HO7RN-F 4G10
3X400-575V HO7RN-F 4G4
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Power source
Mains voltage

Mains cable

iWave 400i /nc AC/DC
3 X 400V
3x 460V

HO7RN-F 4G4
HO7RN-F 4G4

iWave 400i /MV/nc AC/DC
3 X200 -230V

HO7RN-F 4G10

3 X 400-575V HO7RN-F 4G4
iWave 500i /nc DC

3 X 400V HO7RN-F 4G4
3xX 460V HO7RN-F 4G4

iWave 500i /MV/nc DC
3X200-230V

HO7RN-F 4G10

3 X 400 -575V HO7RN-F 4G4
iWave 500i /nc AC/DC

3 X 400V HO7RN-F 4G4
3 X 460V HO7RN-F 4G4

iWave 500i /MV/nc AC/DC
3X200-230V

HO7RN-F 4G10

3X400-575V HO7RN-F 4G4
USA & Canada:

Power source

Mains voltage Mains cable
iWave 300i /nc DC

3 X 400V 4 x AWG 10
3x 460V 4 x AWG 10
iWave 300i /MV/nc DC

3X200-230V 4 X AWG 8
3 X 400-575V 4 x AWG 10
iWave 300i /nc AC/DC

3 X 400V 4 x AWG 10
3 X 460V 4 x AWG 10
iWave 300i /MV/nc AC/DC

3X200-230V 4 x AWG 8
3X400-575V 4 x AWG 10
iWave 400i /nc DC

3 X400V 4 X AWG 10
3 X460V 4 X AWG 10
iWave 400i /MV/nc DC

3X200-230V 4 x AWG 6
3 X 400-575V 4 x AWG 10
iWave 400i /nc AC/DC

3 X 400V 4 x AWG 10
3 X 460V 4 x AWG 10
iWave 400i /MV/nc AC/DC

3X200-230V 4 X AWG 6
3 X 400-575V 4 x AWG 10
iWave 500i /nc DC

3 X 400V 4 x AWG 8
3 X460V 4 x AWG 8




Power source

Mains voltage Mains cable
iWave 500i /MV/nc DC

3 X200 -230V 4 x AWG 4
3 X 400 -575V 4 x AWG 8
iWave 500i /nc AC/DC

3 x 400V 4 x AWG 8
3 X460V 4 x AWG 8
iWave 500i /MV/nc AC/DC

3X200-230V 4 X AWG 4
3 X 400-575V 4 x AWG 8

Connecting the
mains cable for
nc power
sources

min. 8 mm
min. 0.3 inch

min. 8 mm
min. 0.3 inch
140 mm
5.5 inch
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min. 0.3 inch

min. 8 mm

5.9 inch
min. 0.3 inch

2770\

]
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é

GND -L1-L2-L3; 4x TX20, 1.5 Nm/ 1.11 lb-ft

Connecting the
mains cable for

MV power
sources
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Cut the strain-relief device to length according to the outer diameter of the
mains cable

IMPORTANT! When inserting the mains cable, ensure that the cable sheath pro-
trudes approx. 5 - 10 mm beyond the strain-relief device into the device.

* Only loosen the 4 TX20 screws, do not remove them
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side in order to access the strain-relief

Push the mains cable toward the open
device clamping screw.

YV A——
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Locking and unlocking the power source using the
NFC key

General NFC key = NFC card or NFC key fob

The power source can be locked by means of an NFC key, e.g., to prevent unau-
thorized access or the modification of welding parameters.

Locking and unlocking is a contactless operation on the power source control
panel.

To lock and unlock the power source, the power source must be turned on.

Locking and un- Lock the power source
locking the

power source us-
ing the NFC key

E' Hold the NFC key over the reading zone for NFC keys
The key symbol appears briefly on the display.

The key symbol is then displayed in the status bar.
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=\ . ‘ Steel universal 10:23
standard 2.step M21 ArCO2 2 1.2mm 06.04.23

The power source is now locked.
Only the welding parameters can be viewed and set using the selection dial.

If the operator attempts to access a locked function, a corresponding message is
displayed.

Unlock the power source
E Hold the NFC key over the reading zone for NFC keys
The crossed-out key symbol appears briefly on the display.

The key symbol is no longer displayed in the status bar.
All power source functions are available again without restriction.

NOTE!

Further information on locking the power source can be found in under "De-
faults - Administration" starting on page 249.

57




58



TIG

59



60



System components

System compon-
ents

Notes on the
cooling unit

(1)

Cooling unit

(2a) iWave DC power source
(2b)  iWave AC/DC power source

(3)
(4)
(5)
(6)
(7)
(8)
(9)

Return lead cable

Trolley and gas cylinder holder
Swivel pin holder

Cold wire feeder

Welding torch

Remote controls
Foot-operated remote controls

Other system components (not

shown):

- Cold-wire feed

- MIG/MAG wirefeeder

- MIG/MAG welding torch
Twin-head wirefeeder holder

- Interconnecting hosepacks

- Extension hosepacks

- Robot interface

A cooling unit is recommended for the following applications:

JobMaster TIG welding torch
Robot mode

Hosepacks over 5 m in length
TIG AC welding

General welding in the higher power range

The cooling unit is supplied with power via the power source. If the power

source's power switch is switched to position - I -, the cooling unit is ready for op-
eration.
For more information on the cooling unit, refer to the Operating Instructions for
the cooling unit.
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Minimum equipment for TIG welding

Minimum equip- - iWave AC/DC power source
ment for TIGAC - Return lead cable
welding - TIG welding torch

- Shielding gas supply with gas pressure regulator
- Filler metal depending on application

Minimum equip- - Power source
mentfor TIGDC - Return lead cable
welding - TIG welding torch

- Shielding gas supply with gas pressure regulator
- Filler metal depending on application
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TIG welding processes

TIG Dynam-
icWire

With TIG DynamicWire, the voltage between the workpiece and the welding wire
is measured, allowing the wirefeeder to be actively controlled.

The wire speed automatically adapts to the amperage, arc length, weld seam pro-
file, or to the air gap to be bridged.

TIG DynamicWire works in Synergic operation. Current and wire speed do not
have to be set separately.
The wire speed can be optimized via the "TIG wire correction” process parameter.

The Welding Package TIG DynamicWire provides characteristics for the most
common filler metals.
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Commissioning

Safety

General

64

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all devices and components involved, and
disconnect them from the grid.

» Secure all devices and components involved so they cannot be switched back
on.

» After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.

/\  WARNING!

Danger of electrical current due to electrically conductive dust in the device.

This can result in severe personal injury and damage to property.

» Only operate the device if an air filter is fitted. The air filter is a very import-
ant safety device for achieving IP 23 protection.

The start-up of the power sources for TIG welding is described on the basis of a
manual, water-cooled TIG application.

The following diagrams show an overview of how the individual system compon-
ents are put together.

For detailed information about the individual steps, please refer to the corres-
ponding Operating Instructions for the system components.



Assembling the NOTE!

system compon-

ents (overview) For more detailed information about installing and connecting the system com-
ponents, please refer to the corresponding Operating Instructions for the sys-
tem components.

iWave DC power sources

%
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iWave AC/DC power sources
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Connecting the
gas cylinder

/\  WARNING!

Danger from falling gas cylinders.
This can result in severe personal injury and damage to property.

>

>
>
>

Place gas cylinders on a solid, level surface so that they remain stable.

Secure the gas cylinders to prevent them from falling over: Secure the safety
strap at the height of the upper part of a gas cylinder.
Never secure the safety strap to the neck of the cylinder.

Observe the safety rules of the gas cylinder manufacturer.

E' Place the gas cylinder on the base
of the trolley

E Attach the cylinder strap to the
upper part of the gas cylinder (but
not to the neck of the cylinder) to
prevent the cylinder from falling
over

Remove the protective cap from
the gas cylinder

Briefly open the gas cylinder valve
to remove any dirt

67




Connecting the
welding torch to
the power source
and cooling unit

68

Inspect the seal on the gas pres-
sure regulator

Screw the pressure regulator onto
the gas cylinder and tighten it

When using a TIG welding torch with
integrated gas connection:

Use a gas hose to connect the gas
pressure regulator and shielding
gas connection to the rear of the
power source

Tighten the union nut of the gas
hose

When using a TIG welding torch
without integrated gas connection:

Connect the gas hose of the TIG

welding torch to the gas pressure
regulator

NOTE!

The gas connection when using a MultiControl (MC) cooling unit is described in
the Operating Instructions for the cooling unit.

NOTE!

Do not use pure tungsten electrodes for TIG DC power sources (color code:
green).

NOTE!

Before every start-up:
» Check the O-ring at the welding torch connection,

» Check the coolant level

Fit parts to the welding torch according to the Operating Instructions for the
welding torch



IMPORTANT! Check the coolant flow
at regular intervals during welding.
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Establishing a
ground earth

connection to
the workpiece

70

NOTE!

When establishing a ground earth connection, observe the following points:

vy VY

vV Vv VY

Use a separate return lead cable for each power source

Keep the torch hosepack and return lead cable as close together as possible
for as long as possible

Physically separate the welding circuits of individual power sources

Do not route several return lead cables in parallel;

if parallel routing cannot be avoided, keep a minimum distance of 30 cm
between the welding circuits

Keep the return lead cables as short as possible and use cables with a large
cross-section

Do not cross over return lead cables

Avoid ferromagnetic materials between the return lead cables and the inter-
connecting hosepack

Do not reel up long return lead cables - coil effect!

Route long return lead cables in loops

o o
gggaﬁ i E%;@f’ 1 9
| ] | ——
il £
—
/0

Do not route return lead cables in iron pipes, metal cable trays, or along steel
beams, avoid cable ducts;

(routing positive cables and return lead cables together in an iron pipe does
not cause any problems)

If several return lead cables are being used, separate the grounding points
on the component as far as possible and do not allow crossed current paths
between the individual arcs.

Use compensated interconnecting hosepacks (interconnecting hosepacks
with integrated return lead cable)

E' Set the power switch to - O -



Other activities

For a TIG cold wire feeder

Set up the components required for TIG welding on the trolley (e.g., swivel
pin holder, etc.)

E' Connect the control line to the wirefeeder

E Connect the control line to the TMC socket on the front of the power source

Only if the OPT/i CWF TMC welding torch option is present on the wirefeed-
er:
Connect the wirefeeder to the power source using the interconnecting
hosepack

E' Set up cold-wire feed on TIG welding torch

@ Connect wirefeeding hose to wirefeeder

Insert suitable feed rollers for the TIG application into the wirefeeder
Set up suitable wear parts for the TIG application on the welding torch
E Insert wirespool or basket-type spool and its adapter into the wirefeeder

NOTE!

For details on mounting or connecting the TIG components, refer to the In-
stallation Instructions and Operating Instructions of the respective system
components.

Connect the power source to the grid and switch on
Feed in the welding wire

E' Set the contact pressure

E' Adjust the brake

Perform R/L adjustment
For details, see from page 108.
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TIG Operating Modes

Safety

Symbols and ex-
planations

72

A\

WARNING!

Danger due to incorrect operation.
This can result in severe personal injury and damage to property.

>

Do not use the functions described here until you have fully read and under-

stood the Operating Instructions.

>

Do not use the functions described here until you have fully read and under-

stood all of the Operating Instructions of the system components, especially
the safety rules.

Follow the guidelines referring to setting, setting range, and units of measure-
ment for the available parameters in the "Setup Menu" section.

(@) 4} )
}

(1) Pull back and hold the torch trigger (2) Release the torch trigger (3) Briefly pull back the torch
trigger (< 0.5's)

(4)

* ()
V

(4) Push the torch trigger forward and hold (5) Release the torch trigger

GPr  Gas pre-flow

SPt  Spot welding time

Is Starting current:
the temperature is raised gently at low welding current, so that the filler
metal can be positioned correctly

I Final current:
to avoid local overheating of the parent material caused by heat accumu-
lation at the end of welding. This prevents possible sagging of the weld
seam.

tup UpSlope:

steady rise of the starting current to the main current (welding current) I,

tpown DownSlope:

steady lowering of the welding current until it reaches the final current

I

Main current (welding current):
uniform thermal input into the parent material, whose temperature is
raised by the advancing heat




I, Lowering current:

intermediate lowering of the welding current to avoid local overheating of
the parent material

GPO Gas post-flow

2-step mode - Welding: Pull back the torch trigger and hold it in this position
- End of welding: Release the torch trigger

—_

GPr GPo

2-step mode

4-step mode

Start of welding with starting current Ig: Pull back the torch trigger and hold

it in this position

- Welding with main current I;: Release the torch trigger

- Lowering to final current Ig: Pull back the torch trigger and hold it in this po-
sition

- End of welding: Release the torch trigger

3 } b

4-step mode

*) Intermediate lowering

With intermediate lowering, the welding current is lowered to the set lowering
current I-2 during the main current phase.
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Special 4-step
mode:
Version 1

74

- To activate intermediate lowering, push the torch trigger forward and hold it
in this position
- Release the torch trigger to resume the main current

Intermediate lowering to the set lowering current I, is effected by briefly pulling

back the torch trigger. Briefly pull back the torch trigger again to return to the
main current I,.

§ §

Special 4-step mode: Version 1
Version 1 of special 4-step mode is activated by the following parameter setting:

Process parameters / General / 2-step settings
- Starting current time = off
- Final current time = off

Process parameters / General / 4-step settings
- Lowering current slope 1 = off
- Lowering current slope 2 = off

Process parameters / Ignition & operating mode / Operating mode settings
- I2via torch trigger = on
- Lowering current button function = I2



Special 4-step In version 2, intermediate lowering is also carried out using the set lowering cur-

mode: rent slope 1/2 values:

Version 2 - Push the torch trigger forward and hold it in this position: the welding cur-
rent steadily falls using the set lowering current slope 1 to the set lowering
current value I,. The lowering current I, continues until the torch trigger is
released.

- After releasing the torch trigger: the welding current rises to the main cur-
rent I, using the set lowering current slope 2.

b } i

Special 4-step mode: Version 2

Version 2 of special 4-step mode is activated by the following parameter setting:

Process parameters / General / 2-step settings
- Starting current time = off
- Final current time = off

Process parameters / General / 4-step settings
- Lowering current slope 1 = on
- Lowering current slope 2 = on

Process parameters / Ignition & operating mode / Operating mode settings

- I2via torch trigger = off
- Lowering current button function = I2
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Special 4-step
mode:
Version 3

76

Intermediate lowering of the welding current in version 3 is triggered by pushing
the torch trigger forward and holding it in this position. Following the release of
the torch trigger, the main current I, is once again available.

Pull back the torch trigger to immediately end welding without a downslope and

final current.

) }

GPo

Special 4-step mode: Version 3

Version 3 of special 4-step mode is activated using the following parameter set-
ting:

Process parameters / General / 2-step settings
- Starting current time = off
- Final currenttime =0.01s

Process parameters / General / 4-step settings
- Lowering current slope 1 = off
- Lowering current slope 2 = off

Process parameters / Ignition & operating mode / Operating mode settings
- I2viatorch trigger = off
- Lowering current button function = I2



Special 4-step
mode:
Version 4

Start of welding and welding: Briefly pull back the torch trigger and release -

the welding current rises from the starting current Ig to the main current I

using the set UpSlope.

- Push forward the torch trigger and hold it in this position for intermediate
lowering

- Following the release of the torch trigger, the main current I, is once again
available

- End of welding: Quickly pull back the torch trigger and release

{ vt
\

Special 4-step mode: Version 4

Version 4 of special 4-step mode is activated using the following parameter set-
ting:

Process parameters / General / 2-step settings
- Starting current time = on
- Final current time = on

Process parameters / General / 4-step settings
- Lowering current slope 1 = off
- Lowering current slope 2 = off

Process parameters / Ignition & operating mode / Operating mode settings

- I2via torch trigger = off
- Lowering current button function = I2
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Special 4-step Version 5 allows the welding current to be increased and decreased without an
mode: Up/Down torch.
Version 5 - The longer the torch trigger is pressed forward during welding, the further
the welding current increases (up to the maximum).
- After releasing the torch trigger, the welding current remains constant.
- The longer the torch trigger is pressed forward again, the further the welding
current is reduced.

 SAEIE

GPr

Special 4-step mode: Version 5

Version 5 of special 4-step mode is activated using the following parameter set-
ting:

Process parameters / General / 2-step settings
- Starting current time = off
- Final current time = off

Process parameters / General / 4-step settings
- Lowering current slope 1 = off
- Lowering current slope 2 = off

Process parameters / Ignition & operating mode / Operating mode settings

- I2via torch trigger = off or on
- Lowering current button function =11
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Special 4-step
mode:
Version 6

- Start of welding with starting current;g and UpSlope: Pull back the torch
trigger and hold it in this position

- Intermediate lowering to I, and change from I, back to main current I;:
briefly press (< 0.5 s) and release torch trigger

- End the welding process: long press (> 0.5 s) and release the torch trigger.

The process is automatically terminated after the DownSlope phase and the final
current phase.

If the torch trigger is pressed briefly (< 0.5 s) and released during the DownSlope
or final current phase, an UpSlope to the main current is initiated and the weld-
ing process continues.

<05s <0,5s

>0,5s
<0,5s <0,5s

I‘l llll1l-----
4
GPr GPo T

Special 4-step mode: Version 6

Version 6 of special 4-step mode is activated by the following parameter setting:

Process parameters / General / 2-step settings
- Starting current time = off
- Final current time = on

Process parameters / General / 4-step settings
- Lowering current slope 1 = off
- Lowering current slope 2 = off

Process parameters / Ignition & operating mode / Operating mode settings

- I2via torch trigger = on
- Lowering current button function = I2
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Spot welding - Welding: Briefly pull back the torch trigger
The duration of welding corresponds to the value that was entered for the
"Spot welding time" setup parameter.
- Premature ending of the welding process: Pull the torch trigger back again

GPr t SPt t GPo

uP DOWN
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TIG welding

Safety /A WARNING!
Danger from incorrect operation and work that is not carried out properly.
This can result in serious personal injury and damage to property.
» All the work and functions described in this document must only be carried
out by technically trained and qualified personnel.
» Read and understand this document in full.
» Read and understand all safety rules and user documentation for this equip-
ment and all system components.
/A WARNING!
Danger from electrical current.
This can result in serious personal injury and damage to property.
» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.
» Secure all devices and components involved so they cannot be switched back
on.
p After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.
TIG welding

/\ CAUTION!

Danger of injury and damage from electric shock.

When the power switch is switched to position - I -, the tungsten electrode of the

welding torch is live.

» Ensure that the tungsten electrode is not touching anyone or any electrically
conductive or grounded parts (housing, etc.).

E' Set the power switchto - I -

an\ ‘ 5 ) _, 10:3
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E| Select "Welding process"
E Select "Process"

Alternatively, the welding process can also be selected via the status bar (com-
pare with the procedure described from page 36).

An overview of available welding processes is displayed.
Select "TIG" or "TIG-Coldwire" or "DynamicWire"
E Select "Mode"

An overview of operating modes is displayed.

- s ‘ B / > 08:31

08.2
TIG 4-step e

TIG welding Process
2-step

-a " O e
O

)

Welding process A
—pot welding

[ n N
ﬂQ [ X X |
506§

L3

Process Filler metal
parameters

— s
= 1 |

Defaults

B

|E| Select the desired operating mode

Only for cold wire and DynamicWire applications:
Select and set the "Filler metal"

Select "TIG welding"

Alternatively, the operating mode can also be selected via the status bar (com-
pare with the procedure described from page 36).

The TIG welding parameters are displayed.

Turn the selection dial (or touch the welding parameters symbol in the indic-
ator bar): select welding parameter

Press the selection dial
The value of the parameter is highlighted in blue and can now be changed.

E' Turn the selection dial: change the value of the parameter

If necessary, set the process parameters for user- or application-specific set-
tings on the welding system

E' Open the gas cylinder valve



Welding para-
meters for TIG
welding

Press the gas-test button

*

The gas pre-flow test lasts for 30 seconds at the most. Press again to end the
process prematurely.

The "Gas purging" dialog box appears on the display, indicating the remaining gas
purging duration.

If there is a gas regulator or gas sensor in the welding system, the actual gas
value is also displayed.

Turn the adjusting screw on the bottom of the gas pressure regulator until
the manometer displays the desired quantity of gas

Commence the welding process (ignite arc)

NOTE!

Under certain circumstances, it may not be possible to change the set welding
parameters of a system component - such as wirefeeder or remote control - on
the control panel of the power source.

AC Welding parameters for TIG AC welding
DC- Welding parameters for TIG DC- welding

Start current (AC / DC-)

Start current

0%

Start current

50%

1.0s 30%

Start current: 2-step mode | 4-step mode

Setting range: 0 - 200% (of the main current)
Factory setting: 50 %

IMPORTANT! The start current is stored separately for TIG AC welding and TIG
DC- welding.
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Up-Slope (AC / DC-)

Up-Slope

0.5s

Up-Slope

0.5s

Up-Slope: 2-step mode and spot welding | 4-step mode

Setting range: off;0.1 - 30.0 s
Factory setting: 0.5 s

IMPORTANT! The stored UpSlope value applies to the 2-step and 4-step modes.

Main Current I, (AC/ DC-)

Main Current

i} S50A

Main Current

i} S50A

Main current: 2-step mode and spot welding | 4-step mode

Setting range:

iWave 300i DC, iWave 300i AC/DC: 3 - 300 A
iWave 400i DC, iWave 400i AC/DC: 3 - 400 A
iWave 500i DC, iWave 500i AC/DC: 3 - 500 A
Factory setting: -

IMPORTANT! For welding torches with Up/Down Function, the full setting range
can be selected while the device is on standby.

Drop current I, (AC/DC-)
only in 4-step mode

Drop current

50%

Drop current

170%_

Drop current I < Main current I1 | Drop current Io > Main current I1

Setting range: 0 - 250 % (of the main current 1)
Factory setting: 50 %



I, <100%
Brief, adapted reduction of the welding current
(e.g., when changing the welding wire during the welding process)

I, >100%
Brief, adapted increase in the welding current
(e.g., for welding over tacking points with a higher power level)

The values for Slopel and Slope2 can be set in the process parameters.

Down-Slope (AC / DC-)

Down-Slope

1.0s

Down-Slope

1.0s

1.0s 30%

Down-Slope: 2-step mode and spot welding | 4-step mode

Setting range: off;0.1 - 30.0 s
Factory setting: 1.0 s

IMPORTANT! The stored Down-Slope value applies to the 2-step and 4-step
modes.

End current (AC / DC-)

End current

30%

End current

30%

1.0s 30%

End current: 2-step mode and spot welding | 4-step mode

Setting range: 0 - 100 % (of the main current)
Factory setting: 30 %
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AC Balance (AC)
only with iWave AC/DC

AC Balance

15%

AC Balance

35%_

Balance = 15% Balance =35 %

AC Balance

50%

Balance =50 %

Setting range: 15 - 50 %
Factory setting: 35 %

15: Highest melting capacity, lowest cleaning effect

50: Highest cleaning effect, lowest melting capacity

Effect of balance on current flow:
I (A)

35% 50% 15%
0 B A 1 L

Electrode diameter (AC / DC-)

Electrode diameter Electrode diameter

2.4mm

Setting range: off; 1.0 - 6.4 mm
Factory setting: 2.4 mm



Cap shaping (AC)
only with iWave AC/DC

Cap shaping

50% 2.1s

Setting range: off / on
Factory setting: off

off
Automatic cap-shaping function is deactivated

on
The optimum cap for the entered diameter of the tungsten electrode is shaped
during the start of welding.

The automatic cap-shaping function is then reset and deactivated.

A
A

(1) ... before ignition
(2) ... after ignition

Cap shaping must be activated separately for each tungsten electrode.

NOTE!

The automatic cap-shaping function is not required if a sufficiently large cap is
formed on the tungsten electrode.

Polarity (AC)
only with iWave AC/DC

/\  WARNING!

Danger due to applied welding potential with MultiProzess-PRO power sources

and with existing dual-head wirefeeder WF 25i Dual!

This can result in serious personal injury and damage to property.

» Disconnect the dual-head wirefeeder from the welding system before setting
the polarity to AC!
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Polarity Setting range: DC-/ AC
Factory setting: DC-

50%  2.1s
Polarity

NOTE!

To add more parameters to the welding parameters, go to Defaults / View / Para-
meter view setup.

» More information can be found from page 234 onwards.




Igniting the arc

General

Igniting the arc
using high fre-
quency

(HF ignition)

In order to ensure an optimal ignition sequence during TIG AC welding, the TIG

AC/DC power sources take into account:

- The diameter of the tungsten electrode

- The current temperature of the tungsten electrode, taking into account the
previous welding time and break

/\ CAUTION!

Risk of injury due to an electric shock

Although Fronius devices comply with all the relevant standards, high-frequency
ignition can transmit a harmless but noticeable electric shock under certain cir-
cumstances.

Use prescribed protective clothing, especially gloves!

Only use suitable, completely intact and undamaged TIG hosepacks!

Do not work in damp or wet environments!

Take special care when working on scaffolding, work platforms, in tight, diffi-
cult to access or exposed places, or when welding out-of-position!

vVvyyvyy

HF ignition is activated when the "HF ignition" setup parameter is set to "on" un-
der process parameters/ignition parameters.
The HF ignition indicator lights up on the status bar.

09:53

03.12.20

Unlike contact ignition, there is no risk of contaminating the tungsten electrode
and workpiece during HF ignition.

Procedure for HF ignition:

Position the gas nozzle at the igni-
tion point so that there is a gap of
approximately 2 to 3 mm (5/64 -
1/8 in.) between the tungsten elec-
trode and the workpiece. A gap ex-
ists.
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Contact ignition

90

Increase the tilt angle of the weld-
ing torch and press the torch trig-
ger according to the selected oper-
ating mode

The arc ignites without coming into
contact with the workpiece.

Tilt the welding torch to the nor-
mal position

Carry out welding

When the "HF ignition" setup parameter is set to "off", HF ignition is deactivated.
The arc ignites when the workpiece makes contact with the tungsten electrode.

Procedure for igniting the arc using contact ignition:

Position the gas nozzle at the igni-
tion point so that there is a gap of
approximately 2 to 3 mm (5/64 to
1/8 in.) between the tungsten elec-
trode and the workpiece. A gap ex-
ists



E' Press the torch trigger

Shielding gas flows

Gradually tilt the welding torch up
until the tungsten electrode
touches the workpiece

Raise the welding torch and rotate
it into its normal position

The arc ignites.

E' Carry out welding

Igniting the arc

using high-fre- /A CAUTION!

quency contact Risk of injury due to an electric shock

(Touch-HF) Although Fronius devices comply with all relevant standards, the high-frequency
ignition can transmit a harmless but noticeable electric shock under certain cir-
cumstances.
» Use prescribed protective clothing, especially gloves!
» Only use suitable, completely intact and undamaged TIG hosepacks!
» Do not work in damp or wet environments!
» Take special care when working on scaffolds, work platforms, in forced posi-

tions, in tight, difficult to access or exposed places!

The welding process is initiated by briefly touching the workpiece with the tung-
sten electrode. The high-frequency ignition is performed after the set HF ignition
delay time has elapsed.
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Electrode over-
load

End of welding
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If the tungsten electrode is overloaded, this can result in material detachment
on the electrode, which can cause contamination to enter the weld pool.

If the tungsten electrode is overloaded, the "Electrode overloaded" indicator
lights up on the status bar of the control panel.

The "Electrode overloaded" indicator depends on the set electrode diameter and
the set welding current.

Depending on the set operating mode, end welding by releasing the torch
trigger

Wait for the set gas post-flow and hold the welding torch in position over the
end of the weld seam.



TIG special functions

Ignition timeout
function

TIG pulsing

The power source has an ignition timeout function.

If the torch trigger is pressed, gas pre-flow begins immediately and the ignition
procedure is then initiated. If no arc forms during one of the time periods spe-
cified under the ignition parameters, the power source automatically switches
off.

The setting of the "Ignition timeout" parameter is described in the Process para-
meters/ignition and operating mode settings section starting on page 101.

The welding current set at the start of welding may not always be ideal for the

entire welding process:

- If the amperage is too low, the parent material will not be sufficiently
melted,

- If overheating occurs, there is a danger that the liquid weld pool may drip.

The TIG pulsing function is able to help with this (TIG welding with a pulsing
welding current):

A low base current (2) rises steeply to a significantly higher pulse current and
falls again in line with the set duty cycle (5) to the base current (2).

During TIG pulsing, small sections of the welding area are quickly melted and
then allowed to quickly solidify again.

During manual applications, the welding wire is applied in the maximum current
phase during TIG pulsing (only possible in the low-frequency range from 0.25 - 5
Hz). Higher pulse frequencies are mostly used in automated applications and
mainly serve to stabilize the arc.

TIG pulsing is used to weld steel pipes when welding out-of-position or to weld
thin sheet metal.

TIG pulsing in operation with TIG DC welding selected:

N2 . e
(1) ©
@) 3)
(4) | (7) tis]
TIG pulsing - welding current curve
Key:
(1) Main current, (2) Base current, (3) Starting current, (4) UpSlope, (5) Pulse fre-
quency *)

(6) Duty cycle, (7) DownSlope, (8) Final current
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Tacking function
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*) (1/F-P = Time between two pulses)

The tacking function is used for the TIG DC welding process.

Whenever a period of time is set for the "Tacking" (4) parameter under process
parameters/TIG DC settings, the tacking function is assigned to the 2-step and
4-step modes. The sequence of operating modes remains unchanged.

