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General Information

The aim of these instructions is to indicate the correct conditions for use and maintenance of these welding
machines.

PRELIMINARY CHECKS

Be sure to examine the machine thoroughly to ensure no damage has occurred during transportation.

STORAGE

If the machine is not to be used for long periods, the machine must be stored in a dry place, indoors. Before using it again after a
long period of inactivity, check that all the windings are correctly insulated, only values higher than 2MS2 is acceptable.
Otherwise, dry the welding machine alone in an oven at about 60 - 80 °C. '

INSTALLATION

Before starting up, ensure the connections are in good condition and that there are no impediments to the turning of the rotor.
Ensure that the openings for air intake and expulsion are not blocked, and ensure that the welding machine does not take in hot
air expelled by the welding machine itself and or by the motor.

ELECTRIC CONNECTION
Respect the regulations in force in the country of use. If it is being used as an alternator, check that the plate data comply with
the characteristics of the system to which the machine will be connected and connect the unit to earth.

MAINTENANCE

Check that there are no irregular situations, such as vibration, noise or blocked air outlets.

Instructions for Welding.

The welding cable must of the minimum length necessary, they must be kept close together and on the ground. Do not use
cables on which the insulation is damaged or spoilt in any way, or insufficient cross sectional area.

EQUIPOTENTIAL CONNECTION AND EARTHING
Follow the National requirements for the equipotential connection of the metal components in the vicinity of the welding system
and for earthing if necessary.

PREPARING THE PARTS.

The preparation varies depending on the type of join, the thickness, the position and the accessibility of the work. In general the
edges to be welded must be prepared by cleaning off any paint, rust or other contaminating substances. For flat welding up to a
thickness of 10 to 12mm the ‘V’ preparation is normally used. While for greater thicknesses it is preferred to use the ‘X’
preparation with upside down re-welding or ‘U preparation without re-welding.

CHOOSING THE ELECTODE

The welders in the EW DC series are suitable for any type of electrode (rutile, basic, cellulose). The electrode diameter depends
on the thickness of the material, the position of the part and the type of join. Larger diameters of course require greater currents
and involve a greater amount heat in welding.

When making a weld in position it is convenient to use smaller diameters and several passes to reduce the flow of the weld pool.

CHOOSING THE CURRENT.
The range of current is recommended by the electrode manufacturer and is usually indicated on the electrode container.

WELDING

The arc is struck by rubbing the tip of the electrode on the part connected to the earth cable and then drawing back the electrode
to the normal welding distance. If the movement is too fast then the arc goes out, if the movement is too slow then the electrode
sticks and you must pull sideways to free it.

Welding consists of depositing drops of molten metal on the part. As it burns, the electrode coating provides the protective gas
for the weld pool. Welding may be carried out with different techniques, the choice of which depends on various factors.

In general, the clectrode is kept tilted and is moved by making oscillating movements between the two edges that are to be
joined so as to avoid excessive build up of weld material in the centre of the weld. At the end of each pass it is necessary o
allow cooling of the weld to altow removal of the slag using a chipping hammer and wire brush.



Operation Procedure

1. Earth Cable Socket
2.Rated Value Selector
3.Range Selector

4. Welding Electrode Cable Socket

Operation As A Generator.
Turn selector 3 to ‘GEN’ (Except EW200DC and EW210DC for which the selector position is immaterial), Connect the plug to the
socket. Start device.

Operation As A Welder.

Insert the jack of the earth cable in the socket (1) (or 4 to weld with reverse polarity). Connect the earth clamp to the work to be
welded. Insert the jack of the electrode to the socket (4) (or 1 to weld with reverse polarity). Set the required current range with
selector (3). Set the welding current with selector (2) (black scale for the low range, Blue scale for the medium range(*}, red scale
for the high range). Weld.

Attention: during welding the generator sockets are live, but the voltage value is low and unstable. So for safety reason, it is
recommended to disconnect the user loads during welding.

The welding machine can give the maximum current only for a limited time. After which it must be allowed to cool (see indication
on the plate). So when working with high currents, if the thermal protection trips, you must wait a few minutes for it to reset

automatically.

