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Uvod
Vazeny zakazniku, dékujeme Vam za diivéru a zakoupeni tohoto produktu. Pfed uvedenim do provozu si prosim d-
kladné prectéte vSsechny pokyny uvedené v tomto navodu, které vam umozni seznamit se s timto pristrojem.

Pro nejoptimalnéjsi a dlouhodobé pouZziti musite dodrZovat instrukce pro pouZiti a udrzbu zde uvedené. Ve Vasem
zdjmu Vam doporucujeme svéfit udrzbu a pfipadné opravy nasi servisni organizaci, ktera ma dostupné pfrislusné
vybaveni a specialné vyskoleny personal.

Vseobecné informace

PFistroj je vyroben v souladu se véemi normami a nafizenimi Evropské Unie a Ceské republiky. Pfi neodborné obsluze
nebo chybném pouzivani hrozi nebezpedi, které se tyka:

e ohroZeni zdravi a Zivota obsluhy nebo dalSich osob,

e poskozeni pristroje a jiného majetku provozovatele,

o zhorSeni efektivnosti prace s pfistrojem.

Vsechny osoby, které instaluji, obsluhuji, osettuji a udrzuji pfistroj, musi:
e mit odpovidajici kvalifikaci,

e mit znalosti svafovaci techniky,

e v plném rozsahu precist a peclivé dodrzovat tento navod k obsluze.

Navod k obsluze prechovavejte vidy na misté, kde se s pfistrojem pracuje. Kromé tohoto navodu je nezbytné dodrzo-
vat pfislusné vseobecné platné i mistni predpisy tykajici se predchdzeni Grazdm a ochrany Zivotniho prosttedi.

Jakékoliv zédvady, které by mohly narusit bezpeény provoz pfistroje, musi byt pred jeho zapnutim odstranény.

Svarovaci a fezaci pfistroje s oznacenim CE splfiuji zakladni pozadavky smérnic pro nizkonapétovou a elektromagne-
tickou kompatibilitu odpovidajici normam rady EN 60 974.

Technické parametry

Napdjeci napéti 50/60Hz [V] 3x 400
Vstupni jmenovity vykon [kVA] 15
Rozsah svarovaciho proudu [A] 20-80
ZatéZovatel 40 % [A] 80
Jmenovity vystupni vykon [A/V] 80/112
U¢innost [%] 85
Napéti na prazdno [V] 310
Rozméry zdroje [mm] 540 X 250 X 380
Hmotnost zdroje [ke] 17,4
Zapalovani Arc - HF
Dofuk plynu [s] 10
Rozsah tlaku plynu [MPa] 0,3-0,5
Trida izolace - F
Chlazeni - AIR
Kryti - IP21S
Ucinik - 0,7
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Pracovni prostredi a uskladnéni

Zdroje svarovaciho a fezaciho proudu jsou schopné dodavat jmenovity vykon pfi nasledujicich podminkach okolniho

prostredi:

a) rozsah teploty okolniho vzduchu

béhem svarovéni: -10 "C az + 40 °C;

pti dopravé a skladovani: -20 °C az +55 °C;

b) relativni vlhkost vzduchu: do 50 % pfi 40 °C, do 90 % pf¥i 20 °C

c) okolni vzduch bez nadmérného mnozstvi prachu, kyselin, korozivnich plyn(i nebo latek apod., jinych nez vznikaji-
cich pfi svafovani;

d) nadmofska vyska do 1 000 m;

e) sklon zdroje svarovaciho proudu do 10 °C.

POZNAMKA: Mezi vyrobcem a zékaznikem mohou byt dohodnuty rozdilné podminky okolniho prostiedi a podle nich
je zdroj svarovaciho proudu oznacen. Pfiklady téchto podminek jsou: vysoka vlhkost, neobvykle korozivni vypary,
péra, nadmérnd olejovd mlha, nadmérné vibrace nebo naraz, nadmérna prasnost, drsné povétrnostni podminky,
neobvyklé pobiezni nebo palubni podminky, zamoreni hmyzem a atmosféry podporujici rast plisné.

Popis

Profesionalni plazmovy fezaci invertor uréen k déleni riznych typ materidld jako napf. oceli, nerezavéjici oceli, litiny,
hlinikové slitiny atd. Technologie PWM a MOSFET méni frekvenci vstupniho sitového AC napéti na vyssi. Stfidavé na-
péti je nasledné preménéno na stejnosmérné fezaci napéti. Jako zdroj plazmového plynu se vyuziva stlaceny vzduch,
ktery zvySuje oproti acetylenovému plynu fezaci rychlost az 1,8x. Stroj je vybaven bezdotykovym HF zapalovanim.
Stroj je vybaven vzduchovym obvodem, regulacnim ventilem, odkalova¢em a elektronickym hlidanim tlaku vzduchu.

