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3.3.1 MIG MANUAL PROGRAM.

P2: SELECT MANUAL E1: ADJUST WELDING VOLTAGE E2: ADJUST WIRE SPEED
PROGRAM
&

3.3.2. MIG SYNERGIC PROGRAM.

P2: SELECT PROGRAM P3:SELECT WIRE @
PROGRAM z
& &

3.3.3. PARAMETERS SETTING MODE. MIG/MAG PROCESSES.

P1: SELECT PROCESS | P1: ENTER TO SETUP | E1: SELECT CYCLE PARAMETER | E2: ADJUST VALUE | P1: SAVE PARAMETERS

@’ @ (2”) @’ (2”)

PARAMETER RANGE UNIT | RESOLUTION | RESET STD SPOT STD PULSE BIPULSE SPOT PULSE
L/D | Arc Dynamic -10/+10 - 1 0 | v | 4] |
2T-4T-4TS ] v | 4] |
MOD | Torch Mode TS - - 2T & &
TON | Welding time 0,2-5,0 s 0,1 2,0 | |
TOFF | Stop time 0,1-3,0 s 0,1 OFF v |
TC | Ignition time 0-500 Msg 1 100 ) v ] v ]
FDC | Approach speed 10-100 % 1 30 ] v ] v ]
TBB | Burn back time -20-+20 msg 1 0 ] v 4] [} 4]
TPR | Gas pre-flow time 0,0-3,0 s 0,1 0,3 | v | v |
TPS | Gas post-flow time 0,0-5,0 s 0,1 0,4 | 4] | 4] |
REF | Cooling unit mode OFF-ON-AUT | - - OFF 4} v ] v ]
DIM | Dimensional system mm-in -- -- mm M [} M [} (]
Restrictions mode | 2T | 4T | ATS| 2T | 4T | 2T | AT | ATS | 2T | AT | 4TS | 2T | 2TS | 4T
IS | Initial current 50-400 % 1 130 v v ] ]
TS |TimelS 0,2-5,0 S 0,1 0,8 |
DWS | Current ramp-down time IS-IE 0,0-10,0 s 0,1 0,6 4] 4] | |
IEN | End crater current 10-200 % 1 50 [} v ]
CBP | Arc length correction Bipulse -30 +30 % 1 0 M a| A
FBP | Frecuency Bipulse 0,5-5,0 Hz 0,1 3,3 M|M| M
DBP | Difference Bipulse 10-80 % 1 35 M|
DCL | % Upper Intensity Bipulse 20-80 % 1 50 M| M| A

P1: ENTER TO SETUP E2: ADJUST ON-OFF-AUT P1: SAVE PARAMETERS

& (2%) & (2”)

AUTOMATIC: The cooling only works in welding mode and will switch off automatically 2 minutes after carrying out the welding
process.

ON: The cooling works permanently after the first welding process starts.

OFF: The cooling is deactivated. It enables to work with torches without water cooling.
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3.4. MMA PROCESS.
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3.4.2. PARAMETERS SETTING MODE. MMA PROCESSES.

P1: SELECT PROCESS | P1: ENTERTO SETUP | E1: SELECT CYCLE PARAMETER [ E2: ADJUST VALUE | P1: SAVE PARAMETERS

PARAMETER RANGE | UNIT | RESOLUTION | PARAMETER STD CEL
HOT | Hot Start 0-100 % 1 50 ] v
ARC | Art Force 0-100 % 1 50 (] v