The Tacking (TAC) indicator lights up on the status bar:

During this time, a pulsed welding current is available, which optimizes the mer-
ging of the weld pool when tacking two components.

How the tacking function works during TIG DC welding:

I A

)

3) ®) t[s]

Tacking function - welding current curve

Key:
(1) Main current, (2) Starting current, (3) UpSlope, (4) Duration of pulsed welding
current for tacking process, (5) DownSlope, (6) Final current

NOTE!

When using a pulsed welding current:

The power source automatically controls the pulse parameters according to the
set main current (1).

No pulse parameters need to be set.

The pulsed welding current starts
- After the starting-current phase (2) has finished

- With the UpSlope phase (3)

Depending on the set tacking duration, the pulsed welding current can be
stopped up to and including the final current phase (6) ("Tacking" (4) TIG DC
parameter to "on").

After the tacking time has passed, further welding is carried out at a constant
welding current. Set pulse parameters are available if applicable.



CycleTIG

The CycleTIG interval welding process is available for TIG DC welding.
The welding result is influenced and controlled by different parameter combina-
tions.

The main advantages of CycleTIG are easy control of the weld pool, targeted
heat input and fewer temper colors.

CycleTIG variants

CycleTIG + low base current

- For out-of-position welding, edge build-up and orbital welding
- Well suited for thick/light-gage sheet connections

- Excellent weld characteristics

- HF ignition only at start of welding

- Long electrode service life

- Good control of the weld pool

- Targeted heat input

CycleTIG + RPI = on + base current = off

- For repair work (e.g., edge build-up)

- Targeted heat input

- Biggest advantage in combination with HF ignition setting = touch HF
- HF ignition at every cycle (!)

- Very short electrode service life (!)

Recommendation: iWave AC/DC with reversed polarity ignition setting = auto

CycleTIG + Tacking

- For tacking light gage sheets, orbital applications and for thick/light gage
sheet joints

- HF ignition only at start of welding

- Long electrode service life

- Good control of the weld pool

- Targeted heat input

- Excellent seam appearance

- Tacking function generates automatic pulse setting

CycleTIG + Pulse

CycleTIG can be used individually with all pulse settings. This allows pulsing in
both the high current and low current phases.

- For tacking light gage sheets and for cladding applications
- For thick/light gage sheet joints

- HF ignition only at start of welding

- Long electrode service life

- Good control of the weld pool

- Targeted heat input

- Excellent seam appearance

- Individual pulse settings possible

- More welding parameters to set
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TIG process parameters

TIG process
parameters

Process para-
meters for TIG
pulse
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TIG process parameters:
TIG pulse, AC, General, Ignition & trigger mode, CycleTIG, Wirefeeder setup,
Gas, R/L-check / alignment

Process parameters for Components and Monitoring see page 212.

Tacking
Tacking function - duration of the pulsed welding current at the start of the tack-
ing process

off /0.1-9.9s/on
Factory setting: off

off
Tacking function is switched off

0.1-9.9s

The selected time begins with the UpSlope phase. After the selected time has
passed, further welding is carried out at a constant welding current. The set
pulse parameters are available if applicable.

on
The pulsed welding current remains present until the end of the tacking process

14:16

10.11.20

The Tacking (TAC) indicator lights up in the status bar on the if a value has been
set.




Pulse frequency

off / 0.20 - 2000 Hz (10,000 Hz with OPT/I-Puls Pro option)
Factory setting: off

IMPORTANT! If the pulse frequency is set to "off", the base current and duty
cycle parameters cannot be selected.

The selected pulse frequency is also used for the lowering current.

The Pulsing indicator lights up in the status bar if a value for the pulse frequency
has been entered.

Base current *

0 - 100% (of the main current I1)
Factory setting: 50%

Duty cycle *
Relationship between pulse duration and base current duration at the set pulse
frequency

10 - 90%
Factory setting: 50%

Pulse waveform *
For optimizing the arc pressure

Hard rectangle/Soft rectangle/Sine
Factory setting: Hard rectangle

Hard rectangle:

Purely rectangular curve;

Slightly louder arc noise, rapid current changes
Used, for example, in orbital welding

Soft rectangle:

Rectangular curve with reduced edge steepness, for reduced noise in comparison
with the purely rectangular curve;

universal use

Sine:
Sinusoidal shape (default setting for low-noise and stable arc);
Used, for example, for corner seams and cladding applications

Optimizing the arc pressure results in:

- A better flow out of the weld pool (improved welding of butt welds or corner
seams)

- A slow rise or fall in current (for fillet welds, high-alloy steels or cladding ap-
plications in particular, the filler material or weld pool is not pushed away)

- Areduction in the noise level during welding thanks to rounded waveforms

Base current waveform *
For optimizing arc pressure

Hard rectangle/Soft rectangle/Sine
Factory setting: Hard rectangle
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Process para-
meters for TIG
AC
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Hard rectangle:

Purely rectangular curve;

Slightly louder arc noise, rapid current changes
Used, for example, in orbital welding

Soft rectangle:

Rectangular curve with reduced edge steepness, for reduced noise in comparison
with the purely rectangular curve;

universal use

Sine:
Sinusoidal shape (default setting for low-noise and stable arc);
Used, for example, for corner seams and cladding applications

*

The parameters are available if the OPT/I-Puls Pro option is present on
the power source.

AC frequency

Syn/40 - 250 Hz
Factory setting: 60 Hz

Syn

Setting for synchronous welding (double-side, simultaneous welding with 2 power
sources)

For synchronous welding, the AC frequency must be set to "Syn" for both power
sources.

Synchronous welding is used for thick materials, to achieve a high deposition rate
and to minimize inclusions during welding.

IMPORTANT! Due to the phasing of the input voltage, in some cases the syn-
chronization of the two power sources cannot be carried out correctly.

In this case, disconnect the mains plug of the power sources, turn 180°, and re-
connect to the grid.

Low frequency
Soft, wide arc with shallow heat input

High frequency
Focused arc with deep heat input

Effect of AC frequency on current flow:

| (A)

iin

[1.1] .
B

60 Hz 120 Hz

AC current offset

-70 to +70%
Factory setting: 0 %

+70%
Wide arc with shallow heat input



-70%
Narrow arc, deep heat input, higher welding speed

Effect of AC current offset on current flow:

I(A)

+ r |_ — t(>

n
~

0 +70% -70%

* Factory setting: O (corresponds to a 10% shift to negative)

Positive half-wave waveform

Hard rectangle/Soft rectangle/Triangle/Sine
Factory setting: Sine

Hard rectangle
Purely rectangular curve (stable but loud arc)

Soft rectangle:
Rectangular curve with reduced edge steepness, for reduced noise in comparison
with the purely rectangular curve

Triangle
Triangular curve

Sine
Sinusoidal curve (default setting for low-noise arc)

Negative half-wave waveform

Hard rectangle/Soft rectangle/Triangle/Sine
Factory setting: Soft rectangle

Hard rectangle
Purely rectangular curve (stable but loud arc)

Soft rectangle:
Rectangular curve with reduced edge steepness, for reduced noise in comparison
with the purely rectangular curve

Triangle
Triangular curve

Sine
Sinusoidal curve (default setting for low-noise and stable arc)

Phase synchronization
Synchronizes two AC power sources (simultaneously on both sides)

0-5
Factory setting: 0
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General TIG pro-
cess parameters

100

Welding start / welding end settings

Starting current time
The starting current time indicates the duration of the starting-current phase.

The setting of the Starting current time parameter also influences versions 1 - 6
of special 4-step mode (see page 74 onwards).

off /0.01-30.0s
Factory setting: off

IMPORTANT! The starting current time is only valid for 2-step mode and spot
welding. In 4-step mode, the duration of the starting-current phase is determ-
ined by the torch trigger.

Final current time
The final current time indicates the duration of the final current phase.

The setting of the Final current time parameter also influences versions 1 - 6 of
special 4-step mode (see page 74 onwards).

off /0.01-30s
Factory setting: off

IMPORTANT! The final current time is only valid for 2-step mode and spot weld-
ing. In 4-step mode, the duration of the final current phase is determined by the
torch trigger (section "TIG operating modes").

4-mode settings

Lowering current Slope 1

The setting of the Lowering current slope 1 parameter also influences versions 1
- 6 of special 4-step mode (see page 74 onwards).

off /0.01-30s
Factory setting: off

If a time value has been entered for the Lowering current Slope 1 parameter, the
brief current reduction or current increase is not abrupt, but slow and adapted.
This reduces negative influences on the weld and part, especially with aluminum
applications.

Lowering current Slope 2

The setting of the Lowering current slope 2 parameter also influences versions 1
- 6 of special 4-step mode (see page 74 onwards).

off /0.01-30s
Factory setting: off

If a time value has been entered for the Lowering current Slope 2 parameter, the
adaptation from the lowering current to the welding current is not abrupt, but
slow and adapted.



Process para-
meters for igni-
tion and operat-
ing mode

In the case of a current increase, for example, the weld pool is heated slowly and
not abruptly. This facilitates outgassing of the weld pool and reduces pores dur-
ing aluminum welding.

Spot welding settings

Spot welding time
(only if the mode is set to spot welding)

0.02 -120s
Factory setting: 5.0 s

Ignition parameters

HF ignition

on/off/Touch-HF/external
Factory setting: on

on
High-frequency ignition at the start of welding is activated

off
No high-frequency ignition at the start of welding.
In this case, welding is started by means of contact ignition.

Touch-HF

The welding process is initiated by briefly touching the workpiece with the tung-
sten electrode. The high-frequency ignition is performed after the set HF ignition
delay time has elapsed.

External
Start with an external ignition device, e.g., plasma welding

09:53

03.12.20

The HF ignition indicator lights up in the status bar if HF ignition has been set to
on.

/\ CAUTION!

Risk of injury due to an electric shock

Although Fronius devices comply with all the relevant standards, high-frequency
ignition can transmit a harmless but noticeable electric shock under certain cir-
cumstances.

Use prescribed protective clothing, especially gloves!

Only use suitable, completely intact, and undamaged TIG hosepacks!

Do not work in damp or wet environments!

Take special care when working on scaffolding, work platforms, in tight, diffi-
cult to access or exposed places, or when welding out-of-position!

vVvyyvyy
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HF ignition delay time
Time after touching the workpiece with the tungsten electrode after which high-
frequency ignition takes place.

0.1-5.0s
Factory setting: 1.0 s

Reversed polarity ignition
(only with iWave AC/DC power sources)

To ensure an optimum ignition sequence during TIG DC welding, the polarity is
reversed briefly at the start of the welding process. Electrons emerge from the
workpiece and hit the tungsten electrode. This results in rapid heating of the

tungsten electrode - an essential prerequisite for optimum ignition properties.

off/on/auto
Factory setting: off

Reversed polarity ignition is recommended for welding light-gauge sheets.

Arc monitoring

Ignition timeout
Period of time until the safety cut-out following failed ignition.

0.1-99s
Factory setting: 5 s

IMPORTANT! Ignition timeout is a safety function and cannot be deactivated.
The ignition timeout function is described in the "TIG welding" section.

Arc break filter time
Period of time until the safety cut-out following an arc break

If no current flows during the set period of time following an arc break, the
power source automatically switches off.

Press any button on the control panel or the torch trigger to restart the welding
process.

0.00-2.00s
Factory setting: 0.20 s

Arc break watchdog
Reaction if no current flows within the arc break time

ignore/error
Factory setting: ignore

ignore
The interruption is ignored.

error
An error message is displayed on the power source and must be acknowledged.

Operating mode settings




Torch trigger
Start welding by pressing the torch trigger

on/off
Factory setting: on

on
Welding is started using the torch trigger

on

Welding is started by touching the workpiece with the tungsten electrode;
especially suitable for welding torches without torch triggers, ignition sequence
depends on ignition parameters

The symbol for the deactivated torch trigger is shown in the status bar of the dis-
play, the option of selecting the operating mode is deactivated.

I2 using torch trigger
to activate/deactivate whether it is possible to switch over to the drop current I,

using the torch trigger

The setting of the 12 using torch trigger parameter also influences versions 1 - 6
of special 4-step mode (see page 74 onwards).

on / off
Factory setting: off

Drop current button function

The setting of the drop current button function parameter also influences ver-
sions 1 - 6 of special 4-step mode (see page 74 onwards).

In/12
Factory setting: I2

Arc break voltage

To set a voltage value at which the welding process can be ended by lifting the
TIG welding torch slightly.

The higher the break voltage value, the higher the arc can be lifted.

The arc break voltage values for 2-step mode, 4-step mode and operation with a
foot-operated remote control are all stored together.
If the "Torch trigger" parameter is set to "off", the values are stored separately.

off / 6.0-90.0V
Factory setting: off

Comfort stop sensitivity
The parameter is only available if the "Torch trigger" parameter is set to "off".

off /0.1-10.0V
Factory setting: off

At the end of the welding process, an automatic shutdown of the welding current

follows a significant increase of the arc length. This prevents the arc from having
to be unnecessarily lengthened when lifting the TIG welding torch.
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Process:

1] 2 3 4][5]

7|7 |

e AN

E' Welding
|z| Briefly lift the welding torch at the end of welding

The arc lengthens significantly.

E' Lower the welding torch
- The arc shortens significantly
- The Comfort stop function has been activated

Maintain height of the welding torch
- The welding current ramps down continuously (DownSlope).
- The arc goes out.

IMPORTANT! The DownSlope is fixed and cannot be adjusted.

E Lift the welding torch from the workpiece
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CycleTIG CycleTIG

to activate / deactivate the CycleTIG function
(extended interval welding process for DC welding)

I [A]
3)

t [ms]

Setting range: on / off
Factory setting: off

(1) Interval time
To set how long the welding current I is active

Setting range: 0.02 - 2.00 s
Factory setting: 0.5 s

(2) Interval pause time
To set how long the base current (4) is active

Setting range: 0.02 -2.00 s
Factory setting: 0.5 s

(3) Interval cycles
to set how many cycles are to be repeated

Setting range: Constant / 1 - 2000
Factory setting: Constant

(4) base current (DC-)
To set the interval base current (4) to which the current is reduced during the in-
terval pause time (2)

Setting range: off / 3 - max. A
Factory setting: off

NOTE!

For more details on CycleTIG, see page 95 onwards.
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Wire speed set-
ting
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Wire speed correction
For fine adjustment of the wire speed with TIG DynamicWire

The correction value indicates how quickly the welding wire re-enters the weld
pool after the short circuit is broken.

-10 - +10
Factory setting: 0

-10 = slow immersion, +10 =fast immersion

Wire speed 1
Set value for wire speed

off / 0.1 - 50.0 m/min
Factory setting: 5 m/min

Wire speed 2
Wire speed 2

0 - 100% (of wire speed 1)
Factory setting: 50 %

If a value is set for each of the "Wire speed 2" and "Pulse frequency" setup para-
meters, the wire speed changes between wire speed 1 and wire speed 2 synchron-
ously with the pulse frequency of the welding current.

Main current
Welding current I,

iWave 300i DC, iWave 300i AC/DC: 3 - 300 A
iWave 400i DC, iWave 400i AC/DC: 3 - 400 A
iWave 500i DC, iWave 500i AC/DC: 3 - 500 A
Factory setting: -

Pulse frequency

off / 0.20 - 5000 Hz, 5000 - 10,000 Hz
Factory setting: off

Wire start-up delay
Feed delay of welding wire from start of main current phase

off /0.1-9.9s
Factory setting: 5.0 s

Wire end delay
Feed delay of welding wire from end of main current phase

off /0.1-9.9s
Factory setting: 5.0 s

Wire retraction end
How far the welding wire is retracted after the end of welding

off / 1-50 mm
Factory setting: 3 mm

Wire position start
How far the welding wire is from the workpiece before welding starts



TIG gas settings

off / 1-50 mm
Factory setting: 3 mm

Feeder inching speed

0.5 - 100.0 m/min
Factory setting: 5.0 m/min

Gas pre-flow
To set the gas flow time before the arc is ignited

0.0-9.9s
Factory setting: 0.4 s

Gas post-flow
To set the gas flow time after the arc has gone out

auto/0-60s
Factory setting: auto

auto
Depending on the electrode diameter and welding current, the power source cal-
culates and automatically adjusts the optimal gas post-flow time.

TIG gas switching
for individual gas shield selection

auto/1/2
Factory setting: auto

auto:

- The shielding gas (gas 1) is used during the starting-current phase and during
the UpSlope.

- When the main current phase is reached, shielding gas (gas 2) is used.

- When the welding process is finished, the shielding gas (gas 1) is used during
the DownSlope and the final current phase.

1
Shielding gas (gas 1) is used for the entire welding process.

2:
Working gas (gas 2) is used for the entire welding process.

Gas regulator 1

Gas set value 1 - TIG shielding gas
Shielding gas flow
(only in conjunction with option OPT/i TIG gas flow sensor)

off / 0.5 - 30.0 l/min
Factory setting: 15.0 l/min

IMPORTANT! If the set value for the shielding gas flow rate is high (e.g., 30 U/
min), ensure that the gas line is adequately dimensioned!

Gas factor 1 - TIG shielding gas
depends on the shielding gas used
(only in connection with the OPT/i TIG gas regulator option)
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Conducting an
R/L alignment
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auto/ 0.90/ 20.0
Factory setting: auto

Gas regulator 2

Gas set value 2 - TIG working gas

off / 0.5 - 30.0 l/min
Factory setting: 15.0 l/min

Gas factor 2 - TIG working gas

0.90 - 20.0
Factory setting: 11.82

NOTE!

The R/L alignment must be carried out separately for each welding process.

Welding circuit resistance R [mOhm]

The welding circuit resistance is calculated to provide information about the total
resistance of the torch hosepack, welding torch, workpiece and grounding cable.

If, for example, the welding circuit resistance increases after the welding torch
has been changed, the following components may be faulty:

- Torch hosepack

- Welding torch

- Ground earth connection to the workpiece

- Grounding cable

Welding circuit inductance L [pH]

The routing of the hosepack has a sig-
nificant impact on the weld properties.
A high degree of welding circuit in-
ductance can occur, especially during
pulsing and AC welding, depending on
the length and routing of the hosep-
ack. The increase in current is limited.

The welding result can be optimized by
changing the routing of the torch
hosepack.

The hosepack must always be routed
as shown.

Perform R/L alighment
E Process parameters / General / R/L-check / alignment

The current values are displayed.



E' Select Next

The 2nd R/L alignment screen is displayed.

E Follow the instructions on the screen

Select Next

The 3rd R/L alignment screen is displayed.

E' Follow the instructions on the screen
@ Select Next

The current values are determined.

After R/L alignment has been performed, a confirmation and the current val-

ues are displayed.
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Manual Metal Arc Welding, CEL,
Arc air gouging
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Minimum equipment for MMA and CEL welding
and for arc air gouging

Minimum equip- In addition to the iWave power source, the following components are required for
ment for MMA MMA and CEL welding:
and CEL welding - Return lead cable

- Electrode holder with welding power-lead
- Stick or cellulose electrodes

Minimum equip- In addition to the iWave power source, the following components are required for
ment for arc air arc air gouging:
gouging - OPT/i TIG PowerConnector option installed on the power source

- Return lead cable 120i PC

- PowerConnector - Dinse adapter
- KRIS 13 arc air gouging torch

- Compressed air supply
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Commissioning

Preparation
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NOTE!

AUl TIG components connected to and set up on the power source can remain on
the power source.
The TIG components do not have to be isolated for MMA welding.

NOTE!

Check the packaging or labeling on the stick electrode to determine whether

the stick electrodes are to be welded on the positive pole (+) or the negative

pole (-)

» iWave AC/DC power sources can reverse polarity automatically.

» ForiWave DC power sources, the current socket for MMA welding is always
polarized to DC-.

E' Set the power switch to - O -

|z| Unplug the mains plug
Insert the bayonet connector of the electrode holder cable into the current
socket for manual metal arc welding and twist it clockwise to lock

=

iwave DC iWave AC/DC

Insert the mains plug



Manual Metal Arc Welding

Safety

Manual metal
arc welding

/\  WARNING!

Danger from incorrect operation and work that is not carried out properly.

This can result in serious personal injury and damage to property.

» All the work and functions described in this document must only be carried
out by technically trained and qualified personnel.

» Read and understand this document in full.

» Read and understand all safety rules and user documentation for this equip-
ment and all system components.

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.

» Secure all devices and components involved so they cannot be switched back
on.

p After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.

/\ CAUTION!

Danger of injury and damage from electric shock.

When the power switch is in position - I -, the stick electrode in the electrode

holder is live.

» Ensure that the stick electrode is not touching anyone or any electrically
conductive or grounded parts (housing, etc.)

E' Set the power switchto - I -

- { ‘ 07:03
4 5.08.2
MMAISMAW 26.08.21

welding Process
TIG TIG-Coldwire

- GRN NG O

Welding process

.\

MMAISMAW

=R, GG eax

MIGIMAG Pul rgic

[ JOEN
<)
Process

Job mode
parameters E

[ JoB 3] O

Defaults MIGIMAG Standard-Synergic

Next page
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E| Select "Welding process"

Alternatively, the welding process can also be selected via the status bar (com-
pare with the procedure described from page 36).

An overview of the welding processes is displayed.

Various welding processes are available depending on the type of power source
or the function package installed.

E' Select the MMA or CEL welding process

The welding voltage is applied to the welding socket with a three second delay.

If the MMA or CEL welding process is selected, a cooling unit, if present, is auto-
matically deactivated. It is not possible to turn it on.

NOTE!

Under certain circumstances, it may not be possible to change the set welding
parameters of a system component - such as wirefeeder or remote control - on
the control panel of the power source.

Select "MMA welding"

The MMA welding parameters are displayed.

MMAISMAW
MMA welding

N\

qtate

Welding process Main current

Process
parameters

Defaults Full screen

E| Turn the selection dial and select the desired welding parameter

E Press the selection dial to change the parameter
Turn the selection dial and adjust the parameter

If necessary, set the process parameters for user- or application-specific set-
tings on the welding system

E Initiate welding process



Welding para-
meters for
manual metal
arc welding and
CEL welding

Hot start current

Hot start current

70%

Setting range: 0 - 200% (of the main
current)
Factory setting: 150%

Main current

Main current

267

Setting range:

iWave 300i DC, iWave 300i AC/DC:
3-300A

iWave 400i DC, iWave 400i AC/DC:
3- 400 A

iWave 500i DC, iWave 500i AC/DC:
3-500A

Factory setting:-

Dynamic

Dynamic

Functional principle:
At the moment of droplet transfer or in event of a short circuit, a short-term in-
crease in the amperage will occur. To maintain a stable arc, the welding current
temporarily rises. If the stick electrode is at risk of sinking into the weld pool, this
action prevents the weld pool from solidifying, as well as reducing the duration of
the arc's short circuit. The risk of the stick electrode sticking is therefore largely
ruled out.

_ 28

To obtain the best possible welding
results, the arc-force dynamic will
sometimes need to be adjusted.

Setting range: 0 - 100% (of the main
current)
Factory setting: 20

0 ... soft and low-spatter arc
100 ... harder and more stable arc
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Polarity

Polarity Setting range: DC-/ DC+/ AC

DC+ Factory setting: DC-
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Hot-Start, Soft-Start, Anti-Stick Functions

Starting current Advantages

>100 % (Hot- - Improved ignition properties, even when using electrodes with poor ignition

Start) properties

- Better fusion of parent material in the start phase, therefore less neutraliza-

tion

- Slaginclusions largely avoided

100 -

0,5

Example of a starting current > 100% (HotStart)

(1) Starting current time
0-2 s, factory setting 0.5 s

(2) Starting current
0-200%, factory setting 150%

(3) Main current = set welding cur-
rent I;
Operation

During the set starting current time
(1), the welding current I, (3) rises to

the starting current (2).

The starting current time is set in the
Setup menu.

Starting current A starting current of < 100% (SoftStart) is suitable for basic electrodes. Ignition

<100 % is carried out with a low welding current. As soon as the arc is stable, the welding
(SoftStart) current increases until it reaches the set welding current command value.
Advantages:

I (A)a

90A

30A

®)

~v

Example of a starting current < 100% (Soft-

Start)

- Improvement of ignition proper-
ties with electrodes that ignite at a
low welding current

- Slaginclusions largely avoided

- Reduction of welding spatter

(2) Starting current
(2) Starting current time
(3) Main current

The starting current time is set in the
MMA menu.
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Anti-stick func-
tion

120

As the arc becomes shorter, the welding voltage may also fall so that the stick
electrode is more likely to stick to the workpiece. This may also cause the stick
electrode to burn out.

Electrode burn-out is prevented by activating the anti-stick function. If the stick
electrode begins to stick, the power source immediately switches the welding
current off. The welding process can be resumed without problems once the
stick electrode has been detached from the workpiece.

The anti-stick function is activated and deactivated under:
Process parameters / Common TIG/MMA/CEL / Electrode.



Stick electrode / CEL Process parameters

Stick electrode /
CEL Process
parameters

Process para-
meters for stick
electrode

anN 3 | 1r | : wzr
TIG welding

\ TIG pulse

-\ 0 -\

Welding process

Common
TIGIMMAICEL

General Ignition- & Trigger

o=\ O MOde m\/

ooocee (RS Wirefeeder e
~ setup
JULLL
2 3 $ mm
on
Defaults ¥ EAMMA Next page 0

= - O [

Stick electrode / CEL Process parameters:
Electrode, CEL

Process parameters for Components and Monitoring see page 212.

Starting current time
HotStart

0.0-2.0s
Factory setting: 0.5 s

To obtain the best possible welding result, the HotStart function will sometimes
need to be adjusted.

Advantages:

- Improved ignition properties, even when using electrodes with poor ignition
properties

- Better fusion of parent material in the start phase, therefore less neutraliza-
tion

- Slaginclusions largely avoided

Characteristic
For selecting the electrode characteristic

I-constant / 0.1 - 20.0 A/V / P-constant / Arc air gouging (iWave 500 DC and

AC/DC only)
Factory setting: I-constant
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con-20A/V (1) Working line for stick electrode
(2) Working line for stick electrode
with increased arc length
(3) Working line for stick electrode
with reduced arc length
(4) Characteristic for selected
parameter "I-constant" (con-
- stant welding current)
:f{f, (5) Characteristic for selected
—t—— —— parameter "0.1 -20" (drooping
0 100 200 300 400 1A characteristic with adjustable
gradient)
(6) Characteristic for selected
parameter "P-constant" (con-
stant welding power)

(7 Example of set arc-force dynamic with selected characteristic (4)
(8) Example of set arc-force dynamic with selected characteristic (5) or (6)

I-constant (constant welding current)

- If the "I-constant" parameter is set, the welding current is kept constant re-
gardless of the welding voltage. The result is a vertical characteristic (4).

- The "I-constant" parameter is particularly suitable for rutile electrodes and
basic electrodes.

0.1 - 20.0 A/V (drooping characteristic with adjustable slope)

- A drooping characteristic (5) can be set using parameter "0.1 - 20". The set-
ting range is from 0.1 A/V (very steep) to 20 A/V (very flat).

- Setting a flat characteristic (5) is only recommended for cellulose elec-
trodes.

P-constant (constant welding power)

- If the "P-constant" parameter is set, the welding power is kept constant re-
gardless of the welding voltage and current. The result is a hyperbolic char-
acteristic (6).

- The "P-constant" parameter is particularly suitable for cellulose electrodes.

Arc air gouging
- Special characteristic for arc air gouging with a carbon electrode
(for iWave 500 DC and iWave 500 AC/DC only)

| (8) (1) Working line for stick electrode
V) (a)é (2) Working line for stick electrode
o 1 %(6) with increased arc length
o | ‘\‘ L ——@ (3) Working line for stick electrode
o | (a)€ fﬁk’jb)// ) with reduced arc length
. — W (C)/ ) (4) Characteristic for selected
T ] e % parameter "I-constant" (con-
21T (c) stant welding current)
10 F TEe () Characteristic for selected
] _‘_(7) ‘ parameter "0.1 -20" (drooping
100 | 200 300 w0 1A characteristic with adjustable
l,-50% I, + Dynamik gradient)

(8) Characteristic for selected
parameter "P-constant" (con-
stant welding power)



(7) Example of set arc-force dynamic with selected characteristic (5) or (6)
(8) Possible current change with selected characteristic (5) or (6) depending
on the welding voltage (arc length)

(a) Operating point with high arc length
(b) Operating point with set welding current Iy
(c) Operating point with low arc length

The characteristics (4), (5) and (6) shown apply when using a stick electrode
whose characteristic at a certain arc length corresponds to the working line (1).

Depending on the set welding current (I), the intersection (operating point) of the
characteristics (4), (5) and (6) is shifted along the working line (1). The operating
point provides information about the current welding voltage and current weld-
ing current.

With a fixed welding current (I4), the operating point can travel along the charac-
teristics (4), (5) and (6) depending on the current welding voltage. The welding
voltage U depends on the arc length.

If the arc length changes, e.g., according to the working line (2), the operating
point is the point where the corresponding characteristic (4), (5) or (8) intersect
the working line (2).

Applies to characteristics (5) and (6): Depending on the welding voltage (arc
length), the welding current (I) is also lower or higher, with a constant value for

Iy.

Anti-stick

on/off
Factory setting: on

As the arc becomes shorter, the welding voltage may also fall so that the stick
electrode is more likely to stick to the workpiece. This may also cause the stick
electrode to burn out.