Obsah baleni

1x fezaci stroj CUT 80
1x fezaci horadk P80
1x zemnici kabel

1x navod k obsluze
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Popis hlavnich casti
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Predni panel Zadni panel

1 - DigitaIni displej — zobrazeni fezaciho proudu 1 - Regula¢ni ventil — slouZi k nastaveni fezaciho tlaku

2 - Prepinac rezimu 2-takt a 4-takt 2 - Sitovy vypinac

3 - Tladitko test plynu 3 - Sitovy kabel

4 - Rychlospojka (+) — pfipojeni zemniciho kabelu

5 - LED indikace zapnuti

6 - LED indikace prehrati — pfi pfehrati stroje dojde
k rozsviceni

7 - Potenciometr pro nastaveni fezaciho proudu

8 - Konektor pro pripojeni horaku

Instalace a pripojeni

Misto instalace stroje by mélo byt peclivé zvazeno, aby byl zajistén bezpecny a vyhovujici provoz zafizeni. UZivatel je
zodpovédny za spravnou instalaci a pouZivani zafizeni v souladu s instrukcemi uvedenymi v tomto navodu. Vyrobce
neruci za $kody vzniklé neodbornym pouzivanim a obsluhou. Stroj je nutné chranit pred vihkem a destém, mechanic-
kym poskozenim a prlivanem. Pfed instalaci by mél uZivatel zvazit mozné problémy s elektromagnetickym zarenim.
PFi instalaci musi byt pracovni prosttedi v souladu s ochrannou Grovni IP21. Stroj je chlazen prostfednictvim ventildto-
ru a cirkulace vzduchu, proto musi byt umistén na takovém misté, kde bude umoznéno nasavani a odsavani vzduchu
(prostor okolo stroje musi byt min. 25 cm).

1) Pfipojeni vstupniho kabelu
Pred pfipojenim stroje do napdjeci sité se ujistéte, zda hodnota napéti a frekvence napdjeni v siti odpovida napéti a
frekvenci na vyrobnim stitku stroje. V pfipadé vymény napdjeci vidlice pfipojte normalizovanou vidlici vhodné hodnoty
zatizeni k ptivodnimu kabelu. Zemnici obvod stroje musi byt spojen se zemnicim vodi¢em pfivodniho kabelu a zemni-
cim konektor pfivodni vidlice.
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2) P¥ipojeni vystupnich kabelt

a) Pripojeni fezaciho horaku — pfipojte konektor
fezaciho horaku k panelovému konektor (+)
a dotdhnéte ve sméru otdceni hodinovych rucicek.

b) Pfipojeni zemniciho kabelu — pfipojte kabelovou
rychlospojku do panelové rychlospojky (-) a dotahnéte
ve sméru otdceni hodinovych rucicek. Pfi pfipojeni
zemnicich klesti k fezanému materidlu vzidy sty¢né
plochy disledné odistéte, eventualné obruste.

3) Pfipojeni a nastaveni redukéniho ventilu

a) Spustte pratok plynu.

b) Zvednéte regulacni matici nahoru.

c) Otacenim regulacni matice nastavte pratok plynu na pozadovanou hodnotu.

d) Zatlaéte regulaéni matici dol(, aby doslo k jejimu zajisténi.

e) Pokud filtra¢ni nddoba obsahuje kapalinu, vypustte ji povolenim vypoustéci matice.

Regulaéni matice

Drzak ventilu

B

Manometr tlaku

Filtracni nadoba
Vypoustéci matice g /

Plynova hadice

— 0
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4) Instalace fezaciho hofaku

a) PriSroubujte elektrodu k hlavé horaku.

b) PfiSroubujte dyzu k hlavé horaku.

c) PFiSroubujte ochrannou hubici k hlavé horaku.

d) Upevnéte distancni voditko a dotahnéte
zajistovaci Sroub.

Hlava hofaku

Rukojet hofaku

Elektroda

Dyza

Ochranna hubice

Distancni voditko «9/
Lo
e

Pouziti

1) Zapnéte hlavni vypinac stroje, rozsviti se LED signalizace zapnuti.

2) Vyberte pracovni méd. K dispozici jsou dva rezimy: 2-takt a 4-takt.

3) Stisknéte ovladaci tlacitko na hofaku a zjistéte, zda stroj zapaluje oblouk.

4) Nastavte fezny proud dle tloustky materidlu.

5) Prilozte distancni voditko na fezany material, stisknéte ovladaci tlacitko na hofaku a zahajte rezani materialu.