3.5. TIG PROCESS.
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E2: ADJUST WELDING CURRENT

3.5.3. PARAMETERS SETTING MODE. TIG PROCESSES.

P1: SELECT PROCESS | P1: ENTER TO SETUP | E1: SELECT CYCLE PARAMETER | E2: ADJUST VALUE | P1: SAVE PARAMETERS
PROCESS PROCESS ~ PROCESS
@ @ (2”) @ (2”)
PARAMETER RANGE UNIT | RESOLUTION | RESET STD PULSE
MOD | Torch Mode VAL-2T-4T - - 2T ] (]
REF | Cooling unit mode OFF-ON-AUT | -- - OFF ] (]
Restrictions mode | VAL | 2T | 4T | VAL | 2T | 4T
TPR | Gas pre-flow time 0,0-5,0 s 0,1 0,3 M| ™ M| ™
IS | Initial current 10-100 % 1 30 M M4 | 4| M
UPS | Up Slope 0,0-10,0 S 0,1 0,4 M| M| ] M| &
IB | Base Intensity 10-100 % 1 50 M | M|V
DCL | % Upper Intensity Bipulse 20-80 % 1 50 M | M|V
DWS | Down Slope 0,0-10,0 s 0,1 0,6 | M|
IE | End crater current 10-100 % 1 30 M| ™ M| ™
TPS | Gas post-flow time 0,0-10,0 s 0,1 0,4 MM M| ™
3.6. JOB RECORDING MODE.
P4 : BURN JOB E2: SELECT N° JOB P4: SAVE JOB
JOB ' JOB
@ (2”) @ (2”)

3.6.1. LOAD JOB

P1: SELECT PROCESS

P4: ENTER TO JOB MODE

PROCESS

&

E2: SELECT JOB

D1: JOB SELECT

B 5s

Note: if the message

O
.8
JOB

= -

appear on display D1, this is indicative that there are not programs recorded.




GPS 3000/4000 C

In order for the equipment to have a long life we must
follow some essential rules for maintenance and use.
Abide by these recommendations.

4. MAINTENANCE OPERATIONS. RECOMMENDATIONS.

CORRECT MAINTENANCE OF THE EQUIPMENT WILL
AVOID A GREAT PERCENTAGE OF FAULTS.

&~ WHEN FINISHING THE WELDING OPERATION
MAKE SURE THAT THE TORCH CATCH IS UNLOCKED.
(If mechanical lock guns are used)

4.1 MACHINE MAINTENANCE. GENERAL
RECOMMENDATIONS.
Before carrying out any operation on the machine or

welding cables, we must place the switch of the equip-
ment in "O" position of machine disconnected.

Specialized personnel must handle the machine to car-
ry out maintenance and repair operations.

& BLOW THE INSIDE OF THE MACHINE WITH
COMPRESSED AIR FROM TIME TO TIME.

The accumulation of metal dust on the inside is one of
the main causes of breakdowns in this type of equipment
as they are subject to a great amount of pollution. As an
essential measure, the equipment must be kept separate
from the welding place, not placing it a short distance
away. Keeping the machine clean and dry is essential.
The inside must be blown as required. We must avoid
any anomaly or deterioration due to the accumulation of
dust. Blow the inside of the equipment with clean dry
compressed air. As routine to guarantee that the equip-
ment works correctly, check that once the machine has
been blown the electrical connections are still properly
tightened.

WARNING!: SEPARATE THE MACHINE SUFFICIENTLY
FROM THE WORKSTATION.

4.2 RECOMMENDATIONS FOR REDUCING
ELECTROMAGNETIC COMPATIBILITY (CEM)
PROBLEMS.

The user is responsible for the installation and use of
the welding material according to the instructions in this
manual and the following recommendations.

Before installing the welding material, the presence of
the following in the surrounding area must be kept in
mind:

e Wiring for power, control, signalling, and tele-
phones.

* Radio and television receivers and transmitters.

« Computers and other control equipment.

» Critical security equipment.

¢ People with pace makers or hearing aids.

¢ Measurement and calibration equipment.

In order to reduce EMC problems, keep in mind the
time of day when welding or other activities will be car-
ried out. Move possible interference victims away from
the welding installation.

ALWAYS CONNECT THE MACHINE TO POWER
USING AN EFFICIENT EARTH TAP.

PREVENT METAL DUST ENTERING THE EQUIPMENT.

& LOCATE THE EQUIPMENT IN A PLACE WHERE

IF PROTECTIVE DEVICES OR SUPPLEMENTARY
ELECTRICAL SYSTEM FILTERS ARE NEEDED, CONSULT
OUR TECHNICAL SERVICE.

CLEAN AIR IS CONSTANTLY REPLACED.

The machine ventilations must be kept free. It must be
located in a place where clean air is renewed.

THE MACHINE MUST ALWAYS BE OPERATED WITH
THE HOUSING ON.

PERFORM THE MAINTENANCE OPERATIONS
DESCRIBED IN THIS MANUAL.

& DO NOT DISCONNECT THE MACHINE IF IT IS

USE THE SHORTEST WELDING WIRES POSSIBLE
AND KEEP THEM PLACED NEXT TO EACH OTHER NEAR
THE FLOOR.