Electrode burn-out is prevented by activating the anti-stick function. If the stick
electrode begins to stick, the power source immediately switches the welding
current off. The welding process can be resumed without problems once the
stick electrode has been detached from the workpiece.

Break voltage
Limitation of the welding voltage

20-90V
Factory setting: 20 V

In principle, the arc length depends on the welding voltage. To end the welding
process, a significant lifting of the stick electrode is usually required. The para-
meter allows the welding voltage to be limited to a value, which permits the weld-
ing process to be ended by only slightly lifting the stick electrode.

NOTE!

If the welding process regularly comes to an unintentional end, set the break
voltage parameter to a higher value.
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Process para-
meters for CEL
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AC frequency
Only for AC manual metal arc welding ("Polarity" welding parameter = AC)

40 - 250 Hz
Factory setting: 60 Hz

Starting current time
HotStart

0.0-2.0s
Factory setting: 0.5 s

To obtain the best possible welding result, the HotStart function will sometimes
need to be adjusted.

Advantages:

- Improved ignition properties, even when using electrodes with poor ignition
properties

- Better fusion of parent material in the start phase, therefore less neutraliza-
tion

- Slaginclusions largely avoided

Anti-stick

on/off
Factory setting: on

As the arc becomes shorter, the welding voltage may also fall so that the rod
electrode is more likely to stick to the workpiece. This may also cause the rod
electrode to burn out.

Electrode burn-out is prevented by activating the anti-stick function. If the rod
electrode begins to stick, the power source immediately switches the welding
current off. The welding process can be resumed without problems once the rod
electrode has been detached from the workpiece.

Break voltage
Limitation of the welding voltage

20-90V
Factory setting: 20 V

In principle, the arc length depends on the welding voltage. To end the welding
process, a significant lifting of the rod electrode is usually required. The paramet-
er allows the welding voltage to be limited to a value, which permits the welding
process to be ended by only slightly lifting the rod electrode.

NOTE!

If the welding process regularly comes to an unintentional end, set the break
voltage parameter to a higher value.




Arc air gouging (iWave 500 DC and iWave 500
AC/DC)

Gouging (Arc Air  In arc air gouging, an arc is ignited between a carbon electrode and the work-
Gouging) piece; the base material is melted and blown out with compressed air.
The operating parameters for arc air gouging are defined in a special character-
istic.

Applications:

- Removal of shrink holes, pores, or slag inclusions from workpieces

- Detaching sprues or the processing of entire workpiece surfaces in foundries
- Edge preparation for heavy plates

- Preparation and repair of weld seams

- Finishing of roots or defects

- Production of air gaps

IMPORTANT! Arc air gouging is only possible with steel materials!

Safety /A WARNING!

Danger from incorrect operation and work that is not carried out properly.

This can result in serious personal injury and damage to property.

» All the work and functions described in this document must only be carried
out by technically trained and qualified personnel.

» Read and understand this document in full.

» Read and understand all safety rules and user documentation for this equip-
ment and all system components.

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.

P Secure all devices and components involved so they cannot be switched back
on.

» After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.

Preparation IMPORTANT! A grounding cable with a PowerConnector and a cable cross-sec-
tion of 120 mm? is required for arc air gouging. For other grounding cables, the
OPT/i TPS 2. Positive option must be installed at the power source.
Furthermore, a Dinse PowerConnector adapter is required for the connection of
the gouger.

E Set the power switch to - O -

|E| Unplug the mains plug

E' Remove the MIG/MAG welding torch

Insert the grounding cable into the (-) current socket and lock
E' Connect the other end of the grounding cable to the workpiece
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Arc air gouging
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E' Attach the Dinse PowerConnector adapter to the (+) current socket

Insert the bayonet connector of the arc air gouging torch into the (+) current
socket and twist it clockwise to lock

[8] Connect the compressed air connection of the arc air gouging torch to the
compressed air supply
Working pressure: 5 - 7 bar (constant)

Clamp the carbon electrode so that the electrode tip protrudes approx. 100
mm from the arc air gouging torch;
the air outlet openings of the arc air gouging torch must be at the bottom

Insert the mains plug

/\ CAUTION!

Danger of injury and damage from electric shock.

When the power switch is switched to position - I -, the electrode in the arc air

gouging torch is live.

» Ensure that the electrode is not touching anyone or any electrically conduct-
ive or grounded parts (housing, etc.)

/\ CAUTION!

Risk of personal injury due to loud operating noise.
» Use suitable hearing protection during arc air gouging!

E Set the power switchto - I -

Under Process parameters / Common / TIG / Electrode setup, set the “"Char-
acteristic" parameter to "Gouging" (last entry)

NOTE!

The settings for break voltage and starting current time are ignored.

E' Select OK
Under Welding process / Process, select Electrode

If the MMA welding process is selected, any cooling unit that is present is auto-
matically deactivated. It is not possible to turn it on.

NOTE!

Under certain circumstances, it may not be possible to change the set welding
parameters of a system component - such as wirefeeder or remote control - on
the control panel of the power source.

E' Select "MMA welding"
The arc air gouging parameters are displayed.

Set the main current depending on the electrode diameter as specified on
the electrode packaging



NOTE!

At higher amperages, use both hands to guide the arc air gouging torch!
» Use a suitable welding helmet.

Open the compressed air valve on the arc air gouging torch handle
Initiate the gouging operation

The contact angle of the carbon electrode and gouging speed determine the
depth of a groove.

The parameters for arc air gouging correspond to the welding parameters for
MMA welding, see page 117.
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Multiprocess PRO - MIG/MAG
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Multiprocess PRO

General

System compon-
ents

If the OPT/i TIG MultiProzess PRO option is installed on the power source,
MIG/MAG welding processes are available without restriction in addition to TIG
and MMA welding processes.

Switching between the individual welding processes takes place either:
- Using jobs

- On the control panel of the power source

- Using the torch trigger.

A MultiProzess-PRO-compatible power source can be operated with all iWave
system components and, for the MIG/MAG welding process, with all TPSi system
components.

Example:

iWave 500i AC/DC

+ OPT/i TIG AC MultiProzess PRO

+ CU 1400i Pro/MC cooling unit

+ I-set front water connection

+ Dual head distributor

+ WF 25i MIG/MAG wirefeeder

+ MHPi MIG/MAG welding torch

+ MHP CON interconnecting hosepack
+ CWF 25i TIG cold wire feeder

+ SpeedNet control cable

+ TIGi cold-wire feed

+ TTB / THP TIG welding torch

+ Electrode holder with welding power-
lead

+ Return lead cable

+ TU Cary4 Pro trolley

+ OPT/TU extension cylinder holder TU
Cary4 Pro

NOTE!

For water-cooled welding systems, the coolant connections on the cooling unit

must be doubled: 2x flow connections, and 2x return connections.

» The total hosepack length must not exceed 14 m / 45 feet 11 inches for mul-
tiprocess welding systems.

A MultiProzess-PRO welding system requires only one return lead cable.
With iWave AC power sources, the polarity is reversed automatically when the
welding process is changed.

IMPORTANT! For iWave DC power sources, the return lead cable must be recon-
nected manually when changing processes.
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/\  WARNING!

Danger due to live wire electrode and current sockets!

With MultiProzess-PRO units, the wire electrode and current sockets of a con-
nected MIG/MAG wirefeeder are live even during TIG operation!

If touched this can result in serious personal injury and damage to property.

» Do not touch the wire electrode and current sockets.

» Ensure that the wire electrode and current sockets cannot be touched.




Minimum equipment for MIG/MAG welding

Minimum equip- In addition to the iWave power source, the following components are required for
ment for MIG/MAG welding:
- OPT/i TIG MultiProzess PRO

MIG/MAG weld-
ing - MIG/MAG wirefeeder
- MHP CON MIG/MAG interconnecting hosepack
- MTG MIG/MAG welding torch
- Wire electrode
- MIG/MAG shielding gas supply
- Return lead cable

Additionally required for CMT applications:

- Standard, Pulse, and CMT Welding Packages enabled on the power source
- CMT welding torch incl. CMT drive unit

- CMT wire buffer

- OPT/i PushPull installed in the MIG/MAG wirefeeder

- CMT interconnecting hosepack

Additionally required for water-cooled applications:
- Cooling unit with double coolant connections

The TIG components can remain connected to the power source during
MIG/MAG welding.
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MIG/MAG welding processes

MIG/MAG pulse
synergic welding

MIG/MAG
standard syner-
gic welding

PMC process

LSC process

SynchroPulse
welding

CMT process
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MIG/MAG pulse synergic welding is a pulsed arc process with a controlled mater-
ial transfer.

In the base current phase, the energy input is reduced to such an extent that the
arc barely burns steadily and the surface of the workpiece is preheated. In the
pulsing current phase, an accurately timed current pulse guarantees a precise
detachment of the weld material droplet.

This principle guarantees low-spatter welding and precise operation throughout
the entire power range.

MIG/MAG standard synergic welding is a MIG/MAG welding process covering the
entire power range of the power source with the following arc types:

Dip transfer arc
Droplet transfer occurs in the lower power range during the short circuit.

Intermediate arc
The droplet increases in size at the end of the wire electrode and is transferred in
the mid power range during the short circuit.

Spray arc
A short circuit-free transfer of material in the high power range.

PMC = Pulse Multi Control

PMC is a pulsed arc welding process with fast data processing, precise process
condition detection, and improved droplet detachment. Faster welding with a
stable arc and uniform penetration is possible.

LSC = Low Spatter Control

LSC is a low-spatter dip transfer arc process. Before the short-circuit bridge is
broken, the current is lowered and reignition occurs at significantly lower welding
current values.

SynchroPulse is available for all process (Standard / Pulse / LSC / PMC).

The cyclic change of the welding power between two operating points with Syn-
chroPulse achieves a finely rippled weld appearance and a non-continuous heat
input.

CMT = Cold Metal Transfer
A special CMT drive unit is required for the CMT process.
The reversing wire movement in the CMT process results in droplet detachment

with improved dip transfer arc properties.
The advantages of the CMT process are:



CMT Cycle Step
welding process

SlagHammer

Stitch welding

- Low heatinput

- Reduced spattering

- Emissions reduction

- High process stability

The CMT process is suitable for:

- Joint welding, overlay welding, and brazing, specifically with high demands in
terms of heat input and process stability

- Light gauge sheet welding with low distortion

- Special joints, e.g., copper, zinc, steel/aluminum

NOTE!

A CMT reference book with sample applications is available,
ISBN 978-3-8111-6879-4.

CMT Cycle Step is a further development of the CMT welding process. It also re-
quires a special CMT drive unit.

CMT Cycle Step is the welding process with the lowest heat input.

The CMT Cycle Step welding process alternates cyclically between CMT welding
and pauses of an adjustable duration.

The welding pauses mean there is less heat input, while the continuity of the
weld is maintained.

Individual CMT cycles are also possible. The size of the CMT welding spots is de-
termined by the number of CMT cycles.

The SlagHammer function is implemented in all steel characteristics.

In conjunction with a CMT drive unit WF 60i CMT, slag is knocked off the weld
seam and wire electrode end by a reversing wire movement without arc before
welding.

Knocking off the slag ensures reliable and precise ignition of the arc.

A wire buffer is not required for the SlagHammer function.
The SlagHammer function is automatically executed if a CMT drive unit is
present in the welding system.

- An active SlagHammer function is displayed in the status bar below the
SFIicon.

With stitch welding, all welding processes can be interrupted cyclically. As such,
the heat input is controlled in a targeted manner.

The welding time, pause time and the number of interval cycles can be set indi-
vidually (e.g. for producing a rippled weld seam, for tacking thin sheets or, in the
case of longer pause times, for simple, automatic spot welding operation).

Stitch welding is possible with every operating mode.

In special 2-step mode and special 4-step mode, no interval cycles are executed
during the start and end phases. The interval cycles are only executed in the
main process phase.
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WireSense

ConstantWire
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WireSense is an assistance process for automated applications in which the wire
electrode acts as a sensor.

The wire electrode can be used to check the component position before each
weld, real sheet edge heights and their position are reliably detected.

Advantages:

- Respond to real component deviations

- No re-teaching means time and cost savings
- No calibration of TCP and sensor necessary

WireSense requires CMT hardware:
WEF 60i Robacta Drive CMT, SB 500i R with wire buffer or SB 60i R, WFi REEL
unreeling device

The CMT Welding Package is not required for WireSense.

ConstantWire is used in laser brazing and other laser welding applications.

The welding wire is fed to the soldering or weld pool, ignition of an arc is preven-
ted by controlling the wire speed.

Applications in constant current (CC) and constant voltage (CV) operation are
possible.

The welding wire can be fed either energized for hot wire applications or de-ener-
gized for cold wire applications.



MIG/MAG Welding Packages

General

Welding Pack-
ages

The power sources have a number of different Welding Packages, welding char-
acteristics and welding processes so that the broadest range of materials can be
effectively processed.

The following Welding Packages are available for the iWave power sources:

Welding Package Standard
4,066,012
(enables MIG/MAG standard synergic welding)

Welding Package Pulse
4,066,013
(enables MIG/MAG pulse-synergic welding)

Welding Package LSC *
4,066,014
(enables the LSC process)

Welding Package PMC **
4,066,015
(enables the PMC process)

Welding Package CMT ***
4,066,016
(enables the CMT process)

Welding Package ConstantWire
4,066,019
(enables constant current or constant voltage operation during brazing)

*

only in combination with Welding Package Standard

only in combination with Welding Package Pulse

e only in combination with Welding Package Standard and Welding Package
Pulse

*%

IMPORTANT! On a power source without any Welding Packages, only MIG/MAG
standard manual welding is available.
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MIG/MAG welding characteristics

Welding charac-
teristics
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Depending on the welding process and shielding gas combination, various pro-
cess-optimized welding characteristics are available when selecting the filler
metal.

Examples of welding characteristics:

- MIG/MAG 3700 PMC Steel 1,0mm M21 - arc blow *
- MIG/MAG 3450 PMC Steel 1,0mm M21 - dynamic *
- MIG/MAG 3044 Puls AlMg5 1.2 mm I1 - universal *

- MIG/MAG 2684 Standard Steel 0.9 mm M22 - root *

The welding process suffix (*) provides information about special properties and
the use of the welding characteristic.
The characteristics are described as follows:

Name
Process
Properties

AC additive V)
PMC, CMT

Bead to bead welding characteristic for adaptive structures
The characteristic changes polarity cyclically to keep heat input low and achieve
more stability with a higher deposition rate.

AC heat control V)
PMC, CMT

The characteristic curve changes polarity cyclically to keep the heat input into
the component low. The heat input into the component can be additionally con-
trolled by appropriate correction parameters.

AC universal
PMC, CMT

The characteristic changes polarity cyclically to keep the heat input into the
component low and is highly suitable for all common welding tasks.

additive
CMT

Characteristics with reduced heat input and more stability with higher deposition
rate for bead to bead welding of adaptive structures

ADV 2
CMT

Also required:
Inverter module for an alternating current process
Negatively poled process phase with less heat input and higher deposition rate

ADV 2
LSC



Also required:
Electronic switch for current interruption
Maximum current reduction by opening the circuit in any desired process phase

only in connection with TPS 400i LSC ADV

ADV braze
CMT

Characteristics for brazing processes (reliable wetting and good flow of braze
material).

Hardly any welding spatter is produced in the dip transfer arc area. The charac-
teristic is well suited for long hosepacks and return lead cables.

arc blow
PMC

Characteristic for avoiding arc breaks due to arc blow.

ADV root
LSC Advanced

Characteristics for root passes with powerful arc
Hardly any welding spatter is produced in the dip transfer arc area. The charac-
teristic is well suited for long hosepacks and return lead cables.

ADV universal
LSC Advanced

Characteristic for all common welding tasks, with hardly any welding spatter in
the dip transfer arc area. The characteristic is well suited for long hosepacks and
return lead cables.

arcing
Standard

Characteristics for a special form of hardfacing on dry and wet substrates
(e.g., on crushing rollers in the sugar and ethanol industries)

base
standard

Characteristics for a special form of hardfacing on dry and wet substrates
(e.g., on crushing rollers in the sugar and ethanol industries)

braze
CMT, LSC, PMC

Characteristic for brazing processes (reliable wetting and good flow of braze ma-
terial).

braze+
CMT

Characteristic for brazing processes with the special Braze+ gas nozzle and high
brazing speed (gas nozzle with narrow opening and high flow rate)

CC/CcVv
Ccc/ev

Constant current or constant voltage characteristic for power supply operation
of the power source, a wirefeeder is not required.
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cladding
CMT, LSC, PMC

Characteristics for overlay welding with low penetration, low dilution, and wide
weld seam flow for improved wetting

constant current
PMC

Constant current characteristic
for applications where no arc length control is required (no compensation adjust-
ment for stick out changes)

CW additive
PMC, ConstantWire

Characteristic with constant wire speed curve for the additive manufacturing
process

With this characteristic, no arc is ignited, the welding wire is only fed as filler
metal.

dynamic
CMT, PMC, Puls, Standard

Characteristic for deep penetration and reliable root formation at high welding
speeds

dynamic +
PMC

Characteristic with short arc length for high welding speeds with arc length con-
trol independent of the material surface.

edge
CMT

Characteristic for welding corner seams with targeted energy input and high
welding speed

flanged edge
CMT

Characteristic for welding flanged welds with targeted energy input and high
welding speed

galvanized
CMT, LSC, PMC, Puls, Standard

Characteristics for galvanized sheet surfaces (low risk of zinc pores and reduced
penetration)

galvannealed
PMC

Characteristics for iron-zinc coated material surfaces

gap bridging
CMT, PMC

Characteristic for best gap-bridging ability due to very low heat input

hotspot
CMT



Characteristic with hot start sequence, especially for plug welds and MIG/MAG
spot welds

mix 2)/3)
PMC

Also required:
Welding Packages Pulse and PMC

Characteristic for the generation of a rippled weld seam.
The heat input into the component is specifically controlled by the cyclic process
change between pulse and dip transfer arc.

LH fillet weld
PMC

Characteristics for LaserHybrid fillet weld applications
(laser + MIG/MAG process)

LH flange weld
PMC

Characteristics for LaserHybrid corner weld applications
(laser + MIG/MAG process)

LH Inductance
PMC

Characteristics for LaserHybrid applications with high welding circuit inductance
(laser + MIG/MAG process)

LH lap joint
PMC, CMT

Characteristics for LaserHybrid lap joint applications
(laser + MIG/MAG process)

marking
Characteristics for marking conductive surfaces

Characteristic for marking electrically conductive surfaces.
Marking is performed by low power spark erosion and reversing wire movement.

mix 2)/3)
CMT

Additionally required:
CMT drive unit WF 60i Robacta Drive CMT
Welding Packages Pulse, Standard and CMT

Characteristic for creating a rippled weld seam.
The heat input into the component is specifically controlled by the cyclic process
change between pulsed arc and CMT.

mix drive 2)
PMC

Additionally required:

PushPull drive unit WF 25i Robacta Drive or WF 60i Robacta Drive CMT
Welding Packages Pulse and PMC

Characteristic for producing a rippled weld seam by cyclic process interruption

of the pulse arc and an additional wire movement
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multi arc
PMC

Characteristic for components being welded by multiple interacting arcs Well
suited for increased welding circuit inductance or mutual welding circuit coup-
ling.

open root
LSC, CMT

Characteristic with powerful arc, especially suitable for root pass with air gap

PCS 3
PMC

The characteristic changes directly from the pulsed arc to a concentrated spray
arc above a certain power. The advantages of pulsed and spray arcs are combined
in one characteristic.

PCS mix
PMC

The characteristic changes cyclically between a pulsed or spray arc and a dip
transfer arc, depending on the power range. It is especially suitable for vertical-
up seams due to the alternating hot and cold supporting process phase.

pin
CMT

Characteristic for welding wire pins to an electrically conductive surface
The retraction movement of the wire electrode and the set current curve pro-
gression define the appearance of the pin.

pin picture
CMT

Characteristic for welding wire pins with spherical ends onto an electrically con-
ductive surface, especially for creating pin pictures.

pin print
CMT

Characteristic for writing texts, patterns or markings on electrically conductive
component surfaces
Writing takes place by placing individual dots the size of a welding droplet.

pin spike
CMT

Characteristic for welding wire pins with pointed ends onto an electrically con-
ductive surface.

pipe
PMC, Puls, Standard

Characteristics for pipe applications and positional welding on narrow gap ap-
plications

pipe cladding
PMC, CMT

Characteristics for the overlay welding of outer pipe claddings with low penetra-
tion, low dilution, and wide seam flow



retro
CMT, Puls, PMC, Standard

The characteristic has the same welding properties as the predecessor TransPuls
Synergic (TPS) device series.

ripple drive 2)
PMC

Additionally required:
CMT drive unit WF 60i Robacta Drive CMT

Characteristic for producing a rippled weld seam by a cyclic process interruption
of the pulsed arc and an additional wire movement.
The seam rippling is similar to that of TIG welds.

root
CMT, LSC, Standard

Characteristics for root passes with powerful arc

seam track
PMC, Puls

Characteristic with amplified current control, especially suitable for the use of a
seam tracking system with external current measurement.

TIME
PMC

Characteristic curve for welding with very long stick out and T.I.M.E shielding
gases to increase the deposition rate.
(T.I.M.E. = Transferred Ionized Molten Energy)

TWIN cladding
PMC

MIG/MAG tandem welding characteristics for overlay welding with low penetra-
tion, low dilution and wide weld flow for improved wetting

TWIN multi arc
PMC

MIG/MAG tandem characteristic for components being welded by multiple inter-
acting arcs. Well suited for increased welding circuit inductance or mutual weld-
ing circuit coupling.

TWIN PCS
PMC

The MIG/MAG tandem characteristic changes from the pulsed arc directly to a
concentrated spray arc above a certain power. The two arcs are not synchronized.

TWIN universal
PMC, Puls, CMT

MIG/MAG tandem characteristic for all common welding tasks, optimized for the
mutual magnetic interaction of the arcs. The two arcs are not synchronized.

universal
CMT, PMC, Puls, Standard

The characteristic is very well suited for all common welding tasks.
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weld+
CMT

Characteristics for welding with short stick out and the Braze+ gas nozzle (gas
nozzle with small orifice and high flow rate)

1) Only in conjunction with iWave AC/DC MultiProcess power sources
2) Welding characteristics with special properties due to additional hardware
3) Mixed process characteristics
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Status bar for MIG/MAG welding

Status bar G «. ‘ AlM : G
g5 universal | §- - vz R L ; 07:53
2 ‘ 11100%Ar @ 1.2mm | @ 2 e Wadmin 200 o

PMC 2-step

@ (3) @ [ele] @ | @]

The status bar is divided into segments and contains the following information:

(1) Currently selected welding process

(2) Currently selected operating mode

(3)  Currently set welding program
(material, shielding gas, characteristic, and wire diameter)

(4) Display process functions

Arc length stabilizer

Penetration stabilizer

= [@ m

SynchroPulse
ES,, Spatter Free Ignition, SlagHammer, SFI Hotstart
EMI CMT Cycle Step (only in conjunction with CMT welding process)

- Interval

Symbol lights up green:

Process function is active

Icon is gray:

Process function is available but not used for welding

(5) Bluetooth/WLAN status display (only on certified devices)
- Symbol lights up blue:
active connection to a Bluetooth participant
- Iconis gray:
Bluetooth participant detected, no active connection

or
Display intermediate arc

E

(6) only in TWIN mode:
Power source number, LEAD / TRAIL / SINGLE
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only in operation with a dual-head wirefeeder WF 25i Dual:
currently selected welding process line

With Teachen, Touchsensing, and WireSense:

Teaching - active operation

Teaching - contact with workpiece detected

TouchSensing - active operation

TouchSensing - contact with workpiece detected

WireSense - active operation

WireSense - edge detected

BPEEARE

(7) Currently logged in user (when user management is activated)
or

the key symbol when the power source is switched off
(e.g., if profile/role "locked" is activated)

(8) Time and date

NOTE!

The following functions can be selected and set directly in the status bar:
(1) Welding process

(2) Operating mode

(3) Property of the welding characteristic (e.g. dynamic, root, universal, etc.)
(4) SynchroPulse, Spatter Free Ignition, CMT Cycle Step, Interval

» Touch the desired function in the status bar and set it in the window that
opens.
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Status bar - cur-
rent limit
reached

= < I = ¢ ©
e g e p[En
e e e

universal O dynamic

e

Information

For the characteristic of the welding curve (3) and for SynchroPulse, SFI, etc. (4)
additional information can be called up via the respective buttons.

If the characteristic-dependent current limit is reached during MIG/MAG weld-
ing, a corresponding message is displayed in the status bar.

A\ Current limit exceeded! S
Welding R

p— 205, 11.5...  115..
= s 0.00..

Welding process Save as

E Select the status bar for detailed information
The information is displayed.

|z| Select "Hide information" to exit
E' Reduce wire speed, welding current, welding voltage or material thickness

or
increase distance between contact tip and workpiece

For more information on the current limit, refer to the section Fault diagnosis /
troubleshooting on page 288
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MIG/MAG Operating Modes

General

Symbols and ex-
planations

148

/\  WARNING!

Danger from incorrect operation.

Possible serious injury and damage to property.

» Do not use the functions described here until you have read and completely
understood these Operating Instructions.

» Do not use the functions described here until you have fully read and under-
stood all of the Operating Instructions for the system components, in partic-
ular the safety rules!

See the Setup menu for information on settings, setting range and units of meas-
urement for the available parameters.

&) “ohy T

Press the torch trigger | Hold the torch trigger | Release the torch trigger

GPr
Gas pre-flow time

I-S
Starting-current phase: rapid heating of the base material despite high heat dis-
sipation at the start of welding

t-S
Starting current duration

Ai:s

Starting arc length correction

SL1
Slope 1: continuous reduction of the starting current to the welding current

I
Welding current phase: even heat input into the base material whose temperat-
ure is raised by the advancing heat

I-E

Final current phase: to avoid local overheating of the base material caused by
heat accumulation at the end of welding. This prevents possible sagging of the
weld seam.

t-E
Final current duration




AE

End arc length correction

SL2
Slope 2: continuous reduction of the welding current to the final current

GPo
Gas post-flow

SPt
Spot welding time

Detailed explanation of the parameters in the chapter Process parameters.

2-step mode

/Y v

|

GPr GPo

"2-step mode" is suitable for

- Tacking work

- Short weld seams

- Automatic and robot operation

4L4-step mode

&
0

| A [

Y

- ~ —

GPr GPo

"4#-step mode" is suitable for longer weld seams.
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Special 4-step

mode f‘:l
]

3
3
3

b

I-E

e

Y

SL2

t-E  GPo

"Special 4-step mode" is ideal for welding aluminum materials. The high thermal
conductivity of aluminum is taken into account by the special welding current

profile.

Special 2-step

mode fIFI

Y o

I-E

ke

>L > >

>l ;‘

Tt

GPr tS SL1

SL2

t-E  GPo

"Special 2-step mode" is ideal for welding in higher power ranges. In special 2-
step mode, the arc starts at a lower power, which makes it easier to stabilize.
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Spot welding

GPr SPt

The "Spot welding" mode is suitable for welded joints on overlapped sheets.
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Preparing for MIG/MAG welding

Safety

Correct routing
of the intercon-
necting hosep-
ack

152

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.

» Secure all devices and components involved so they cannot be switched back
on.

/\  WARNING!

Danger of electrical current due to electrically conductive dust in the device.

This can result in severe personal injury and damage to property.

» Only operate the device if an air filter is fitted. The air filter is a very import-
ant safety device for achieving IP 23 protection.

/\ CAUTION!

Risk of damage to welding system components due to overheating caused by an

incorrectly routed interconnecting hosepack.

» Do not form any loops when routing the interconnecting hosepack

» Do not cover the interconnecting hosepack

» Do notwind the interconnecting hosepack as you get near the gas cylinder
and do not wrap it around the gas cylinder




Context

Correct routing of the interconnecting hosepack

IMPORTANT!

The duty cycle values (D.C.) of the interconnecting hosepack can only be
achieved if the hosepack is correctly routed.

If the routing of a interconnecting hosepack changes, carry out an R/L align-
ment (see page 108)!

Magnetically compensated interconnecting hosepacks enable routing
changes to be made without changing the welding circuit inductance.
Magnetically compensated interconnecting hosepacks are available from
Fronius in lengths of 10 m and above.

The power source is built for TIG welding:

Cooling unit, power source, and trolley options are assembled on the trolley.
The TIG welding torch is connected to the power source and to the front of
the cooling unit.

The return lead cable is connected to the power source.

The TIG shielding gas supply is connected to the power source.

NOTE!

All TIG components connected to and set up on the power source can remain on
the power source.
The TIG components do not need to be terminated for MIG/MAG welding.
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Setting up NOTE!
MIG/MAG sys- .
tem components  For details on mounting or connecting the MIG/MAG components, refer to the

(overview) Installation Instructions and Operating Instructions of the respective system
components.

Switch off the power source, disconnect it from the grid, and secure it
against being switched on again

Set up components required for MIG/MAG welding on the trolley (e.g., swivel
pin holder, Duo gas cylinder holder, etc.)

Fix the strain-relief devices of the interconnecting hosepack to the trolley
and to the wirefeeder

Connect the MIG/MAG wirefeeder to the power source using the intercon-
necting hosepack
(current, SpeedNet, coolant)

IMPORTANT! Observe the correct routing of the interconnecting hosepack!
For details see from page 152.