Nedoporucuje se zapalovani oblouku ve vzduchu, neni-li to nutné. Dochazi ke snizovani
Zivotnosti elektrody a trysky.

Doporucuje se zahajeni fezani materialu z okraje materidlu, neni-li uvedeno jinak.

V pribéhu fezéni zajistéte lapac jisker ze spodni strany obrobku. Pokud se ze spodni strany
neobjevi fezny oblouk, je nutné snizit fezaci rychlost nebo zvysit fezny vykon.

Mezi obrobkem a tryskou je v pribéhu fezani nutné udrZovat spravnou vzdélenost, aby
nedochazelo k ptilepeni trysky k obrobku. Velikost distancni mezery je ovlivnéna feznym
vykonem. Doporucuje se minimalné 1 mm.

Pro dosaZeni pozadovanych vysledkd je vhodné pouzivat vhodné pomlicky (napf. vodici
deska, distan¢ni krouzek apod.).

Pfi fezani se doporucuje vytdhnout fezaci horak.

Rezaci trysku udrzujte ve vzpfimené poloze a kontrolujte spravné vedeni oblouku. P¥i ne-
dostatku mista nadmérné neohybejte kabel hofaku, mohlo by dojit k poskozeni hofaku
napt. z divodu nedostate¢ného chlazeni vzduchem.

Udrzujte pfislusenstvi v dobrém stavu a dbejte na fadnou udrzbu a cisténi.
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Parametry rezani
Vyberte spravné fezaci parametry dle nasledujicich tabulek.

Rezna rychlost [m/min] pro fezny proud 40 A

Tloustka materidlu [mm] » 0,1 1 2 3 4 5 6 7
Mékka ocel 8 1,5 0,4
Galvanizovana ocel 8 1,5 0,4

Nerezova ocel 8 1,5 0,4

Hlinik 8 1,5

Mosaz 0,75

Meéd 0,75

Rezna rychlost [m/min] pro fezny proud 60 A

Tloustka materidlu [mm] » 0,1 5 10 15 20 25
Meékka ocel 1,9 0,5 0,3 0,15 0,1
Galvanizovana ocel 1,9 0,5 0,3 0,15 0,1
Nerezova ocel 1,9 0,5 0,3 0,15 0,1
Hlinik 0,8 0,3 0,2 0,12

Mosaz 0,5

Méd' 0,5

Rezna rychlost [m/min] pro fezny proud 80 A

Tloustka materidlu [mm] » 0,1 5 10 15 20 25 30 35 40
Mékka ocel 3,3 1,1 0,65 0,5 0,3 0,1
Galvanizovana ocel 3,3 1,1 0,65 0,5 0,3 0,1
Nerezova ocel 2,9 0,95 | 0,65 0,5 0,3 0,1

Hlinik 2 06 | 038 | 0,25 | 0,15

Mosaz 0,7 0,1

Med 0,7 1 0,1

Udrzba

VAROVANI: Pfed tim, nez provedete jakoukoli kontrolu nebo tGdrzibu uvnitf stroje, odpojte jej od elektrické sité! P¥i
planovéni Udriby stroje musi byt vzata v Uvahu mira a okolnosti vyuZiti stroje. Setrné uZivani a preventivni udrzba
pomaha predchazet zbyte¢nym poruchdm a zavadam. Pokud to vyzaduji pracovni podminky stroje, je nutno zvolit
intervaly kontrol a Gdrzby Castéjsi. Zejména v podminkach, kdy stroj pracuje ve velmi prasném prostfedi s vodivym
prachem, zvolime interval dvakrat za mésic.

Pravidelna ddrzba a kontrola

Kontrolu provadéjte podle CSN EN 60974-4. Vidy pied pouZitim stroje kontrolujte stav svafovacich a pfivodniho ka-
belu. NepouZivejte poskozené kabely.
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Provedte vizualni kontrolu:
e svarovaci kabely

* napajecisit

e svafovaci obvod

o kryty

e ovladaci a indikacni prvky
e vSeobecny stav

POZNAMKA: P¥i ¢isténi stlacenych vzduchem (vyfoukdvani necistot) dbejte zvy$ené opatrnosti, miize dojit k posko-
zeni stroje. Nikdy nepouZivejte rozpoustédla a fedidla (napf. aceton apod.), protoze mohou poskodit plastové ¢asti a
napisy na celnim panelu.

Stroj smi opravovat pouze pracovnik s elektrotechnickou kvalifikaci.

