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1 BBEOEHUE

B paHHOM pyKOBOACTBE ONUCLIBAETCA NMOPALOK PaboTbl C NaHenAMU ynpaBsieHUA
A32, A33 n A34.

O6Lme cBefeHMA MO 3KCnyaTaumm NpuBeaeHbl B UHCTPYKLMN K UCTOUHUKY
nUTaHuA.

1 : i-i [Mpwn nopave ceteBoro NUTaHUA Ha YCTPOMCTBO Ha4YMHAETCA
camMornpoBepKa CBETOANOAHbIX MHANKATOPOB 1 AuUchnen, npu
'.—!r. d I:! 3TOM Ha gucnnee otobpa)kaetcA BepCcuA NporpaMmmsbl; B AaHHOM
npumepe paccMmarpmsaeTca Bepcua nporpamMmmbl 0.18.

1.1 MaHenb ynpasnexHua A32

@ @® VRD

o Ovcnnen

o Pyuka perynuposku Toka

o Bboibop metopa ceapkn MMA (pyyHana gyrosas cBapka) E unn TIG (cBapka

BONb(PPaMOBBIM 3J1IEKTPOLOM B CPEOE UHEPTHOIO ra3a) e

e HaCTpOIZKa C naHennm ® nnn nogknr4veHme nynbra oAUMCTaHUMOHHOIO

yrnpasneHuA

@ NHpukauma sknoveHna oyHKumm VRD (MOHMXXEHHOe HanprXeHune

pasomkHyTon uenu). MPUMEUYAHWE! Ota cpyHKUMA elle He nogaep)XxuBaercA
MOJSIHOCTbIO.
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e O6o3Ha4veHne napameTpa, otobpakaeMoro Ha gucnnee (ToK UM 3Ha4YeHne B
npoueHTax).

o Pyuka onAa sagaHvA napamMeTpoB (TOKa Win 3Ha4YeHWA B NPOLLeHTax)

e KHonkun onA BBegeHvA napamMmeTpoB CBapKW B 3aroMuHaroLLee yCTPoONCTBO.

Cwm. 4.
/'\_

e KHonka pnA Bbibopa napameTrpos «[opAYnin nyck» nnu «MoLuHocCTb

Ayrun» Il npv ceapke B pexume MMA
o Bbibop metopa ceapkn MMA (pyyHana gyrosas cBapka) E unn TIG (cBapka

BONb(PPaMOBBIM 3f1IEKTPOLOM B CPEOE UHEPTHOIO ra3a) e

e HaCTpOIZKa C naHennm ® n nogkn4yeHme nynbra oUCTaHUMOHHOIo

yrnpasneHuA

@ NHpukauma sknoveHna oyHKumm VRD (MOHMXXEHHOe HanprXeHune

pasomkHyTon uenu). MPUMEYAHUE! OTa cpyHKUMA eLle He nogaep)xuBaercA
MOJSIHOCTbIO.
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Basic
Rutile

o Ovcnnen

e O6o3Ha4veHne napameTpa, oTobparkaemMoro Ha gucnnee (ToK, HanpAXXeHne
U 3HaYeHue B NMpoLeHTax)

e Bbibop napamerpa, otobpakaemoro Ha aucrsee BO BpeMA CBapKu: Toka (A)
nnu HanpaxeHua (V)

o Pyuka onAa sagaHvA napamMeTpoB (TOKa UK 3Ha4YeHUA B NPOLLeHTax)

e KHonkun onA BBegeHvA napamMmeTpoB CBapKW B 3aroMuHaroLLee yCTponCTBO.

Cwm. 4.
/'\_

e KHonka pnA Bbibopa napameTrpos «[opAYNin nyck» nnu «MoLyHocCTb

Ayrun» Il npv ceapke B pexume MMA
o Bbibop metopa ceapkn MMA (pyyHana gyrosas cBapka) EI unn TIG (cBapka

BONb(PPaMOBBIM 3f1IEKTPOLOM B CPEOE UHEPTHOIO ra3a) e

e Bbibop TMMNOB 3NeKTPOJ0B «ANEKTPOA, C OCHOBHbLIM NMOKPbITUEM>», «PyTUNOBbLIV
NEKTPOL» NN «QNEKTPOL, N3 LEeNntonosbl» ana ceapkm MMA

e HaCTpOIZKa C naHennm ® n nogkn4yeHme nynbra oUCTaHUMOHHOIO

yrnpasneHuA
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@ NHpukauma sknoveHna oyHKumm VRD (MOHMXEHHOe HanprXeHune

pasomkHyTon uenu). MPUMEYAHUE! Ota cpyHKUMA eLle He nogaep»XxuBaercA
MOJSIHOCTbIO.