E Connect MIG/MAG shielding gas supply to wirefeeder

When using gas cylinders:

/\  WARNING!

Danger of severe injury and damage to property if gas cylinders fall over.

» Place gas cylinders on a solid, level surface so that they remain stable.
Secure gas cylinders to prevent them from falling over.

» Observe the safety rules of the gas cylinder manufacturer.

If the MIG/MAG gas cylinder is to be mounted on the trolley in addition to
the TIG gas cylinder, the Duo gas cylinder holder option is required.

E' Connect MIG/MAG welding torch to wirefeeder

Insert feed rollers corresponding to the MIG/MAG application into the
wirefeeder

Set up suitable wear parts for the MIG/MAG application on the welding torch
E' Insert wirespool or basket-type spool and its adapter into the wirefeeder
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Establish the ground earth connection

For iWave AC/DC power sources, use the connected return lead cable.
The power source automatically reverses the polarity of the return lead cable
when the welding process is changed.

For iwave DC power sources, manually reconnect the return lead cable to
the second current socket on the rear of the power source.

IMPORTANT! For optimum weld properties, route the return lead cable as
close as possible to the interconnecting hosepack.

/\ CAUTION!

Impaired welding results due to a ground earth connection being shared by
several power sources!

If several power sources are all welding one component, a common ground
earth connection can have a significant effect on the welding results.

» Disconnect welding circuits!

» Provide a separate ground earth connection for each welding circuit!

» Do not use a common grounding cable!

Further details on the correct routing of the return lead cable from page 70.

Connect the power source to the grid and switch on
E' Feed in the wire electrode

E' Set the contact pressure

Adjust the brake

Perform R/L adjustment
For details, see from page 184.
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MIG/MAG and CMT welding

Safety

Setting the
welding process
and operating
mode via the
status bar

156

/\  WARNING!

Danger from incorrect operation and work that is not carried out properly.

This can result in serious personal injury and damage to property.

» All the work and functions described in this document must only be carried
out by technically trained and qualified personnel.

» Read and understand this document in full.

» Read and understand all safety rules and user documentation for this equip-
ment and all system components.

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.

» Secure all devices and components involved so they cannot be switched back
on.

» After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.

Steel universal 5 10:23
M21 ArCo2 2 1.2mm 06.04.23

E Select the symbol for the welding process in the status bar
An overview of the welding processes is displayed.

NOTE!

Depending on the device type, equipment, and available WeldingPackages, the
number and sequence of the welding processes displayed may vary.




MMA/SMAW

=\ universal
Standard ‘ M21 ArCO2 2 1.2mm

E' Select the symbol for the operating mode in the status bar
An overview of operating modes is displayed.

NOTE!

Depending on the device type, equipment, and available WeldingPackages, the
number and sequence of the operating modes displayed may vary.

2-step mode 4-step mode

L R

Special 2-step mode

S

Spot welding

4-step

Select the desired operating mode

157



Setting the The welding process and operating mode can alternatively be set via the menu
welding process bar.
and operating

mode via the NOTE!

menu bar
Depending on the device type, equipment, and available WeldingPackages, the
number and sequence of the welding processes displayed may vary.

m\ “ AlMg 5 universal 09:19
I1 100% Ar 2 1.2mm 09.05.23

Pulse 4-step

Welding Process

MIG/MAG Pulse-Synergic MIG/MAG Standard-Synergic

.1 ﬂ\‘.@ﬂ\o

Welding process G
MIG/MAG PMC AIG/MAG LSC 2] MASE

= G\ B O - EEE

S —
Prow Job mode Filler metal
paramete)

= e e o

e

Defaults ConstantWire

Next page

QT L\ O -

E Select "Welding process"
E| Select "Process"

An overview of the welding processes is displayed.
Various welding processes are available depending on the type of power source
or the function package installed.

E| Select the desired welding process

m\ ‘. . AlMg 5 universal y 11:22

Pulse 2-step I1 100% Ar @ 1.2mm e 26.01.21

Welding Process

2-step mode 4-step mode

13 t O

Special 2-step mode ial 4-step mode

e Bl O

Process Spot welding &cr metal
parametefs

= 000 II"'I .

——
4-step

Defaults

S|
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Select "Mode"

An overview of operating modes is displayed:
- 2-step mode

- 4-step mode

- Special 2-step mode

- Special 4-step mode

- Spot welding

E| Select the desired operating mode

S_eleCtmg the @& ‘. ‘ AlMg 5 universal 11:30
filler metal and i 2.step 11 100% Ar @ 1.2mm ‘ 26.01.21
shielding gas Welding Process

The following filler metal is selected:

- -AlMg 5 e&nn
-1.2mm
Welding process - 11 100% Ar

Properties
- CMT 3804 universal tt

LLiiLy

- PMC 3045 universal
Procefs Puls 3044 universal Filler metal
g - Standard 2612 universal .
. £ l[lllll

Defaults E

Change material settings

E Select "Welding process"

E' Select "Filler metal"

E| Select "Change material settings"

Turn the selection dial and select the desired filler metal
E' Select "Next"/press the selection dial

|E| Turn the selection dial and select the desired wire diameter
Select "Next"/press the selection dial

Turn the selection dial and select the desired shielding gas
E Select "Next"/press the selection dial

NOTE!

The available characteristics for each process are not displayed if only one char-
acteristic is available for the selected filler metal.

The confirmation step of the filler metal wizard follows directly, steps 10 - 14 are
omitted.

Turn the selection dial and select the desired process
@ Press the selection dial to select the desired characteristic (blue background)
E' Turn the selection dial and select the desired characteristic

Press the selection dial and accept the selected characteristic (white back-
ground)
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Select "Next"

The confirmation step of the filler metal wizard is displayed:
E' Select "Save"/press the selection dial

The selected filler metal and associated characteristics for each process are
saved.

setting the m\ . ', Steel universal
welding para- Pulse

meters Welding
“.‘ 0 A 1 8 - 3 et 99-9 m/min

& 0.0, 0.00..
Welding proc n Save as

Job

Wire Feed Speed _@

M21 ArCO2 2 1.2mm

2-step

Process
parameters

Defaults Full screen

L3R,
e N

Select "Welding"
E' Turn the selection dial to select the desired welding parameter
E' Press the selection dial to change the parameter

The value of the parameter is displayed as a horizontal scale, the parameter is il-
lustrated by means of an animated graphic:

e.g., parameter welding current

The selected parameter can now be changed.

Change the parameter by turning the selection dial

The new parameter value is applied immediately.

If one of the wire feed speed, sheet thickness, welding current, or welding

voltage parameters is changed during Synergic welding, all the other parameters
are immediately modified accordingly.

160



Adjusting the
quantity of
shielding gas

E' Press the selection dial to access the welding parameters overview

If necessary, set the process parameters for user- or application-specific set-
tings on the welding system

NOTE!

If there is a WF 25i Dual dual-head wirefeeder in the welding system, set the
welding parameters and process parameters for both welding process lines sep-
arately.

Select the currently selected weld-

universal ing process line in the status bar

@ 1.2mm
Set welding parameters and pro-

cess parameters for both welding
process lines

Welding process line 1

<1

Welding process line 2

2

E' Open the gas cylinder valve
|z| Press the Gas-test button

Gas flows out.

The "Gas purging" dialog box appears on the display, indicating the remaining
gas purging duration. If there is a gas regulator or gas sensor in the welding
system, the actual gas value is also displayed.

Turn the adjusting screw on the bottom of the gas pressure regulator until
the manometer displays the desired quantity of shielding gas

Press the Gas-test button

The gas flow stops.
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MIG/MAG or &N, 13 AlMg 5 universal 07:51
CMT welding 11 100% Ar ? 1.2mm 21.04.23

Pulse 2-step
Welding

-\ 0. 223. 0.0

« 0.0. 0.00 «

«

Welding proces% n

Q Current
[ JOB N

Process

v b4 ¥
parameters /lA/A L

—_—

i 9.6 0.0
Defaults Full screen

L3R,
e N

Select "Welding" to display the welding parameters

/\  WARNING!

Danger due to emerging wire electrode.

Serious personal injuries may result.

» Hold the welding torch so that the tip of the welding torch points away from
the face and body.

Wear suitable protective goggles.

Do not point the welding torch at people.

Ensure that the wire electrode can only intentionally make contact with elec-
trically conductive objects.

vvyy

E' Press the torch trigger and start welding

Each time at the end of welding, the welding data are saved depending on the
setting; Hold or Mean is shown on the display (see also page 228).

NOTE!

Under certain circumstances, it may not be possible to change the set welding
parameters of a system component - such as wirefeeder or remote control - on
the control panel of the power source.
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Spot welding and stitch welding

Spot welding

universal ) 07:51
@ 1.2mm ” 26.08.21

@, $s AlMg
MIG Pulse 4-step 1110
TIG welding Process

TG TIG-Coldwire

-\ am\ O - -

Welding process Mode
MMAISMAW

=N L\ O

2]
X

[ JOB N
«
P’O& Job mode
parameterS

— 0 @A O

MIG/IMAG Pulse-Synergic

e ZE

Next page

o

e
——

Defaults MIGIMAG Standard-Synergic

E Select "Welding process"
E' Select "Process"
E| Select the desired welding process

m\ (X X AlMg 5
MIG Pulse Spot 1110
Welding

2-step mode
— | R
LLCLL

Welding process
Special 2-step mode

S

Process Spot welding
parameters

: (XY
= M
4-step
v
«
Defaults

=] -

Select "Mode"
E' Select "Spot welding"

E' Select "Process parameters"

universal
@ 1.2mm

4-step mode

O L %

Special 4-step mode

O [N
©

11:55
26.01.21

Process

O

&10! metal
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NN
MIG Pulse
Welding

e0e® |AMgS
— 11 100% Ar

Weld-Start /
Weld-End

M

universal
@ 1.2mm
Common
TIGIMMAICEL
(L]

Gas-Setup

[ R
Synchropulse
Jlr 2

CMT Cycle Step
cMT

Welding process Common

GMAW
waae

P—]

Process control
®: 4 -

Process mix

w

Process
parameters
—

—
s

ponents &
Monitoring

Defaults

=)

* Displayed only when the OPT/i CMT Cycle Step option is present on the power source. In TWIN
mode, the TWIN Process control button is displayed after the Process Mix button. In this case, the
Spot welding button is on the next page.

RIL-check |
alignment
-'I:—-"z

Spot welding
)

'Q.O

Select "General MIG/MAG"
Select "Spot welding"

The spot welding time parameter is displayed.

Enter the desired value for the spot welding time: Press and turn the selec-
tion dial

Setting range: 0.1 - 10.0 s
Factory setting: 1.0 s

Apply value with OK

NOTE!

4-step mode is set by default for spot welding.

Press torch trigger - The spot welding process runs until end of the spot welding

time - pressing again stops spot welding prematurely

» The spot welding parameter can be changed to 2-step under Defaults / Sys-
tem / Mode Setup
(further information on 2-step and 4-step mode for spot welding can be
found from page 239 onwards)

E' Select filler metal, wire diameter, and shielding gas
@ Open the gas cylinder valve
@ Adjust the quantity of shielding gas
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Stitch welding

/\  WARNING!

Danger due to emerging wire electrode.

Serious personal injuries may result.

» Hold the welding torch so that the tip of the welding torch points away from
the face and body.

Wear suitable protective goggles.

Do not point the welding torch at people.

Ensure that the wire electrode can only intentionally make contact with elec-
trically conductive objects.

vvyy

Spot welding
Procedure for creating a welding spot:

E Keep the welding torch vertical

E| Press and release the torch trigger

E' Maintain the position of the welding torch
Wait for the gas post-flow time

E' Raise the welding torch

NOTE!

The selected weld start and weld end parameters are also active when spot

welding.

» Under Process parameters / General MIG/MAG / Weld-Start/Weld-End, a
weld start/weld end treatment can thus be stored for spot welding.

» If final current time is active, the end of welding is not after the set spot
welding time, but only after the set slope and final current times have
elapsed.

Select the desired welding process:

- via the status bar - see from page 156
or

- via the menu bar - see from page 158

Select the operating mode for stitch welding:
- via the status bar - see from page 156

or
- via the menu bar - see from page 158

E' Select the filler metal, wire diameter, and shielding gas

Set the desired welding parameters depending on the selected welding pro-
cess
E' Activate stitch welding:
Select the process functions display in the status bar
2. Selectinterval
or
1. Under Process parameters / Common / Interval set the Interval para-
meter to "on"

Stitch welding is activated, the Interval display lights up in the status bar.
Set the other parameters for stitch welding:

Stitch welding time, interval pause time, interval cycles
Open the gas cylinder valve
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Adjust the quantity of shielding gas

/\  WARNING!

Danger due to emerging wire electrode.

Serious personal injuries may result.

» Hold the welding torch so that the tip of the welding torch points away from
the face and body.

Wear suitable protective goggles.

Do not point the welding torch at people.

Ensure that the wire electrode can only intentionally make contact with elec-
trically conductive objects.

vvyy

E Stitch welding
Procedure for stitch welding:

E Keep the welding torch vertical

Depending on the set operating mode:
Press and hold the torch trigger (2-step mode)
Press and release the torch trigger (4-step mode)

E' Maintain the position of the welding torch
Wait for the welding interval
E' Position the welding torch at the next point

To stop stitch welding, depending on the set operating mode:
Release the torch trigger (2-step mode)
Press and release the torch trigger (4-step mode)

Wait for the gas post-flow time
Raise the welding torch

Notes on stitch welding

For PMC characteristics, the setting of the SFI parameter influences the re-igni-
tion behavior in interval operation:

SFI=o0n
Re-ignition occurs with SFI.

SFI = off
Re-ignition takes place by means of touchdown ignition.

For aluminum alloys, SFI is always used for pulse and PMC ignition. SFI ignition
cannot be deactivated.

If the SlagHammer function is stored on the selected characteristic, faster and
more stable SFI ignition takes place in conjunction with a CMT drive unit and a
wire buffer.



MIG/MAG and CMT welding parameters

Welding para- For MIG/MAG pulse synergic welding and PMC welding, the following welding
meters for parameters can be set and displayed under "welding":
MIG/MAG pulse
synergic welding
and PMC weld- Wire speed 1)
ing
0.5 - max 2)3) m/min / 19.69 - max 2)3) ipm.

Material thickness )

0.1-30.0mm 2 /0.004 -1.18 2 in.

Current ) [A]
Setting range: depends on the selected welding process and welding program

Before welding begins, the device automatically displays a standard value based
on the programmed parameters. The actual value is displayed during welding.

Arc length correction
For correcting the arc length;

-10 - +10
Factory setting: O

- ... shorter arc length
O ... neutral arc length
+ ... longer arc length

Pulse correction
For correcting the pulse energy in the pulsed arc

-10 - +10
Factory setting: O

- ... lower droplet detachment force
O ... neutral droplet detachment force
+ ... increased droplet detachment force

NOTE!

SynchroPulse can be activated via the status bar.

(see page 145)

» If SynchroPulse is activated, the SynchroPulse parameters are also dis-
played with the welding parameters.
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Welding para-
meters for
MIG/MAG
standard syner-
gic welding, LSC
welding, and
CMT welding

168

For MIG/MAG standard synergic welding, LSC welding, and CMT welding, the
following welding parameters can be set and displayed in the "welding paramet-
ers" menu item:

Wire speed ¥

0.5 - max 2)3) m/min / 19.69 - max 2)3) jpm.

Material thickness )

0.1-30.0 mm 2/ 0.004 - 1.18 2 in.

Current ) [A]
Setting range: depends on the selected welding process and welding program

Before welding begins, the device automatically displays a standard value based
on the programmed parameters. The actual value is displayed during welding.

Arc length correction
For correcting the arc length;

-10 - +10
Factory setting: O

- ... shorter arc length
O ... neutral arc length
+ ... longer arc length

Dynamic correction
for setting the short circuit current and the current to short-circuit breakup

-10 - +10
Factory setting: O

-10
harder arc (higher current in case of short circuit breakup, increased welding
spatter)

+10
softer arc (lower current in case of short circuit breakup, reduced welding spatter
formation)

NOTE!

SynchroPulse can be activated via the status bar.

(see page 145)

» If SynchroPulse is activated, the SynchroPulse parameters are also dis-
played with the welding parameters.




Welding para-
meters for
MIG/MAG
standard manual
welding

Explanation of
footnotes

For MIG/MAG standard manual welding, the following welding parameters can
be set and displayed in the "Welding" menu item:

Voltage 1) [V]
Setting range: depends on the selected welding process and welding program

Before welding begins, the device automatically displays a standard value based
on the programmed parameters. The actual value is displayed during welding.

Wire speed %)
To set a harder and more stable arc

0.5 - max 2) m/min / 19.69 - max 2) ipm.

Arc-force dynamic:
For influencing the short-circuiting dynamic at the instant of droplet transfer

O0-10
Factory setting: 1.5

O ... harder and more stable arc
10 ... softer and low spatter arc

1) Synergic parameters
If a synergic parameter is changed, all other synergic parameters are
automatically set as well due to the synergic function.

The actual setting range depends on the power source and wire speed, as
well as which welding program was selected.

2) The actual setting range depends on the selected welding program.

3) The maximum value depends on the actual wire speed.
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MIG/MAG process parameters

MIG/MAG pro- @\, eoo AlMg 5 universal | , 13:50
cess parameters I1 100% Ar @ 1.2mm ¢ 19.08.21

MIG Pulse Spot

Welding Common

Weld-Start / Gas-Setup TIGIMMAICEL
-\ Weld-End e
ceeed

p M .Q

Welding process Common

Process control Synchropulse GMAW

- i Iy —

Process

- rponents &
parameters Process mix CMT Cycle Step seitoring

D =
defaus "~ FESpot welding R/L-check /

QT R O alignment -C—ﬂ

MIG/MAG process parameters:
Weld start / Weld end, Gas setup, Process control, SynchroPulse, Process mix,
CMT Cycle Step, Spot welding, R/L-check / alignment

Process parameters for components and monitoring see page 212.

Process para- The following process parameters can be set and displayed for the start and end
meters for weld of welding:
start / weld end

Special 2/4-step mode parameters

Starting current
To set the starting current for MIG/MAG welding (e.g., start of welding for alu-
minum)

0 - 400% (of the welding current)
Factory setting: 135%

Start arc length correction
For correcting arc length at weld start

-10--0.1/auto/ 0.0 -10.0
Factory setting: auto

- ... shorter arc length
O ... neutral arc length
+ ... longer arc length

auto:
The value set in the welding parameters is adopted

Starting current time
For specifying how long the starting current is to be active
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off /0.1-10.0s
Factory setting: off

Slope 1
To set the time during which the starting current is reduced or increased to the
welding current

0.0-9.9s
Factory setting: 1.0 s

Slope 2
To set the time during which the welding current is reduced or increased to the
final current.

0.0-9.9s
Factory setting: 1.0 s

Final current

To set the final current in order to

a) prevent a build-up of heat at the end of welding and
b) fill the end-crater in the case of aluminum

0 - 400% (of the welding current)
Factory setting: 50%

End arc length correction
For correcting the arc length at the end of welding

-10--0.1/auto/ 0.0 - 10.0
Factory setting: auto

- ... shorter arc length
O ... neutral arc length
+ ... longer arc length

auto:
The value set in the welding parameters is adopted

Final current time
For specifying how long the final current is to be active

off /0.1-10.0s
Factory setting: off

SFI parameter

SFI
to activate / deactivate the function SFI (Spatter Free Ignition of the arc)

SFI causes an almost spatter-free ignition of the arc due to a controlled starting
current curve with synchronized wire retraction movement.

off/on
Factory setting: off
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NOTE!
» SFIis permanently integrated in certain welding processes and cannot be
deactivated.
» If SHis displayed in the status bar for SFI, the SlagHammer function is act-
ive in addition to SFI.
SFI and SH cannot be deactivated.

SFI Hotstart
To set a HotStart time in conjunction with SFI ignition

During SFI ignition, a spray arc phase runs within the set HotStart time. This in-
creases the heat input regardless of the operating mode and thus ensures a
deeper penetration from the start of welding.

off / 0.01-2.00s
Factory setting: off

Manual welding parameters

Ignition current (manual)
To set the ignition current for MIG/MAG standard manual welding

100 - 550 A (TPS 320i)

100 - 600 A (TPS 400i, TPS 400i LASC ADV)
100 - 650 A (TPS 500i, TPS 600i)

Factory setting: 500 A

Wire retraction (manual)

To set the wire retraction value (= combined value from wire retraction and a
time) during MIG/MAG standard manual welding

The wire retraction depends on the equipment on the welding torch.

0.0 -10.0
Factory setting: 0.0

Wire retraction

Wire retraction

To set the wire retraction value (= combined value from wire retraction and a
time)

The wire retraction depends on the equipment on the welding torch.

0.0 - 10.0
Factory setting: 0.0

Process para- The following process parameters can be set and displayed for the gas setup:
meters for gas

setup
Gas pre-flow
To set the gas flow time before the arc is ignited

0-99s
Factory setting: 0.1 s

Gas post-flow
To set the gas flow time after the arc has gone out
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Process para-
meters for pro-
cess control

0-60s
Factory setting: 0.5 s

Gas factor
Depends on the shielding gas used
(only in conjunction with the OPT/i gas controller option)

auto / 0.90 - 20.00

Factory setting: auto

(for standard gases from the Fronius welding database, the correction factor is
set automatically)

Gas set value
Shielding gas flow rate
(only in conjunction with OPT/i gas flow sensor option)

off / auto / 0.5 - 30.0 l/min
Factory setting: 15.0 l/min

IMPORTANT! If the set value for the shielding gas flow rate is high (e.g., 30 l/
min), ensure that the gas line is adequately dimensioned!

Settings for gas set value "auto"
When set to "auto”, the gas setpoint automatically adjusts to the current welding
current within a set current range.

Lower current
for setting the lower current range limit

O - max. A
Factory setting: 50 A

Gas set value at lower current

0.5 - 30.0 l/min
Factory setting: 8.0 l/min

Lower current
for setting the upper current range limit

O - max. A
Factory setting: 400 A

Gas set value at upper current

0.5 - 30.0 l/min
Factory setting: 25.0 l/min

In Job Mode, the values of the above parameters can be saved individually for
each job.

The following process parameters can be set and displayed for process control:
- Penetration stabilizer

- Arc length stabilizer

- Combination of penetration stabilizer and arc length stabilizer
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Penetration sta-
bilizer

174

The penetration stabilizer is used to set the max. permissible wire speed change
in order to keep the welding current and thereby the penetration stable or con-
stant with variable stick out.

The penetration stabilizer parameter is only available if the WP PMC (Welding
Process Pulse Multi Control) option or the WP LSC (Welding Process Low Spat-
ter Control) option is enabled on the power source.

auto / 0.0 - 10.0 m/min (ipm)
Factory setting: 0 m/min

auto
A value of 10 m/min is stored for all characteristics, the penetration stabilizer is
activated.

O
The penetration stabilizer is not activated.
The wire speed remains constant.

0.1-10.0
The penetration stabilizer is activated.
The welding current remains constant.



Application examples

Penetration stabilizer = 0 m/min (not activated)

I TA]
Vv, [m/min]

— -

|

| o

| I

| |

| |

1 |

| |

| |

| |

| |

! L

t[s]
1<SZ X1>X2 @ @

Penetration stabilizer = 0 m/min (not activated)

A change in the contact tube distance (h) causes a change in resistance in the
welding circuit due to longer stick out (g»).

The constant voltage control for constant arc length causes a reduction of the
average current and thus a smaller penetration depth (4,).

Penetration stabilizer = n m/min (activated)

IA]
vy, [m/min]

|
|
|
|
I !
I
|
|
|
|

t=[s]
s ne Q) ©)

Penetration stabilizer = n m/min (activated)

Value presetting for the penetration stabilizer causes a constant arc length
without large current changes in the event of a stick out change (s ==>s,).
The penetration (x4, Xo) remains approximately the same and stable.

Penetration stabilizer = 0.5 m/min (activated)
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Arc length sta-
bilizer
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\

I
I

:

0,5 m/min :
I

A .
I

I

O O O

Penetration stabilizer = 0.5 m/min (activated)

In order to keep the change in welding current as low as possible during a stick
out change (s; ==> s3), the wire speed is increased or reduced by 0.5 m/min.

In the example shown, the stabilizing effect is maintained up to the set value of
0.5 m/min (position 2) without any change in current.

I... Welding current vp ... Wire speed

Arc length stabilizer

The arc length stabilizer uses short-circuit control to force short arcs that are
advantageous for welding and keeps them stable even with a variable stick out or
in the event of external disturbances.

The arc length stabilizer parameter is only available if the WP PMC (Welding Pro-
cess Pulse Multi Control) option is enabled on the power source.

0.0/ auto / 0.1 - 5.0 (action of the stabilizer)
Factory setting: 0.0

0.0
The arc length stabilizer is deactivated.

auto

- Forinert gases (100% Ar, He, etc.) a value = O is stored.

- For the remaining materials / gas combinations, a characteristic-dependent
value between 0.2 - 0.5 is stored.

- From a wire speed of 16 m/min a value = 0 is stored

0.1-5.0
The arc length stabilizer is activated.
The arc length is reduced until short circuits occur.

NOTE!

If the arc length stabilizer is activated, the normal arc length correction is only

effective at weld start.

» The arc length correction is then no longer displayed in the welding paramet-
ers.




Application examples

Arc length stabilizer =0/ 0.5/2.0
OArc length stabilizer = 0
(®Arc length stabilizer = 0.5

®Arc length stabilizer = 2

Arc length stabilizer =0/ 0.5 /2.0

Activating the arc length stabilizer reduces the arc length until short circuits oc-
cur. This allows the advantages of a short, stably controlled arc to be better ex-
ploited.

Increasing the arc length stabilizer causes a further shortening of the arc length
(L1 ==> L2 ==> L3). The advantages of a short, stably controlled arc can be bet-
ter exploited.

Arc length stabilizer for weld seam profile and position changes

Arc length stabilizer not activated
Weld seam profile or welding position

changes can negatively influence the
welding result

Arc length stabilizer activated

Since the number and duration of the
short circuits are controlled, the prop-
erties of the arc remain the same when
the weld seam profile or welding posi-
tion is changed.

I... Welding current vp ... Wire speed U ... Welding voltage
.. Number of short circuits
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Combination of Example: Stick out change
penetration sta-
bilizer and arc Arc length stabilizer without penetration stabilizer
length stabilizer
|
|

The advantages of a short arc are
maintained even if the stick out is
changed, since the short-circuit prop-
erties stay the same.

<

/

D

J
J
1
:

I
H.

Ql

Arc length stabiliser with penetration stabilizer

If the stick out is changed with the
penetration stabilizer activated, the
penetration also stays the same.
The short circuit behaviour is con-
trolled by the arc length stabilizer.

I ... Welding current vp ... Wire speed U ... Welding voltage
* ... Number of short circuits As ... Stick out change
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Process para-
meters for Syn-
chroPulse

The following process parameters can be set for SynchroPulse welding:

(1) SynchroPulse
To activate/deactivate SynchroPulse

off/on
Factory setting: on

(2) Wire speed
To set the average wire speed and therefore the welding power for SynchroPulse

For example: 2 - 25 m/min (ipm)
(Depending on wire speed and welding characteristic)
Factory setting: 5.0 m/min

(3) Delta wire feed

To set the delta wire feed:

With SynchroPulse, the set wire speed is alternately increased/decreased by the
delta wire feed. The parameters concerned are modified accordingly to match
the acceleration/deceleration of the wire speed.

0.1-6.0m/min/5-235ipm
Factory setting: 2.0 m/min

NOTE!

The maximum adjustable delta wire feed of 6 m/min (235 ipm) is only possible
up to a frequency of approx. 3 Hz.
In the frequency range of 3 - 10 Hz, the adjustable delta wire feed decreases.

(4) Frequency
To set the SynchroPulse frequency

0.5-10.0 Hz
Factory setting: 3.0 Hz

NOTE!

In TWIN operation, the frequency setting on the lead power source also affects
the trail power source.
Adjusting the frequency on the trail power source has no effect.

(5) Duty Cycle (high)
For weighting the duration of the higher operating point in a SynchroPulse period

10 - 90%
Factory setting: 50 Hz

NOTE!

In TWIN operation, the Duty Cycle (high) setting on the lead power source also
affects the trail power source.
Setting the Duty Cycle (high) on the trail power source has no effect.

(6) Arc correction high
For correcting the arc length with SynchroPulse at the higher operating point (=
average wire speed plus delta wire feed)
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-10.0 - +10.0
Factory setting: 0.0

-...short arc
O ... uncorrected arc length
+ ... longer /arc

NOTE!

If SynchroPulse is activated, the normal arc length correction has no effect on

the welding process.

» The arc length correction is then no longer displayed in the welding paramet-
ers.

(7) Arc correction low,
For correcting the arc length with SynchroPulse at the lower operating point (=
average wire speed less delta wire feed)

-10.0 - +10.0
Factory setting: 0.0

-...short arc
O ... uncorrected arc length
+ ... longer /arc

vV, [m/min] 1/F (4)
A

25%  T5%

(3)
(2) rmmmmm

(©)

(7)

T[s]

Example: SynchroPulse, duty cycle (high) = 25%
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Process para-
meters for Pro-
cess Mix

For mixing processes, the following process parameters can be set under Process
Mix:

Wire speed vp *
Wire speed

1.0 - 25.0 m/min / 40 - 985 ipm

The wire speed value is taken from the welding parameters or can be specified
and changed in the Process Mix parameters.

