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ARISTO™ U8, OVLADACI PANEL
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ARISTO™ U8,
ERGONOMICKY A PREHLEDNY

= Jednoduché ovladani - Pét funkcénich tladitek, MENU,
ENTER a tri otocna tlacitka.

» Velky a jasny LED displej.

= MultijazyCny

» Velké ovladaci prvky pro nastaveni
v rukavicich.

= Design vytvoren a testovan

pro narocné podminky




ARISTO™ U82

Aristo™ U8,

" Rucni a automatizované aplikace
" RozSifeny seznam jazyku

" Velky displej

" Oto¢né ovladani

" USB

] QSetTM

" Limity a zaznam svarovacich hodnot

" UzZivatelské ucty
" Synergicke linie (92)

Aristo™ U8, Plus

® Ruéni a automatizované aplikace
" RozS8ifeny seznam jazyku

" Velky displej

® Oto€né ovladani

" USB

[ ] QSetTM

" Limity a zaznam svarovacich
hodnot

" UzZivatelské ucty

® Synergické linie (92)

" SuperPulse™

" File manager

" Auto save mode

" Uzivatelské synergické linie
" Statistika dat
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ARISTO® MIG
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ARISTO™ U8,

MODERNI KOMUNIKACE

0.0 Volt

* PIné integrovany komunikacni
system

= Komunikace & USB, take pro
aktualizace

= Aristo™ W8, & WeldCloud™ -
komunikace s PC.

WeldCloud™




-
ARISTO™ U8,
KONTROLA KVALITY SVAROVANI

4 uzivatelske urovne
Limity svarovacich dat

Vypocet vheseného tepla ( méfen vystupni vykon
béhem svarovani)

Zvysena frekvence méreni dat (1-10 Hz)
Statistika

Moderni prenos dat kromeé USB take pres LAN a WIFI
- WeldCloud

Servisni fukce — vyména spotrebnich dil
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ARISTO™ U8, -
KONTROLA KVALITY SVAROVANI

4 uzivatelské urovné

= Administrator — komunikace mezi svarovacim zdrojem a
poCitatem, vSechna nastaveni v pendantu

= Technolog — nastaveni svarfovacich parametru, sbér dat

= QA manazer — posouzeni kvality svaru svafenych mimo limity
parametru

= SvareC — volba paméti




ARISTO™ US8,
KONTROLA KVALITY SVAROVANI

Svarec

= \Voli pameéti s nastavenymi
paramertry

= Musi byt schopen kontrolovat
parametry pred zapocCetim
svarovani




ARISTO™ U8,
KONTROLA KVALITY SVAROVANI

Nastaveni limitu svarovani
A
V

Cas mimo limity

100,00
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ARISTO™ U8, -
KONTROLA KVALITY SVAROVANI

QA urovné fesSeni prekroceni svarovacich parametru

= Bez preruseni procesu
» PreruSeni procesu s moznosti svareCe pokracovat

= PreruSeni procesu s nutnosti kontroly svaru nadfizenym
uzivatelem (QA)




ARISTO™ U8, . -
KONTROLA KVALITY SVAROVANI

Vypocet vneseneho tepla

CCE KVALITY
” : -..1: .‘ 53

BORA 1Er 0160905 13:46:00 ‘Q~
RS SUBROUANY( 00z 00145 WELD DATE
NESENE TEPLA: 1.14 KImm

FilgE . .
S e Sl
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ARISTO™ U8,
STATISTIKA SVAROVACICH DAT

Casovy piehled svafovani
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ARISTO™ U8,
STATISTIKA SVAROVACICH DAT

