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EVO SPEED STAR

EVO SPEED STAR — 310 TOBapHas rpynna MHBepTOPHbIX TPEX-
asHbIN MyNLTUNPOLLECCOPHbIX (MpeaHa3HaYeHHbIX AN CBapKu
B pexxumax MIG-MAG, MMA, TIG DC ¢ KOHTaKkTHbIM NOOXXUIOM
cuctemon “Lift by Cebora”) nctoyHnkos nutaHuss B MOHOGMOY-
HoM ucnonHeHun (380 TC apT. 318) unu ¢ oTAENbHBIM MEXaHN3-
MoM nogayum nposonoku (380 TS apt. 319 n 520 TS aprt. 320)
C CUHepreTU4YecKkMM perynsitopoM, KOTOpbIA MO3BOMSET OCy-
LLEeCTBMSATb KOHTPOIb YCIOBMIA CBapKku NO O4HOWN NEepeEMEHHON,
NOCKOJbKY BCE OCTalbHble NEPEMEHHbIE 3aal0TCA 3apaHee Ha
npennpuatum Cebora n 3aBMCAT OT NEPBOWA.

9TO MHHOBALMOHHbLIE UCTOYHUKMA NMUTAHUA, UMEIOLLNE OCO-
Oble OYHKUMM 1 XapaKTepUCTUKKU, KOTOpble AenakwT nx ocobo
KOHKYPEHTOCMOCOOHLIMY 1 MOAXOAAWMMU AN NPUMEHEHUS
TaMm, rae TpebyeTcsi Bbicokasi NMPOM3BOAMTENBHOCTb, KaK Ha-
npuMep Mpu U3roTOBMEHUUN TSXKENbIX METaNNoKOHCTPYKUNA, B
CTPOUTENBLCTBE M Ha CYy4OCTPOUTENbHbIX 3aBOAAX.

3TN NCTOYHUKM NUTaHWUs obecneyvmBatoT OTNIMYHOE 3a)XuraHue
Ayru (3anyck) U UMetoT crneayloLine xapakTepUCTUKK:

1) CuHepreTunyeckue nporpammsl HD - HIGH DEPOSIT, ko-
TOpble MO3BOMSAKT YBENUYUTbL CKOPOCTb MOAayYnM MPOBOJSIOKM
(AMP) o 30% 6e3 nameHeHuns Hanpsixenus (VOLT), ysenunun-
Basi ypOBEHb HANoOMHUTENs, YTO AienaeT npoLlecc ceapku 6onee
9KOHOMMWYHBLIM Y KOHKYPEHTOCMOCOBOHbIM.

2) CBapoyHas nporpamma MIG ROOT, onsa nepBoro npoxoaa
UNN BbICOKOKAYECTBEHHOW 3aBapKW KOPHEBbIX LUBOB B BEPTU-
KanbHOM HanpaBeHun, HanpMMep 3aBapKy KOPHEBLIX LLBOB Ha
Tpybax (3a3opbl 4O 5 MM)

3) Bo3MOXHOCTb paboThbl ¢ 6onblIMM BbINIETOM, Onarogaps
ONTUMU3ALUM KOHTPOMSA 1 CTabMNbHOCTU Ayru, korga onepatop
OOIMKEeH BapuTb B 0co6eHHbIx no3nuumsx (V-obpasHasa dopma).
4) ®yHkuma PIN Code ans yacTuyHOM nnu nonHom 6noknpoBku
HaCTPOEK NaHenu ynpasreHus.

Onsa annapaToB rpynnel Evo Speed Star umetotcsa cnegyrowme
[OMNOJNIHUTENbHbIE (PYHKLUK:

A) UmnynbcHbIn pexxum TIG, apT. 234

B) IBoiHoOM ypoBeHb, apT. 233

C) UmnynbcHbIN pexum, apT. 231

D) lBOMHOW MMNYNbCHbIN pexuM. [locTuraeTtcs npu peanu-
3auun B reHepatope obenx dyHkumn: apt. 231 (MmMnynbCHbIN
pexum) n apT.233 (JBOMHON YyPOBEHD).