HOT.

If you have finished the work do not disconnect the
machine immediately, wait until the inner cooling system
has totally cooled it.

& KEEP THE WELDING ACCESSORIES IN GOOD
CONDITIONS FOR USE.

EQUIPMENT FORESEEN FOR USE IN INDUSTRIAL
ENVIRONMENT. ELECTROMAGNETIC DIFFICULTIES
MAY EXIST IN OTHER ENVIRONMENTS CAUSED BY

CONDUCTED AND RADIATED DISTURBANCES.

& ONCE THE WELDING OPERATION HAS
FINISHED AVOID DIRECT CONTACT OF THE
ELECTRODE-HOLDER CLAMP WITH THE WELDING
EARTH CLAMP AND THE OTHER PARTS
CONNECTED TO IT.

IF THE WELDING PIECE IS GROUNDED, KEEP IN
MIND OPERATOR SAFETY AND NATIONAL
REGULATIONS.

¥”  KEEP THE WELDING GUN IN GOOD
CONDITIONS FOR USE.

A damaged or worn gun can cause inefficient weld-
ing.

24
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5. ANOMALIES. PROBABLE CAUSES. POSSIBLE SOLUTIONS.

SYMPTOM. ANOMALY.

PROBABLE CAUSE.

POSSIBLE SOLUTION.

GENERAL PROBLEM.

1. Make sure there is voltage at the entry to the machine;
if not the intake must be changed. It is advisable to see if
any magnetothermal has "blown".

The machine has no voltage in one or all its

2. Check the power source fuses situated on the central

NOTHING WORKS. vital elements. panel. (See Spare parts Sheet)
3. The machine panels must be removed ftesting the
logical points of the electrical diagram.
Change the magnetothermal for another larger gauge
Magnetothermal switch has low gauge for one. It is important for the magnetothermal switch to
LIMITER TRIPS the case. There may be a short circuit, which | have a characteristic slow type curve. In the event that the

is what causes the limiter fo frip.

electrical installation has limited power, the welding work
must be tested at lower current levels.

IT CAUSES NOISE

Loose metal casing.

Review and screw casing.

Defective electrical connections.

Correctly tighten the connections.

Damaged or poorly attached fan.

Examine the fan.

IF THE GREEN INDICATOR
LD1 IS ON THE APPLIANCE
DOES NOT WELD

Active protection system. Amber light “LD2"

Equipment overheated, wait until the equipment cools
down.

on.

Supply voltage outside rated margin. Change supply tap.

THE ELECTRODE BURNS IN
TIG WELDING

Excessive welding intensity for a certain
electrode.

Decrease welding current or change electrode for one
with larger diameter.

Use of reverse polarity.

Place electrode to negative pole.

Type of electrode

Change the electrode type.

Lack of protfection gas.

Regulate at an appropriate flow.

THE EQUIPMENT HEATS UP
ABNORMALLY.
THE THERMAL PROTECTION
ACTIVATES QUICKLY.

The equipment is positioned so that it pre-
vents correct ventilation.

Place the equipment in an area where the air is constant-
ly replaced.

The fan does not work.

Replace the fan.

The equipment is located in a very hot
environment.

Avoid positioning where there is direct exposure to the
sun.

There is a loose connection inside the

equipment.

Review the power electrical connections.

ALTHOUGH THE MACHINE
IS CONNECTED AND WITH
THE SWITCH LD1 ON,
THERE IS NO REACTION
WHEN PRESSED

Failure of the pistol switch which does not
make perfect contact.

Change the gun microswitch.

WHEN THE SHIELDING GAS
IS RELEASED IT CONTINUES
FLOWING.

There is impurity in the inside chamber of
the solenoid valve which prevents the piston
from closing completely.

Dismantle and clean the electrovalve.

The configurated value of post-flow is very
high.

Change in the settings menu the post-flow time value
TPS.

WHEN FINISHING
WELDING THE WIRE
REMAINS STUCK TO THE
TORCH CONTACT TUBE.

The configurated value of burn-back is very

high.

Change in the settings menu the value of the burn-back
time correction.

WHEN FINISHING
WELDING THE FINAL WIRE
LENGTH IS VERY GREAT.

The configurated value of burn-back is too
low.