Kontrola konkrétniho svaru

—
H s WeldPoint Raport v0_34 2016 - Excel NASTROJE GRAFU ? EH - x
DOMU | VLOZEMI ~ ROZLOZENISTRANKY ~ VZORCE ~ DATA  REVIZE ~ ZOBRAZENI  Acrobat NAVRH  FORMAT Martin Kubenka ~
j—
* Arial -0 -|A A o Zalamovat text Obec 3 utomstic H
Egy - Vyplnit
VioZit B I U- DA - ufit a zarownat na stfed % 450 Podmir Formatovat [ Vlozit Odstranit Format fadita Najita
- . formétovéni - jako tabulku - buiilky - - - £ Vymazat - Filtrovat - vybrat ~
Schrénka Pismo [F] Zarownani Cislo Styly Bufky Upravy ~
AQE-CHART ~ fe v
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1 ‘Weld nr Date Time stamp Amperage Volt Umn Umx | Imn | Imx
2 Al [v]
3 1 1.10.2018/09:15:37,00 7500 1575 28
4 1 1.10.2018 09:15:37,00 39300 2825 28 Select weld nr:
5 1 1.10.2018 09:15:38,00 36800 29,25 28
[ 1 1.10.2018 09:15:38,00 369,00 2925 28
7 1 1.10.2018 09:15:39,00 37300 29,00 28 5 a
8 1 1.10.2018 09:15:39,00 35800 29,75 28 +
] 1 1.10.2018/09:15:4000 30000 3075 28 AQE
10 1 1.10.2018 09:15:4000 28000 30,75 28
11 1 1.10.2018 09:15:41,00 26100 30,75 28 &
12 1 1.10.2018 09:15:41,00 24200 30,75 28 250,00
13 1 1.10.2018 09:15:4200 22800 30,50 28
14 1 1.10.2018 09:15:4200 21900 30,25 28 A
15 1 1.10.2018 09:15:4300 19200 30,50 28
18 1 1.10.2018 09:15:4300 16500 30,75 28
17 1 1.10.2018 09:15:4400 13400 3225 28 2da.00
18 1 1.10.2018 09:15:4400 7000 31,75 22
19 1 1.10.2018 09:15:4500 6100 31,00 28
20 1 1.10.2018 09:15:4500 6100 30,50 22
21 1 1.10.2018 09:15:4600 6200 30,00 28
2 1 1.10.2018 09:15.4600 6500 29,75 28
23 1 1.10.2018 09:15:47,00 50,00 30,00 28 150,00 — Ampersge Al
24 2 1.10.2018 09:17:33,00 97,00 20,00 22
25 2 1.10.2018 09:17:33,00 15500 3425 28 — Vot V]
2% 2 1.10.2018 09:17:3400 14300 34,00 2= Limitimin [v]
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28 2 1.10.2018 09:17:3500 131,00 29,50 22 wo—_-— . Limitimin [4]
28 2 1.10.2018 09:17:3500 12500 2825 28
30 2 1.10.2013 09:17:3600 127,00 2675 28 I """ Limitimae (4]
31 2 1.10.2018 09:17:3500 11100 2525 28
32 2 1.10.2018 09:17:37,00 10000 2325 22
33 2 1.10.2018 09:17:37,00 11500 22,00 28 S0
34 2 1.10.2018 09:17:38,00 97,00 21,50 2= ’
35 2 1.10.2018 09:17:3800 10300 20,25 28
3 2 1.10.2018 09:17:39,00 9200 1975 2=
37 2 1.10.2018 09:17:3900 97,00 1875 28 /
38 2 1.10.2018 09:17:4000 97,00 1875 2=
39 2 1.10.2018 09:17:40,00 92,00 19,00 28 u'uuno:ra:n:-o:r:-:n:-:-:-:-:u:-n:-n:uno:rac:.o:v:-
2858888888888 8s8888e838e888¢88¢88¢8 8
a S Tiaialio1reon mantl tabel ml ol o[ Bl ER B U8B 6LEBE B =ciSSE833EsgES
4z 2 1102018 09:17:4200 7900 19,00 28 210 20 EEEEREEEIREREEEE2R2RRTETRERREEERER
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WeldCloud"®

On-line Platforma rizeni svarovani

9
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Předvádějící
Poznámky prezentace
Part of Monthly Report
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SILNY TLAK NA SVAROVANI,
JAKO PRUMYSLOVE ODVETVI

= Produktivita, sledovatelnost, opakovatelnost, kvalita
X
= Nedostatek kvalifikovaného svarecskéeho personalu

Asset Management




ESAB NABIizZi ZAKAZNIiKUM
PROSTREDNICTVIM ANALYZ ZDOKONALIT
PROCES SVAROVANI

» Spojeni s jakymkoli svafovacim zfizenim
. « Jednoduse propojitelné
SpOJeni + Bezpeéné & Robustni
» Universal Connector pro analogové sv. zdroje a
konkurenci