2 CBAPKA MMA

2.1 HacTtpoukmu

DyHKUMA HOvana3oH ycTaHOBOK A32 A33 A34
Tok 4 makcumym 1) X X X
AKTMBHaA naHesb OFF (“Otkn.”) nnn ON X X X
(“Bkn.”)
Mynsr guctaHumonHoro | OFF (“OTtkn.”) unm ON X X X
yrnpasJsieHuA (“Bkn.”)
ropAYNiA Nyck 0-99% x?2 X X
MOLLHOCTb yru 0-99% x2 X X
KanenbHan cBapka (OEF (“())TKn.”) wmON  [x2 x 2 x 2
Kn.”

1) [InanasoH HacTpoek 3aBUCUT OT UCIIOJb3YEMOro UCTOYHMKA MUTAHUA.
2)CpbiTas hyHKUMA

22 O6bAcHeHMe CUMBOJIOB U PYHKLUN

?:l

= Cpapka metrogom MMA

Metom, MMA HasbiBaeTcA TakXe CBapKOW C WCMNOJSIb30BaHMEM MOKPbIThIX
QMEeKTPOA0B. 3ax>KeHHaA ayra pacnnasfiAeT 3NeKTpon, N ero NoKpbiTue obpasyer
3aLLUMTHbBIA LUNakK.

PerynupoBka Toka

Uem bornbLue Tok, Tem Bonblue pasmMep 30Hbl CBAPKU U flyyLle NMPOHUKHOBEHWE B
cBapuBaeMmyto getab.

® AKTUBHaA naHe’sb

HacTtporkun genatotcA ¢ naHenu ynpasneHus.

/ Bnok gpucraHUMOHHOro ynpasneHuA
Hactponkun genatorcA ¢ 6110ka ANCTaHLMOHHOIO yrpassieHunA.

lMepen BBOOOM B genicteue 6510K AUCTaHLMOHHOIO yrpasiieHA Oo/MKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 6oka AUCTaHULNOHHOrO yrpasieHus, KOTOPbIN
nmeetcA Ha malumHe. lNocne BBopa B gercteme 6noka ouCTaHLLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEAaKTUBHON.

bi20r -7 -



n

YBenuumBaeT CBapOUHbI TOK HA OUKCUPOBAHHOE BPEMA B Hayarse npouecca
CBapku. 3Ha4YeHne ToKa ropAYero nycka ycraHasnmBaeTCA NPy NOMOLLM
COOTBETCTBYHOLLEN PYUKM yNpaBneHna. OTO YMEHbLUAET PUCK NOABNEHNA AedOEKTOB
B COeVHEHUM B Ha4vasne CBapKu.

fopauun nyck

& MowHocTb pyru “Arc force”

MowHocTe ayrn “Arc force” nmeer Ba)KHOE 3HayeHWe ANA 3afaHuA TOro, Kak
N3MEHAETCA TOK B OTBET HA U3MEHEHWE ANWHbI Ayrn. Yem MeHbLLe MOLLHOCTb YK,
TEM TULLE 3BYK U MeHbLUE pas3bpbi3ruBaHue.

@vro VRD (YctpoucTteo MNoHuxeHnAa HanpaA)xeHuA)

NMPUMEYAHUME! OTa cpyHKUMA eLLe He Nogaep»XX1BaeTcA NOSHOCTLIO.

2.3 CkpbiTble chyHKUMU cBapku B pexume MMA

Ha naHenu ynpaBneHna MMerTCA CKPbITbIe COYHKLLUN.

AnA poctyna K oyHKUMAM naHenu ynpasneHna A32 HaXxmMuTe Ha KHOMKY Bblbopa
4

MeToaa,

Ana poctyna K doyHKUMAM naHenen yrnpasneHna A33 n A34 Ha)KMuUTe KHOMKY n
N yoep)xusanTe ee B TeyeHne 5 cekyHa. Ha gucnnee nosasutcA Bykea n YncrneHHoe
3HayeHwue. Tpebyemana oyHKUMA BblIOMpaeTcA HaXkaTtnemM KHOMoK. KpyrnaA pyyka
ncnonb3yeTcA Af1A U3SMEHEHWA YMCINEHHOro 3Ha4YeHA BblIOpaHHOW OYHKLMN.