HoBasi naHenb ynpaBneHus Sound Digibox MIG P4 ¢ Tex-
Honornen OLED, umeeT wmpokuin gucnnen, KoTopblin No3BO-
nsieT onepaTopy nerko BelbnpaTh 1 ycTaHaBNuBaTb pa3nuyHble
pexuMbl cBapku / PyHKUMW, AOCTYNHbIE B MaMATM UCTOYHUKA
nuTaHus.

[MaHenb Takxe No3BonsieT YeTKo 0TOOpaXaTb TeKyLLMe napame-
Tpbl cBapku (BbIOpaHHbIM NpoLece, TMN U AnaMeTp NCcnonb3ye-
MOW NMPOBOJIOKM, 3aLLMTHbLIV ra3 u T.4.).

Bo3MOXHOCTb AOCTyna K HacTpOMKaM M KOHTPOSIO LUMPOKOro
crnekTpa napaMeTpoB M (YHKUMIN UCTOYHMKA MUTaHWSA NO3BO-
nseT onepatopy ONTUMU3MPOBaTb JKCNIyaTauuto annaparta B
BbIGpaHHOM MpoLecce CBapKy.

MporpammHoe obecnevyeHne U cmHepreTMyeckne nporpam-
Mbl MOTYT ObITb OGHOBMEHLI Yepe3 nHtepdenc RS232 nnu
nopt USB.

McToyHnk nutaHna 380A B MOHOOMOYHOM MCMNOMHEHUU (apT.
318) unu ¢ oTaenbHBIM MEXaHU3MOM MOAayn NMPOBOMIOKK (apT.
319), ocHawaeTcsa 4-X PONMKOBLIM aNtOMUHUEBLIM MEXaHW3-
MoM nogayv nposonoku ¢ @ 30 mm. ctounnk nutanms 500A ¢
OTAEeNbHbIM MexaHu3MoM nofayn nposonoku (apt. 320) ocHa-
waetcs 4-X poNMKOBLIM antOMUHUEBLIM MEXaHU3MOM MoAavyun
npoBonioku ¢ & 40 mm.

Cuctema oxnaxgeHus ropenkn GRV 12 BxoauT B CepuiiHyto
KoMnnekTaumio nctodHuka Ha 500A (1 mocTaBnseTcs no cnewym-
anbHOMy 3akasy anst mogenen Ha 380A).

Bbicokasi apheKTUBHOCTbL BEHTUNALMOHHON CUCTEMbI MO3BO-
nseT AobuTbCA BbICOKOrO YPOBHSA NPOW3BOAUTENBHOCTU B He-
NPepbIBHOM peXume, KOTopas He Ha MHOro Huxe paboumx xa-
pPakTEPUCTMK NPY MaKCMMarnbHOM TOKe.

CooTtBetcTBYyeT cTaHgapty EN 61000-3-12.
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TexHu4eckne xapakTepucTmku

Art. 318 319 320 Specifications
E 400V 50/60 Hz (%) 400V 50/60 Hz (%) 400V 50/60 Hz (%) TpéxdpasHoe nuTaHne
+15% / -20% + 15% / -20% + 15% / -20% Three phase input
lMpenoxpaHuTesnb C 3a4ePXXKon
Y 204 20A 40 A cpabaTbiBaHNs
Fuse rating (slow blow)
166kVA  40% 16,6kVA  40% 260kVA  40% MoTpPEBAEMas MOLHOCTb
T3 | 138kvA  60% 138KVA  60% 2,0kVA  60%
124kVA  100% 124kVA  100% 205kVA  100% Input power
MWH.-MaKc. TOK Nony4YaeMblit Npy cBapke
AMPE 10A = 380A 10A = 380A 10A = 520A . . . )
min.-max. current that can be obtained in welding
. . . KoadbdumumeHT paboyero yukna (10 MuH
380A  40% 380A  40% 500A  40% 40°C) Mo cranaapty IEC 60974 1
X% L) 60% 340A 60% 470A 60% Duty Cycle (10 min 40°C)
310A 100% 310A 100% 440A 100% :
’ ’ ’ According to IEC 60974.1
. . . BeccTyneH4yaTtoe perynuposaHue
ﬁ Electronic Electronic Electronic Stepless regulation
0,8/0,9/1,0/1,2/1,6 Fe 0,8/0,9/1,0/1,2/1,6 Fe 0,8/0,9/1,0/1,2/1,6 Fe
0,9/1,0/1,2/1,6 Al 0,9/1,0/1,2/1,6 Al 0,9/1,0/1,2/1,6 Al
.} 0,8/0,9/1,0/1,2/1,6 Inox 0,8/0,9/1,0/1,2/1,6 Inox 0,8/0,9/1,0/1,2/1,6 Inox lNpoBonoka
0,8/0,9/1,0/1,2 Cu-Si3% 0,8/0,9/1,0/1,2 Cu-Si 3% 0,8/0,9/1,0/1,2 Cu-Si 3% Wire size that can be used