Real-time analyza
Post Weld analyza a viditelna cesta zlepSeni
Predictivni analyza predchazi prostojim

7 &/ I Analyza

_L

» Zleps$eni pracovnich postupl pro svarfovani a

~ . paleni
Zlepsenl « Informace pro operatory v realném Case
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Digitalni portfolio

S S

WeldCloud CutCloud

Kvalita v Spojeni s
realném jakymkoli
Case (HKS) sv. zdrojem

A
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S

FloCloud


Předvádějící
Poznámky prezentace
Should put a “portfolio view” on here
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WELDCLOUD VYTVARI POHLEDY, KTERE -

MAJI PROSPECH VSECHNY ZUCASTNENE
STRANY

( )

Vyrobni Manag, — Zasobovani Quality Manager
-Reporty produktivity,

-Sledovani svarfovani
-Doba horeni obloku -Zamknuti parametrd, varovani

-|nvental'izace Zdl'Ojlil Méné oprav & érotace’
-Spotieba PSM Méné prace instruktort

Méné oprav u kon. uzivateld,
4 )

_ ) Méné admin
NizSi cena & pracovni kap. f :

NiZSi cena oprav WE'dClOUd " Vyssi vykon svarovani
Méné neplanovanych odstabor J VyS§Si vyuziti zameéstrancu
- Niz§i cena dill

-Inventarizace zdroju - Weld data dokumentace
-Diagnostika na dalku -Parametery/knihovny svart
-Error varovani, statistiky, -Dalkové nastaveni sv. parametr(
R&M Manager Welding Enginer — Produktivita

Olid~ N1

N s


Předvádějící
Poznámky prezentace
COPQ- Cost of Poor Quality
RCCM- Root Cause Counter Measure
OEE- Overall Equipment Effectiveness
MTTR-Mean Time To Repair
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WELDCLOUD: FLEXIBILNI PLATFORMA

RIZENi SVAROVANI

0]

S

WeldCloud™ T

AFFS

Zabezpecte
ulozisté na
serverech
" zakaznika
WeldCloud Microsoft
DATA Azure
! \ - TN
Q : " ,:B’I -
O o~
Pripojené -
zdroje Manual
MIG/TIG

MIG/TIG

Integrovano
se systémy
zakaznika

Monitorovani vyroby, zajisténi
kvality, servis a udrzba,
optimalizace procesu,
dokumentace

Data a zpravy dostupné z
libovolného autorizovaného
zarizeni, kdekoli

MoZnosti stanoveni udajd, ktera je
treba spravovat

UloZeni dat (pfednastavenych
strojl) povoleno

Industry 4.0 pfipraveno - oteviené
rozhrani umoznujici integraci

Pripojte a spravujte 100 stroju
globalné s jednou platformou -
vSechna data na jednom misté
Skenery a dalSi vstupni zafizeni
umoznuji zlepSit sledovatelnost
Moznosti pfipojeni- Ethernet, Wi-
Fi, Bluetooth, GPS, (3G vyvijeno.)


http://www.google.se/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&docid=_KQ5M8p9GuAUCM&tbnid=WyJO1EdlBddWRM:&ved=0CAUQjRw&url=http://www.clipartlogo.com/free/network-server.html&ei=jrl8UsjGOcWG4AS9hYAo&psig=AFQjCNGkDF9WsVyTdQtN_vecQpwLlq1I8w&ust=1383992020092201
http://www.google.se/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&docid=_KQ5M8p9GuAUCM&tbnid=WyJO1EdlBddWRM:&ved=0CAUQjRw&url=http://www.clipartlogo.com/free/network-server.html&ei=jrl8UsjGOcWG4AS9hYAo&psig=AFQjCNGkDF9WsVyTdQtN_vecQpwLlq1I8w&ust=1383992020092201
http://www.google.co.uk/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&cad=rja&uact=8&ved=0CAcQjRw&url=http://www.dreamstime.com/photos-images/computer-pictogram.html&ei=ZUfRVIGvCsP-UMbrgYAO&psig=AFQjCNFxMBh5yenvKw4IY4OxDbyKpV5Xdw&ust=1423087764250257
http://www.google.co.uk/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&cad=rja&uact=8&ved=0CAcQjRw&url=http://www.dreamstime.com/photos-images/computer-pictogram.html&ei=ZUfRVIGvCsP-UMbrgYAO&psig=AFQjCNFxMBh5yenvKw4IY4OxDbyKpV5Xdw&ust=1423087764250257
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WeldCloud”
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WELDCLOUD JE MOZNO PRIPOJIT KE VSEM