Byksa, OyHKUMA
COOTBETCTBYIOLL,AA
doyHKUUK

C MoLLHOCTb Ayru

H FopAuYmin nyck

d KanenbHaA ceapka

£
AnA Toro ytobbl BLINTU U3 PYHKUMN HA naHenn A32, HOXXMUTE KHOMKY "

yoepxunsavTte ee B TeueHue 5 cekyHa. [nA Toro Ytobbl BbIATU N3 PyHKLUM Ha

naHenAx A33 1 A34, HaXXKMUTE KHOMKY n N yoep>xuBanTte ee B TeYeHue 5 CekyHa.
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Il MowHocTb pyru “Arc force”

MowHocTe ayrn “Arc force” nmeer Ba)KHOe 3HayeHWe ANA 3afaHuA TOro, Kak
N3MEHAETCA TOK B OTBET HA U3MEHEHWE ANWHbI Ayrn. Yem MeHbLLe MOLLHOCTb AYTK,
TEM TULLE 3BYK M MeHbLLE pas3bpbi3ruBaHue.

/'\_

YBenuumBaeT CBapOUHbI TOK HA OUKCUPOBAHHOE BPEMA B Hayare npouecca
CBapku. 3Ha4YeHne ToKa ropAYero nycka ycraHasnmBaeTCA NPy NOMOLLM
COOTBETCTBYHOLLEN PYUKM YNpaBneHnA. OTO YMEHbLUAET PUCK NOABNEHNA AedOEKTOB
B COeVHEHUM B Ha4asne CBapku.

fopauun nyck

KanenbHana cBapka

MeTop, KanenbHOW CBapKn MOXET ObITb MCMONb30BaH NPW CBapke 3NeKTpoaamMu
N3 Hep>KaBeroLLLer cTanun. Ata METOAMKA Npeanonaraet nonepeMeHHoe
3aXMraHne 1 ralleHve gyru, anA Toro Ytobbl Nyylle KOHTPOMPOBATh BbiAeNeHme
Tenna. [na Toro 4tobbl NOracuTb Ayry, ANeKTPon, HyXKHO HEMHOMO MPUMOJHATD.

3 CBAPKATIG

3.1  Hactpownku

DyHKUMA HOvana3oH ycTaHOBOK A32 A33 A34

Tok 4 makcumym 1) X X X

AKTMBHaA naHesb OFF (“Otkn.”) nnn ON X X X
(“BKﬂ.”)

Mynsr guctaHumonHoro | OFF (“Otkn.”) unm ON X X X

yrnpasJsieHuA (“Bkn.”)

R [wnarna3oH HacTpOeK 3aBUCUT OT UCIIO0JIb3YyeMOro NCTOYHUKa NMUTaHUA.

3.2 O6bAcHeHue CMMBOJIOB U (PYHKL UK

=  Cpapka metogom TIG

Mpn ceapke TIG npoucxoguT pacnnaeneHue mMmetanna cBapvBaeMoOW Aetanu C
MOMOLLLbIO JNEKTPUYECKON Ayrn, BO3OyKaaemMon Ha BoibdopamMOBOM 3/1EKTPO/E,
KOTOPbI CaM He NnaBUTCA. 30HA CBAPKKW 1 CaM 3MeKTPOo[, 3aLluLLeHbl aTMocdbepor
13 3aLMTHOro rasa.

bi20r -9-




“Live TIG-start”

Mpn nomowm doyHkuum “Live TIG start” gyra Bo3by»xgaeTcA, Korga anekrpos,
KacaeTcA cBapusBaeMon geranu, a 3atemM npunogHUMaeTcA Hapg, Hew.

® AKTUBHaA naHe’sb

HacTtporkun genatotcA ¢ naHenu ynpasneHus.

/ Bnok gucrtaHUMOHHOro ynpasneHuA
Hactponkun genatorcA ¢ 6110ka ANCTaHLMOHHOIO yrpassieHunA.

Mepen BBOOOM B genicteue 6510K AUCTaHLMOHHOIO yrpasfieHA Oo/mKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 6ioka AuCTaHUMOHHOIO yripasieHus, KOTOPbIN
nmeetcA Ha malumHe. lNocne BBopa B gercteme 6noka ouCTaHLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEaKTUBHON.

4 3ANMOMUHAIOLLEE YCTPOUCTBO NAPAMETPOB

CBAPKU

B 3anoMuHaroLLLEeM yCTPOMCTBE NaHEeNM ynpasneHnA MOXHO COXPaHUTb [Be
pasnuyHble NPorpaMmMbl NAPaMETPOB CBAPKMW.