(™} Only in models EW220(M)DC and EW240DC

WELDING PROBLEMS
Too many Splashes Log Arc, High Current
Sticking Arc is too long, Current too low.
Craters Electrode moving away too fast when removed.
Inclusions Bad cleaning between passes, Bad distribution of passes, Poor electrode movement
Insufficient penetration | Welding current too low, Narrow caulking iron, No chipping at root, Electrode speed
too fast
Blow holes and porosity | Arc is too long, Moisture in electrodes.
Cracks Current too high, Dirty material, Hydrogen in weld (in the coating of the electrode)

Do not touch the welding equipment during operation or immediately after operation as
some parts will get very hot. Electric rotating machines have dangerous parts, when
operating they have live and rotating components. Therefore, improper use, removal of
covers, disconnection of protective devices and inadequate maintenance can cause
personal injury or damage to property. All servicing, and maintenance should be carried

out by qualified personnel only.
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OVERALL DIMENSIONS
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AUXILIARY WINDING

IKPECERZA DI SALDATURA
WELDING IMPEDANCE

ELECTRIC DIAGRAM

EXPLODED VIEW
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DICHIARAZIONE DI CONFORMITA CONFORMITY CERTIFICATE  KONFORMITATSERKLARUNG
La socigtd The company Die Firma
SINCRD 5.1.1.

Via Tézze,3 - Loc. Cereda - 36073 - Cornedo Vicentino - (Vi) ITALY

dichiara soito la propria responsabilith che

e saldatrici
seris EW-DC

sono costruite & collaudate in accordo alle

norme di seguito Indicate;

declarss under its own respensibility that
the welding machines

series EW-DC

are made and tested In compliance with the
standards listed below:

arklan in elgener Verantwortung, d¢afl die
Schweimaschinen

Serie EW-DC
in Cbereingtimmung mi den nachstehend

angegebenen Normen konstrulert und
abgenommen wurden:

CE) EN 60034-1 {IEC 34.1,34.5 - CEI 2-3 - NF 51.100 - VDE 0530 - BS 4999-5000)
CEi EN 60204-1 (CE! 44-5)

EN 292-1,282-2

EN 60974-1 (IEC 974-1)

8 risvitano conformi:

1) at requisiti generall di sicurezza stabiliti
dalta Direitiva Bassa Tenslone del 19
Fabbraio 1973 (73/23 CEE}, raceplta in
Italia con la legge a°791 def 18 Ottobre
1977,

2) slia Direttlva 89/336 CEE (mod. dalla
93/68 CEE} riguardante. [l ravvicinamento
delle lagislazioni deg# stati membr in mate-
ria di campatibilita elsttrarnagnatica.

La verifica di compatibilitd é slata condotia
In hase alle seguenti norme:

and they comply;

1) with the genaral safety requiremsnts
established by the Low Voltage Directive of
19 February 1973 (73/23 EEC), assimifated
In Haly with law n°791 of 18 October 1977,

2) with Directive 39/336 EEC (mod. by
93/68 EEC) concarning the reconciliation of
the iegislation of member countries on the
stibject of electromagrietic compatibility.
Compatibility was checked according to the
follow(ng standards:

und den folgenden Bestimmungen entsprachen:

1} den pligemeinen Sicherhsitsanforderungen
ter Diraktive zur Niedrigspannunrg vom 19.
Februar 1973 (73/23 EWG)}, dle in ltallen
mit Gesatz Nr. 791 vom 18. Oktober 1977
angenommen wurde.

2) der Direktive 89/336 EWG {muodifiziert
gurch 93/68 EWG) bezlglich dar
Anndherung dar Gasetzgebung der
Milgliedsstaatan auf dem Gebist der elskiro-
magnetischen Kompatibilitat,

Die Uberpriilung der Kompatibilitdt wurde
gamad den folgenden Norman durchgefihrt:

EN 55011 (CE1 110-6)
EN 500611 (CEI 110-7)
EN 50082-1 {CEl 110-8}
EN 50199

Le satdatrici opgetto della presents dichia-
razione sone da intendarsi come compo-
nenti; pertantc vige il divisto di messa in
servizlo prima ¢he la macchine in cui saran-
ne Incorporati siane dichiarate conformi
glle direttive riguardanti fa sicurezza (CEE
§9/392, art.4, allegato 2, lettera 8; CEE
17368, art.1) e la compatibilitd elettroma-
gnetica.

Cereda di Cornedo, 0 02401797

The welding machings to which this decia-
ration refers are to be understood as com-
ponents; it Is therefare forbidden to put
them into operatian before the machings n
which they are to be incorporated have
been declared as conforming with the direc-
tives on safety (EEC 89/392, arl.4, enclosu-
re 2, letter B; EEC 91/368, art.1).

Dis SchwelBmaschinen, die Gegenstand der
vorliegenden Erkldrung sind, verstehen sich
als Komponenten, Es Ist daher verbaten, sie
In Betrieb zu nehmen, bever die Maschinen,
in die sle eingebatt werden, nicht Threrseits
ais mit den Direktivan zur Sicherhelt (EWG
89/392, Art. 4, Aniage 2, Absatz B; EWG
91/368, Art. 1) und zur elektromagnati-
schen Kompatibilitit dhereinstimmend
erkldn wurden,

SINCRO s.1.I.
L'amministratore unicg
The chairman
Dar Altsingeschafistilhrer
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