TYPUM DIGITALNICH SVAROVACICH ZDROJU
ESAB :

NAPRIKLAD: Aristo Mig 4004i Pulse WeldCloud™
0445 301 880 Aristo® 4004i Pulse 400V WeldCloud CE CCC
0445 301881 Aristo® 4004i Pulse 460V WeldCloud CSA
0558 102 496 Aristo® 4004i Pulse WeldCloud CSA RTW
0558 102 497 Aristo® 4004i Pulse W/C WeldCloud CSA RTW

Aristo Mig 4004i WeldCloud ™ Retrofit

0445 302 881 Retrofit Mig 4004i WeldCloud

Additional items for WeldCloud ™

Needed ltems

0460 820 881 Aristo™ U8, Plus
Optional ltems a)

0445 499 881 Trolley 4-wheel for Aristo Mig with WeldCloud w/ cooler
0445 499 880 Trolley 4-wheel for Aristo Mig with WeldCloud w/o cooler %HCI‘DM
0460 815 880 Feeder Platform Trolley 2-wheel

To retrofit a compatible Aristo Mig 4004

— Q Slide 24

WeldCloud”




A
ESAB °
A
ROZSIRENIi ZAZNAMU DAT

Skenovani Bar kodu jakymkoli Android zafizenim

1

2

Scan ID to login

* \lytvorte seznam sv. zdroju
na WeldCloud Server

>
- e Propojte fadek ve Vasem Prinlaseni
f'—. VF,) Jv, . svafe€e pomoci
pocitaci se zdrojem osabnifo Ber
oau

Skenovani dratu,,
plynu, ZM, WPS

Send
Data jsou odeslana a
budou uzivana do
dalSi zmény

Slide 25
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WELDCLOUD™ UNIVERSAL
CONNECTOR

WeldCloud™
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PREDSTAVENI - ESAB UNIVERSAL
CONNECTOR

m Snadna konfigurace. Pripojte inline k
vasemu zdroji svafovaciho proudu,
neni nutné zadné nové nastaveni
stavajiciho systému

m Konektor odesila data na server
WeldCloud. Pomoci stejného
jednoduchého rozhrani muzete
spravovat sva data nyni k dispozici
témér pro vSechny sv. zdroje

m Mobilni aplikace poskytuje snadnou
konfiguraci a spoustu pfipojeni vCetné
Bluetooth a Wi-Fi. S timto intuitivnim
ovladanim si objednate WeldCloud
Universal Connector

WeldCloud™

Slide 27



RETROFIT PRO JAKYKOLI
MIG/TIG/IMMA SV. ZDROJ

WeldCloud Universal Connector

A
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Specifikace

WeldCloud Vlastnosti a funkce

WeldCloud pro digitalni | WeldCloud Universal
zdroje ESAB Connector
oz 500 A @ 60% Duty Cycle FELIEIE
400 A @ 100% Duty Cycle Porovnani produktivity dle procesu/ svarece/ dilu.... o [
Doba hofeni oblouku . L]
Svarovaci proud 0.2A
Documentaéni data
Baterie Lithium-ion, 3.7 V, 2200 mAh . . .
Dokumentace odchylek svafovacich parametrd [ [
Barcode scanning to track operator, wire, gas and . °
Bezpecnost 1P43 object
Pripojeni
Pracovni teplota -10 to +40 °C (+14 to +104 °F) Wi-FI °
Standard CE /CSA Bluetooth (barcode skenovani) o o
N Moznost pfipojeni kteréhokoli sv. zdroje o
Rozméry DxSxV 318 x 234 x 74 mm
3G °
Vaha 6.1 kg (13.4 Ibs) Spréva sv. zdrojl
Nastaveni parametrti z externiho zafizeni [
Identifikace Erroru zdroje a zasilani upozornéni .
e.mailem
Objednaci ¢islo Doporuceni postupu Udrzby .
WeldCloud Universal Connector 0445690880 Lokalizace umisténi zatizeni . o
Statistika historie umozni zkrétit dobu feSeni potizi o