Arc length correction
-10.0 - +10.0

The arc length correction value is taken from the welding parameters or can be
specified and changed in the Process Mix parameters.

Pulse correction
For changing the pulse energy in the pulsed arc process phase

-10.0 - +10.0

The pulse/dynamic correction value is taken from the welding parameters or can
be specified and changed in the Process Mix parameters.

Upper power time correction (3) *
To set the duration of the hot process phase in a mixed process

-10.0 - +10.0
Factory setting: O

Upper and lower power time correction is used to define the relationship
between the hot and cold process phases.

If the lower power time correction is increased, the process frequency reduces
and the PMC process phase becomes longer.

If the lower power time correction is reduced, the process frequency increases
and the PMC process phase becomes shorter.

Lower power time correction (2) *
To set the duration of the cold process phase in a mixed process

-10.0 - +10.0 / 1 - 100 CMT cycles (for CMT mix characteristics)
Factory setting: 0

Upper and lower power time correction is used to define the relationship
between the hot and cold process phases.

If the lower power time correction is increased, the process frequency reduces
and the LSC process phase becomes longer or, in the case of CMT mix, the CMT
process phase becomes longer.

If the lower power time correction is reduces, the process frequency increases
and the LSC process phase becomes shorter or, in the case of CMT mix, the CMT
process phase becomes shorter.

Lower power correction (1) *
To set the energy input in the cold process phase in a mixed process
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-10.0 - +10.0
Factory setting: 0

If the lower power correction is increased, this results in a higher wire speed and
therefore a higher energy yield in the cold LSC process phase or the cold CMT
process phase.

* Representation of the parameters in the following diagrams
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PMC mix

A |

o A A A KU U U A

(2) 3) t [ms]

Mixed process between PMC and LSC welding process. A cold LSC process phase follows a hot PMC
process phase as part of a cycle.

PMC mix drive
| [A]
f ,ﬂ
of ez WU ——r
t [ms]
‘ (2) | (3)

Mixed process between PMC and wire movement reversal using a PushPull drive unit. A cold low
power phase with calibration movement follows a hot PMC process phase.

CMT mix

o _ JUUUO \J—'z_.;

(@) @)

AL}

Mixed process between CMT and PMC welding process. Cold CMT process phases follow hot PMC
process phases.

(1) Lower power correction
(2) Lower power time correction
(3) Upper power time correction

VD Wire speed
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Process para-
meters for CMT
Cycle Step

Process para-
meters for spot
welding

R/L alignment

184

CMT Cycle Step
To activate / deactivate the function CMT Cycle Step

On/Off

Wire feed
Wire speed, defines the deposition rate in the welding process phase and thus
the size of the welding spot;

Setting range: in m/min (ipm), depending on the welding characteristic

The value for the wire speed is applied; it can also be specified or changed in the
CMT Cycle Step parameters.

Cycles (spot size)

To set the number of CMT cycles (welding droplets) for a spot;

The number of CMT cycles and the set wire speed define the size of the welding
spot.

1-2000

Interval pause time
To set the time between the individual welding spots

0.01-2.00s

The higher the value for the interval pause time, the cooler the welding process
(coarser rippling).

Interval cycles
To set the number of CMT cycle repetitions incl. pause until the end of welding

Continuous / 1 - 2000

Continuous
The repetitions are continued continuously; end of welding e.g., via "Arc Off"

Spot welding time

0.1-10.0s
Factory setting: 1.0 s

Align the welding circuit resistance (R) and inductance (L) if one of the following
welding system components is changed:

- Torch hosepacks

- Interconnecting hosepacks

- Return lead cables, welding power-leads

- Wirefeeders

- Welding torches, electrode holders

- PushPull units

Prerequisites for R/L alighment:

The welding system must be complete: closed welding circuit with welding torch
and torch hosepack, wirefeeders, grounding cable, interconnecting hosepacks.



Perform R/L alignment:

E' Select Process parameters / Common / R/L-check / alignment

The actual values for welding circuit inductance and welding circuit resistance
are displayed.

E' Select "Next" / press selection dial / press torch trigger
The second step of the R/L alignment wizard is displayed.
E' Follow the on-screen instructions

IMPORTANT! Contact between the earthing clamp and the workpiece must
be made on a cleaned workpiece surface.

Select "Next" / press selection dial / press torch trigger
The third step of the R/L alignment wizard is displayed.

E Follow the on-screen instructions
E' Select "Next" / press selection dial / press torch trigger

The fourth step of the R/L alignment wizard is displayed.

Follow the on-screen instructions
Press torch trigger / select "Next" / press selection dial

The actual values are displayed when the measurement is complete.
E' Select "End" / press selection dial

Alternatively, the R/L alignment can also be performed via a JobMaster welding
torch.
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Job Mode
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EasyJob mode

General When EasyJob mode is activated, the display shows 5 additional buttons that en-
able fast saving of up to 5 operating points.
The current welding-relevant settings are saved.

Activating Easy- - £ %
Job mode TIG 4-step ‘ ! 'ﬂr
TIG welding

\ Language o Units / Standards
e ‘!; ‘;’; m u]]]ﬂ

Welding process

Time & Date EasyJobs

( V.u. , Hammo

Process Documentation

parameters System data Syr‘ﬁ ines
[ |

g8

bl

Defaults parameter view setup Parameter view iJob A EIRon

=]

E Select "Defaults"
E' Select "View"
E' Select "EasyJobs"

The overview for activating/deactivating EasyJob mode is displayed.

4 | Select "EasyJobs On"
4]
|E| Select "OK"

EasyJob mode is activated, the defaults are displayed.
E Select "Welding"

The five EasyJob buttons are displayed with the welding parameters.
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Storing EasyJob
operating points

Retrieving Easy-
Job operating
points

190

NOTE!

The EasyJobs are stored under job numbers 1 - 5 and can also be retrieved via

job mode.

Storing an EasyJob overwrites a job stored under the same job number!

3[4 5 ]
~ 3 sec. |I|

EasyJob | EasyJob | EasyJob ] EasyJob | EasyJob
1 2 3 4 )
EasyJob | EasyJob | EasyJob ] EasyJob ] EasyJob
1 2 3 4 5

Bl I O I CI

E| Touch one of the EasyJob buttons
for approx. 3 seconds to store the
current welding settings

The button initially changes in size and
color. After approx. 3 seconds, the but-
ton changes color again.

The settings have now been stored.

The most recently stored settings are
enabled. An active EasyJob is dis-
played by a check mark on the EasyJob
button.

Unused EasyJob buttons are shown in dark gray.

1 ol2 s s s

Example:

EasyJobs 1 and 4 are occupied;
EasyJobs 2, 3 and 5 are not occupied;
EasyJob 1 is active

<33ec.|I|

EasyJob | EasyJob | EasyJob |} EasyJob | EasyJob
1 2 3 4 )

2 EN EN CO© I

To retrieve a stored EasyJob oper-
ating point, briefly touch the cor-
responding EasyJob button (< 3
seconds)

The button briefly changes in size and
color and is then displayed with a
check mark:

If no check mark is displayed after
touching an EasyJob button, an oper-
ating point is not stored under this
button.



Deleting Easy-
Job operating
points

Loading more
EasyJobs

[1] To delete an EasyJob operating

point, touch the corresponding
EasyJob button for approx. 5
> 5 sec. m seconds

EasyJob | EasyJob | EasyJob | EasyJob | EasyJob
1 2 3 4 )
EasyJob | EasyJob | EasyJob | EasyJob ] EasyJob
1 2 K] 4 5
written with the current settings.
- is highlighted in red after a total of

___ approx. 5 seconds (= delete).

The EasyJob operating point has been
deleted.

The button

- initially changes in size and color;
color changes again after approx. 3
seconds
The stored operating point is over-

With this function, any saved job can be loaded as an EasyJob in the welding
menu without switching to Job Mode.

E Select Defaults / View / EasyJobs
The overview for activating/deactivating EasyJob mode is displayed.

E' "Select "Load more EasyJobs"
E| Select "OK"

Advanced EasyJob mode is activated, the defaults are displayed.

Select "Welding"

In the welding parameters, the "Load job" button is also displayed in the right
menu bar.

| 'L\ N 13 ‘ Steel universal 10:48

Pk 2step | M21ArCO2 2 1.2mm 09.05.23

Welding

0. 0.0
s 378. 0.00...

Welding process

Current

/L
A

Process
parameters

—_—

S 15_,0

Defaults

E' Select "Load Job"
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The list of stored jobs is displayed.

E' Use the selection dial to select the desired job
Select "Load" or press the selection dial

The job is loaded in the welding menu, the power source is not in Job Mode.

192



Job Mode

General Up to 1000 jobs can be stored and reproduced on the power source.
This eliminates the need to manually document the welding parameters.
Job mode thereby increases the quality of automated and manual applications.

Jobs can only be saved during welding mode. In addition to the current welding
settings, the process parameters and certain machine defaults are also taken in-
to account when saving jobs.

Saving settings E Set the parameters to be saved as a job:
as ajob - Welding parameters

- Welding process

- Process parameters

- Machine defaults, if applicable

N\ Y tt‘

TIG 4-step

TIG
welding _/-\. ‘-_'

-

Welding process Main Current Save as

Job
Process

?9
parameters

Defaults m Full screen
K R
? 50% 21s ' ! ’

|E| Select "Save as Job"

The list of jobs is displayed.

To overwrite an existing job, select the job by turning and pressing the selection
dial (or select "Next page").

After a prompt appears, the selected job can be overwritten.

For a new job, select "Create a new Job"

E Press the selection dial/select "Next page"

The next free job number is displayed.

Turn the selection dial and select the desired storage location
E' Press the selection dial/select "Next page"

The keyboard is displayed.
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Welding job - re-
trieving jobs

194

E' Enter a job name
Select "OK" and confirm the job name/press the selection dial

The name is applied and confirmation that the job has been saved is displayed.

Select "Exit" to exit/press the selection dial

NOTE!

Before retrieving a job, ensure that the welding system is set up and installed
according to the job in question.

-\ ‘ ‘ ‘ v 2 07:46

65.08.2
TIG 4-step cHil

TIG welding Process

-\  am\ N O /T

Welding process

E Wode

MMAISMAW

2y @ KN O

D

Process n Job mode MIGIMAG Pulse-Synergic Filler metal
parametefs

q X ™ O ||||||i

Defaults MIG/MAG Stands ergic Next page

E| Select "Welding process"
|E| Select "Process"
El Select "JOB"

Alternatively, the welding process can also be selected via the status bar (com-
pare with the selection method described from page 36).

Job mode is activated.
"Welding job" and the data for the last job retrieved are displayed.

Select "Welding job"
E' Turn the selection dial and select "Job number" (white background)
E Press the selection dial to select the desired job (blue background)

Turn the selection dial and select the desired job number (blue background)
The name of the selected job is displayed above the actual value display.

Press the selection dial and accept the selected job number (white back-
ground)

E Initiate welding process

IMPORTANT! In job mode, only the "Job number" welding parameter can be
changed; the remaining welding parameters can only be viewed.



Optimizing a job

ax\ ‘
TIG 4-step (™ 7 ¢ 23.08.21

TIG welding Common

Optimize Job Correction limits TN

-\ e weee
tecece 0 [—]

<

Welding process Common

Pre-settings for K GMAW
"Save as Job" 0) e
p—y -U_

Process Components &
parameters Monitoring

Defaul JoB

= pm

E Select "Process parameters"
E| Select "JOB"
E' Select "Optimize Job"

The overview of the last optimized job is displayed.

4| Turn the selection dial and select either the job or the parameters of the job
to be modified

You can also select between job and job parameters by touching the "Job
number/Job parameter"” button.

Job number/
Job parameter

Select a job:
- Press the selection dial

The job number is highlighted in blue and can now be changed.

- Turn the selection dial to select the job to be changed
- Press the selection dial to change the job

Select a job parameter:
- Turn the selection dial and select the parameter to be changed
- Press the selection dial

The value of the parameter is highlighted in blue and can now be
changed.

- Turn the selection dial; the change of value is applied immediately
- Press the selection dial to select other parameters

IE' Select "Exit"
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Renaming a job -.‘\ 'Y ) ‘

TIG 4-step
TIG
welding _/-\.. ’n-'

-

Welding process Main Current

@I
=1
{ JOB N

Process
parameters

Defaults m Full screen
K R
T 50%  2.1s : W N

Select "Save as Job"
(also works in job mode)

The list of jobs is displayed.

an\ ¢ | . :

G 2
TIG 4-step e

Store Job 2153

0001: Easyjob 1

0002: Easyjob 2 Rename

Job Job

Il 0003: Easyjob 3 . &
‘

load Job 0004: Easyjob 4

@R 0005: Easyjob 5
X yi

e
Cancel 0010: Ieft-side-up

x Create a new Job

E' Turn the selection dial and select the job to be renamed
E' Select "Rename Job"

The keyboard is displayed.

Use the keyboard to change the job name
|E| Select "OK" and confirm the changed job name/press the selection dial

The job name has been changed and the list of jobs is displayed.

E Select "Cancel" to exit
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NOTE!

As an alternative to the procedure described above, the job can also be renamed
in the process parameters:
» Process parameters / Job / Optimize job / Rename job

Deleting a job -\ 'Y ‘
TIG

4-step

TIG
welding _/-\.. ’n-'

-

Welding process Main Current Save as

Job
Process

parameters

Defaults m Full screen
K R
T 50%  2.1s : e N

Select "Save as Job"
(also works in job mode)

The list of jobs is displayed.

an\ ¢ | :

G 2
TIG 4-step e

Store Job 23

0001: Easyjob 1

0002: Easyjob 2 Rename

Job

0003: Easyjob 3

\
load Job E 004: Easyjob 4

L 0005: Easyjob 5

LLLiliy

x Create a new Job

E' Turn the selection dial and select the job to be deleted
E| Select "Delete Job"

The prompt to delete the job is displayed.
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Loading a job
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Select "Yes" to delete the selected job
The job has been deleted and the list of jobs is displayed.
E| Select "Cancel" to exit

NOTE!

As an alternative to the procedure described above, the job can also be deleted
in the process parameters:
» Process parameters / Job / Optimize job / Delete job

Use the Load Job function to load the data for a stored job or EasyJob into the
Welding area. The corresponding data for the job is displayed in the welding para-
meters and can be welded, modified or saved as a new job or EasyJob.

=\ ¢ | :

::e[: ding —/-\- -__ ’l‘

o—

Welding process Main Current Save as
Job

«an
[ — SN . ../.>
[5oe Y

Process
parameters

Defaults m Full screen
K R
T 50%  2.1s : W N

E' Select "Save as Job"
(also works in job mode)

The list of jobs is displayed.

E' Turn the selection dial and select the job to be loaded
E' Select "Load Job"

The Load Job information is displayed.
Select "Yes"
The data for the selected job is loaded in the Welding area.

The data for the loaded job can now be welded (no job mode), modified or saved
as a new job or EasyJob.



Job Mode with
WF 25i Dual

If a WF 25i Dual dual-head wirefeeder is in the welding system, the following
parameters are also available:
- Welding process line
Process parameters / Job / Optimize job / Welding process parameters
- Ignore welding process line
Process parameters / Job / Pre-settings for "Save as job" / Dual-head
wirefeeder

Welding process line
The parameter assigns a welding process line to the job:

1
The job can only be welded on welding process line 1.

2
The job can only be welded on welding process line 2.

ignore

The job can be used by both welding process lines.

The welding process line is selected using the torch trigger, status bar, keys on
the WF Dual or remote control.

Selecting a job automatically activates the associated welding process line.
The job can be selected from both welding process lines.

For jobs created on a firmware version < 4.0.0, the parameter is automatically set
to "ignore" during a firmware update.

If another robot dual-head option is in the system instead of the WF Dual in
automated applications, the parameter is not available.
The welding process line is selected via the robot interface.

Ignore welding process line
The parameter specifies which default value is used for the weld process line
when creating a job.

No
The welding process line is taken from the currently active welding process line
when a job is created (can be changed).

Yes
The welding process line is initially filled with "ignore" when a job is created (can
be changed).

The parameter is set to "No" by default; when a job is created, the currently act-

ive welding process line is always adopted.
The parameter is not displayed for automated welding systems and has no effect.

NOTE!

A JobMaster welding torch is recommended for Job Mode with a WF 25i Dual.
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Job process parameters

JOB process -\ 13 ‘ ‘ ’ 11:32

parameters TIG 2.step 27.01.21

TIG welding

Common

Optimize Job Correction limits LI LA

-\ e
e

Welding process

Pre-settings for

Q "Save as JOb“_'O)

Process Components &
parameters Monitoring

=

Process parameters for Components and Monitoring see page 212.

Process para- The following process parameters can be set for "Optimize Job":

meters for "Op-

timize Job" Working parameters
Starting current see page 83
[% of main current]
UpSlope see page 84
[s]
Main current see page 84
[A]
Lowering current see page 84

for 4-step mode
[% of main current]

DownSlope see page 85
[s]

Final current see page 85
[% of main current]

AC Balance see page 86
iWave AC/DC power sources only

[%]

Electrode diameter see page 83
[mm]
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Welding process settings

Polarity
[DC-/AC]

see page

TIG welding torch mode
[2-step mode/4-step mode/spot weld-
ing]

see page 73

TIG pulse settings

Tacking
[s]

see page 96

Pulse frequency
[Hz]

see page 96

Base current
[% of main current]

see page 96

Duty cycle
[%]

see page 96

Pulse waveform
[rectangle/triangle/sine]

see page 96

Base current waveform
[rectangle/triangle/sine]

see page 96

TIG AC Settings
(iwave AC/DC power sources only)

AC frequency
[HZ]

see page 98

AC current offset
[%]

see page 98

Positive half-wave waveform
[rectangle/triangle/sine]

see page 98

Negative half-wave waveform
[rectangle/triangle/sine]

see page 98

Wire speed settings

TIG wire correction

-10-10
Factory setting: O

Wire speed 1 see page 106
[m/min]

Wire speed 2 see page 106
[%]

Start-up delay wire
[s]

see page 106

End delay wire
[s]

see page 106

Wire retraction end
[mm]

see page 106

Wire position Start
[mm]

see page 106
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Feeder inching speed
[m/min]

see page 106

Ignition & operating mode settings

HF ignition
[on/off/Touch-HF/external]

see page 101

HF ignition delay
[s]

see page 101

Reversed polarity ignition
[off/on]

see page 83

Arc monitoring

Ignition timeout

[s]

see page 101

Arc break filter time

[s]

see page 101

Arc break watchdog
[ignore/error]

see page 101

Lowering current for 4-step mode see page 83
[% of main current]

DownSlope see page 83
[s]

Final current see page 83
[% of main current]

AC Balance see page 86
iWave AC/DC power sources only

[%]

Electrode diameter see page 83

[mm]

Operating mode defaults

Arc break voltage
[V]

see page 101

Comfort stop sensitivity
[V]

see page 101

TIG - General settings

Starting current time

[s]

see page 100

Final current time

[s]

see page 100

Lowering current Slope 1

[s]

see page 100

Lowering current Slope 2

[s]

see page 100

Spot welding time
[s]

see page 100




Gas pre-flow

[s]

see page 107

Gas post-flow

[s]

see page 107

TIG job correction limits

Upper main current limit

0 - 50%

[%] Factory setting: 0%
Lower main current limit -50 - 0%
[%] Factory setting: 0%
Job slope 0.0-10.0s

Defines the time between the cur-
rently selected job and the next job

[s]

Factory setting: O s

CycleTIG

CycleTIG activated

see page 105

Interval time

[s]

see page 105

Interval pause time

[s]

see page 105

Interval cycles

see page 105

Base current
[A]

see page 105

Limit Monitoring

Voltage setpoint

0.0 -100.0V

[V] Factory setting: 100.0 V
Lower voltage limit -10.0-0.0V
[V] Factory setting: -1.0 V
Upper voltage limit 0.0-10.0V
[Vl Factory setting: 1.0 V

Maximum time of voltage deviation

[s]

off /0.1-10.0s
Factory setting: off

Current setpoint

0.0 - 1000.0 A

[A] Factory setting: -
Lower current limit -100-0A
[A] Factory setting: - 10 A

Upper current limit
[A]

0-100A
Factory setting: 10 A

Maximum time for current deviation

[s]

off /0.1-10.0s
Factory setting: off

Wire speed setpoint
[m/min]

see page 106

Lower wire speed limit
[m/min]

-10.0 - 0.0 m/min
Factory setting: -1.0 m/min
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Upper wire speed limit
[m/min]

0.0 - 10.0 m/min
Factory setting: 1.0 m/min

Maximum time of wire feed deviation

[s]

off /0.1-10.0s
Factory setting: off

Welding time setpoint
[s]

0.0-999.9s
Factory setting: 5.0 s

Lower welding time Llimit

[s]

-50.0-0.0s
Factory setting: -1.0 s

Upper welding time limit 0.0-50.0s
[A] Factory setting: 1.0 s
Monitor welding time off/on

Factory setting: off

Energy setpoint
[kJ]

0.0 - max. kJ
Factory setting: 1.0 kJ

Lower energy limit
[kJ]

-100.0 - 0.0 kJ
Factory setting: 0.0 kJ

Upper energy limit
[kJ]

0.0 - 100.0 kJ
Factory setting: 1.0 kJ

Monitor energy

off/on
Factory setting: off

Reaction if exceeded

ignore/warning/error
Factory setting: ignore




Setting correc- For each job, individual correction limits can be set for welding power and arc

tion limits for a length.

job If correction limits are set for a job, the welding power and arc length of the job
can be corrected within the specified limits.

-\ “ ‘ 2 07:31

3.08.2
TIG 4-step 23.08.21

TIG welding Common

Optimize Job TIGIMMAICEL
L)

=

Welding process Common

Pre-settings for GMAW
Q "Save as Job" 0) e
€A

%

Process Components &
parameters Monitoring

==
=) 2l

JOB

E Select "Process parameters"
E| Select "JOB"
E Select "Correction limits"
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An overview of job correction limits for the most recently accessed job is dis-
played.

Turn the selection dial and select either the job or the limits of the job to be
modified

You can also select between job and job limits by touching the "Job
number/Job parameter"” button.

Job number/
Job parameter

Select a job:
- Press the selection dial

The job number is highlighted in blue and can now be changed.

- Turn the selection dial to select the job to be changed
- Press the selection dial to change the job

Select job limits:
- Turn the selection dial and select the desired limit group
- Press the selection dial

The selected limit group is opened.

- Turn the selection dial and select the upper or lower Limit
- Press the selection dial

The value of the limit parameter is highlighted in blue and can now be
changed.

- Turn the selection dial; the change of value is applied immediately
- Press the selection dial to select other limit parameters

E Select "Exit"



Pre-settings for Under "Pre-settings for "Save as Job", you can set default values that are applied
"Save as Job" to each new job you create.

an ‘
TIG 4-step c 23.08.21
TIG welding

—

Common
TIGIMMAICEL

Optimize Job Correction limits
s

=]

Welding process Common

Pre-settings for GMAW

"Save as :lob" _,9)

Process Components &
parameters E Monitoring

o
=" &

E Select "Process parameters"

E' Select "JOB"

E Select "Pre-settings for "Save as Job"
Confirm the displayed information

The pre-settings for saving new jobs are displayed.

E' Turn the selection dial and select the desired parameter
|E| Press the selection dial

Turn the selection dial and adjust the value

Press the selection dial

E' Select "Exit"
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Process parameters
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Overview

Overview

Process parameters / Common TIG/MMA/CEL ... see page 96
Process parameters / Common MIG/MAG ... see page 170
Process parameters / Components & Monitoring ... see page 212

Process parameters / JOB ... see page 200
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Process parameters - Components & monitoring

Process para-
meters - Com-
ponents & Monit-

NOTE!

Depending on the device type, equipment, and available WeldingPackages, the

oring

Process para-

meters for com-

ponents

212

display and the sequence of the process parameters may vary.

Welding

Welding process

Components

= Eoi

System adjust
-
S
€L

P . .
riatirs Wire stick
contact tip
%&
pefaults “SrgiNelding circuit

coupling I/
=) =

Welding

Previous page

Welding process

Gas monitoring
- ' .
&= I
(7G5

Process
parameters

—
——
] J—

Defaults

=)

Cooling unit

Draining/filling
torch hose pack
*

-l

Arc break watchdog
settings Y

[}

Wire stick
work piece \

Next page

Wire end
monitoring ~,,|||

Motor force
monitoring

(M F

Common
TIG/MMAJ/CEL

Common
MIG/MAG

Components &
Monitoring

/705 |

Common
TIG/MMAJ/CEL

Common
MIG/MAG

Components &
Monitoring

Cooling unit operating mode
For controlling a cooling unit

eco / auto / on / off
Factory setting: auto

auto

When welding starts, the cooling unit starts to operate (fan and coolant pump

running).



After the end of welding, the cooling unit continues to operate for 2 minutes.
When the 2 minutes have elapsed, the cooling unit also switches off.

on
Continuous operation

As soon as the power source is switched on, the cooling unit starts to operate
(fan and coolant pump running continuously)

off
No operation, even when welding starts

eco

The coolant pump starts to operate when welding starts.

The fan starts to operate from a coolant return temperature of 40 °C (104 °F)
(only in conjunction with the flow temperature sensor option).

When filling the torch hosepack, the coolant pump will run for 10 seconds as
soon as the flow reaches > 0.7 l/min.

After the end of welding, the cooling unit continues to operate for at least

15 seconds. As soon as the coolant return temperature reaches < 40 °C the cool-
ing unit shuts down.

The maximum after-run time is 2 minutes.

Flow sensor filter time

(only if the flow temperature sensor option is available on the cooling unit)

To set the time from when the flow sensor is triggered until a warning message is
output

5-25s
Factory setting: 10 s

Cooler flow warning limit

(only if the flow temperature sensor option is available on the cooling unit)

If the parameter is activated, a warning is generated when the value entered is
undershot.

off /0.75/0.8/0.85/0.9/0.95
Factory setting: off

Wirefeeder

Feeder inching speed
To set the wire speed at which the wire electrode or welding wire is fed into the
torch hosepack

For example: 2 - 25 m/min / 20 - 3935 ipm
(depending on wire speed)
Factory setting: 10 m/min

NOTE!

The feeder inching speed can also be set in the window that opens when the wire
threading key is pressed:
» Press the wire threading key

» Press and turn the selection dial to change the feeder inching speed value
» Select "Close" or press the selection dial to accept the value

Power source
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Ignition timeout
Length of wire that is fed before the safety cut-out trips

off / 5-100 mm (0.2 - 3.94 in.)
Factory setting: off

NOTE!

The Ignition timeout process parameter is a safety function.
At high wire speeds in particular, the length of wire fed until the safety cut-out
trips can deviate from the set wire length.

How it works:

If the torch trigger is pressed, the gas pre-flow begins immediately. Wire feeding
and the ignition process then begin. If there is no current flow within the spe-
cified fed wire length, the system switches off automatically.

Press the torch trigger again for a further attempt.

Sense line
To enable/disable the sense line function

off/on
Factory setting: on

The sense line is additional hardware for direct voltage measurement on the
workpiece. The function is used for correct determination of the actual value
when several welding processes are welding simultaneously on one component
and there is a risk of coupled interference voltages due to unfavorable hosepack
routing or common grounding cables.

Robot settings

TouchSensing sensitivity

For setting the sensitivity during TouchSensing in connection with the OPT/i WF
gas nozzle position search option installed in the wirefeeder for different com-
ponent surfaces and external interference

Setting the TouchSensing sensitivity has no effect on the OPT/i Touch Sense Adv
option.

TouchSensing = Locating the seam position by means of applied sensor voltage
during automated welding
TouchSensing is performed via the gas nozzle or the wire electrode.

TouchSensing by means of gas nozzle only works if:

- the OPT/i WF gas nozzle position search option is installed in the robot
wirefeeder,
or

- the OPT/i Touch Sense Adv. option is installed in the robot wirefeeder or
power source.

- With existing robot interface.

O0-10
Factory setting: 1

(6]
for bare surfaces, long and dead short circuit, robust and immune to interference

10
for scaled surfaces, high measurement-related interference sensitivity
Not suitable for welding with multiple power sources on one component!



Insulated surfaces cannot be detected.

Procedure for determining TouchSensing sensitivity:
- Start with the factory-set value 1
- If no trigger signal is generated, increase TouchSensing sensitivity

IMPORTANT! A higher TouchSensing sensitivity also increases the susceptibility
to interference!

Edge detection "WireSense"
To activate / set edge detection using WireSense (option)

off / 0.5 -20.0 mm
Factory setting: off

"WireSense" edge detection only works

- On automated applications

- If the OPT/i WireSense is present on the power source (software enable)

- In combination with the CMT system components WF 60i Robacta Drive
CMT, SB 500i R with wire buffer or SB 60i R and WFi Reel.

WireSense is usually activated via a robot controller. As soon as a value > 0.5 mm
is specified by the robot controller, the value set manually on the power source is
overwritten.

If the Ignition timeout parameter is activated, this also applies to WireSense.

For higher-level robot controllers with a small signal range (e.g., linear trolleys),
WireSense can be set manually on the power source.