0,8/1,0/1,2
1,2/1,6

0300 mm /15 Kg

Cu-AlI8 (AIBz8) 0,8/1,0/1,2
Cored 1,2/1,6

@300 mm /15 Kg

Cu-AlI8 (AlBz8) 0,8/1,0/1,2
Cored 1,2/1,6

@300 mm /15 Kg

Cu-Al8 (AlBz8)
Cored

Makc. gnameTtp 606MHbI NPOBOMOKK
Max. wire spool size

OwnameTp anekTpoaa.

¥ + + +
0915+06,0 015+06,0 015+060 Electrodes that can be used
LA p23s P23S IP23S E%?é’éé?”éﬁ?ﬁ"
m 92 Kg 105 Kg 118 Kg \?Vici;ght

Mabaputbl, mm (OxLLUxB
588x1057x985 588x1087x1396 588x1087x1396 Dimeﬁsions‘ mm (%XLxH) )

* Takke no 3anpocy B HanM4uMmnc aBtTotTpaHchopmaTopom 3
a3b50/60 My, (200)-220-440-480B.

* Also available, on request, with three-phase autotransformer
50/60Hz, (200)-220-440-480V.

EVO SPEED STAR is a line of multi-process inverter three-
phase welding power sources (MIG-MAG, MMA, DC TIG with
“Lift by Cebora” contact ignition system), either compact (380
TC, art. 318), or with separate wire feeder (380 TS, art. 319 and
520 TS, art. 320), with synergic control which allows controlling
the welding conditions through just one variable, all the others
being pre-set by Cebora and dependent on it.

These are innovatory power sources, distinguished by spe-
cific functions and features that make them particularly com-
petitive and suitable for all those applications that require a high
productivity, for instance in the heavy metal work, construc
tions, shipbuilding etc.

The power sources, which assure an excellent arc ignition (strike)
also feature:

1) HD (HIGH DEPOSIT) synergic programs that allow to in-
crease the wire speed (AMP) without changing the voltage (VOLT),
consequently increasing the level of deposited material, thus mak-
ing the welding process more economical and competitive.

2) a specific MIG ROOT welding program, for first pass or
high quality vertical root pass such as, for instance, root pass on
pipes (with a maximum 5 mm gap).

3) Possibility to work with long stick-outs thanks to an
optimization of the control and of the arc steadiness when the
operator must work in particular positions (like V-shape).

4) PIN code function for either the partial or the complete
block of the panel settings.

In the Evo Speed Star line are also available the following op-
tional functions:

A) TIG PULSE, art. 234

B) Double Level, art. 233

C) Pulse, art. 231

D) the DOUBLE PULSE function is obtained by implementing
in the power source both the DOUBLE LEVEL (art. 233) and the
PULSE (art. 231) optional functions.

The new SOUND DIGIBOX MIG P4 control panel, with
OLED technology, has a wide display which allows the opera-
tor to easily select and set the different welding modes / options
available in the power source. It also allows to always have clearly
displayed the current welding parameters (selected process, type
and diameter of the used wire, shielding gas etc.). The possibil-
ity to access the adjustment and the control of a wide range of
power source parameters and functions allows the operator to
optimize the use of the machine in the selected welding process.
The software and the synergic programs can be updated
in the power sources through either RS232 or USB port.
The 380A power source, either compact (art. 318) or with sepa-
rate wire feeder (art. 319) is equipped with a 4 roller (& 30 mm)
wire feed device in aluminium. The 500A power source with
separate wire feeder (art. 320) has a 4 roller (& 40 mm) wire feed
device in aluminium.