Change in the settings menu the value of the burn-back
time correction.

The torch is withdrawn immediately when
torch pushbutton is no longer pressed.

The final wire length control system requires the welding
torch not to be immediately withdrawn when the torch
pushbutton is no longer pressed.

THE EQUIPMENT DOES NOT
WELD CORRECTLY IN
MIG/MAG MODE.

"IT ADJUSTS BADLY"

Low effective welding voltage. Output wave
not correct.

Check that there is not a phase failure in the supply
power.

Check that the electrical contact elements of the welding
circuit are correct: Welding mass, rusty or very dirty
surfaces, contact nozzle with greater diameter than the
wire, etc.

Test the electrical diagram of the power source.

Input and output voltages to the rectifier.

The diameter of used wire does not match to
selected program.

Verify the use of the appropriate diameter and replace
the erroneous one.

The welding wire has a mechanical re-
sistance at the outlet, which prevents it from
having a regular speed.

Examine the welding gun. Blow the inside (cable) with
compressed air.

Selection of wrong synergic program.

Verify the program selection criteria : filler material, gas
mixture and wire diameter.

Consumable badly fit or in bad condition.

Review the consumable adjustment and replace if faulty.

Unsuitable pressure of tightening knob in
draving operation.

Adjust the pressure until the problem disappears.




GPS 3000/4000 C

26

SYMPTOM. ANOMALY.

PROBABLE CAUSE.

POSSIBLE SOLUTION.

THERE ARE MANY
PROJECTIONS IN THE
WELDING PROCESS

Unsuitable shielding gas.

When welding normal steels we advise the use of a gas
mixture Ar-CO2.

Excessive driving pressure.

Reduce the tightening knob pressure.

Filler material is dirty or oxidized.

Remove remains of impurities, oils, oxides, efc.

Insufficient arc length correction.

Increase the arc correction factor. (E1 control)

Inappropriate dinamic adjustment (tendency
to negative)

Adjust the dinamic control from "SETUP" mode.

Stick out or insufficient distance between
nozzle and base material.

Increase the distance between torch and material to be

welded.

THE WELDING START IS

Earth contact faulty.

Ensure the earth tap adjustment.

Base material and filler material are too
"cold".

To reduce the abruptness at first of weld, please use the
435S striking mode.

Aluminium is being welded with a drawing
problem, which causes incorrect arc ignition

Examine the drawing process. Prevent the gun from
making “knots”, keeping it in a straight line. The wire

‘ﬁ:{éiﬁ:ﬁiﬁ& gzg?ss;/vti}:i i;izlctlv‘ved down on knocking g:z;not be slowed down when it knocks against the
PROJECTIONS. The wire length at onset of welding process | Change in the settings menu the value of the burn-back

is too long. time correction.
Oxide or other polluting agents are present E he cleania of ial fo b Ided
in base material. nsure the cleanig ot material to be weldea.

D1 D3 Error. Causa

EO1 THE | Overheating has occurred in the power source. The thermal protection has disconnected the equipment.

E02 OVT | ltis detected that there is no welding voltage.

EO3 OVC | Over current.

E04 CON | No communication between the frontal electronic board and the control one.

EQ6 GND | Earth failure.

EQ7 OVV | Over-voltage of input power supply (U1>470 V).

EO8 UNV | Under-voltage of input power supply (U1>330 V).

EO09 NPH | Phase failure in the power supply line.

E10 REF Lack of coolant pressure.

SPECIALIZED PERSONNEL MUST CARRY OUT ANY WORK ON THE EQUIPMENT.

BOTH AT THE BEGINNING AND END OF A REPAIR CHECK THE EQUIPMENT INSULATION LEVELS.
DISCONNECT THE ELECTRONIC BOARDS WHEN MEASURING THE INSULATION.
BLOW THE INSIDE OF THE EQUIPMENT WITH COMPRESSED AIR.

The insulation-measuring device will have 500 V D.C. and will be applied to the following points of the circuit:

- Supply-Earth: Ra > 50 Mohms.
- Welding-Earth: Ra > 50 Mohms.
- Supply-Welding: Ra > 50 Mohms.

BEFORE TURNING THE EQUIPMENT ON, ENSURE THAT IT IS OFF LOAD.
DO NOT OPERATE THE ON/OFF SWITCH WITH AN ELECTRICAL LOAD
CONNECTED TO THE WELDING CONNECTORS.