Example Economy-Image:
- Start/ Stop comes from the controller.
- The edge height is specified on the power source.
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Draining/filling
the torch hosep-
ack

216

Requirements for draining/filling the torch hosepack:

The OPT/i Torch Deflate option must be available on the cooling unit
- Cooling unit operating mode = eco or auto

- Power source must not be in welding mode

- The torch hosepack must not be filled at this time

- The torch body must be assembled

- The torch hosepack must be correctly connected

NOTE!

When draining long hosepacks > 4 m, a fully filled coolant tank can overflow -

risk of slipping!

» Observe the Operating Instructions and safety instructions for the cooling
unit!

Draining the torch hosepack

E' Select Process parameters / Components / Drain/fill torch hosepack
E Follow the on-screen instructions
E' Select "Start" and follow the on-screen instructions

or

Press and hold the LED button on
the welding torch

Press the Down (-) button and hold
for 2 seconds

E Follow the on-screen instructions

* Press the intermediate lowering button to stop
the process

If the coolant temperature is too high, a cooling phase is executed. During the
cooling phase, the LED on the welding torch flashes approx. 2 x per second.

The draining process is then started. The draining process takes approx. 30
seconds. During the draining process, the LED on the welding torch flashes ap-
prox. 1 x per second

A confirmation is displayed after the draining process has been completed.
The torch body can now be changed.

If the torch hosepack is to be changed, the power source must be switched off
first.

IMPORTANT! Welding is not possible if the torch hosepack has been drained.



System adjust-
ment

Filling the torch hosepack

E' Press the gas-test button and follow the on-screen instructions

or

Press and hold the LED button on
the welding torch

Press the Down (-) button and hold
for 2 seconds

E' Follow the on-screen instructions

A confirmation is displayed after the filling process has been successfully com-
pleted.

Complete filling process by pressing OK

If two motors are being used in a welding system, they must be calibrated to
maintain process stability.

For welding systems with PushPull units or unreeling wirefeeders, a system ad-
justment must be carried out whenever the wirefeeders are installed or replaced.

A corresponding message is displayed.
E Select "OK" and start the system adjustment
The System adjustment wizard is started.

|E| Follow the on-screen instructions

The system adjustment can also be started manually.
Perform system adjustment:
E Select Process parameters / Components & Monitoring / System adjust

If a system adjustment is required, the System adjustment wizard is started. The
first step of the System adjustment wizard is displayed:

|E| Follow the on-screen instructions
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Arc break watch-
dog

Wire stick con-
tact tip

218

To call up each step of the System adjustment wizard in sequence, select
"Next page" / press the selection dial

A confirmation message is displayed once the system adjustment has finished.

To exit the System adjustment wizard, select "Exit" / press the selection dial

Select Process parameters / Components & Monitoring / Arc break watchdog
settings

The "Arc break watchdog" overview is displayed.

|E| Turn the selection dial and select the desired parameter
E' Press the selection dial (blue background)
Turn the dial and change the value of the parameter (blue background)

Arc break reaction = ignorieren (deactivated):
The power source remains in operation and no error message is displayed.

Arc break reaction = Fehler (activated):
If the arc breaks and there is no current flow within a set arc break time peri-
od, the system switches off automatically and an error message is displayed.

Factory setting = ignorieren

Arc break time =0-2.00 s
If the set time period is exceeded, an error is displayed.

Factory setting=0.2s

|E| Select "OK" to activate the arc break watchdog

E Select Process parameters / Components & Monitoring / Wire stick contact
tip

The "Wire stick contact tip - Setup menu" is displayed.

|z| Turn the selection dial and select the desired parameter
E' Press the selection dial (blue background)



Wire stick work-
piece

Welding circuit
coupling

Turn the selection dial and change the value of the parameter (blue back-
ground)

Wire stick on contact tip = ignore:
Monitoring of a wire stick on the contact tip is deactivated.

Wire stick on contact tip = Fehler (activated):
If the wire is sticking to the contact tip, the welding process is interrupted.

IMPORTANT! Monitoring is only possible with dip transfer arc processes.
Factory setting = ignorieren

Filter time =0.5-5.0s

Maximum period without arc short circuit until the welding process is inter-
rupted.

Factory setting=0.5s

E' Select "OK" to confirm the settings

Select Process parameters / Components & Monitoring / Wire stick work
piece

The "Wire stick workpiece - Setup menu" is displayed.

|E| Turn the selection dial and select the desired parameter
E' Press the selection dial (blue background)

Turn the selection dial and change the value of the parameter (blue back-
ground)

Wire stick on workpiece = ignorieren:
Monitoring of a wire stick on the workpiece is deactivated.

Wire stick on workpiece = Fehler (activated):
If the wire is sticking to the workpiece, the welding process is interrupted.

Factory setting = ignorieren

|E| Select "OK" to confirm the settings

This function can be used to measure the inductances present in the welding cir-
cuit.

Inductances can lead to welding problems, for example when several systems
weld on one component.

With the help of inductance measurement and appropriate cable management,
welding problems can be promptly prevented when commissioning a welding sys-
tem.

Selecting the "Welding circuit coupling” button starts a corresponding wizard.

To measure the inductances in the welding circuit, follow the instructions
provided by the Wizard.
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Measurement results:

Rcoupling Kcoupling
Result (common ground) (inductive coupling)
Very good 0 mOhm 0%
Good 1-2.5mOhm 2-15%
On average 3-15 mOhm 16 - 30%
Poor 16 - 100 mOhm 31-100%

The measurement results are stored in the logbook.
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Details on the welding circuit coupling are described in the Operating Instruc-
tions "Cable Management Guide" - 42,0426,0420,xx.
The Operating Instructions are available as an HTML file under the following link:

https://manuals.fronius.com/html/4204260420
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Wire end monit- E Select Process parameters / Components & Monitoring / Wire end monitor-
oring ing

The "Wire end monitoring setup menu" overview is displayed.

Turn the selection dial and select the desired parameter depending on the
existing wire end monitoring:

Wire end ring sensor (1) error (1) Wire end reaction for
OPT/i WF R WE ring sensor

Wire end drum sensor (2) error 4,100,878,CK

Wire end wire spool (3) error (2) Wire end reaction for
OPT/i WF R WE drum
4,100,879,CK

(3) Wire end reaction for
OPT/i WF R wire end
4,100,869,CK

E' Press the selection dial (blue background)

Turn the selection dial and change the value of the parameter (blue back-
ground)

Reaction = Error:

Wire end error, the welding process is interrupted immediately. The error is
shown on the display.

Reaction = After seam end:

The wire end error is shown on the display once the current welding process
is complete.

Reaction = Ignore (deactivated):
No reaction on wire end detection

Factory setting = Error

|E| Select "OK" to confirm the settings
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Gas monitoring

The gas monitoring parameters are only available if the OPT/i gas flow sensor op-
tion is present on the wirefeeder or SplitBox.

A lower gas flow limit can be defined for gas monitoring. If the gas flow drops be-
low a specified level for a defined time, an error message is immediately dis-
played and the welding process stops.

E Select Process parameters / Components & Monitoring / Gas monitoring
The "Gas monitoring" overview is displayed.
|E| Turn the selection dial and select the desired parameter:

Lower gas flow limit
Setting range: 0.5 - 30.0 l/min
Factory setting: 7.0 l/min

Maximum time of gas deviation
Setting range: off / 0.1-10.0 s
Factory setting: 2.0 s

Sensor gas factor
Setting range: auto / 0.90 - 20.00

Overview of important gas factors:
1.00 - C1(coo)

1.52 - M21 ArC-18

1.69 - M12 ArC-2.5

1.72 - I1 (Argon)

11.8 - I2 (Helium)

Factory setting: auto

NOTE!

An incorrectly set gas factor can have a massive influence on the shielding gas

quantity and thus on the welding result.

Under the "auto" setting, all standard gases from the Fronius welding database

are taken into account.

» Manual adjustment of the gas factor is only recommended for special gases
and only after a discussion with Fronius.

E Press the selection dial (blue background)
Turn the dial and change the value of the parameter (blue background)
E' Select "OK" to confirm the settings
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Motor force E Select Process parameters / Components & Monitoring / Motor force monit-
monitoring oring

The "Motor force monitoring"” overview is displayed.
|E| Turn the selection dial and select the desired parameter:
Wirefeed force monitoring

Setting range:

Ignore (no reaction)

Warning (a warning is displayed)

Error (welding process is interrupted, an error message is displayed)
Factory setting: Ignore

Maximum force
Setting range: 0 - 999 N
Factory setting: ON

Maximum time of force deviation
Setting range: 0.1 -10.0 s
Factory setting: 3 s

E' Press the selection dial (blue background)
Turn the dial and change the value of the parameter (blue background)
|E| Select "OK" to confirm the settings
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Defaults

General NOTE!

Because of firmware updates, certain functions may be available for your device
but not described in these Operating Instructions or vice versa.

In addition, individual figures may also differ slightly from the operating ele-
ments of your device. These operating elements function in exactly the same way,
however.

/\  WARNING!

Danger from incorrect operation and work that is not carried out properly.

This can result in serious personal injury and damage to property.

» All the work and functions described in this document must only be carried
out by technically trained and qualified personnel.

» Read and understand this document in full.

» Read and understand all safety rules and user documentation for this equip-
ment and all system components.

Overview The "Defaults" contain the following options:
- Display
- System
- Documentation
- Management
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Defaults - View

Defaults screen

Selecting the
language

Selecting units/
standards

228

TIG welding
Language

Welding process

—
emw

Process
parameters

System data
Parameter view

TIG welding

Previous page
-, pag

wweeee -

Welding process

Parameter view

=\ MIG/MAG

@
!EEL‘Q

Process

parameters

Defaults
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E Select Defaults / View / Language

Units / Standards
il

WA
E& m
R
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Documentation

Easyjobs

Synergic lines

Il

Administration
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E| Turn the selection dial and select the desired language

E' Select "OK"/press the selection dial

E' Select Defaults / View / Units/Standards

|z| Select the desired unit



Setting the date
and time

E| Select the desired standard:

EN
Designation of the filler metal according to European standards
(e.g., AlMg 5, CuSi3, steel, etc.)

AWS

Designation of the filler metal according to specifications of the American
Welding Standard

(e.g., ER 5356, ER CuSi-A, ER 70 S-6, etc.)

Select the desired display of the welding data at the end of welding

Hold
The current actual values at the end of welding are displayed.

Mean
The average values over the entire main current phase are displayed.

E' Select OK

The overview of units and standards is displayed.

The date and time can be assigned via NTP (Network Time Protocol) or set manu-
ally.

E Select Defaults / View / Time & Date

Setting the date and time via NTP
A DNS server must be reachable or must be configured when manually setting
the network parameters (see Setting network parameters manually, page 241).

|E| Turn the selection dial and select "Time & Date Automatic"

Enter the address of the local time server
The address of the local time server can be obtained from your IT adminis-
trator or via the Internet (e.g., pool.ntb.org).

Enter the time zone
The time zone must match the location of the power source.

|E| Select "Time Server Test" to start time synchronization

The time of the NTP server is synchronized with the power source. If NTP is set,
the time is also synchronized after the power source is restarted, provided a con-
nection to the time server can be established.

@ Select "Transfer"

Setting the date and time manually
To set the date and time manually, "Time & Date Automatic" must not be selec-
ted.

Turn the selection dial and select the desired parameter:
Year/Month/Day/Hour/Minute
(white background)

E' Press the selection dial to change the parameter (blue background)
Turn the selection dial and set the desired value (blue background)
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E' Press the selection dial and apply the set value (white background)
|E| Select "OK"/press the selection dial

The View defaults are displayed.
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Retrieving sys- E Select Defaults / View / System data
tem data

The current system data is displayed.

Real-time arc power in kW

IP provides the correct average arc power as a result of the high
measurement sampling rate for non-continuous welding pro-
cesses.

If the welding speed is known, the electrical energy per unit
length can be calculated:

E=IP/vs

E Electrical energy per unit length in kJ/cm
IP Arc power in kW

VS Welding speed in cm/s

Arc energy in kJ

IE provides the correct total arc energy as a result of the high
measurement sampling rate for non-continuous welding pro-
cesses.

Arc energy is the accumulated arc power over the entire welding
time.

If the weld length is known, the electrical energy per unit length
can be calculated:

E=IE/L

E Electrical energy per unit length in kJ/cm
IE Arc energy in kJ

L Length of weld in cm

Arc energy is generally used in manual welding to calculate the
energy per unit length.

Current welding speed in cm/min

Currently set job

Current weld

Duration of weld in s
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Displaying char-
acteristics
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Present motor current in A, wirefeeder 1
(wirefeeder closest to the arc)

Present motor current in A, wirefeeder 2
(e.g., the rear wirefeeder in a push/pull system)

Present motor current in A, wirefeeder 3
(e.g., an unreeling wirefeeder in a push/pull system with an un-
reeling wirefeeder)

Present motor force in N, wirefeeder motor 1

Present motor force in N, wirefeeder motor 2

Present motor force in N, wirefeeder motor 3

Present flow rate in l/min at the cooling unit
(if OPT/i CU flow temperature sensor option is installed)

Error output if the flow rate is < 0.7 l/min

Present shielding gas flow
(if OPT/i gas regulator option is available)

Total shielding gas consumption
(if OPT/i gas regulator option is available)

Present coolant temperature in °C at the cooling unit
(if OPT/i CU flow temperature sensor option is installed)

Error output if the coolant temperature is > 70 °C
(measured at coolant return)

Arc timein h

Total operating hours of the power source in h

E| Select "OK" to exit the system data

The View defaults are displayed.

E| Select Defaults / View / Characteristic

The options for displaying the characteristics are displayed.



E' Select the desired display option

Show current characteristics:
Only the current characteristics are displayed in the material settings.

Show replaced characteristics:

In addition to the current characteristics, replaced, older characteristics are
also displayed in the material settings. These can also be selected while com-
pleting the material settings.

E Select OK

The View defaults are displayed.
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Parameter view
TIG
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This function enables additional parameters or settings for the TIG welding para-
meters to be displayed.

- Working parameters:
AC Balance, electrode diameter

- Welding process parameters:
cap mode, polarity, TIG torch operating mode

- TIG pulse settings:
tacking, pulse frequency, base current, duty cycle, waveform pulse, waveform
base current

- AC settings:
AC frequency, AC current offset, waveform positive half-wave, waveform
negative half-wave

- Ignition parameters:
HF ignition, HF ignition delay, reversed polarity ignition

- Operating mode - default settings:
torch trigger, arc break voltage, comfort stop sensitivity

- Start/end settings:
starting current time, final current time

- 4-step settings:
lowering current slope 1, lowering current slope 2

- Spot welding settings:
spot welding time

- Gas defaults:
gas pre-flow, gas post-flow

- Cycle TIG:
CycleTIG activated, interval time, interval pause time, interval cycles, base
current

- Wirefeeder settings:
wire speed 1/2, wire start-up delay, wire end delay, wire retract end, wire posi-
tion start

- Dynamic Wire:
wire speed correction

Expand parameter view:

E Select Defaults / View / Parameter view TIG

E' Turn the selection dial and select the desired parameter
E Press the selection dial

Select "OK" to exit Parameter view TIG setup

The parameter is displayed in the welding parameters, from where it can also be
changed.



Parameter view
TIG iJob

Parameter view
MIG/MAG

This function can be used to define the functions and parameters available on a
TIG JobMaster welding torch.

- Working parameters:
Job number, EasyJobs, starting current, UpSlope, lowering current,
DownSlope, final current, AC balance, electrode diameter

- Welding process parameters:
cap mode, polarity

- TIG pulse settings:
tacking, pulse frequency, base current, duty cycle, waveform pulse, waveform
base current

- AC settings:
AC frequency, waveform positive half-wave, waveform negative half-wave

- Ignition parameters:
reversed polarity ignition

- Start/end settings:
starting current time, final current time

- 4-step settings:
lowering current slope 1, lowering current slope 2

- Spot welding settings:
spot welding time

- Cycle TIG:
CycleTIG activated, interval time, interval pause time, interval cycles, base
current

- Wire speed settings:
Wire speed 1

- Dynamic Wire:
TIG wire correction

Expand parameter view TIG iJob:

E Select Defaults / View / Parameter view TIG iJob

E' Turn the selection dial and select the desired parameter
E Press the selection dial

Select "OK" to quit the parameter view iJob setup

The parameter is displayed on the TIG JobMaster welding torch and can also be
changed there.

This function enables additional parameters or settings for the MIG/MAG weld-
ing parameters to be displayed.

Working parameters
Current, voltage, material thickness, power, arc length correction, pulse/dynamic
correction
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JobMaster
MIG/MAG view
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SFI parameters
SFI, SFI Hotstart

Process control
Penetration stabilizer, arc length stabilizer

SynchroPulse settings
SynchroPulse, delta wirefeed, frequency, duty cycle (high), arc correction high,
arc correction low

Interval settings
Interval, interval cycles, interval pause time, stitch welding time

Process Mix
Upper power time correction, lower power time correction, lower power correc-
tion

CycleStep
CMT cycle step, cycles (welding spot size), interval pause time, interval cycles

AC settings
AC power balance, AC cycles negative, AC cycles positive

Start/end of welding settings
Starting current, starting arc length correction, starting current time, slope 1,
slope 2, final current, final arc length correction, final current time

Spot welding settings
Spot welding time

Gas defaults
gas set value, gas pre-flow, gas post-flow

TWIN process control
Pulse synchronization ratio, phase shift lead/trail, ignition delay trail

Expand parameter view:

E Select Defaults / View / Parameter view MIG/MAG

|E| Turn the selection dial and select the desired parameter
E' Press the selection dial

Select "OK" to exit Parameter view MIG/MAG setup

The parameter is displayed in the welding parameters, from where it can also be
changed.

This function can be used to define the functions and parameters available on a
JobMaster welding torch.

Working parameters
Job number, EasyJobs, current, wire speed, voltage, material thickness, power,
arc length correction, pulse/dynamic correction

Welding process parameters
Process, characteristic property, welding torch operating mode

SFI parameters
SFI, SFI Hotstart

Process control
Penetration stabilizer, arc length stabilizer



SynchroPulse settings
SynchroPulse, delta wirefeed, frequency, duty cycle (high), arc correction high,
arc correction low

Interval settings
Interval, interval cycles, interval pause time, stitch welding time

Process Mix
Upper power time correction, lower power time correction, lower power correc-
tion

Cycle Step
CMT cycle step, cycles (welding spot size), interval pause time, interval cycles

AC settings
AC power balance, AC cycles negative, AC cycles positive

Start/end of welding settings
Starting current, starting arc length correction, starting current time, slope 1,
slope 2, final current, final arc length correction, final current time

Spot welding settings
Spot welding time

Gas defaults
gas set value, gas pre-flow, gas post-flow

General settings
R/L alignment, wire forwards/back, gas test

Setting JobMaster welding torch parameters:

E Select Defaults / View / JobMaster MIG/MAG view

E' Turn the selection dial and select the desired parameter
E Press the selection dial

Select "OK" to quit the parameter view iJob setup

The parameter is displayed on the JobMaster welding torch, from where it can
also be changed.

237



Defaults - System

Defaults - Sys-
tem

TIG adv
welding

=\

Welding process

Process
parameters

Defaults

=l

TIG adv
welding

-\,

Welding process

Process
parameters

Defaults

=)

Retrieving
device informa-
tion

Information
@

] |

Website password

Network settings
Wire feeder
setup @i

Previous page

-
W &

The device information is displayed:

Restore factory
settings

Mode Setup
(N

Power source

configurations
L]
dmm

Next page

E Prumentation

Administration

Interface
setup

Documentation

Administration

(25}

E' Select Defaults / System / Information

serial number, image version, software version, IP address

E' Select "OK" to quit the device information

Restoring fact-
ory settings

E' Select Defaults / System / Restore factory settings

The confirmation prompt for the factory settings appears.

E| Select "Yes" to reset the values to their factory settings
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Restoring the
website pass-
word

Setup mode

The process parameter and machine default values are reset to their factory set-
tings and the overview of system defaults is displayed.

E Select Defaults / System / Website password
The confirmation prompt for resetting the website password appears.
|E| Select "Yes" to reset the website password

The website password is reset to its factory setting:
User name = admin
Password = admin

The overview of system defaults is displayed.

E Select Defaults / System / Setup mode

E' Turn dial and select
MIG/MAG welding torch setup
or

TIG welding torch setup
E Press the selection dial
Turn the selection dial and select the desired parameter
E' Press the selection dial to change the parameter
@ Press the selection dial to adjust the value of the parameter
Press the selection dial to apply the value
Select OK to accept the setting and to exit Setup mode

MIG/MAG welding torch setup
Special 4-step = Guntrigger

In conjunction with a JobMaster welding torch and with the special 4-step mode
selected, this function enables the torch trigger to be used to switch between
jobs during welding. Job switching takes place within defined job groups.

A job group is defined by the next non-programmed job.

Example:

Job group 1: Jobno.3/4/5

Job no. 6 is not occupied ==> End of job group1
Job group 2: Jobno.7/8/9
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- When welding is started, the job with the lowest number within the job group
is automatically selected.

- Switching within a job group to the job with the next higher number is done
by briefly pressing the torch trigger (< 0.5 seconds).

- To end the welding process, press the torch trigger for more than 0.5
seconds.

- To change to the next job group, press the parameter setting button on the
Jobmaster welding torch for more than 5 seconds.

Spot welding

2-step = Spot welding in 2-step mode:

The spot welding process runs while the torch trigger remains pressed and ends
at the latest after the spot welding time has elapsed.

Releasing the torch trigger stops the spot welding process before the spot weld-
ing time has elapsed.

4-step = Spot welding in 4-step mode:

The spot welding process starts when the torch trigger is pressed and ends at the
latest when the spot welding time has elapsed.

Pressing the torch trigger again stops the spot welding process before the spot
welding time has elapsed.

For more information about spot welding:
- Page 184 (spot welding in general)
- Page 184 (spot welding time)

Special JobMaster display = on

The following items can now be set and implemented on the Jobmaster welding
torch:

- Operating mode

- SynchroPulse

- Gastest

NOTE!

The parameter "special JobMaster display" is no longer available as of firmware
version 4.0.0.
The corresponding settings can be implemented as follows:
» Defaults / View / JobMaster MIG/MAG view
(see page 236)

Torch trigger job selection = on

The function enables the torch trigger to be used to switch to the next job.
Switching takes place within defined job groups.
A job group is defined by the next non-programmed job.

Example:

Job group 1: Jobno.3/4/5

Job no. 6 is not occupied ==> End of job group1
Job group 2: Jobno.7/8/9
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Setting network
parameters
manually

- When welding is started, the job with the lowest number within the job group
is automatically selected.

- Switching within a job group to the job with the next higher number is done
by briefly pressing the torch trigger (< 0.5 seconds).

- To end the welding process, press the torch trigger for more than 0.5
seconds.

- To switch to the next job group, briefly double-press the torch trigger
(<0.3s,2x).

Switching can take place when idle or during welding.

TIG welding torch setup
Activate / deactivate cap mode via torch trigger

Torch trigger I2 - cap mode = on:
Cap mode can be activated by a long press of the torch trigger

Torch trigger I2 - cap mode = off:
Cap mode cannot be activated by a long press of the torch trigger.

E Select Defaults / System / Network Settings

|E| Select "Network"

The overview of network settings is displayed.

If DHCP is activated, the IP Address, Network Mask and Default Gateway net-
work parameters are grayed out and cannot be set.

E' Turn the selection dial and select DHCP
Press the selection dial

DHCP is deactivated and the network parameters can now be set.

E' Turn the selection dial and select the desired network parameter
@ Press the selection dial

The numeric keypad for the selected network parameter is displayed.

Enter a value for the network parameter

Select "OK" and confirm the value for the network parameter/press the se-
lection dial

The value for the network parameter is applied and the overview of network set-
tings is displayed.

E' Select "Save" to apply the changes to the network settings
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Setting up
WLAN

Bluetooth setup
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E Select Defaults / System / Network settings
E' Select WLAN

The overview of WLAN settings is displayed.
Setting the country code

E' Select "Set Country Code"
|E| Press the selection dial
E' Turn the selection dial and select the appropriate country

Select OK

Activating WLAN
E' Select "Activate WLAN"

When WLAN is activated, a check mark appears in the button, and the "Add
Network" and "Delete Network" buttons are active.

Adding a network
E' Select "Add Network"
The available WLAN networks are displayed.

E' Turn the selection dial and select the desired WLAN network
E Press the selection dial or select "Insert"

Enter data:

Activate DHCP
or
- Manual entry of IP address, network mask, default gateway, DNS server 1
and DNS server 2:
Turn the selection dial and select the desired element,
press the selection dial,
enter the data using the numeric keypad,
confirm by pressing "OK"

E' Select "OK" and add the WLAN network
Deleting a network

E' Turn the selection dial and select the WLAN network you want to delete
|E| Select "Delete Network"
El Confirm the prompt

The WLAN network is deleted.

General

Each Bluetooth device has its own MAC address. The MAC address allows the
device to be assigned to a specific power source, thus preventing any mix-ups.

The power source can communicate with the following Bluetooth devices:



- RC Panel Basic /BT remote control
- RC Pedal TIG /BT foot-operated remote control
- Vizor Connect /BT welding helmet

An active Bluetooth connection is indicated in the status bar of the display by a
blue Bluetooth symbol.

In the case of Bluetooth devices of the same type, only one device can be act-
ively connected to the power source for safety reasons.

Active Bluetooth connections to several Bluetooth devices of different types are
possible.

An existing, active Bluetooth connection cannot be interrupted or influenced by
another Bluetooth device.

Bluetooth remote controls have priority over wired remote controls or manual
welding torches.

If the connection between wired or Bluetooth remote controls and the power
source is interrupted during the welding process, the welding process is termin-
ated.

Configuring the Bluetooth setup

E' Select Defaults / System / Network Settings
|z| Select "Bluetooth setting"

The Bluetooth setup screen appears.

Activating or deactivating the Bluetooth function on the power source
- Select the "Activate Bluetooth" button

Adding a Bluetooth device
- Turn on the Bluetooth device
- Select the "Add Device" button

A list of all detected Bluetooth devices is displayed with their names, MAC
addresses, and other info.

- Use the selection dial to select the desired Bluetooth device

- Compare the displayed MAC address with the MAC address on the device
Select the "Add" button to establish an active connection to the selected
device

- Select the "Save" button

The active connection is displayed under Info.

Symbols displayed under Info:

oo [§99%

Active Bluetooth connection

An active change can be made to the power source via the Bluetooth device.
Depending on the availability of the data, additional information such as battery
status, signal strength, etc. of the Bluetooth device is displayed.
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Paired
A Bluetooth device has already been actively connected to a power source and

appears in the list of Bluetooth devices.

Inactive
A new Bluetooth device was found or the Bluetooth device was removed by the

user.

Deleting a Bluetooth device

- Use the selection dial to select the Bluetooth device to be deleted
- Select the "Delete Device" button

- Confirm the prompt to delete the device by pressing "OK"

E' Select "OK" to exit the Bluetooth setup



Power source
configuration

Wirefeeder
setup

Interface setup

E Select Defaults / System / Power source configuration

The power source configuration is displayed.

|E| Turn the selection dial and select a configuration point
E' Press the selection dial

The keyboard is displayed.

Enter the desired text using the keyboard (max. 20 characters)
|E| Select "OK" to apply the text/press the selection dial

The text is applied and the power source configuration is displayed.

@ Select "Save" to apply the changes

In the wirefeeder setup, potentiometers present on a wire feeder can be activ-
ated or deactivated.

E Select Defaults / System / Wire feeder setup
|E| Press the selection dial
E' Turn dial and activate or deactivate potentiometer

Select OK

The interface setup allows you to define whether the welding parameters are
specified externally by the robot controller or internally by the power source.

E' Select Defaults / System / Next page

|E| Select Interface setup

E' Set the "Welding parameters" parameter to "External" or "Internal"
External:
All parameter settings are made via the robot controller (including the weld-
ing parameters).
Internal:
The welding parameter settings are made via the power source, the control
signals run via the robot controller.

Factory setting:
External

Select OK
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TWIN Setup In TWIN Setup, welding lines 1 and 2 are assigned to the power sources.

E Switch on power source 2, leave power source 1 switched off
E' Place sticker 2 in a clearly visible location on power source 2
E For power source 2, select Defaults / System / Next page
Select TWIN Setup

E' Change the parameter to 2, select Next

@ Switch on power source 1

Place sticker 1 in a clearly visible location on power source 1
For power source 1, select Defaults / System / Next page
E Select TWIN Setup

Check that the parameter is set to 1
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E Select Defaults / Documentation / Basic settings
E' Press the selection dial
E' Turn the selection dial and change the sample rate value:

off
Sample rate is deactivated, only mean values are saved.

0.1-100.0s
Documentation is saved at the set sample rate.

Select "OK" to apply the sample rate

The documentation overview is displayed.

E Select Defaults / Documentation / Logbook

The logbook is displayed.

The buttons can be used to display welds, events, errors, warnings or notifica-
tions.

The following data is logged:

«wee © 2, hE Job

Mo. ddmmyy hhmmss 5 \ mirmin kJ MNo.

(1) () ©) (4) ® © O 6 ©

(1) Number of the weld
(2) Date (ddmmyy)
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(3) Time (hhmmss)

(4) Duration of welding in s

() Welding current in A (average)

(6) Welding voltage in V (average)

(7 Wire speed in m/min

(8) Arc energy in kJ (for details see page 231)
(9) Job No.