The GRV12 torch cooling unit is standard equipment in the 500A
model (optional in the 380A models).

The high efficiency of the ventilation of the sub-units allows
achieving performance levels in continuous mode only slightly
below those provided at the maximum current.

Complies with the EN 61000-3-12 standard.



MIG HD umeeTcs BO3MOXHOCTb
YBENNYNTb CKOPOCTb MOAAYM MPOBOMOKM 0e3  M3MEeHeHWs
HanpsbkeHnst  (HampskeHMe OCTaeTcs  NOoCTOsHHbIM). - Crnon
MaTepuana CyLeCTBEHHO YBENMYMBAETCS, 4YTO NO3BOMSET

BribpaB mpouecc cBapku

MOBLICUTb  CKOPOCTb  BbIMOMHeHUs wea (g0  30%), uTO
B CBOW O4epedb No3sonsieT Aobutbcs 6Gomee  BbICOKOM
NpOV3BOANTENBHOCTY B MPOLIECCE CBAPKM.

By selecting the synergic MIG HD High Deposit welding
mode, it is possible to increase the wire speed, the voltage
(that remains constant) being unchanged. The deposited
material substantially increases, allowing a higher speed
(up to 30% more) in the execution of the joint, thus al-
lowing to obtain a higher productivity in the welding pro-

cess.




Bbibpas npouecc ceapkn MIG ROOT MOXHO OCyLecTBUTH
CBapKy KOPHEBOrO npoxofa, KoTopas 06bIYHO BbINOMHSAETCS
ncnonbays mpouecc TIG. Mpouecc MIG-ROOT nossonset
Mony4nTb CBapHble LUBbI BbLICOKOrO KayecTBa C XOPOLLEN

rmyOWHO  npoBapa, COMOCTaBMMblE C  pe3ynbTaTamu,
nony4yeHHbIMKu B pexume TIG, HO ¢ 6onee BbICOKOA CKOPOCTbIO
ncnonHeHns u Gonbluen Npon3BOAMTENBHOCTBIO. MMeeTcs
BO3MOXXHOCTb BbINOMHSATL 3aBapKy KOPHEBbLIX LUBOB C 33a30pOM
[0 5 M Jaxe B BEPTUKaANbHOM HanpaeneHum, ABUrasicb CBEpXY
BHM3 (cM. poTO 11 2).

1 - Bug cnepeau
1 - Front side

3 - Pipe - First pass.

=m==CEBORA

welding&cutting

By selecting the MIG ROOT welding mode, it is possi-
ble to carry out root passes where normally TIG welding
is used. The MIG ROOT mode allows in fact to obtain
welding works of excellent quality, comparable to those
obtained in TIG welding, yet marked up by pretty higher
welding speed and productivity. It is possible to carry out
root passes with a 5 mm gap even in vertical down (see
pictures 1 and 2).

2 - Bunpg c3agn
2 - Back side

4 - Second pass.




B npouecce ¢ GonblMM ypOBHEM HanonHUTEnNs
HD, 1cnonb3ayst IMEIOLMECS CUHEPTeTUYECKIE KPUBbIE MOXHO
N3MEHNTb TEKYLLIEE COOTHOLLEHME MEXY HaNpsKEHNEM 11 TOKOM
CBapKM.

Takum 0Opasom MOXHO [0obuTbCA Gonee 3HAYUTENBHOMO
Bbineta (stick out) no cpaBHeHMo C  OBbIYHBIMM
XapaKTepUCTMKaMK, YTO Heobxoaumo npu paboTe ¢ OCTPbIMY
yrnamu u ckocamu.

Mpumep:
KoppektupoBka ckopoctn +13% - MOCTOSIHHOE HanpskeHue
29.5B

By means of the HD High Deposit welding mode, using
the available synergic programs, it is possible to modify
the existing relation between voltage and welding current.
You can then obtain a longer stick out than the normal
one, necessary to weld inside narrow corners and bevels.