Haxxmute KHOMKY - nnun - B TeueHune 5 CekKyHpL, OJiA Toro YTOODI

COXpPaHWUTb AaHHble B namMATN. MuraHne 3eneHoro nHaukatopa CBUAETENbCTBYET O
TOM, YTO NapamMeTpbl CBAPKM COXpaHeHbl B 3aNOMMUHAIOLLLEM YCTPOWCTBE.

[na Toro, 4To6bI NEPENTH OT OQHOMO KOMMJIEKTA CBAPOYHbIX AAHHbIX K APYrOMY,

HaXXMUTE KHOMMKY - nnn -

3anomuHatoLee yCTpOMUCTBO Af1A COXPAHEHUA NapaMeTpoB CBapku CHabXeHo
3N1eMEHTOM NUTaHWA AJ1A aBTOHOMHOW NMOAMNUTKWU, KOTOPLI obecrnevnBaet
COXPaHHOCTb HACTPOEK faXke Mocne BbIKIOYEHNA MaLLUHbI.
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5 KOObl HENCNPABHOCTEM

Kogbl ounmboK ncnonb3yoTtcA A uHaMkKaumm otkasa B o6opygosaHun. OH
otobparkaetcA Ha gucnnee B Buge byksbl E, 3a kKOTOpon cnepyer KogoBbIn HOMeEpP
HEencrnpaBsHOCTMW.

OTobparkaemblii HOMep YCTPOWCTBa NO3BOJIAET ONPefennTb, B KAKOM YCTPOMCTBE
npomsoLuna HemcnpaeBHOCTb, Hanpumep, U 0.

Ecnu obHapy»>xeHO HECKONbKO HEMCnpaBHOCTEN, Ha 3KpaH OyaeT BbiBEOEH TONbKO
Kop, nocrnegHen obHapy»>XeHHOW HencnpaBHOCTU. A Toro 4Ytobbl yoanutb C
aucnnen otobparkeHne Koga HeMCNPaBHOCTU, HAXXMUTE NOOYIO KHOMKY Uin
NOBEPHUTE PYUKY.

NMPUMEYAHUE! Ecnun ycTponcTso ANCTAHLLMOHHOIMO yrpaBfieHNA BKITHOYEHO,

BbIKJTHOUNTE ero Ha>karmem /’ OnA c6poca MHOWKaUUM HENCNpPaBHOCTWN.

5.1 lepeueHb KOJ,0B HeMcnpaBHOCTEM

Homep ycTpoicrtsa:

UO = 6nokceapoyHbix U2 = UCTOYHUK NMUTAHUA
napamMeTpos

U4 = 6nok
OUNCTAHLUWOHHOIro
ynpasfieHunA

5.2 OnucaHune KOgoOB HEMCNpaBHOCTEN

Kopbl olnbokK, KOTopble Nofib30BaTelb MOXET UCMPaBUTb CaAMOCTOATESNbHO,
npepcTasrieHbl HWKe. Ecnu Ha gucnnee noABUTCA OPYron Kof, CBAXKUTECH CO
cneumannucTomM rno obcnyxmsaHuio.

Kop |Onucanmue
Heucn
paBHO

CTn

E6 Bbicokana Temneparypa
Cpaborana 3awimTa OT TEMSIOBOV NeperpysKku.

CBapoyHbIi MPOLLECC OCTAHOBJIEH M HE MOXXET HbITb 3anyLLEeH NOBTOPHO A0 TeX Nop,
roKa He MOHM3WUTCA Temneparypa.

OewncrtBue: Yoeoutecb B TOM, YTO OTBEPCTMA AJ1A 3abopa 1 BbinMyCka OXJ1aXXOatoLLLEero
BO3yXa He rnepeKkpbITbl N He 3abuTbl rPA3bLI0. [poBepsTe NCNONb3yeMblin pabounii
LMK, YTobbl y6epuTbCcA B OTCYTCTBUMY Neperpy3kn obopynosaHuA.

E 14 |Owwubka cBA3MN (WUMHA OTKI1.)
CepbesHan HencnpaBHOCTb B wnHe CAN bus.