Ndhradni dily

Originalni nahradni dily byly specialné navrzeny pro tyto stroje. Pouziti neorigindlnich ndhradnich dild mdzZe zpUsobit
rozdilnosti ve vykonu nebo redukovat predpokladanou Uroven bezpec¢nosti. Vyrobce odmité prevzit odpovédnost za
pouZiti neoriginalnich nahradnich dild.

mustek

plyn. ventil

PCB fidici

ventildtor

PCB vykonova

Obj. kéd Nazev Obj. kéd Néazev

10053581 CUT-80 PCB filtr 10040930 CUT-80 potenciometr

10065133 CUT-80 PCB ridici 10004637 CUT-80 rychl. Zasuvka panel 10-25
10052907 CUT-80 PCB vykonova 10049742 CUT-80 ventilator

10053198 CUT-80 PCB usmérriovac 10051459 CUT-80 usmérnovaci mlstek
10062008 CUT-80 PCB HF zapalovani 10041947 CUT-80 termostat

10046713 CUT-80 displej 10051463 CUT-80 ventil plynovy
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Odstranéni zavad

PFivodni $ndra, prodluzovaci kabel, fezaci hotak a jeho dily, popfipadé tlak vzduchu jsou povazovany za nejcastéjsi
pFiciny problému. V pfipadé téchto problému zkontrolujte hodnotu doddvaného sitového napéti, zda pfivodni ka-
bel je spravné zapojen, zda pojistky nebo jisti¢ jsou v poradku, zkontrolujte stav trysky a elektrody, zkontrolujte tlak
vzduchu a jeho kvalitu a dodavané mnozstvi.

Problém

Reseni

Nedostatecné proniknuti.

Rezani je pfilis rychlé/pomalé; $patné pripojend zemnici svorka.

Preruseni oblouku.

Vzdalenost materidlu je pfilis velka.

Formace strusky.

Nedostatecny tlak vzduchu; opotiebend elektroda; nevhodny typ elektrody.

Nesouvisly oblouk.

Tlak stlaceného vzduchu je pfilis vysoky/nizky (nastavte 4,8 Bar); znecisté-
ny privod vzduchu; pfivod vlhkého vzduchu; vzduch obsahuje olej.

Problém

Pficina

Reseni

Hlavni vypinac je v poloze I, ale
zelend dioda nesviti.

Zadné vstupni napéti; sitova
pojistka je spalena.

Zkontrolujte pripojeni ke zdroji
el. energie a pokud je to nutné,
vyménite pojistku.

Zdroj je zapnut, ale nesviti zelend
kontrolka plynu.

Nizky tlak vzduchu.

Zkontrolujte vzduchovy filtr; zvyste
tlak vzduchu.

Zdroj je zapnut a z(stdva rozsvicena
Zlutd kontrolka prehrati.

Zdroj je prehraty; teplotni ¢idlo
je rozbité.

Vyckejte na dochlazeni stroje;
kontaktujte servisni centrum.

Zdroj je zapnut a sviti Cervena
kontrolka.

Ztroj je blokovan, bezpecnostni
rezim byl aktivovan.

Stisknéte tlacitko RESET.

Zdroj je zapnut a ¢ervend kontrolka
sviti i po stisknuti tlacitka RESET.

Bezpecnostni rezim byl aktivovan.

Zkontrolujte tlak vzduchu; ujistéte
se, ze hubice je dostatecné blizko
materidlu.

Vypadava jisti¢.

Nastaven pfilis velky vykon.

Nastavte nizsi vykon.

Oblouk zapaluje, ale nema
dostatecny vykon.

Spatny kontakt na zemnici svorce;
Spatné spojeni plus pélu na
vystupu.

Ujistéte se, Ze zemnici svorka je
spravné pfipevnéna; zkontrolujte
spravnost zapojeni polu (+).

Rez neni kolmy.

Opotiebend elektroda nebo Spicka.

Vyménte potrebny dil.

Poskytnuti zaruky

1. Zarucni doba stroje je stanovena na 24 mésicl od prodeje kupujicimu. Lhita zaruky zac¢ina bézet dnem predani
stroje kupujicimu, pfipadné dnem mozné dodavky. Zaru¢ni doba na horaky je 6 mésicli. Do zarucni doby se nepo-
Cita doba od uplatnéni opravnéné reklamace az do doby, kdy je stroj opraven.

2. Obsahem zéruky je odpovédnost za to, Ze dodany stroj ma v dobé dodani a po dobu zéruky vlastnosti stanovené
zdvaznymi technickymi podminkami a normami.

3. Odpovédnost za vady, které se na stroji vyskytnou po jeho prodeji v zaruc¢ni lhité, spociva v povinnosti bezplatné-
ho odstranéni vady vyrobcem stroje, nebo servisni organizaci povérenou vyrobcem stroje.