HLAVNI OBRAZOVKA & 25
SPRAVA SV. ZDROJU

& WeldCloud™ | Home x

y @ @

Fleet Management

Weld Sessions WeldCloud
See Sian Bme. £nd fime, arc time. schedy Fleet Management

1 Freet Management

@ Fleet Management

Error Information

Weld Data Management

Scanning Configuration Administration & Setup Hame Description Power Sources Location Connection Status = Operation
. . MTS . ﬁ;l‘::‘l’ Chicago . @ Omine . -n
Production Monitoring . Hanover Cag | Hanaver Dema Center Unknown Hanover, PA ® COfine | -n
? i b heoa ot e .uml‘r.u.u (T e MbesT_LM_2 Gomenburg [ -n
. Brasil . Fontz Wel Cloud Aplication_Center_Brasd Comagem - MG ® Ofmine | -n
. Rebot Munich Test . Fiobol DEMOD & TEST Mg 50001 Robot JANI Gemany Munin ® omne . BE

Sprét;/a S'Vl.( Zgl(rj'gj G Paower Sources [ showiers |
f Zobrazi Kazay Q

H Ia.vn I Zdro] a Je]lct] HNama Trpe statien Group Are Onioft Connection ST | | seation Sparation
obrazovka skupiny napf. e

podle umisténi ve uicisoos

Sva‘r'-ovné ESAB_UC Tesilab  Universal Conneclor | (Unassigned) (Unassigned) ® A o @ Onane (Unassignes) n -

MIGS000 (Unassigned) (Unassigned) ® A On & Onane [Unassined) n
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9 Weld Properties Dewnload detalied CV: @Y

| & ¢ @ emasabdeud.com/weddoud #weldinfarmatic - 2 mn@o =
Weld session ID:  PEK Test bench Laxa_ 20180816 092610
Weld Sessions atop:
Powaer Source:  PEK Test banch Laxa
i Powar s, 0
@ Weld Sessions 2 WeldCloud™ | Home X
c @ @ @ https://demo.esabcloud.com/weldcloud/#/weld I @ =
Q Weld stats
EQTIG;IJHS ':\‘1‘430‘?‘“ (Unassigned) IGE Langenfeld | O0R 01m 115 00 »n 2370 o Min, Avg Max:
: : Gurrent 4] P 282 a21
ﬁ:ﬁ‘s‘;ﬂs ﬁ?s ‘-109 8 [Unassigned) ;‘:;“ Conter | onoim0s 282 28 8 14100 Snodrspray Voltage [V P - 2
7 2181016 e Power (ki1 1.30 .08 9.02
:g.‘:ﬂ.‘;:“s “)::"'\" DI:‘ : P ::[I:J;nm"-‘;l' DO ckT “ ? : Ty ‘Wire Feed Speed (Hot) [cm/min] 1500 14100 14500
me-18-19 el RGN o0h 00m 015 102 10 2 ShartrSpray ’—‘
Iayas AR MIGUSO0I | Current | Voltage  Power  Wire Feed Speed (Hot)
%};‘;’;‘,‘Fﬂs iyt i oonoomo7s | 257 28 ’ Shorspray
:1:;:;‘:-15 :E:':Z‘"" :{'?;"D';I" DOROOMOTs | 268 26 T ShorrSpray 240
320
w ?g‘:_’fa‘c ﬁmmcl BR 0m (6% 2 26 , 200
S e eeae . Vstupni =
informace ke o
% v 220
svaru vcetne .
~ 7 -
Svary mozno naskenovanych i
0 0 Z £
filtrovat a spojovat informaci #
v r 120
podle napf. nazvu, P
v Vv
Casu, smen apod. . -
min., max. a -
o
pruml 00 sec 50sec 100sec 150sec 200sec 250sec 200sec 350sec 400sec 450‘5&5 500sec 550sec D‘\.Sﬂn 01:05.0 01:100
v v 7 ___________— — ——— — — —
nameéfena b
data a grafy .