OeuctBue: YbeomTecb B OTCYTCTBMM HENCMNPABHbIX 6/10KOB, MOAKIIIOYEHHbIX K LLUMHE
CAN. MpoBepkte kabenu. Ecnv HeMcnpaBHOCTb HE YyCTPaHUnach, BbI3OBUTE TEXHUKA MO
obcnyxmBaHuio.
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Kop |OnucaHue
Heucn
paBHO
cTun
E 16 |HanpsaxeHue xonocrtoro xopa
CrvLLKOM BbICOKOE HarnpA>XeHne PasoMKHYTOW LLenu.
OewncrBue: BoikntounTe ceTeBoe nutaHne, YTobbl MepeBECTU YCTPONCTBO B MCXOQHOE
cocTofHue. Ecnu HemcnpaBHOCTb He yCTpaHunach, BbI3OBUTE TEXHNUKA MO
obcnyxmBaHuio.
E 19 |Owwunbka namAtn
B cooep»xMMOM CyLLECTBYIOLLLErO 3aNOMUHAKOLLLErO YCTPONCTBA MMEKOTCA OLLUMBKN.
CnepyeT ucnonb3oBarb MCXOAHbIE OAHHbIE.
OewncrBue: BoikntounTe ceTeBoe nutaHne, YTobbl MePeBECTU YCTPONCTBO B UCXOQHOE
cocTofHue. Ecnu HemcnpaBHOCTb He yCTpaHunach, BbI3OBUTE TEXHUKA MO
obcnyxmBaHuio.

bi20r
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6 INTRODUCTION

The manual describes use of A32, A33 and A34 control panels.
For general information about operation see user’s instructions for the power source.

=1 i When mains power is supplied the unit runs a self diagnosis of the
! ( LEDs and the display, the program version is displayed and in this
'.—!. (Ll example the program version is 0.18.

6.1  Control panel A32

@ @® VRD

o Display

o Knob for setting the current

o Choice of welding method MMA-EI Of TIG

e Setting from panel ® or connecting remote control unit

@ Display of VRD function (reduced open-circuit voltage) . This function is not yet
fully supported.

-14 -
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6.2 Control panel A33

e Indication of which parameter is shown in the display (current or percent)

o Knob for setting data (current or percent)

e Buttons for weld data memory settings. See title 9 .

/'\_

e Button for choosing parameters "Hot start” or arc pressure "Arc force”

Il when MMA welding

o Choice of welding method MMA-EI Of TIG

. : N
e Setting from panel ® and connecting remote control unit

@ Display of VRD function (reduced open-circuit voltage) This function is not yet
fully supported.

-15 -
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6.3 Control panel A34

Do o Caddy™ ss:

Basic
Rutile
Cel

e Indication of which parameter is shown in the display (current, voltage or
percent)

e Choice of current indication (A) or voltage indication (V) during welding, in the
display

o Knob for setting data (current or percent)

e Buttons for settings in welding data memory. See title 9 .

,'\_

G Button for choosing parameters "Hot start” or arc pressure "Arc force”

Il when MMA welding

&

o Choice of welding method MMA-EI OF TIG

e Choice of electrode type "Basic”, "Rutile” or "Cellulose” when MMA welding

. : N
e Setting from panel ® and connecting remote control unit

@ Display of VRD function (reduced open-circuit voltage) This function is not yet
fully supported.

-16 -
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7 MMA WELDING

7.1  Settings

Function Setting range A32 A33 A34
Current 4 max? X X X
Active panel OFF or ON X X X
Remote control unit OFF or ON X X X
Hot start 0 - 99% x 2 X X
Arc force 0 - 99% x2 X X
Drop welding OFF or ON x?2 x?2 x?2

1) The setting range is dependent on the power source used.
2)Concealed function

7.2 Symbol and Function explanations

?:l

L= MMA welding

MMA welding may also be referred to as welding with coated electrodes. Striking the
arc melts the electrode, and its coating forms protective slag.

Setting current

A higher current produces a wider weld pool, with better penetration into the
workpiece.

® Active panel

Settings are made from the control panel.

/ Remote control unit
Settings are made from the remote control unit.

The remote control unit must be connected to the remote control unit socket on the
machine before activation. When the remote control unit is activated the panel is
inactive.

/-\_ Hot Start

Increases the welding current during a fixed time at the start of the welding process.
Set the value of the hot start current by using the knob. This reduces the risk of
incomplete fusion at the start of the weld.

|l Arc force

The arc force is important in determining how the current changes in response to a
change in the arc length. A lower value gives a calmer arc with less spatter.

-17 -
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@vro VRD (Voltage Reduction Device)

This function is not yet fully supported.

7.3 Hidden functions MMA welding

There are hidden functions in the control panel.