Example:
Speed correction +13% - constant voltage 29.5V




EVO SPEED STAR - DOUBLE LEVEL (OPTIONAL) S GEBORNA

TIG PULSE (OPTIONAL)

In the new EVO SPEED STAR range it is possible to imple-
ment the Double Level optional function (art. 233).
This welding mode makes the current intensity change
between two levels and this can be used when welding
between two different thicknesses and/or in different po-
sitions (for instance, horizontal vertical and vertical).

If in the power source is also installed the PULSE optional
function, the DOUBLE LEVEL function automatically imple-
ments the DOUBLE PULSE function too.

welding&cutting

B Hoson cepun annapatos EVO SPEED STAR wumeertcs
BO3MOXHOCTb ~ aKTMBMPOBATb  JOMOMHUTENbHYK  (DYHKLMIO
[BonHOM ypoBeHb (apT.233).

[laHHbIN PEXUM M3MEHSIET UHTEHCUBHOCTL TOKA C OAHOTO YPOBHS
Ha [pyro W MOXeT WCMoNb30BaThCA NP CBapke Y4acTkoB
PasNYHON TOMLMHBI U/MNW CBAPKM B PasfNYHbIX MOMOXEHUSIX
(Hanpumep, pOHTaNbHON 1 BEPTUKANBHOM NOCKOCTH).

ECrM y UCTOYHMKA YKe BKIOYEHa AOMONHUTENbHAs yHKLMS
MMIYSTbCHBIV PEXXVM, To dhyHkuns ABOVIHOM YPOBEHb
aBTOMAaTMYECKM BKtoYaeT dhyHkLmio IBOVHOU MMYNIbCHbIN
PEXWM.

Y HoBoit cepum nctouHnkoB EVO SPEED STAR nmeetcs
BO3MOXHOCTb aKTUBMPOBaTh A OMONHUTENbHY O
dbyHkumo UMMNYJIbCHbIU PEXXUM TIG (apt. 234).

In the new EVO SPEED STAR range it is possible to imple-
ment the PULSED TIG optional function (art. 234).



EVO SPEED STAR - PULSE (OPTIONAL)
DOUBLE PULSE (OPTIONAL)

Y HoBoit cepum wuctouHmkos EVO SPEED STAR wnmeertcs
BO3MOXXHOCTb aKTMBMPOBATb A OMOSIHUTENbHYIO PYHKLUIO
UMMNYNbCHbINA PEXXUM (apr. 231).

Takke MOXHO akTveuMposaTh cpyHKumio [OBOWHOWN
UMNYNbCHbIA PEXWM npocto [o6asuB K hyHKLM
MMMYIbCHBIA PEXVM dhyHkuuio SBOHON YPOBEH (apr.
233).

In the new EVO SPEED STAR range it is possible to
implement the optional PULSE function (art. 231).

It is also possible to implement the DOUBLE PULSE
function by simply adding to the PULSE function the
DOUBLE LEVEL optional function too (Art. 233).

UMNYNbCHBIN PEXWM - PULSE

[pu ognMHaKoBOM MaTepuasne v OAHOM 1 TOM Xe JuaMeTpe NPOBOIIOKN
[BOVIHON MMMYNbCHBIA PEXUM NO3BONSET NPOBOAUTL CBAPKY Y4aCTKOB
C MeHbLUEN TONLWMHON. [laHHbIN pexum No3BonseT A0OUTHCH XOPOLLMX
pe3ynbTaToB CBAPKM Ha y4acTkax ¢ 0CobbIMI YCIIOBUSMU, HAaNpUMEP B
BEpTUKaIbHOM HanpaBneHui, ABUrasicb CHU3y BBEPX.

ABOVHOW UMMYNbCHBIA PEXXUM - DOUBLE PULSE

The material and diameter of the wire being equal, double
pulse operation permits welding even the thinnest thicknesses. It
also allows achieving good welding results in special conditions
such as, for instance, vertical upward.