ZASILANA UPOZORNED!i /
ERRORY KE SV. ZDROJUM

VeldCloud™ | Home

-

< c @

& nttps 0%

/demo.esabcloud.com/

@ View Errors
ISR e T ) EEY
Q

Emortime~ | Power Source | Station unit Emor | Emorname | Description
The current activities will be
stopped and the welding start is
prevented. This error can be
ESAB ME Lostcontact | caused by a brake in the
521[,5;1?3 Ozmetal {Unassigned) g:::"' 17 with another | connection (i.e. the CAN cable)
Demo unit between the welding data unit
and an other unit. Which unit it
concerns is displayed in the
error log.
The system's internal CAN-bus.
ESAB ME has temporarily stopped working
20181012 Weld Data Communica...
a05an Ozmetal {Unassigned) | = 80 o UME2 | e to the load being too high.
Demo The current welding process
stops.
The system's infernal CAN-bus
20134043 | ESABME erd Data Communica... | 2= temporarly stopped working
Ozmetal (Unassigned) 60 due to the load being oo high.
13:06:09 unit error
Demo The current welding process
stops.
The current activities will be
stopped and the welding start is
prevented. This error can be
ESAB ME Lost contact =ed by a brake in the
2018-10-13 Control ost eol caused by a braks in
20101 Ozmetal {Unassigned) | -°" " 17 | withanother | connection (i.e. the CAN cable)
T Demo ansl unit between the welding data unit
and an other unit. Which unit it
concemns is displayed in the
error log.
The s,
ESAB ME has
20081093 | oemetal (Unassigned) | 9P | 5 Gommunica.. | o

[+

N @

Results: 1049 @

Recommended action

Check the CAN cabling. If the
error persists, send for a service
technician

Check that all the squipment is
correctly connected. Turn off the
mains power supply to reset the
unit. If the error persists, send
for a servica technician

Check that all the equipment is
correctly connected. Turn off the
mains power supply o reset the
unit. If the error persists, send
for a service technician

Check the CAN cabling. If the
error persists, send for a service.
tachnician.

Session

Out of sessi

Out of sesq

Out of sesg

Out of sessicn

- & WeldCloud™ | Home
ra

c @
Alert Management

o Alert Management
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DIKY TECHNOLOGI WELDCLOUD SE
KAZDY STAVA INFORMOVANEJSIM.

Wk i TS Rl TV ik At i 7 pan, 2k oVt natir] vaom
‘LTI 71 SITARMT ¥ POV Rk ROST VR IMeliganir] Sl spocalicl v Bsioch 3 riopkl
| o ey cloSmETTT dclagm.

Provozni manadafi.
Tamésranc o adddion] nasdie hiia piiaticed ke reydorant
produlaid i sosasndm Tachor Ini vyrsoi keality procuio

Wisid Cloud fim w180 snara pormeiis peoestodnicn I posinoy an dar
e Ul maer o ovhch PPk ks vySonddnd prociciviyy.

Technici jakosti.

Peo jafich pric] ma misotcnou ofi hos siadovnainges. [Fiva nebo
POEOS) buriou musez VAL PP oot K saihand sy WikiCioud
e TG BTN PORfolois D SO0t B arL: 3 STrEmarn
DOl 0268 G MU FHTO i DasTanael peiam 3 provanct jhe
Dp i ¥ budnurmos.

Pracovnici servisu a odriby.

Zamisrard odpoviniza senvs a Gdribu podebufl ool
umisinlvisch svaliovacich rdno va et seoiovich paecich
2 jkd Einnast o soois provadS]. Dojde: § k poneds sol
i gl podEim, WiskaCioud ok il oo sianetnosd
Lrabciorsil i, aby moh rechis a phent dagrosflovar
probiém a aheiniend komuniiovar sa servisnisl odbomil
spokatnos: ESAE.

InFemyfi svafowani.

Hiawni dkoam wvalalt] o wrt nejvhodndfil
wafiovar! proces peo ookl aplian a wmo
o oviifi. Pro i wichorl mehaodnund

| pakacioving wirkl mndt syl informact

2Pt o o peovan s secvan i jednom ndmd
P ol mithe WakdCioasd peoces adesian

o e a i budks pHravan, méta jo
Plamein ooy Sach sooil v dind. T plsoitam:
e kg uebiadts mirmofdn walied monkse
Eam, laary by by | inak podcbng pro nasanmon anl
PERATCES StV

INSTALACIA

Indtataciu musl vykonavat odbornik.
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Zvarania na zdroj napaania
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nizsie uvedenych altemativ.

POZOR!
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