/\
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6. SAFETY MEASURES.

The use of this equipment requires a maximum amount of responsibility with respect to their use and mainte-
nance. Read this safety chapter carefully as well as the rest of the instructions manual. The correct use of the
equipment will depend on this.

For your safety and that of others, remember that:

ANY PRECAUTION MAY BE INSUFFICIENT!

@

The welding equipment referred to in this manual are electrical. It is important therefore

to observe the following safety measures.

* Any work on the equipment must only be carried out by specialists.

* The equipment must be connected to the earth connection and this must always be
effective.

* The equipment must not be located in a damp place.

* Do not use the equipment if the welding or supply cables are damaged. Use original
spares.

* Make sure that the part to be welded makes perfect electrical contact with the equipment earth.

e During any maintenance operations or when dismantling any element from the inside of the machine, this
must be disconnected from the electricity supply.

* Do not touch the equipment switches when carrying out a welding operation.

¢ Never lean directly on the work part. We will always work with protection gloves.

* Any work on the welding guns and earth clamps will be done with the equipment disconnected (OFF Posi-
tion (O) on the on/off switch). Do not touch the electrically active parts (electrode-holder clamp, earth
clamp, etc.) with your bare hand.

ke %)
=

The part to be worked on should be cleaned from possible grease or solvents as these
may decompose during the welding process giving off fumes which could be very toxic.
This can also occur with those materials which have some kind of surface coating (zinc-
plated, galvanised, etc.). Avoid inhaling the fumes given off in the process at all times.
Protect yourself from the fumes and metal dust which can be given off. Use quality ap-
proved anti-fume goggles. Work with this equipment must be carried out in places or
working posts where there is suitable air renewal. If welding processes are carried out
in closed places the use of suitable fume extractors is recommended.

In welding processes, the electric arc formed gives off infrared and ultraviolet type irra-
diations: these are harmful for the eyes and skin, so these areas must be suitably pro-
tected with gloves and suitable clothing. The eyes must be protected with goggles with
an quality approved protection system with a protection index of at least 11. With elec-
tric arc welding machines use protection shield for the eyes and face. With electric cut-
ting machine use protection goggles. Always use quality approved protection elements.
Never use contact lenses. They may adhere to the cornea due to the great heat given
off during the process. Bear in mind that the arc is considered to be dangerous within a
15-metre radius.

Cast material projections are given off during the welding process so due precautions
must be taken. There must be a fire-extinguisher near to the working area. Do not keep
inflammable material or explosives near to the working post. Prevent fire caused by
sparks or slag. Use quality approved footwear for this type of operations. Use approved
auditive protectors in case of too high noise.

Never direct the path of an electrode-holder clamp towards people.
In environments with a high risk of electrical shock, fire, proximity of inflammable prod-
ucts or height, observe relative national and international provisions.
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ANEXOS. PLANOS ELECTRICOS Y DESPIECES.

LISTA DE PROGRAMAS DE SOLDADURA

DECLARACION DE CONFORMIDAD PARA EL MARCADO CE.
ESQUEMAS ELECTRICOS.

PLANOS DE DESPIECE Y LISTA DE REFERENCIAS.

GB | APPENDICES. ELECTRICAL DIAGRAMS AND

PART LISTS.

WELDING PROGRAM LIST

DECLARATION OF CONFORMITY POR EC MARKING.
ELECTRICAL WIRING DIAGRAMS.

DETAIL DRAWINGS AND REFERENCE LISTS.

CONDICIONES GENERALES DE LA GARANTIA:

GALA GAR, garantiza el buen funcionamiento contra todo defecto de fabricacién de la GPS 3000 C / GPS 4000 C a
partir de la fecha de compra (periodo de garantia) de:

e 12 MESES

Esta garantia no se aplicaré a los componentes con vida Util inferior al periodo de garantia, tales como repuestos y con-
sumibles en general.

Asimismo no incluye la instalacién ni la puesta en marcha, ni la limpieza o sustitucién de filtros, fusibles y las cargas de
refrigerante o aceite.

En caso de que el producto presentase algin defecto en el periodo de garantia, GALA GAR, se compromete a repa-
rarlo sin cargo adicional alguno, excepto en dafos sufridos por el producto resultantes de accidentes, uso inadecuado,
mal trato, accesorios inapropiados, servicio no autorizado o modificaciones al producto no realizadas por GALA GAR.