To access the functions in A33 and A34, hold button n depressed for 5 seconds.
The display shows a letter and a value. The correct function is selected by pressing
the buttons. The knob is used to change the value of the selected function.

To access the functions in A32, use the method button,

Function letter Function

C Arc Force
H Hotstart
d Drop welding

To leave the function in A_32, hold the button depressed for 5 seconds. For A33

and A34, hold the button n depressed for 5 seconds.

& Arc force

The arc force is important in determining how the current changes in response to a
change in the arc length. A lower value gives a calmer arc with less spatter.

l-\_ Hot Start

Increases the welding current during a fixed time at the start of the welding process.
Set the value of the hot start current by using the knob. This reduces the risk of
binding defects at the start of the weld.

Drop welding

Drop welding can be used when welding with stainless electrodes. The function
involves alternately striking and extinguishing the arc in order to achieve better
control of the supply of heat. The electrode needs only to be raised slightly to
extinguish the arc.

-18 -
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8 TIG WELDING

8.1 Settings

Function Setting range A32 A33 A34
Current 4 max?

Active panel OFF or ON

Remote control unit OFF or ON X X X

1) The setting range is dependent on the power source used.

8.2 Symbol and Function explanations

= TI|G welding

T1G welding melts the metal of the workpiece, using an arc struck from a tungsten elec-
trode, which does not itself melt. The weld pool and the electrode are protected by
shielding gas.

”Live TIG-start”

With “Live TIG start” the arc strikes when the tungsten electrode is brought into
contact with the workpiece and then lifted away from it.

® Active panel

Settings are made from the control panel.

/ Remote control unit
Settings are made from the remote control unit.

The remote control unit must be connected to the remote control unit socket on the
machine before activation. When the remote control unit is activated the panel is
inactive.

-19 -
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9 WELDING DATA MEMORY

Two different welding data programs can be stored in the control panel memory.

Press button - or - for 5 seconds to store the welding data in the

memory. The welding data is stored when the green indicator lamp starts to flash.

To switch between the different welding data memories press button - or

The welding data memory has a back-up so that the settings remain even if the
machine has been switched off.

10 FAULT CODES

Fault codes are used to indicate that a fault has occurred in the equipment. It is
indicated in the display by an E followed by a fault code number.

A unit number is displayed to indicate which unit has generated the fault, for example
U o.

If several faults have been detected only the code for the last occurring fault is
displayed. Press any function button or turn the knob to remove the fault indication
from the display.

NOTE! If the remote control unit is activated, deactivate the remote control unit by

pressing // to remove the fault indication.

10.1 List of fault codes

Unit number:
U0 = weldingdataunit U2 =power source
U 4 =remote control unit
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10.2 Fault code descriptions

The fault codes that the user can correct themselves are given below. If a different
code appears, call a service technician.

Fault
code

Description

E6

High temperature

The thermal overload cut-out has tripped.

The current welding process is stopped and cannot be restarted until the temperature has
fallen.

Action: Check that the cooling air inlets or outlets are not blocked or clogged with dirt.
Check the duty cycle being used, to make sure that the equipment is not being overloaded.

E 14

Communication error (bus off)
Serious interference on the CAN bus.

Action: Check that there are no faulty units connected on the CAN bus. Check the cables.
Send for a service technician if the fault persists.

E 16

High open-circuit voltage
Open circuit voltage has been too high.

Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.

E 19

Memory error
Content of existing memory is incorrect. Basic data will be used.

Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.

bi20e
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A32, A33, A34

Ordering number Homep 3aka3a

i Caddy” a=

Ordering no. Denomination
0460 250 883 Control panel Caddy ™ A32
0460 250 888 Control panel Caddy ™ A33
0460 250 885 Control panel Caddy ™ A34
0460 449 070 Instruction manual SE
0460 449 071 Instruction manual DK
0460 449 072 Instruction manual NO
0460 449 073 Instruction manual Fl

0460 449 074 Instruction manual GB
0460 449 075 Instruction manual DE
0460 449 076 Instruction manual FR
0460 449 077 Instruction manual NL
0460 449 078 Instruction manual ES
0460 449 079 Instruction manual IT

0460 449 080 Instruction manual PT
0460 449 081 Instruction manual GR
0460 449 082 Instruction manual PL
0460 449 083 Instruction manual HU
0460 449 084 Instruction manual CZ
0460 449 027 Instruction manual RU, GB

Instruction manuals and the spare parts list are available on the Internet at www.esab.com
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