EVO SPEED STAR - OLED PANEL

HoBasa naHenb ynpaBnenusi Sound Digibox MIG P4 c
TexHonornen OLED, vmeeT WMpOKMI anCNnen, KOTOPbIN
Nno3BONSIET onepaTopy nerko BbidbvpaTb U ycTaHaBNMBaTb
pasnuyHble PEeXUMbl CBapkn / OYHKUMM, OOCTYMHblE B
namaT¥ WUCTOMHMKA NuTaHusA. [aHenb Takxke no3BonsieT
yeTKo oTobpaxaTb  TeKylwue napameTpbl  CBapKu
(BbIOpaHHbIN Mpouecc, TUN M AMaMeTp WUCMONb3yeMOon
MPOBOMOKW, 3aLUMUTHbBIN ra3 u T.4.).

B03MOXHOCTb [OCTYNa K HACTPOMKAM M KOHTPOJTHO LUMPOKOTO
crnekTpa napamMeTpoB U (YHKLUMIA MWCTOYHUKA MNUTaHUS
Nno3BONsSieT onepaTopy ONTUMU3NPOBATbL 3JKCryaTauuto
annapaTa B BbiIOpaHHOM NpoLecce CBapKu.

B ctaHgapTHOM KOMMNNeKTaumMm MMERTCS LLECTb SI3bIKOB

The new SOUND DIGIBOX MIG P4 control panel, with
OLED technology, has a wide display which allows the opera-
tor to easily select and set the different welding modes / options
available in the power source. It also allows to always have clear-
ly displayed the current welding parameters (selected process,
type and diameter of the used wire, shielding gas etc.).

The possibility to access the adjustment and the control of a
wide range of power source parameters and functions allows
the operator to optimize the use of the machine in the selected
welding process. Available in six standard languages.
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McTounk nutanus 380A B MOHOGMOYHOM
ucrnonHenun (apt. 318) wmn ¢ oTaenbHbIM
MexaH13MOM nofayn npoBonoku (apt. 319),
ocHallaeTest 4-X POnMKOBbIM aNoMUHEBBIM
MexaHu3MoM nogaum npoeosiokn ¢ @ 30
MM, Uctounmk nutaHus 500A ¢ oTaenbHbIM
MexaHu3MoM nogays npososiokn (apt. 320)
ocHallaeTest 4-X POnMKOBLIM aNoMUHEBBIM
MexaH13MOoM noaaym npoBonokn ¢ & 40 mm.

CoefgnHeHne reHepaTtopa C TENEXKON

dhukcupyeTca nocpeacTBoM
[OMOMHUTENBHOTO  KapTepa,  4To
rapaHTupyet [OMONMHUTESTbHYHO

(PYHKLIMOHANBHOCTb M AONITOBEYHOCTh
(cm. chboTo psagom).

The 380A power source, either compact
(art. 318) or with separate wire feeder (art.
319) is equipped with a 4 roller (& 30 mm)
wire feed device in aluminium. The 500A
power source with separate wire feeder
(art. 320) has a 4 roller (& 40 mm) wire feed
device in aluminium.

The connection between power source
and wire feed unit is fixed to the wire fee-
der by means of an additional protective
guard which assures an excellent functio-
nality and a long service life (see picture
aside).
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lporpammHoe  oBecrneyeHMe W CUHEpreTUyeckue Both the software and the synergic programs can
nporpaMmMbl 3anucaHHble B Mam[Tv annapartoB Ccepuu be updated in the power sources through either
EVO SPEED STAR moryt 06HOBNSTHCA Yepe3 nopT RS232 or USB port.

RS232 nmm nopt USB.




KOMMMAHWS CEBORA OCTABIAET 3A COBOW MPABO BHOCUTbL HEOBXOWMbIE TEXHUYECKUE M3MEHEHUA B CBOIO MPOAYKLIVIO BE3 MPEABAPUTENBHOMO YBELOMIEHNS.
CEBORA RESERVES THE RIGHT OF MODIFYING THE TECHNICAL SPECIFICATIONS OF THE PRODUCTS INCLUDED IN THIS CATALOGUE WITHOUT NOTICE.
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