La decisién de reparar, sustituir piezas o facilitar un aparato nuevo serd segun criterio de GALA GAR. Todas las piezas
y productos sustituidos serdn propiedad de GALA GAR.

Para hacer efectiva la garantia deberé entregarse el producto y la factura de compra debidamente cumplimentada y
sellado por un Servicio Técnico autorizado. Los gastos de envio y transporte serdn a cargo del usuario.

Los dafos o gastos imprevistos o indirectos resultantes de un uso incorrecto no serdn responsabilidad de GALA GAR.

GENERAL GUARANTEE CONDITIONS:

GALA GAR, guarantees correct operation against all manufacturing defects of the GPS 3000 C / GPS 4000 C products,
as from the purchase date (guarantee period) of:

12 MONTHS

This guarantee will not be applied to components with a working life that is less than the guarantee period, such as
spares and consumables in general.

In addition, the guarantee does not include the installation, start-up, cleaning or replacement of filters, fuses and cool-
ing or oil refills.

If the product should present any defect during the guarantee period, GALA GAR, undertakes to repair it without any
additional charge, unless the damage caused to the product is the result of accidents, improper use, negligence, inappro-
priate accessories, unauthorized servicing or modifications to product not carried out by GALA GAR.

The decision to repair or replace parts or supply a new appliance will depend on the criterion of GALA GAR. All re-
placed parts and products will be the property of GALA GAR.

In order for the guarantee to become effective the product and the purchase invoice must be handed over, duly com-
pleted and stamped by an authorized Technical Service. Shipping and transport expenses will be on the user’s account.

Damage or unforeseen or indirect expenses resulting from an incorrect use will not be the responsibility of GALA GAR.
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REPUESTOS. GPS 4000 C REF: 17517

PARTSLIST. GPS 4000 C 423.84.000 HR:42384000 V1 1/2

3Ph- 400V; 50/60 Hz
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REPUESTOS. GPS 3000 C REF: a1t 1,
PARTSLIST. GPS 3000 C 423.85.000 517 | HRazss5000 V1 L2

3Ph- 400V ; 50/60 Hz
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REPUESTOS. GPS 3000 C REF: 7517 2,