4. Podminkou platnosti zaruky je, aby byl stroj pouZivan zplsobem a k ucelim, pro které je uréen. Jako vady se
neuznavaji poskozeni a mimoradna opotrebeni, kterd vznikla nedostatecnou péci ¢i zanedbdanim i zdanlivé bezvy-

znamnych vad.

Za vadu nelze napfiklad uznat:

e Poskozeni transformatoru, nebo usmérniovace vlivem nedostatec¢né udrzby.
e Poskozeni elektromagnetického ventilku necistotami.
¢ Mechanické poskozeni hordku vlivem hrubého zachazeni atd.
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Zéaruka se déle nevztahuje na poskozeni vlivem nesplnénim povinnosti majitele, jeho nezkusenosti, nebo snizenymi
schopnostmi, nedodrzenim predpist uvedenych v navodu pro obsluhu a Udrzbu, uZivanim stroje k G¢eltim, pro které
neni uren, pretéZovanim stroje, byt i pfechodnym.

PFi udrzbé a opravdch stroje musi byt vyhradné pouzivany originalni dily vyrobce.

5. V zarucni dobé nejsou dovoleny jakékoli Upravy nebo zmény na stroji, které mohou mit vliv na funkénost jednot-
livych soucdsti stroje. V takovém ptipadé nebude zaruka uznana.

6. Naroky ze zaruky musi byt uplatnény neprodlené po zjisténi vyrobni vady nebo materidlové vady a to u vyrobce
nebo prodejce.

7. Jestlize se pfi zarucni opravé vyméni vadny dil, pfechazi vlastnictvi vadného dilu na vyrobce.

Zaruéni servis

1. Zarucni servis mUZe provadét jen servisni technik proskoleny a povéreny vyrobcem.

2. Pfed vykonanim zaruéni opravy je nutné provést kontrolu Udajl o stroji: datum prodeje, vyrobni ¢islo, typ stroje.
Jako zarucni list je mozno vyuzit faktury / dariového dokladu, kde musi byt uveden originalni nazev zafizeni,
vyrobni ¢islo, datum prodeje, razitko a podpis prodejce. V pfipadé Ze Udaje nejsou v souladu s podminkami pro
uznani zaru¢ni opravy, napf. neuvedeni vyrobniho ¢isla na dokladu, prosla zaruéni doba, nespravné pouzivani vy-
robku v rozporu s ndvodem k poufZiti atd., nejedna se o zarucni opravu. V tomto pfipadé veskeré naklady spojené
s opravou hradi zakaznik.

3. Nedilnou soucésti podkladl pro uznani zaruky je radné vyplnény zaruéni list/faktura/dariovy doklad a reklamacni
protokol.

4. V pfipadé opakovani stejné zavady na jednom stroji a stejném dilu, je nutna konzultace se servisnim technikem
vyrobce.
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ENGLISH

Introduction
Dear Customer, Thank you for trusting and purchasing this product. Please read all of the instructions in this manual
carefully before you start to use this equipment.

For the most optimal and long-term use, you must follow the instructions for use and maintenance listed here. In
your interest, we recommend that you entrust maintenance and repairs to our service organization, which has the
appropriate equipment and specially trained personnel available.

General information

The device is manufactured in accordance with all standards and regulations of the European Union and the Czech
Republic. Improper use or misuse may result in a hazard:

e the health and life of the operator or others,

e damage to the device and other property of the operator

e deterioration in the efficiency of the device.

All persons who install, operate, maintain and maintain the equipment must:
¢ have appropriate qualifications,
¢ have knowledge of welding technology

e Read and follow these operating instructions fully.

Always keep the operating instructions in the place where the machine is operated. In addition to these instructions,
the applicable general and local accident and environmental protection regulations must be complied with.

Any malfunctions that could impair the safe operation of the device must be rectified before switching on.

CE marked welding and cutting devices meet the essential requirements of the Low Voltage and Electromagnetic
Compatibility Directives, which comply with the EN 60 974 standard.

Technical parameters

Input power supply 50/60 Hz [V] 3x 400
Rated input capacity [kVA] 15
Output current range [A] 20-80
Duty cycle 40 % [A] 80
Rated output [A/V] 80/112
Efficiency [%] 85
No-load voltage [V] 310
Dimensions [mm] 540 X 250 X 380
Weight [keg] 17.4
Arc ingnition mode - HF
Post-flow time [s] 10
Gas pressure range [MPa] 0.3-0.5
Insulation grade - F
Cooling mode - AIR
Protection class - IP21S
Power factor - 0.7
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Work environment and storage
Welding and cutting power supplies are capable of delivering rated power under the following environmental con-
ditions:
a) ambient air temperature range
during welding: -10 °C to +40 °C;
for transport and storage: -20 °C to +55 °C;
b) relative humidity: up to 50 % at 40 °C, up to 90 % at 20 °C
c) ambient air without excessive amounts of dust, acids, corrosive gases or substances, etc., other than those arising
from welding;
d) altitude up to 1 000 m;
e) welding current source slope up to 10 °C.