Turn the selection dial to scroll through the list.

|E| Select "OK" to exit the logbook

Switching limit Limit value monitoring is only available in conjunction with the OPT/i LimitMonit-
value monitoring  oring option.
on/off

E Select Defaults / Documentation / Limit monitoring
|E| Press the selection dial
E' Turn the selection dial and change the value for Limit Monitoring:

off:
Limit value monitoring is deactivated.

on:
The limit values are monitored according to the settings

Factory setting:
off

Select OK to apply the settings for limit value monitoring

The documentation overview is displayed.
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User management

General

Explanation of
terms

Predefined roles
and users

250

User management is useful if multiple users are working with the same power
source.

User management is carried out using different roles and with the help of NFC
keys.

Users are assigned different roles depending on their level of training or qualific-
ation.

Administrator

An administrator has full access to all power source functions. An administrat-
or's tasks include:

- Creating roles

- Setting up and managing user data

- Assigning access rights

- Updating the firmware

- Backing up data, etc.

User management
User management includes all users registered on the power source. Users are
assigned different roles depending on their level of training or qualification.

NFC card

An NFC card or and NFC key fob is assigned to a specific user who is registered
on the power source.

NFC cards and NFC key fobs are commonly referred to as an NFC key in these
Operating Instructions.

IMPORTANT! Each user should be assigned their own NFC key.

Role
Roles are used to manage registered users (= user management). The roles define
access rights and the work activities that users can perform.

Two roles are predefined in the factory under Defaults / Administration / User
management:

Administrator
with all rights and options

The "Administrator" role cannot be deleted, renamed, or edited.

The "Administrator"” role contains the predefined "admin" user, which cannot be
deleted. The "Admin" user can be assigned a name, language, unit, web password,
and NFC key.

Once "admin" has been assigned an NFC key, user management is activated.

Locked
Preset in the factory with access rights to the welding processes, without process
parameters and defaults

The role "Locked":
- Cannot be deleted or renamed,
- Can be edited in order to activate various functions as required,



NFC keys cannot be assigned to the "Locked" role.

If no NFC key is assigned to the predefined "Admin" user, each NFC key func-
tions to lock and unlock the power source (no user management, see also section
"Locking and unlocking the power source using an NFC key", page 56).

User administra- User management contains the following sections:
tion overview - Creating administrator and roles

- Creating users

- Editing roles/users, deactivating user management
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Create administrator and roles

Recommenda-
tion for creating
roles and users
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A systematic procedure is required when creating roles and NFC keys.

Fronius recommends that you create one or two administrator keys. In the worst
case scenario, a power source can no longer be operated without administrator
rights.

Procedure

NOTE!

The loss of an administrator NFC key may affect power source usability, de-
pending on your settings. Store one of the two administrator NFC keys in a safe
place.

E' In the "Administrator" role, create two equivalent users

This ensures that access to the administrator function is retained even if an
administrator NFC key is lost.

|z| Consider other roles:
- How many roles are required?
- Which rights are assigned to the respective roles?
- How many users are there?

E' Create roles

Assign users to roles

Check whether the created users have access to the respective roles with
their NFC keys.



Creating an ad- NOTE!
ministrator key .
If an NFC key is assigned to the predefined "Admin" user under Defaults / Ad-

ministration / User management / Administrator, then user managementis ac-
tivated.

E' Select Defaults / Administration / User management
User management is displayed, "Administrator" is selected.

E| Press the selection dial

|E| Turn the selection dial and select "Admin"
Press the selection dial

E' Turn the selection dial and select NFC card
|E| Press the selection dial

The info for transferring the NFC card is displayed.
Follow the on-screen instructions

(hold the new NFC key on the reading zone for NFC keys and wait for con-
firmation that it has been recognized)

Select OK

The message confirming that user management is activated is displayed.
E' Select OK

The number of the assighed NFC key is displayed under Admin / NFC card.
To create a 2nd administrator key:

- Copy "Admin" (Create new from selection - see also page 255)

- Enter a user name
- Assign a new NFC card

Creating roles E Select Defaults / Administration / User management
User management is displayed.

|z| Select "Create role"

create
role

®
-

The keyboard is displayed.

E Enter the desired role name using the keyboard (max. 20 characters)
Select "OK" to apply the role name/press the selection dial

The functions that can be executed within a role are displayed.
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Copying roles

254

Symbols:

L ... hidden
L0 ... read only
/ ... read and write

E' Specify functions that a user can execute with this role
- Select functions by turning the selection dial
- Press the selection dial
- Select settings from the list
- Press the selection dial

E' Select OK

E' Select Defaults / Administration / User management
User management is displayed.

E' Turn the selection dial and select the role to be copied
E Select "new from"

new from

3

Enter the name of the new role using the keyboard
E' Select OK

E' Specify the functions that can be executed within the role
- Select the function by turning the selection dial
- Press the selection dial
- Select settings for the functions from the list

Select OK



Creating users

Creating users

Copying users

NOTE!

For data privacy reasons, only personal ID numbers and no full names should be
entered when creating users.

E' Select Defaults / Administration / User management
User management is displayed.

E' Select "create user"

create
user

®
-0

The keyboard is displayed.

E Enter the desired user name using the keyboard (max. 20 characters)
Select "OK" to apply the user name/press the selection dial

|E| Enter additional user data
- Select the parameter by turning the selection dial
- Press the selection dial
- Select Role, Language, Unit, and Standard from the list
- Enter first name, last name and web password using the keyboard

E| Turn the selection dial and select NFC card
Press the selection dial

The info for transferring the NFC card is displayed.
Follow the on-screen instructions

(hold the new NFC key on the reading zone for NFC keys and wait for con-
firmation that it has been recognized)

NOTE!

For data privacy reasons, only personal ID numbers and no full names should be
entered when creating users.

E' Select Defaults / Administration / User management
User management is displayed.

Turn the selection dial and select the role to which the user to be copied is
assighed

E Press the selection dial
Turn the selection dial and select the user to be copied
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E| Select "new from"

new from

34

E' Enter the name of the new user using the keyboard
Select OK

Enter additional user data

E' Assign a new NFC key

Select OK



Editing roles/users, deactivating user manage-

ment

Editing roles

Deleting roles

Editing users

E Select Defaults / Administration / User management
User management is displayed.

|z| Turn the selection dial and select the desired role
E' Select "Edit user/role"

Edit
user/role

/‘

The role opens, the functions can be changed:

- Select the function by turning the selection dial
- Press the selection dial

- Change the role name using the keyboard

- Select settings for the functions from the list

Select OK

If no user is stored for a role, the editing of the role can also be started by press-
ing the selection dial.

E Select Defaults / Administration / User management
User management is displayed.

E' Turn the selection dial and select the role to be deleted
E Select "Delete user/role"

Delete
userfrole
P —

Confirm the prompt

The role and all assigned users are deleted.

E' Select Defaults / Administration / User management
User management is displayed.

Turn the selection dial and select the role to which the user to be edited is
assigned

E Press the selection dial

The users assigned to the role are displayed.
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Deleting users

Deactivating
user manage-
ment

258

Turn the selection dial and select the user to be edited
E Select "Edit user/role" (or press the selection dial)

Edit
userfrole

,ﬁ

- Select the parameter by turning the selection dial

- Press the selection dial

- Change the name and web password using the keyboard
- Select other settings from the list

Replacing the NFC card:

- Turn the selection dial and select "NFC card"

- Press the selection dial

- Select "Replace"

- Hold the new NFC key on the reading zone for NFC keys and wait for
confirmation that it has been recognized

- Select OK

E| Select OK

E Select Defaults / Administration / User management
User management is displayed.

Turn the selection dial and select the role to which the user to be deleted is
assigned

E' Press the selection dial
Turn the selection dial and select the user to be deleted
E' Select "Delete user/role"

Delete

userirole
e —

E' Confirm the prompt

The user is deleted.

Select the predefined "Admin" user under Defaults / Administration / User
management / Administrator

|z| Turn the selection dial and select NFC card
E' Press the selection dial

The prompt to delete or replace the NFC card is displayed.

NOTE!

If the NFC card for the predefined "Admin" user is deleted, user managementis
deactivated.




Lost adminis-
trator NFC key?

Select "Delete"

User management is deactivated, the power source is locked.
The power source can be unlocked and locked again with any NFC key (see also

page 56).

Procedure if
- user management is activated
- the power source is locked
and
- the administrator NFC key has been lost:

E Touch the key symbol in the status bar on the display

The information regarding the loss of the administrator card is displayed.

E' Note down the IP address of the power source

Open the SmartManager for the power source (enter the IP address of the
power source in a browser)

Contact the Fronius service team
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CENTRUM - Central User Management

Activating the CENTRUM is a piece of software used for central user management. For detailed
CENTRUM serv- information, refer to the CENTRUM Operating Instructions (42,0426.0338,xx).
er
THE CENTRUM server can also be activated directly on the power source as fol-
lows:

E' Select Defaults / Administration / CENTRUM Server
The Central User Management Server is displayed.

E' Activate CENTRUM Server (press selection dial)

E Select CENTRUM Server, press the selection dial and enter the address of
the CENTRUM server using the keyboard

Select the Verify CENTRUM button

E' Save
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SmartManager — The Website of
the Power Source
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SmartManager — The Website of the Power
Source

General With the SmartManager, the power sources have their own website.
Once the power source is connected to a computer via a network cable or is in-
tegrated into a network, the SmartManager of the power source can be accessed
via the IP address of the power source.
IE 10 or higher or another modern browser is required in order to access the
SmartManager.

The entries displayed on the SmartManager may vary depending on the system
configuration, software extensions and options available.

Examples of displayed entries:

- Current system data - User management
- Documentation logbook - Overview

- Jobdata - Update

- Power source settings - Function packages
- Save and restore - Screenshot

o_perjlng and log- \ Information Restore factory - 'u',, ‘
g'ng |nt° the i settings O = Information
= Serial number 00001419
SmartMa nager Website password Mode Setup Image version 3.0.1-24535.20173
for the power = [&] /0 Softy
p K «_IP-address

source Network settings Power source

g = configurations
& @

Wire feeder Next page e

S » m

Defaults / System / Information ==> note down the IP address of the power
source

E' Enter the IP address into the search field of the browser
E' Enter user name and password

Factory setting:

User name = admin
Password = admin

Confirm the displayed message

The SmartManager for the power source is displayed.
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Help functions if
logging in does
not work

Changing the
password/
logging out

264

There are two help functions when logging into the SmartManager:
- Start activation function?
- Forgot your password?

Start unlock function?

This feature allows you to unlock an unintentionally locked power source and en-
able it for all functions.

E Click on "Start unlock function?"

Create a verification file:
click on "Store"

A .txt file with the following file name is saved in the computer's download folder:
unlock_SN[serial number] _YYYY_MM_DD_hhmmss.txt

Send this verification file via e-mail to the Fronius tech support team at:
welding.techsupport@fronius.com

Fronius will reply by e-mail with a one-time unlock file with the following file
name:

response_SN[serial number]_YYYY_MM_DD_hhmmss.txt

Save the unlock file to the computer
|E| Click on "Find unlock file"

E' Save the unlock file

Click on "Load unlock file"

The power source is unlocked once.
Forgot your password?
After clicking on "Forgot your password?", a note appears indicating that the

password can be reset on the power source (see also "Restoring the website
password", page 239).

L admin

Click on this symbol to
- change the user password
- log out of the SmartManager

Changing the password for the SmartManager:

E' Enter the old password
|E| Enter a new password

E' Repeat the new password
Click on "Store"



Settings

3

Click on this symbol to expand the display of characteristics, material specifica-
tions and certain welding parameters on the SmartManager for the power source.

The settings depend on the user who is logged in.

Selecting the
language DEw

Click on the language abbreviation to display the languages available for the

SmartManager.
Bahasa Indonesia Cedtina Dansk
Deutsch Eesti English
Espafiol Francais Hrvatski
fslenska Italiano Latvie3u
Lietuviskas Magyar Nederlands
Norsk Polski Portugués
Romana Slovenscina Slovensky
Srpski jezik Suomi Svenska
tiéng Viét Turkce 6barapcku e3mk
Pycckuin  YKpaiHCcbka =1
S0P vy eH=50f

22074 HZAEE

To change the language, click on the desired language.
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Status indicator The current status of the power source is displayed between the Fronius logo
and the selected power source.

! Caution/warning

Error on the power source

Power source is welding

Power source is ready for use (online)

Power source is not ready for use (offline)

@0

In the event of an error, a red error line with the error number appears
above the line with the Fronius logo.
After clicking on the error line, an error description is displayed.

Click on the Fronius logo to open the Fronius homepage: www.fronius.com
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Current system data

Current system
data

Current welding system data is displayed.

NOTE!

Depending on the welding process, equipment, and existing WeldingPackages,
the system data displayed will vary.
» e.g. system data for TIG AC:

Fromius: 3 MWS00i-SPECIAL! | wig 02

(1)

2
=] m (2) Jo8 b o) S = o = & ©
Actual system data Documentation Logbook  Job Data Power source settings Backup & Restore User management Overvew Update Function Packages Synergiclines overdew  Screenshot
[ thalheim 1(3) [ bti 092 ] (4) [ 1(5)
ACTUAL
I ® 0A U (9) 0.0V
4o (10) 0.0s X (11) 0000k A  (12) 0.00kW
I, (13 50 A fr (14) 35 %
I. (19 258 50 % i = (16) @sw30% bk (17 2.4mm
t, (18 05s tyonn (19 1.0s &3 (20) AC
e (21)  4.22 kW
& (22) 0l
do (23 02h EBo (24)  78.0h
@)1 | .,
2step | AC HF JU #
(26)27)(28)29) 2 (30)
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(1)
(2)
(3)
(4)
(5)
(6)
(7)

(8)

(9)

(10)
(12)
(12)
(13)
(14)
(15)
(16)

Device type

Device name

Factory

Hall

Cell

Welding process

Actual values / HOLD or Aver-
age values (depending on set-
ting)

Welding current

Welding voltage

Arc time

Arc energy

Arc power

Welding current set value

AC balance

Starting current set value
Final current set value

Electrode diameter
UpSlope

DownSlope

Polarity

Total arc energy

Total shielding gas consump-
tion

Total arc time

Total operating hours of the
power source

Operating mode

AC or DC

HF ignition

Pulse frequency

CyclTIG

Full screen mode



Documentation logbook

Logbook

The documentation entry in the logbook shows the last 100 entries. These log-
book entries can be welds, errors, warnings, notifications, and events.

The "Time filter" button can be used to filter the displayed data by a specific time
period. This is entered with date (yyyy MM dd) and time (hh mm), each from - to.
An empty filter reloads the most recent welding operations.

The display of welding operations, errors, warnings, notifications, and events can
be deactivated.

The following data is displayed:

w V| @O 1 U & Ar A

(1) (2) @ @ O (6) (7) (8)

(1) Number of the weld

(2) Start time (date and time)

(3) Duration of welding in s

(4) Welding current in A (average)

(5) Welding voltage in V (average)

(6) Wire speed in m/min

(7) IP - arc power in W (based on real-time values according to ISO/TR
18491)

(8) IE - arc energy in kJ (as the total throughout the entire welding process
according to ISO/TR 18491)

If present in the system, robot speed and jobs are also displayed.
Clicking on a logbook entry will display the details for that entry.

Details for welds:

Section No.

- I U g' u.t't l l JOi) B
9 (0 (1) (12) (13) (14) (15) (16) (17)
(9) Duration of the welding section in's

(10) Welding currentin A (average)

(11) Welding voltage in V (average)

(12)  Wire speed in m/min

(13) Welding speed (cm/min)

(14) Arc power from instantaneous values in W (for details see page 231)
(15) Arc energy in kJ (for details see page 231)

(16) Job No.

(17) Process
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1l

Additional values can be also displayed by clicking on the "Insert column" but-
ton:

- I'max/Imin: maximum/minimum welding current in A

- Power max / Power min: maximum/minimum arc power in W
- Start time (power source time); date and time

- Umax/ U min: maximum/minimum welding voltage in V

- Vd max / Vd min: maximum/minimum wire speed in m/min

If the OPT/i Documentation option is present on the power source, individual
sections of welds can also be displayed.

N

The documentation can be exported in the desired format using the "PDF" and
"CSV" buttons.

For CSV exports, the OPT/i documentation option must be present on the power
source.



Job data

Job data

Job overview

Editing a job

If the OPT/i Jobs option is available on the power source, the following can be
carried out under the Job data entry:

- Existing jobs in the welding system can be viewed *

- Existing jobs in the welding system can be optimized

- Externally stored jobs can be transferred to the welding system

- Existing jobs in the welding system can be exported as PDF * or CSV files

* Viewing and exporting as a PDF also works if the OPT/i Jobs option is not
available on the power source.

The job overview lists all jobs stored in the welding system.

After clicking on a job, the data and parameters stored for this job are displayed.
Job data and parameters can only be viewed in the job overview. The column
width for parameters and values can be easily adjusted by dragging with the
mouse pointer.

Further jobs can be easily added to the list with the displayed data by clicking on
the "Add column" button.

1l

All added jobs are compared with the selected job.

Existing jobs in the welding system can be optimized, provided the OPT/i Jobs
option is available on the power source.

El Click on "Edit job"
E' In the list of existing jobs, click on the job to be edited.

The selected job opens and the following job data is displayed:
- Parameters
Parameters currently stored in the job
- Value
Parameter values currently stored in the job
- Change value to
For entering the new parameter value
- Setting range
Possible setting range for the new parameter values

E Change the values accordingly
Save/discard your changes, save job as/delete

Save Delete T Save : Delete
o) adjustments X adjustments L2 as 1] job

To help when editing the job, further jobs can be easily added to the list with the
displayed data by clicking on "Add job".
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Creating a new job

E Click on "Create new job"

&

|E| Enter job data
E' Click on "OK" to apply the new job

Importing a job This function allows externally stored jobs to be transferred into the welding sys-
tem, provided the OPT/i Jobs option is available on the power source.

El Click on "Find job file"
E' Select the desired job file

In the preview of the job import list, you can select individual jobs and assign
new job numbers.

E Click on "Import"

If the import is successful, a confirmation is displayed and the imported jobs
are displayed in the list.

Exporting a job This function allows the power source to store jobs externally, provided the OPT/i
Jobs option is available on the power source.

E Select the jobs to be exported
|E| Click on "Export"

The jobs are exported as an XML file to the computer's download folder.

Exporting job(s) Under Job overview and Edit job, existing jobs in the welding system can be ex-
as ... ported as PDF or CSV files.
For CSV export, the OPT/i Jobs option must be available on the power source.

E Click on "Export job(s) as..."

)M

The PDF settings or CSV settings are displayed.

Select the job(s) to be exported:
Current job/all jobs/job numbers

E' Click on "Save PDF" or "Save CSV"
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A PDF or CSYV file of the selected jobs is created and saved depending on the
settings for the browser used.
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Power source settings

Process para- Under Process parameters, you can view and modify general process parameters
meters and process parameters for components & monitoring of a power source.

Changing process parameters

E' Click on Parameter Group/Parameters
|z| Change the value of the parameter directly in the display field
E' Save the changes

Designation & The power source configuration can be viewed and modified under Designation &
location location.
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Save and restore

General

Save and restore

Under the Save and restore entry

all welding system data can be saved as a backup (e.g. current parameter set-
tings, jobs, user curves, defaults, etc.)

existing backups can be saved again in the welding system

data can be configured for automatic backup

Starting a backup

E Click on "Start backup" to save the welding system data as a backup

By default, the data is saved in the format MCU1-YYYYMMDTHHmMmm.fbc in
the selected location.

YYYY =year
MM = month
DD = day

HH = hour
mm = minute

Time and date information as per the settings on the power source.

Finding a recovery file

Click on "Find recovery file" to transfer an existing backup to the power
source

E' Select the file and click on "Open"

The selected backup file appears in the SmartManager for the power source
under Restore.

E Click on "Start restore"

Once the data has been successfully restored, a confirmation is displayed.
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Automatic E Enable interval settings

backup E' Enter the interval settings for the times at which the automatic backup
should take place:
- Interval:
daily/weekly/monthly
- at
time (hh:mm)

E Enter the data for the backup destination:

- Protocol:
SFTP (Secure File Transfer Protocol) / SMB (Server Message Block)

- Server:
Enter the IP address of the destination server

- Port:
Enter port number; if no port number is entered, the standard port 22 is
automatically used.
If SMB is set under Protocol, leave the Port field blank.

- Storage location:
Used to configure the subfolder where the backup will be stored.
If no location is entered, the backup is stored in the server root directory.

IMPORTANT! For SMB and SFTB, always enter the location with a slash
II/II.

- Domain/user, password:
User name and password - as configured on the server;
When entering a domain, first enter the domain, then backslash "\" and
then the user name (DOMAIN\USER)

If a connection via proxy server is required, activate and enter the proxy set-
tings:
- Server
- Port
- User
- Password

E' Save changes
@ Activate automatic backup

If you have any questions about configuration, contact your network administrat-
or.
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User management

General

Users

User roles

Under the User administration entry

- users can be viewed, changed and created

- user roles can be viewed, changed and created

- users and user roles can be exported or imported into the power source.
On import, existing user management data on the power source is overwrit-
ten.

- a CENTRUM server can be activated

User management is created on one power source and can then be saved with
the export/import function and transferred to other power sources.

Existing users can be viewed, changed and deleted, new users can be created.
Viewing/changing a user:

E Select a user
E' Change user data directly in the display field
E Save the changes

Deleting a user:

E Select a user
|E| Click on the "Delete user" button
E' Confirm the prompt with "OK"

Creating a user:

E' Click on the "Create new user" button
|E| Enter user data
El Confirm with OK

Existing user roles can be viewed, changed and deleted, new user roles can be
created.

Viewing/changing a user role:

E Select a user role
E' Change user role data directly in the display field
E Save the changes

The "Administrator" role cannot be changed.
Deleting a user role:

E Select a user role
|E| Click on the "Delete user role" button
E' Confirm the prompt with "OK"

The "Administrator" and "locked" roles cannot be deleted.
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Export & import

CENTRUM Serv-
er

278

Creating a user role:

E' Click on the "Create new user role" button
|z| Enter a role name, apply values
El Confirm with OK

Exporting users and user roles from a power source

E Click on "export"

User management for the power source is stored in the computer's download
folder.

File format: userbackup_SNxxxxxxxx_YYYY_MM_DD_hhmmss.user

SN = serial number, YYYY = year, MM = month, DD = day
hh = hour, mm = minute, ss = second

Importing users and user roles into a power source

E Click on "Find user data file"
|E| Select the file and click on "open"
E' Click on "import"

User management is stored on the power source.

To activate a CENTRUM server
(CENTRUM = Central User Management)

E' Activate CENTRUM Server

|z| In the input field, enter the domain name or IP address of the server on
which Central User Management has been installed.

If a domain name is used, a valid DNS server must be configured under the
power source network settings.

E' Click on the "Verify server" button.

The availability of the specified server is checked.

Save changes



Overview

Overview

Expanding all
groups/
collapsing all
groups

Export compon-
ent overview
as...

The Overview entry displays the components and options in the welding system
with all the available information, e.g. firmware version, item number, serial num-
ber, production date, etc.

Click on the "Expand all groups" button to see further details about the individu-
al system components.

Example power source:
- TPSi Touch: Item number

MCU1: Item number, version, serial number, production date

Bootloader: Version

Image: Version

Licenses: WP Standard, WP Pulse, WP LSC, WP PMC, OPT/i Guntrigger, etc.
- SC2: Item number

Firmware: Version

Click on the "Collapse all groups" button to hide the details of the system com-
ponents.

Click on the "Export component overview as" button to create an XML file from
the details of the system components. This XML file can either be opened or
saved.
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Update

Update

Finding the up-
date file (per-
forming an up-
date)

280

Under the Update entry, the firmware of the power source can be updated.
The current firmware version on the power source is displayed.

Update the power source firmware:

®

The update file can be downloaded, for example, from the following link:
https://tps-i.com/index.php/firmware

E Organize and save the update file
|E| Click on "Find update file" to start the update process
E' Select the update file

Click on "Update"

After the update has been completed, the power source may need to be restar-
ted.

After the update has been successfully completed, a confirmation message is
displayed.

E After clicking on "Find update file", select the desired firmware (*.ffw)
E' Click on "Open"

The selected update file appears in the SmartManager for the power source
under Update.

E Click on "Update"

The progress of the update process is displayed.
Once this reaches 100%, the prompt to restart the power source appears.

®

The SmartManager is not available during the restart.

After the restart, the SmartManager may no longer be available.

If you select No, the new software functions will be activated the next time the
power is turned on/off.

To restart the power source, click on "Yes"

The power source restarts, the display goes dark for a short time.

During the restart, the power source display shows the Fronius logo.

After the update has been successfully completed, a confirmation and the
current firmware version are displayed.

Then log into the SmartManager again.



Fronius Weld-

Under the Update entry, the Fronius WeldConnect mobile application
Connect

can also be called up.
WeldConnect is an app for wireless interaction with the welding sys-
tem

WeldConnect can be used to perform the following functions:

- Current device configuration at a glance

- Mobile access to the SmartManager of the power source

- Automatic determination of output parameters for MIG/MAG and TIG

- Cloud storage and wireless transmission to the power source

- Component identification

- Log on and off the power source without NFC card

- Save and share parameters and jobs

-  Data transfer from one power source to another by means of backup, restore
- Firmware update

Fronius WeldConnect is available as follows:
- Asan app for Android
- Asan app for Apple/IOS

For more information on Fronius WeldConnect, visit:

https://www.fronius.com/en/welding-technology/innovative-solutions/weldconnect
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Function packages

Function pack-
ages

Welding pack-
ages

Options

Loading a func-
tion package

282

The following data can be displayed under function packages:
- At the power source, existing Welding Packages
(e.g. WP STANDARD, WP PULSE, WP LSC, etc.)
- DB /i(databases)
- Options available on the power source (OPT/i. etc.)
- CFG /i(robot interface configurations)

Under Welding Packages, the welding packages available on the power source are
displayed with the respective item numbers, e.g.:

- WP Standard (MIG/MAG standard synergic welding)

- WP Pulse (MIG/MAG pulsed synergic welding)

- WP LSC (Low Spatter Control, low-spatter dip transfer arc process)

- WP PMC (Pulse Multi Control, advanced pulsed arc welding process)

Possible extensions:
- WPCMT
- etc.

Under Options, the options available on the power source are displayed with the
respective item numbers and possible extensions, e.g.:

Options
- OPT/i GUN Trigger
- etc.

Possible extensions

- OPT/i Jobs

- OPT/i Interface Designer...
- etc.

E Organize and save the function package

IEI Click on "Find function package file"

E' Select the desired function package file (*.xml)
Click on "Open"

The selected function package file appears in the SmartManager for the
power source Function package.

E' Click on "Load function package"

Once the function package has been successfully loaded, a confirmation is
displayed.



Screenshot

Screenshot

Under the Screenshot entry, a digital image of the power source display can be
created at any time, regardless of navigation or set values.

E' Click on "Take screenshot" to take a screenshot of the display
The screenshot is taken with the settings currently displayed on the display.

Depending on the browser you are using, different functions are available for sav-
ing the screenshot, and the display may vary.
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Troubleshooting and Maintenance
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Troubleshooting

General

Safety

MIG/MAG weld-
ing — Current
limit

The power sources are equipped with an intelligent safety system, meaning it has
been possible to dispense with nearly all fuses. After a possible malfunction has
been remedied, the power source can be used again as normal.

Possible malfunctions, warning notices or status codes are shown on the display
as plain text dialogues.

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.

» Secure all devices and components involved so they cannot be switched back
on.

» After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.

/\  WARNING!

Danger due to insufficient ground conductor connection.

This can result in serious personal injury and damage to property.

» The housing screws provide a suitable ground conductor connection for
grounding the housing.

» The housing screws must not under any circumstances be replaced by other
screws without a reliable ground conductor connection.

“Current limit" is a safety function for MIG/MAG welding, whereby
- itis possible to operate the power source at the power limit
- process safety is ensured

If the welding power is too high, the arc gets smaller and smaller and may be ex-
tinguished. To stop the arc from being extinguished, the power source reduces
the wire speed and therefore the welding power.

A corresponding message appears in the status bar on the display.