PARTSLIST. GPS3000 C 423.85.000 HR:42385000 V1 £/2
3Ph- 400V ; 50/60 Hz

N° REF. DESCRIPCION N° REF. DESCRIPCION

1 ]42313003 |FRENTE ANTERIOR PLASTICO 36 142316094 |RACOR EMPALME H 1/8- H 1/4

2 150712019 JCONECTOR HEMBRA 37 162716011 |ELECTROVALVULA 2VD2 48V-R1/4G

3 ]42385062 |PLACA ANTERIOR 38 ]42310008 |JCANALIZADOR

4 142310001 JCHASIS 39 142310095 ]SOPORTE COMPONENTES

5 00557601 JSONDA HALL 40 |43516015 JFICHA

6 42312024 JTRAFO POTENCIA 41 142310029 JSOPORTE CIERRE ASA

7 100550029 |RESISTENCIA 470R/25W 42 142312013 JASA

8 42312025 JREACTANCIA 43 144016092 JFILTRO EMI 3PH-35A

9 142310009 JCAJON PLACA ELECTRONICA 44 100557203 JMINICONTACTOR TRIPOLAR 7A AC3

10 |42312060 |PLACA CAMBIO POLARIDAD 45 150910074 |PLACA APOYO MINICONTACTOR

11 ]42310002 |PANEL CENTRAL MOTOR 46 100557018 |JTRAFO AUX. P.230/400/440V-S.0-20-48V_200VA

12 42310460 |PROTECCION CAMBIO POLARIDAD 47 100552030 JFUSIBLE REARMABLE 3,75A

13 |42310061 |SOPORTE ARRASTRE 4R-D.37 48 100557014 |TRAFO AUXILIAR P.400V/S1.20V-§2.230V

14 |42316020 |SISTEMA ARRASTRE 4R 49 142310007 JTAPA ENVOLVENTE

15 142313014 |TAPA CAMBIO POLARIDAD 50 ]00533016 JSEPARADOR METAL M/H M4-25 mm

16 |00315001 |CIERRE DESLIZANTE 51 ]00552035 |FUSIBLE REARMABLE 0,25A

17 142310010 JTAPA CONEXION WCS 52 |42385016 |PLACA ELECTRONICA DSP

18 ]42300006 |LATERAL MOVIL 53 100533003 JSEPARADOR METAL M-H M3x10

19 |80071005 |ADAPTADOR BOBINA PLASTICO (*) | |54 |42385019 JPLACA ELECTRONICA CONTROL MOTOR

20 |49216019 JEJE SOPORTE CARRETE 55 ]42312015 |[MODULO POTENCIA

21 00313005 |BISAGRA 56 100533004 JSEPARADOR METAL M/H M4-10 mm

22 142312045 |MAZO CONEXION WCS 57 ]42310028 |PANEL CENTRAL HORIZONTAL

23 142310027 JPANEL CENTRAL 58 142312023 JMODULO SECUNDARIO

24 142385012 |SOPORTE VENTILADOR 59 |42300005 |LATERAL FIJO

25 156606009 JVENTILADOR 60 143016040 JPASAMUROS (DIAM.39MM)

26 100532067 |PASAMUROS (DIAM.25,5MM) 61 142312017 |PLACA ELECTRONICA DRIVER

27 142385011 JCAMARA TURBO 62 100532065 JPASAMUROS @14 EXT.

28 142313004 |FRENTE POSTERIOR PLASTICO 63 100550028 JRESISTENCIA 22R/50W

29 142310064 |PLACA POSTERIOR 64 ]42310032 |SOPORTE DRIVER-RESISTENCIAS

30 ]42385063 |PLACA FRENTE POSTERIOR 65 |42385026 |PLACA FRENTE ANTERIOR

31 ]42312022 JCABLE ENTRADA 66 100533014 |SEPARADOR METAL M-H M3x8

32 |44016085 |INTERRUPTOR O/I 67 |42385018 |PLACA ELECTRONICA FRENTE

33 ]49816120 |PRENSAESTOPAS 68 163112005 JIMANDO POTENCIOMETRO

34 163106115 JRACOR ENCHUFE RAPIDO M-1/8 69 151816091 JTECLADO

35 149816220 |TUERCA PRENSAESTOPAS 70 151813008 |PLACA METACRILATO

(*) OPCIONAL




REPUESTOSM ODUL O SECUNDARIO GPS

PARTS LIST.SECONDARY MODULE GPS

LISTE DES PIECESM ODULE SECONDAIRE GPS

REF: 423.12.023

2-3-17

HR:42312023 V1
ATxN

N° REF. DESCRIPCION DESCRIPTION DESCRIPTION
1 42316123|DISIPADOR DISSIPATER DISSIPATEUR
2 44016123|DIODO RECTIFICADOR RECTIFYING DIODE DIODE RECTIFICATIVE
3 552057 TERMICO DE 70° (N.C.) THERMAL DEVICE TERMIQUE DISPOSITIF
4 42312033|CJTO.CONEXION UNION 4 DIODOS |JCONNECTION SET UNION 4 DIODES |ENSEMBLE CONNECTION UNION 4 DIODES
5 42318032]CONEXION UNION 2 DIODOS CONNECTION UNION 2 DIODES CONNECTION UNION 2 DIODES
6 550027|RESISTENCIA 10R/25W RESISTANCE 10R/25W RESISENTENCE 10R/25W
7 551047]CONDENSADOR KP 10nF/1500V CONDENSER KP 10Nf/1500V CONDENSATEUKP
\'; N ° REF — REF IMD observaciones




REPUESTOSSISTEMA DE ARRASTRE 4R-D37

PARTS LIST.WIRE FEEDER 4R-D37

REF:

LISTE DES PIECESTRAINAGE

423.16.020

HR:42316020V1

29-10-15
m

N° REF. DESCRIPCION DESCRIPTION DESCRIPTION
1| 42316221|ENCODER ENCODER ENCODER
2| 42316220JMOTOR ARRASTRE FEEDER MOTOR MOTEUR DEPLACEMENT
3] 42316320 CONECTOR ANTORCHA MIG (completo) JCONNECTOR TORCH MIG CONNECTEUR TORCHE MIG
3.1] 51716321JCUERPO CONECTOR ANTORCHA CONNECTOR TORCH BODY CORP CONNECTEUR TORCHE
3.2] 51716323|SOPORTE TUBO GUIA HILO TUBE GUIDE HOLDER SUPPORT TUYAU GUIDE
3.3] 42316420]RACOR FITTING RACCORD
3.4] 42316520]TUBO GUIA HILO TUBE GUIDE WIRE TUYAU GUIDE FIL
4] 51716021)PROTECCION FRONTAL CONECTOR FRONTAL PROTECTION PROTECTION FRONTAL
5] 42316120]SISTEMA ARRASTRE (COMPLETO) WIRE FEEDER (COMPLETE) TRAINAGE
6] 42316620]PALANCA APRIETE DCHA. (COMPLETO) LEVER CLAMP RIGHT (COMPLETE) LEVIER DE BLOCAGE DROITE (COMPLETE)
7] 42316720]PALANCA APRIETE IZDA. (COMPLETO) LEVER CLAMP LEFT (COMPLETE) LEVIER DE BLOCAGE GAUCHE (COMPLETE)
8| 42316820]SOPORTE RUEDA ARRASTRE TRACTION WHEEL HOLDER SUPPORT ROUE DEPLACEMENT
9.1] 42316121]RULETA D.37B/0.8-1.0MM (V) ROULETTE D.37B/0.8-1.0MM(V) ROULETTE D.37B/0.8-1.0MM(V)
9.2] 42316122]RULETA D.37B/1.0-1.2MM (V) ROULETTE D.37B/1.0-1.2MM(V) ROULETTE D.37B/1.0-1.2MM(V)
9.3] 42316124]RULETA D.37B/1.2-1.6MM (V) ROULETTE D.37B/1.2-1.6MM(V) ROULETTE D.37B/1.2-1.6MM(V)
9.4] 42316125|]RULETA D.37B/0.9-1.2MM “R” (TUBULAR) JROULETTE D.37B/0.9-1.2MM “R” ROULETTE D.37B/0.9-1.2MM “R”
9.5] 42316126]RULETA D.37B/1.2-1.6MM “R” (TUBULAR) JROULETTE D.37B/1.2-1.6MM “R” ROULETTE D.37B/1.2-1.6MM “R”
9.6] 42316127|RULETA D.37B/1.0-1.2MM “ALU" ROULETTE D.37B/1.0-1.2MM “ALU” |ROULETTE D.37B/1.0-1.2MM “ALU"
9.7] 42316128|RULETA D.37B/1.2-1.6MM “ALU" ROULETTE D.37B/1.2-1.6MM “ALU” |ROULETTE D.37B/1.2-1.6MM "ALU"
10] 42316921|TAPA COVER COUVRIR
11] 42316920]POMO TORNILLO KNOB SCREW BOUTON VIS
12] 51716720]CANALIZADOR CONDUIT CONDUITE
13] 51716820]POMO KNOB BOUTON
N ° REF — REF IMD observaciones




REPUESTOSKIT RULETASALUMINIO SF 34037

REF: HR:42316227V1
PARTS LIST.SF 34037 KIT ALUMINIUN ROULETTE 423.16.297 29/10/2015 11
LISTE DES PIECESKIT ROULETTE ALUMINIUM SF 34037 T
Pressure roll
Geared, grooved 1
2
Pressure roll axle
3
Washer
4
Feed roll
Standard with gear
2
N°| REF. DESCRIPCION DESCRIPTION DESCRIPTION
1 42316327)|ENGRANAJE PRESION RANURADO PRESSURE ROLL GEARED GROOVED |ROULEAU DE PRESSION
2.1 | 42316129|RULETA D37B/1.0-1.2 MM “ALU TWIN” |FEED ROLL STD WITH GEAR 1.0-1.2 |ROULEAU D’ALIMENTATION 1.0-1.2
2.2 | 42316130JRULETA D37B/1.2-1.6 MM “ALU TWIN” |FEED ROLL STD WITH GEAR 1.2-1.6 |ROULEAU D’ALIMENTATION 1.2-1.6
3 42316427|EJE ENGRANAJE PRESION PRESSURE ROLL AXLE ESSIEU ROULEAU DE PRESSION
4 42316527 |ARANDELA WASHER RONDELLE
N ° REF — REF IMD observaciones
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