NOTE: Different environmental conditions may be agreed between the manufacturer and the customer, and the
source of welding current is labeled accordingly. Examples of these conditions are: high humidity, unusually corrosive
vapors, steam, excessive oil mist, excessive vibration or shock, excessive dustiness, harsh weather conditions, unusual
coastal or on-board conditions, insect infestation and mold growth atmospheres

Description

The professional plasma cutting inverter is designed to divide various types of materials such as steel, stainless steel,
cast iron, aluminum alloys, etc. PWM and MOSFET technology changes the input AC voltage to a higher frequency.
The alternating voltage is then converted to DC cutting voltage. As the plasma gas source, compressed air is used,
which increases the cutting speed up to 1.8 times the acetylene gas. The machine is equipped with non-contact HF
ignition. The machine is equipped with an air circuit, a regulating valve, a descaler and an electronic air pressure
monitor.

Package contents

1x CUT 80 cutting machine
1x P80 burner

1x grounding cable

1x operating instructions
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Description of main parts
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Front panel Rear panel
1 - Digital display - cutting current display 1 - Control valve - serves to adjust the cutting pressure
2 - 2-Stroke and 4-Stroke Mode Switch 2 - Power switch
3 - Gas test button 3 - Network cable

4 - Quick Coupler (+) - Grounding cable connection
5 - Power On LED
6 - LED overheating indication - lights up when
the machine overheats
7 - Cutting current potentiometer
8 - Burner connection connector

Installation and connection

The installation site of the machine should be carefully considered to ensure safe and convenient operation of the
equipment. The user is responsible for the correct installation and use of the equipment in accordance with the
instructions in this manual. The manufacturer is not liable for damages resulting from improper use and operation.
The machine must be protected from moisture and rain, mechanical damage and drafts. Before installation, the user
should consider possible problems with electromagnetic radiation. The installation environment must be in accor-
dance with IP21 protection level. The machine is cooled by a fan and air circulation, so it must be placed in a place
where the air can be sucked in and out (the space around the machine must be at least 25 cm).

1) Input cable connection

Before connecting the machine to the mains, make sure that the mains voltage and frequency correspond to the
voltage and frequency on the machine nameplate. If the power plug is replaced, connect the standard plug with the
appropriate load values to the power cord. The grounding circuit of the machine must be connected to the ground wire
of the power cord and the grounding plug of the power plug.
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2) Connecting output cables

a) Connection of the cutting torch - connect
the cutting torch to the panel connector (+)
and tighten in a clockwise direction.

b) connection of the earth cable - connect the cable to
the quick couplings panel (-) and tighten in a clockwise
direction. When connecting the grounding clamp to
the material to be cut, always clean the contact
surfaces thoroughly, possibly grind them.

3) Connection and adjustment of the pressure regulator

a) Start the gas flow.

b) Lift the control nut up.

c) Set the gas flow to the desired value by turning the control nut.

d) Push the control nut down to secure it.

e) If the filter tank contains liquid, drain it by loosening the drain nut.

o

I
9 Filter cup
o Caslhos Drain knob
=
\—_/
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4) Installation of cutting torch
a) Screw the electrode to the torch head. Torch head

b) Screw the nozzle to the torch head. Torch handl
c) Screw the protective nozzle to the torch head. Electrode orch handie
d) Fix the distance guide and tighten

the locking screw. Nozzle

Protective sleeve
Bracket %\Q

Application

1) Turn on the machine’s main switch, the power-on LED lights up.

2) Select working mode. Two modes are available: 2-stroke and 4-stroke.

3) Press the control button on the burner to see if the machine ignites the arc.

4) Adjust the cutting current according to the material thickness.

5) Place the spacer on the material to be cut, press the control button on the burner and start cutting the material.

It is not recommended to ignite the arc in the air unless necessary. The electrode and
nozzle life is reduced.

Itis recommended to start cutting material from the edge of the material unless otherwise
stated.

Secure the spark arrester from the underside of the workpiece during cutting. If a cutting
arc does not appear from the underside, it is necessary to reduce the cutting speed or
increase the cutting performance.

It is necessary to maintain the correct distance between the workpiece and the nozzle
during cutting to avoid sticking the nozzle to the workpiece. The size of the spacing gap is
affected by the cutting performance. A minimum of 1 mm is recommended.