Corrective measures

- Reduce one of the following welding power parameters:
Wire speed
Welding current
Welding voltage

Material thickness

- Increase the distance between the contact tip and workpiece
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Power Source
Troubleshooting

288

Power source not working
Power source switched on; displays and indicators do not illuminate

Cause: Mains lead damaged or broken, mains plug not inserted
Remedy: Check mains lead, if necessary insert mains plug

Cause: Mains socket or mains plug faulty
Remedy: Replace faulty parts

Cause: Mains fuse protection
Remedy: Replace mains fuse

Cause: Short circuit on the 24 V power supply of the SpeedNet connection
or external sensor

Remedy: Disconnect connected components

No welding current
Mains switch is on, overtemperature is displayed

Cause: Overload; the duty cycle has been exceeded
Remedy: Check duty cycle

Cause: Thermostatic automatic circuit breaker has been tripped

Remedy: Wait until the power source automatically comes back on after the
end of the cooling phase

Cause: Limited supply of cooling air
Remedy: Ensure accessibility to cooling air ducts

Cause: The fan in the power source is faulty
Remedy: Contact After-Sales Service

No welding current
Power source switched on; displays and indicators light up

Cause: Incorrect ground connection
Remedy: Check ground connection and terminal for polarity

Cause: Power cable in welding torch damaged or broken.
Remedy: Replace the welding torch



Nothing happens after pressing torch trigger
Power source switched on; displays and indicators light up

Cause: Control plug not plugged in
Remedy: Plugin control plug

Cause: Welding torch or welding torch control line faulty
Remedy: Replace the welding torch

Cause: Interconnecting hosepack defective or not correctly connected
(not in the case of power sources with integrated wire drive)

Remedy: Check interconnecting hosepack

No shielding gas
All other functions are OK

Cause: Gas cylinder empty
Remedy: Change gas cylinder

Cause: Gas pressure regulator faulty
Remedy: Replace the gas pressure regulator

Cause: Gas hose is not fitted or is damaged
Remedy: Fit or change gas hose

Cause: Welding torch faulty
Remedy: Change welding torch

Cause: Gas solenoid valve faulty
Remedy: Contact After-Sales Service
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Poor-quality weld properties

Cause:
Remedy:

Cause:
Remedy:

Cause:

Remedy:

Cause:
Remedy:

Cause:
Remedy:

Cause:
Remedy:

Cause:
Remedy:

Cause:
Remedy:

Cause:
Remedy:

Wrong welding parameters, wrong correction parameters
Check settings

Poor ground earth connection
Establish good contact with workpiece

Several power sources welding one part

Increase distance between hosepacks and grounding cables;
Do not use a common ground.

Too little or no shielding gas

Check pressure regulator, gas hose, gas solenoid valve, welding torch
gas connection, etc.

Welding torch leaks
Change welding torch

Incorrect or heavily worn contact tip
Change contact tip

Incorrect wire alloy or incorrect wire diameter
Check wire electrode in use

Incorrect wire alloy or incorrect wire diameter
Check the weldability of the parent material

Shielding gas not suitable for wire alloy
Use correct shielding gas

Excessive weld spatter

Cause:

Remedy:

Shielding gas, wirefeeder, welding torch or workpiece contaminated
or magnetically charged

Perform R/L alignment;

Adjust arc length;

Check shielding gas, wirefeeder, welding torch position or workpiece
for contamination or magnetic charge

Wirefeed problems
when using long welding torch hosepacks

Cause:
Remedy:

Incorrect arrangement of welding torch hosepack

Arrange the welding torch hosepack in as straight a line as possible,
avoiding tight bends



Irregular wire speed

Cause:

Remedy:

Cause:

Remedy:

Cause:

Remedy:

Cause:

Remedy:

Cause:

Remedy:

Braking force has been set too high
Loosen the brake

Contact tip hole too narrow
Use suitable contact tip

Inner liner in the welding torch faulty
Check the inner liner for kinks, dirt, etc. and replace if necessary

Feed rollers not suitable for wire electrode used
Use suitable feed rollers

Feed rollers have the wrong contact pressure
Optimize contact pressure

Welding torch gets very hot

Cause:

Remedy:

Cause:

Remedy:

Cause:

Remedy:

Welding torch is inadequately sized
Observe duty cycle and load limits

For water-cooled systems only: Coolant flow too low

Check coolant level, coolant flow rate, coolant contamination, etc.;
coolant pump blocked: Switch on the shaft of the coolant pump at
the gland using a screwdriver

For water-cooled systems only: The "Cooling unit operating mode"
setup parameter is set to "off".

In the Setup menu, set the "Cooling unit operating mode" parameter

to "eco", "on" or "auto" in the component settings.
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Service, maintenance and disposal

General

Safety

At every start-
up

Every 2 months

Every 6 months

Updating firm-
ware

202

Under normal operating conditions, the power source requires only a minimum of
care and maintenance. However, it is vital to observe some important points to
ensure the welding system remains in a usable condition for many years.

/\  WARNING!

Danger from electrical current.

This can result in serious personal injury and damage to property.

» Before starting work, switch off all the devices and components involved and
disconnect them from the grid.

» Secure all devices and components involved so they cannot be switched back
on.

p After opening the device, use a suitable measuring instrument to check that
electrically charged components (such as capacitors) have been discharged.

- Check mains plug, mains cable, welding torch, interconnecting hosepack and
grounding (earthing) connection for damage

- Check whether the all-round clearance of 0.5 m (1 ft. 8 in.) is kept to ensure
that the cooling air can easily flow and escape.

NOTE!

Air inlets and outlets must never be covered, not even partially.

- If present: clean air filter

/\ CAUTION!

Danger due to the effect of compressed air.

This can result in damage to property.

» Do not clean electronic components with compressed air from a short dis-
tance.

- Open the device
- Blow out the inside of the device with dry and reduced compressed air
- Also clean the cooling air ducts if there is a large accumulation of dust

IMPORTANT! To update the firmware you need a PC or laptop that is connected
to the power source via an Ethernet network.

Get latest firmware (e.g. from the Fronius Download Center)
File format: official_tpsi_x.x.x-xxxx.ffw

E' Establish Ethernet connection between PC/laptop and power source
E Open the power source SmartManager (see page 263)



Transfer the firmware to the power source (see page 280)

Disposal Materials should be disposed of according to valid local and national regulations.
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Average consumption values during welding

Average shield-
ing gas con-
sumption during
TIG welding

Average shield-
ing gas con-
sumption during
MIG/MAG weld-

ing

Average wire
electrode con-
sumption during
MIG/MAG weld-

ing

Gas nozzle size 4 5 6 7 8 10
Average con- | g min | gUmin | *° | 12 Umin | 12 Umin | 15 U/min
sumption L/min

Wire electrode | o | 5 m | 16mm | 2.0mm | 2x1.2mm (TWIN)
diameter

Average con- 1o 12 l/min | 16 l/min | 20 l/min 24 L/min
sumption /min

Average wire electrode consumption at a wire speed of 5 m/min

1.0 mm wire 1.2 mm wire 1.6 mm wire
electrode dia- | electrode dia- | electrode dia-
meter meter meter
Steel wire electrode 1.8 kg/h 2.7 kg/h 4.7 kg/h
Aluminum wire electrode 0.6 kg/h 0.9 kg/h 1.6 kg/h
CrNi wire electrode 1.9 kg/h 2.8 kg/h 4.8 kg/h

Average wire electrode consumption at a wire speed of 10 m/min

1.0 mm wire 1.2 mm wire 1.6 mm wire
electrode dia- | electrode dia- | electrode dia-
meter meter meter
Steel wire electrode 3.7 kg/h 5.3 kg/h 9.5 kg/h
Aluminum wire electrode 1.3 kg/h 1.8 kg/h 3.2 kg/h
CrNi wire electrode 3.8 kg/h 5.4 kg/h 9.6 kg/h
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Technical data

Explanation of
the term duty
cycle

Special Voltage

208

The duty cycle (ED) is the period of a ten minute cycle in which the device may be
operated at the stated power without overheating.

NOTE!

The ED values cited on the rating plate relate to an ambient temperature of
40 °C.

If the ambient temperature is higher, the ED or power must be lowered accord-
ingly.

Example: Welding with 150 A at 60% ED

- Welding phase = 60% of 10 mins = 6 mins

- Cool-down phase = rest time = 4 mins

- Following the cool-down phase, the cycle begins again.

A

60 %
6 Min. 4 Min.

L~

150 A

0A

0 Min.

To use the device without interruptions:

Search for a 100% ED value in the technical data, which corresponds to the
existing ambient temperature.

Reduce the power or amperage value correspondingly so that the device can
operate without a cool-down phase.

For devices designed for special voltages, the technical data on the rating plate
applies.

The following applies for all devices with a permitted grid voltage of up to 460 V:
The standard mains plug allows the user to operate with a grid voltage of up to
400 V. For grid voltages up to 460 V fit a mains plug permitted for such use or
install the mains supply directly.



iWave 300i DC

Mains voltage (U;) 3 X 400V
Max. effective primary current (I1¢ff) 12.7 A
Max. primary current (I max) 16.9 A

Mains fuse 16 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 156 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-300A
MIG/MAG 3-300A
MMA 10 - 300 A

Welding current
at 10 min/40 °C (104 °F)

40% / 300 A
60% /260 A
100% /240 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-29.0V
MMA 20.4 - 32.0 V
Open circuit voltage 9V
(Up peak / Ug r.m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

700 X 300 X 510 mm
27.6 x11.8 x20.1in.

Weight 46.4 kg / 102.29 Lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 397 W
\Y

Power source efficiency at 87%

300A/32.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.
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The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 300i
DC /nc

Mains voltage (U;)

3x380/ 400/ 460V

Max. effective primary current (I1¢ff)

3x380V 13.57 A
3 X 400V 12.7 A
3 X 460V 112 A
Max. primary current (I1may)

3x380V 18.1 A
3 X 400V 16.9 A
3 X 460V 14.8 A
Mains fuse 16 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 156 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-300A
MIG/MAG 3-300A
MMA 10-300 A

Welding current
at 10 min/40 °C (104 °F)

40% / 300 A
60% / 260 A
100% /240 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-29.0V
MMA 20.4 - 32.0V
Open circuit voltage o9V
(Up peak / Ug r-m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

700 x 300 Xx 510 mm
27.6 x11.8 x 20.1in.

Weight 45.1 kg / 99.43 lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 39.7 W

\
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Power source efficiency at 87%
300A/32.0V

Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.



iWave 300i
DC /MV/nc

Mains voltage (U;)

3 x200/230/240/380/400/460/600 V

Max. effective primary current (I1¢ff)

3 X200V 26.1 A
3x230V 22.5 A
3x240V 20.9 A
3x380V 13.5 A
3 X 400V 12.7A
3 X460V 112 A
3x 600V 11.6 A
Max. primary current (I1max)

3 x200V 35.2 A
3x230V 302 A
3x240V 282 A
3x380V 18.1 A
3 x 400V 16.9 A
3 x 460V 14.8 A
3x 600V 14.8 A
Mains fuse

3 X 200/230/240 V
3 x 380/400/460/600 V

35 A slow-blow
16 A slow-blow

Mains voltage tolerance -10 / +6%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 172 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-300A
MIG/MAG 3-300A
MMA 10-300 A

Welding current
at 10 min/40 °C (104 °F)

40% / 300 A
60% / 260 A
100% /240 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-29.0V
MMA 20.4 - 32.0V
Open circuit voltage 104V

(Up peak / Ug r-m.s)
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Striking voltage (Up)

10 kV
The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

700 X 300 X 510 mm
27.6 x11.8 x20.1 in.

Weight 46.5 kg / 102.52 Lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 39.7 W
\%

Power source efficiency at 87%

300A/32.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-

diated radio frequencies.



iWave 400i DC

Mains voltage (U;) 3 X 400V
Max. effective primary current (I1¢ff) 18.4 A
Max. primary current (I max) 24.9 A

Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax ~92 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3 - 400 A
MIG/MAG 3-400 A
MMA 10 - 4,00 A

Welding current

4O0% / L,OO A | 60% / 360 A | 100% /

at 10 min/40 °C (104 °F) 320 A
Output voltage range according to

standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2 - 34.0 V
MMA 20.4 - 36.0V
Open circuit voltage 9V
(Ugp peak / Ug r.m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 X 300 X 510 mm
27.8x11.8 x20.1in.

Weight 49.9 kg / 110.01 lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 40.9 W
\Y

Power source efficiency at 87%

400 A/36.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-

diated radio frequencies.
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iWave 400i
DC /nc

306

Mains voltage (U;)

3x380/ 400/ 460V

Max. effective primary current (I1¢ff)

3x380V 19.3 A
3 x 400V 18.4 A
3 X 460V 16.1 A
Max. primary current (I1may)

3x380V 26.2 A
3 X 400V 24.9 A
3 X 460V 21.7 A
Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zpax ~92 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-400A
MIG/MAG 3-400A
MMA 10 - 400 A

Welding current
at 10 min/40 °C (104 °F)

40% / 4,00 A
60% / 360 A
100% / 320 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2 - 34.0 V
MMA 20.4 - 36.0 V
Open circuit voltage o9V
(Up peak / Ug r-m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 510 mm
27.8 x11.8 x20.1in.

Weight 48.0 kg / 105.82 Lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 409 W

\




Power source efficiency at 87%
400 A/ 36.0V

Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 400i
DC /MV/nc

308

Mains voltage (U;)

3 x200/230/240/380/400/460/600 V

Max. effective primary current (I1¢ff)

3 X200V 37.8 A
3x230V 34.1 A
3x240V 30.7 A
3x380V 19.3 A
3 x 400V 18.4 A
3 X460V 16.1 A
3 x 600V 15.7 A
Max. primary current (I1max)

3x200V 53.3 A
3x230V 45.6 A
3x240V 41.7 A
3x380V 26.2 A
3 x 400V 24.9 A
3 X460V 21.7 A
3 x 600V 20.8 A
Mains fuse

3 X200/230/240 V
3 X 380/400/460 V

63 A slow-blow
35 A slow-blow

3x 600V 16 A slow-blow
Mains voltage tolerance -10 / +6%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Z 97 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-400 A
MIG/MAG 3-400 A
MMA 10 - 4,00 A

Welding current
at 10 min/40 °C (104 °F)

40% / 4,00 A
60% / 360 A
100% / 320 A

Output voltage range according to
standard characteristic (U,)

TIG
MIG/MAG
MMA

10.1-26.0V
14.2-34.0V
20.4 - 36.0 V




Open circuit voltage 104V
(Up peak / Ug r.m.s)

Striking voltage (Up) 10 kV
The arc ignition device is suitable for
manual operation.

Protection class IP 23
EMC emission class A2
Dimensions L x W x H 706 x 300 X 510 mm
27.8x11.8 x20.1in.
Weight 49.3 kg / 108.69 Lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 40.9 W
\Y,
Power source efficiency at 87%
4OO A/ 36V
Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 500i DC

310

Mains voltage (U;) 3 X 400V
Max. effective primary current (I1¢ff) 21.9 A
Max. primary current (I max) 34.4 A

Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 55 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-500A
MIG/MAG 3-500A
MMA 10-500 A

Welding current
at 10 min/40 °C (104 °F)

4,0% / 500 A
60% / 4,30 A
100% / 360 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-30.0V
MIG/MAG 14.2-36.5V
MMA 20.4 - 40.0V
Open circuit voltage 99V
(Up peak / Ug r.m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 X 300 X 510 mm
27.8x11.8 x20.1in.

Weight 51.5 kg / 113.54 lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 40.5 W
\Y

Power source efficiency at 88%

500 A/ 40.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.



The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 500i
DC /nc
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Mains voltage (U;)

3x380/ 400/ 460V

Max. effective primary current (I1¢ff)

3x380V 22.8 A
3 X 400V 21.9 A
3 X 460V 19.2 A
Max. primary current (I1may)

3x380V 36.0 A
3 X 400V 34.4 A
3 X 460V 30.0 A
Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 55 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-500A
MIG/MAG 3-500A
MMA 10 - 500 A

Welding current
at 10 min/40 °C (104 °F)

40% / 500 A
60% / 4,30 A
100% / 360 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-30V
MIG/MAG 14.2-36.5V
MMA 20.4 - 40.0 V
Open circuit voltage o9V
(Ug peak / Ug r-m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 510 mm
27.8 x11.8 x20.1in.

Weight 49.7 kg / 109.57 lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 40.5 W

\




Power source efficiency at 88%
500 A/ 40.0V

Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 500i
DC /MV/nc
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Mains voltage (U;)

3 x200/230/240/380/400/460/600 V

Max. effective primary current (I1¢ff)

3 X200V 43.1 A
3x230V 389 A
3x240V 36.2 A
3x380V 22.8 A
3 X 400V 21.9 A
3 X460V 102 A
3x600V 18.4 A
Max. primary current (I1max)

3x200V 68.1 A
3x230V 62.0 A
3x240V 57.3 A
3x380V 36.0 A
3 x 400V 34.4 A
3 X460V 30.0 A
3 x 600V 272 A
Mains fuse

3 X200/230/240 V
3 X 380/400/460/600 V

63 A slow-blow
35 A slow-blow

Mains voltage tolerance -10 / +6%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 71 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-500A
MIG/MAG 3-500A
MMA 10 - 500 A

Welding current

at 10 min/40 °C (104 °F)
U, =200-240V

TIG, MIG/MAG

U, =200 -240V
MMA

40% / 500 A
60% / 4,30 A
100% / 360 A

40% / 4,50 A
60% / 390 A
100% / 320 A



U, =380-600V 4,0% / 500 A
60% / 4,30 A
100% / 360 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-30.0V
MIG/MAG 14.2-36.5V
MMA 20.4 - 40.0 V
Open circuit voltage 104V

(Ugp peak / Ug r.m.s)

Striking voltage (Up) 10 kV
The arc ignition device is suitable for
manual operation.

Protection class IP 23
EMC emission class A2
Dimensions L x W x H 706 x 300 X 510 mm
27.8 x11.8 x 20.1 in.
Weight 51.3 kg / 113.10 lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 40.5 W
\Y
Power source efficiency at 88%
500 A/ 4,0.0V
Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 300i
AC/DC

316

Mains voltage (U;) 3 X 400V
Max. effective primary current (I1¢ff) 15.5 A
Max. primary current (I max) 18.4 A

Mains fuse 16 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 143 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-300A
MIG/MAG 3-300A
MMA 10-300 A

Welding current
at 10 min/40 °C (104 °F)

4,0% / 300 A
60% /260 A
100% /240 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-29.0V
MMA 20.4-32.0V
Open circuit voltage 101V
(Ugp peak / Ug r.m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 720 mm
27.8 x11.8 x 28.41 in.

Weight 64.4 kg /141.98 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 48.5 W
\Y

Power source efficiency at 83%

300A/32.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.



The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 300i
AC/DC /nc
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Mains voltage (U;)

3x380/ 400/ 460V

Max. effective primary current (I1¢ff)

3x380V 16.3 A
3x 400V 15.5 A
3 X 460V 13.6 A
Max. primary current (I1may)

3x380V 19.4 A
3x 400V 18.4 A
3 X 460V 16.2 A
Mains fuse 16 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zpax 143 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-300A
MIG/MAG 3-300A
MMA 10-300 A

Welding curren
tat 10 min/40 °C (104 °F)

40% / 300 A
60% / 260 A
100% /240 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2 -29.0V
MMA 20.4-32.0V
Open circuit voltage 101V
(Up peak / Ug r-m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 720 mm
27.8 x11.8 x28.41 in.

Weight 63.1 kg / 139.11 lb.
Max. noise emission (LWA) 75 dB (A)
Idle state power consumption at 400 485 W

\




Power source efficiency at 83%
300A/32.0V

Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 300i
AC/DC /MV/nc
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Mains voltage (U;)

3 x200/230/240/380/400/460/600 V

Max. effective primary current (I1¢ff)

3 X200V 31.0 A
3x230V 26.7 A
3x240V 23.5 A
3x380V 16.3 A
3 X400V 155 A
3 X460V 13.6 A
3x600V 12.3 A
Max. primary current (I1max)

3x200V 37.9A
3x230V 325 A
3x240V 28.8 A
3x380V 19.4 A
3 x 400V 18.4 A
3x 460V 16.2 A
3x 600V 14.9 A
Mains fuse

3 X200/230/240 V
3 X 380/400/460/600 V

35 A slow-blow
16 A slow-blow

Mains voltage tolerance -10 / +6%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 121 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-300A
MIG/MAG 3-300A
MMA 10 - 300 A

Welding current
at 10 min/40 °C (104 °F)

4,0% / 300 A
60% /260 A
100% /240 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-29.0V
MMA 20.4 - 32.0V
Open circuit voltage 102V

(Ug peak / Ug r.m.s)




Striking voltage (Up) 10 kV
The arc ignition device is suitable for
manual operation.

Protection class IP 23
EMC emission class A2
Dimensions L x W x H 706 x 300 X 720 mm
27.8 x11.8 x 28.41 in.
Weight 64.5 kg / 142.20 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 485 W
\Y,
Power source efficiency at 83%
300A/32.0V
Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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AC/DC
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Mains voltage (U;) 3 X 400V
Max. effective primary current (I1¢ff) 22.7 A
Max. primary current (I max) 30.8 A

Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 97 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3 - 400 A
MIG/MAG 3-400 A
MMA 10 - 4,00 A

Welding current
at 10 min/40 °C (104 °F)

4,0% / 4,00 A
60% / 360 A
100% / 320 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-34.0V
MMA 20.4 - 36.0 V
Open circuit voltage 101V
(Up peak / Ug r.m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 720 mm
27.8 x11.8 x 28.41 in.

Weight 68.8 kg / 151.68 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 46.7 W
\

Power source efficiency at 84%

400 A/36.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.



The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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Mains voltage (U;)

3x380/ 400/ 460V

Max. effective primary current (I1¢ff)

3x380V 23.9 A
3 X 400V 227 A
3 X 460V 19.8 A
Max. primary current (I1may)

3x380V 32.3A
3 X 400V 30.8 A
3 X 460V 27.1 A
Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 97 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-400A
MIG/MAG 3-400A
MMA 10 - 400 A

Welding current
at 10 min/40 °C (104 °F)

40% / 4,00 A
60% / 360 A
100% / 320 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2 -34.0V
MMA 20.4-36.0V
Open circuit voltage 101V
(Ug peak / Ug r-m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 720 mm
27.8x11.8 x28.41 in.

Weight 66.9 kg / 147.49 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 4L6.7 W

\




Power source efficiency at 84%
400 A/ 36.0V

Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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Mains voltage (U;)

3 x200/230/240/380/400/460/600 V

Max. effective primary current (I1¢ff)

3 X200V 45.7 A
3x230V 39.4 A
3x240V 34.6 A
3x380V 23.9 A
3 X 400V 227 A
3 X460V 10.8 A
3x 600V 18.0 A
Max. primary current (I1max)

3x200V 63.3 A
3x230V 54.5 A
3x240V 47.1 A
3x380V 32.3A
3 x 400V 30.8 A
3 X460V 27.1 A
3 x 600V 25.1 A
Mains fuse

3 X200/230/240 V
3 X 380/400/460/600 V

63 A slow-blow
35 A slow-blow

Mains voltage tolerance -10/ +10%
Mains frequency 50/60 Hz
Cos phi (1) 0.99

Max. permitted grid impedance Zax
on PCCY

approx. 90 mOhm

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3 - 400 A
MIG/MAG 3-400 A
MMA 10 - 400 A

Welding current
at 10 min/40 °C (104 °F)

4,0% / 4,00 A
60% / 360 A
100% / 320 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-26.0V
MIG/MAG 14.2-34.0V
MMA 20.4 - 36.0V
Open circuit voltage 102V

(Ug peak / Ug r.m.s)




Striking voltage (Up) 10 kV
The arc ignition device is suitable for
manual operation.

Protection class IP 23
EMC emission class A2
Dimensions L x W x H 706 x 300 X 720 mm
27.8 x11.8 x 28.41 in.
Weight 68.4 kg / 150.80 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 46.7 W
\Y,
Power source efficiency at 84%
400 A/ 36.0V
Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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AC/DC

328

Mains voltage (U;) 3 X 400V
Max. effective primary current (I1¢ff) 24.8 A
Max. primary current (I max) 392 A

Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 50 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-500A
MIG/MAG 3-500A
MMA 10-500 A

Welding current
at 10 min/40 °C (104 °F)

4,0% / 500 A
60% / 4,30 A
100% / 360 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-30.0V
MIG/MAG 14.2-36.5V
MMA 20.4 - 4,0.0 V
Open circuit voltage 101V
(Up peak / Ug r.m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 720 mm
27.8 x11.8 x 28.41 in.

Weight 69.6 kg / 153.44 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 48.5 W
\Y

Power source efficiency at 85%

500 A/ 40.0V

Max. shielding gas pressure

7 bar/102 psi

1)
2)

Interface to a 230/400-V and 50-Hz public grid
A device in emissions class A is not intended for use in residential areas in

which the power is supplied via a public low-voltage grid.



The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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Mains voltage (U;)

3x380/ 400/ 460V

Max. effective primary current (I1¢ff)

3x380V 26.0 A
3 X 400V 24.8 A
3 X 460V 21.6 A
Max. primary current (I1may)

3x380V 41.0 A
3x 400V 392 A
3 x 460V 342 A
Mains fuse 35 A slow-blow
Mains voltage tolerance +/- 15%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 50 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-500A
MIG/MAG 3-500A
MMA 10 - 500 A

Welding current
at 10 min/40 °C (104 °F)

40% / 500 A
60% / 4,30 A
100% / 360 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-30.0V
MIG/MAG 14.2-36.5V
MMA 20.4 - 4,0.0V
Open circuit voltage 101V
(Ug peak / Ug r-m.s)

Striking voltage (Up) 10 kV

The arc ignition device is suitable for
manual operation.

Protection class

IP 23

EMC emission class

A2

Dimensions L x W x H

706 x 300 X 720 mm
27.8x11.8 x28.41 in.

Weight 67.8 kg / 149.47 lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 485 W

\




Power source efficiency at 85%
500 A/ 40.0V

Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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iWave 500i
AC/DC /MV/nc
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Mains voltage (U;)

3 x200/230/240/380/400/460/600 V

Max. effective primary current (I1¢ff)

3x200V 44.6 A
3x230V 44.0 A
3x240V 43.1 A
3x380V 26.0 A
3 X 400V 24.8 A
3 X460V 21.6 A
3x600V 18.9 A
Max. primary current (I1max)

3 X200V 705 A
3x230V 69.9 A
3x240V 65.5 A
3x380V 41.0 A
3 x 400V 392 A
3 X460V 342 A
3 x 600V 29.8 A
Mains fuse

3 X200/230/240 V
3 X 380/400/460/600 V

63 A slow-blow
35 A slow-blow

Mains voltage tolerance -10 / +6%
Mains frequency 50/60 Hz
Cos phi (1) 0.99
Max. permitted grid impedance Zax 52 mOhm
on PCCY

Recommended residual-current cir- Type B
cuit breaker

Welding current range (I,)

TIG 3-500A
MIG/MAG 3-500A
MMA 10 - 500 A

Welding current

at 10 min/40 °C (104 °F)
U, =200-240V

TIG, MIG/MAG

U, =200 -240V
MMA

40% / 500 A
60% / 4,30 A
100% / 360 A

40% / 4,50 A
60% / 390 A
100% / 320 A



U, =380-600V 4,0% / 500 A
60% / 4,30 A
100% / 360 A

Output voltage range according to
standard characteristic (U,)

TIG 10.1-30.0V
MIG/MAG 14.2-36.5V
MMA 20.4 - 40.0 V
Open circuit voltage 102V

(Ugp peak / Ug r.m.s)

Striking voltage (Up) 10 kV
The arc ignition device is suitable for
manual operation.

Protection class IP 23
EMC emission class A2
Dimensions L x W x H 706 X 300 X 720 mm
27.8 x11.8 x 28.41 in.
Weight 69.2 kg / 152.56 Lb.
Max. noise emission (LWA) 77 dB (A)
Idle state power consumption at 400 48.5 W
\Y
Power source efficiency at 85%
500 A/ 40.0V
Max. shielding gas pressure 7 bar/102 psi

1) Interface to a 230/400-V and 50-Hz public grid

2) A device in emissions class A is not intended for use in residential areas in
which the power is supplied via a public low-voltage grid.
The electromagnetic compatibility may be influenced by conducted or ra-
diated radio frequencies.
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Overview with
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production of
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334

Compliance with directive 2014/53/EU - Radio Equipment Directive (RED)

The following table provides information on the frequency bands used and the
maximum HF transmission power of Fronius wireless radio products sold in the
EU, in accordance with Articles 10.8 (a) and 10.8 (b) of the RED.

Frequency range
Channels used

Power Modulation

2412 - 2462 MHz 802.11b: DSSS

Channel:1-11 b, g, n HT20 (1 Mbps DBPSK, 2 Mbps DQPSK,
Channel: 3 -9 HT40 5.5/11 Mbps CCK)

<16 dBm

802.11 g: OFDM
(6/9 Mbps BPSK, 12/18 Mbps QPSK,
214,/36 Mbps 16-QAM, 48/54 Mbps 64-
QAM)

802.11n: OFDM

(6.5 Mbps BPSK, 13/19 Mbps QPSK,
26/39 Mbps16-QAM, 52/58.5/65
Mbps 64-QAM)

13.56 MHz Functions:
-14.6 dBpA/m at 10 m R/W, card emulation and P2P

Protocol standards:

ISO 14443A/B, 1SO15693,
I1SO18092,

NFCIP-2,

Data rate:
848 kbps

Reader/writer, card emulation, peer to
peer modes

2402 - 2482 MHz GFSK
0-39
<4 dBm

Overview with critical raw materials:

An overview of which critical raw materials are contained in this device can be
found at the following Internet address.
www.fronius.com/en/about-fronius/sustainability.

To calculate the year of production of the device:

- Each device is provided with a serial number

- The serial number consists of 8 digits - for example 28020099

- The first two digits give the number from which the year of production of the
device can be calculated

- This figure minus 11 gives the year of production
- For example: Serial number = 28020065, calculation of the year of pro-

duction =28 - 11 = 17, year of production =2017


https://www.fronius.com/en/about-fronius/sustainability
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spareparts.fronius.com

&% SPARE PARTS

-\g ONLINE

Fronius International GmbH
Froniusstrafe 1
4643 Pettenbach
Austria
contact@fronius.com
www.fronius.com

At www.fronius.com/contact you will find the contact details
of all Fronius subsidiaries and Sales & Service Partners.



https://www.fronius.com
https://www.fronius.com/contact
https://spareparts.fronius.com/