To achieve the desired results, it is advisable to use suitable aids (eg guide plate, spacer
ring, etc.).

It is recommended to remove the cutting torch when cutting.

Keep the cutting nozzle upright and check that the arc is correctly guided. In the absence of
space, do not bend the burner cable excessively, as it may damage the burner, for example
due to insufficient air cooling.

Keep the accessories in good condition and ensure proper maintenance and cleaning.

EN | 15



Cutting parameters

Select the correct cutting parameters according to the following tables.

Cutting speed [m/min] for cutting current 40 A

Material thickness [mm] » 0.1 1 2 3 4 5 6 7
Mild steel 8 1.5 0.4
Galvanized steel 8 1.5 0.4
Stainless steel 8 1.5 0.4
Aluminium 8 1.5
Brass 0.75
Copper 0.75
Cutting speed [m/min] for cutting current 60 A
Material thickness [mm] » 0.1 5 10 15 20 25
Mild steel 1.9 0.5 0.3 0.15 0.1
Galvanized steel 1.9 0.5 0.3 0.15 0.1
Stainless steel 1.9 0.5 0.3 0.15 0.1
Aluminium 0.8 0.3 0.2 0.12
Brass 0.5
Copper 0.5
Cutting speed [m/min] for cutting current 80 A
Material thickness [mm] » 0.1 5 10 15 20 25 30 35 40
Mild steel 3.3 1.1 0.65 0.5 0.3 0.1
Galvanized steel 33 1.1 0.65 0.5 0.3 0.1
Stainless steel 2.9 0.95 | 0.65 0.5 0.3 0.1
Aluminium 2 0.6 0.38 | 0.25 | 0.15
Brass 0.7 0.1
Copper 0.7 0.1

Maintenance

WARNING: Disconnect the machine from the mains before carrying out any inspection or maintenance work on
the machine! When planning machine maintenance, the degree and circumstances of use of the machine must be
taken into account. Gentle use and preventive maintenance helps prevent unnecessary failures and malfunctions. If
required by the working conditions of the machine, the inspection and maintenance intervals must be selected more
frequently. Especially in conditions where the machine operates in a very dusty environment with conductive dust,

we choose the interval twice a month.
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Routine maintenance and inspection

Check according to EN 60974-4. Always check the condition of the welding and supply cables before using the machi-
ne. Do not use damaged cables.

Perform a visual check:

¢ welding cables

* power suppy

¢ welding circuit

® covers

¢ control and indicator elements

e general status

NOTE: Use caution when cleaning with compressed air (dirt blowing) as this may damage the machine. Never use
solvents and thinners (eg acetone, etc.) as they can damage the plastic parts and inscriptions on the front panel.

The machine may only be repaired by a qualified electrician.

Spare parts

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

PCB filter

PCB control

PCB power

gas valve

Code Description Code Description

10053581 CUT-80 PCB filter 10040930 CUT-80 potentiometer
10065133 CUT-80 Control PCB 10004637 CUT-80 Quick Socket panel 10-25
10052907 CUT-80 PCB Power 10049742 CUT-80 fan

10053198 CUT-80 PCB Rectifier 10051459 CUT-80 rectifier bridge
10062008 CUT-80 PCB HF Ignition 10041947 CUT-80 thermostat

10046713 CUT-80 display 10051463 CUT-80 gas valve
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Removal of defects

The power cord, extension cord, cutting torch and its parts, or air pressure are considered the most common causes
of the problem. In the event of such problems, check the supplied mains voltage, whether the power cord is proper-
ly connected, that the fuses or circuit breaker are OK, check the nozzle and electrode status, check the air pressure

and its quality and delivery.

Problem

Solution

Insufficient penetration.

Cutting is too fast / slow; poorly connected ground terminal.

Arc break.

The material spacing is too large.

Slag formation.

Insufficient air pressure; worn electrode; inappropriate electrode type.

Discontinuous arc.

Compressed air pressure too high / low (set to 4.8 Bar); dirty air supply;

supplying moist air; air contains oil.

Problem

Cause

Solution

The main switch is in position | but
the green LED is off.

No input voltage; the mains fuse
is blown.

Check the connection to the power
supply. and if necessary replace
the fuse.

The power is on, but the green gas
indicator is off.

Low air pressure.

Check the air filter; increase air
pressure.

The power is on and the yellow
overheat light remains on.

The source is overheated; the tem-
perature sensor is broken.

Wait for the machine to cool down;
contact the service center.

The power is on and the red light
is on.

The machine is blocked, security
mode has been activated.

Press the RESET button.

The power is on and the red light
is on even when the RESET button
is pressed.

Security mode enabled.

Check air pressure; make sure
the nozzle is close enough to the
material.

The circuit breaker falls out.

Too much power set.

Set lower performance.

The arc ignites but does not have
enough power.

Poor contact on ground terminal;
poor plus pole output connection.

Make sure that the ground termi-
nal is properly attached; Check that
the pole (+) is connected correctly.

The cut is not perpendicular.

Worn electrode or tip.

Replace the required part.

Warranty

1. The warranty period begins to run on the day the machine is handed over to the buyer, possibly on the day of
delivery. The warranty period does not include the time from the claim until the machine is repaired.

N

. The warranty is the responsibility for ensuring that the machine has the characteristics set forth in the applicable

technical specifications and standards at the time of acceptance and during the warranty period.

w

. Liability for defects that occur on the machine after its sale within the warranty period lies in the obligation to

repair the defect free of charge by the machine manufacturer or a service organization authorized by the machine

manufacturer.

4. The condition of the guarantee is to use the welding machine in the manner and for the purposes for which it is
intended. Defects and abnormal wear and tear caused by insufficient care or neglect and seemingly insignificant
defects are not recognized as defects.
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The defect can not be accepted:

Damage to individual parts of the machine (eg. fan, transformer, water circuit, etc.) due to insufficient machine
maintenance (conductive dust, etc.).

Damage to the transformer or rectifier due to insufficient maintenance of the welding torch and subsequent
short-circuit between the nozzle and contact tips

Damage to electromagnetic valve by dirt due to non-use of gas filter.

Mechanical damage to the welding torch due to rough handling, etc.

Damage to the water pump due to insufficient maintenance of the machine and coolant (dirt in the cooling circu-
it, coolant, or other than the manufacturer’s supplied coolant).

The warranty also does not apply to damage caused by failure to comply with the owner’s obligations, inexperience
or reduced ability, failure to observe the instructions in the operating and maintenance manual, use of the machine
for non-use purposes determined by overloading the machine, even transient. Only original parts of the manufactu-
rer must be used when servicing and repairs.

. No warranties or modifications may be allowed on the machine during the warranty period, which may affect the

functionality of the machine components. Otherwise, the warranty will not be accepted.

. Warranty claims must be exercised immediately after a manufacturing defect or material defect has been detec-

ted by the manufacturer or retailer.

. If a defective part is replaced during warranty repair, ownership of the faulty part is transferred to the manu-

facturer.

Warranty service

1.
2.

w

Warranty service may only be performed by a service technician trained and authorized by the manufacturer.
Before performing a warranty repair, check the machine data: date of sale, serial number, machine type. The
invoice / tax document can be used as warranty card, which must indicate the original name of the device, serial
number, date of sale, stamp and signature of the seller. In the event that the data does not comply with the
terms for warranty repair, such as not mentioning the serial number on the document, the warranty period, the
incorrect use of the product contrary to the instructions for use, etc., this is not a warranty repair. In this case, all
costs associated with repair are paid by the customer.

. The guarantee certificate / invoice / tax document and the complaint report are duly filled in.
. If the same defect is repeated on one machine and the same part, consult the manufacturer’s service technician.
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Popis vyrobniho sStitku / Description of the nameplate

s
O,
@ CUTB80(L205) AIR Plasma cutter
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@ D D: U, I} max Lot \@
3~50/60Hz | AC380V 22A 14A
g IP21S Insulation class:F
Pos. Popis Description
1 Napajeci napéti Power voltage
2 Svafovaci metoda Welding method
3 Rezaci plazmovy stroj Cutting plasma machine
4 Typ stroje Machine type
5 Jméno a adresa vyrobce Manufacturer's name and address
6 Vyrobni ¢islo Serial number
7 Normy Standards
8 Proud pfi zatizeni Load current
9 Napéti pfi zatizenfi Load Voltage
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Elektronické schéma / Electronic scheme
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Osvédceni o jakosti a kompletnosti vyrobku / Testing certificate

Nazev vyrobku
Type

CUT 80

Vyrobni Cislo
Serial number

Dodavatel
Distributor

Stamp of Technical
Control Department

Datum
Date

Kontroloval
Inspected by

Datum prodeje
Date of sale

Zarucni list / Warranty certificate

Razitko a podpis prodejce
Stamp and signature of seller
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Datum prevzeti servisem
Date of take-over

o provedeném servisnim zdkroku / Repair note

Datum provedeni opravy
Date of repair

Cislo reklama¢niho protokolu
Number of repair form

Podpis pracovnika
Signature of serviceman




Prava na zmény vyhrazena.
The right to modifications reserved.
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