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@ SAFETY PRECAUTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

A\

« Safety symbols found in the manual are used to identify potential hazards.

« When any one of the safety symbols are seen in this manual, it must be understood that there is
arisk of injury and the following instructions should be read carefully to avoid potential hazards.

« The possessor of the machine is responsible for preventing unauthorized persons from
accessing the equipment.

¢ Persons using the machine must be experienced or fully trained in welding / cutting they have to
read the user manual before operation and follow the safety instructions.

Explanation Of Safety
Symbols

A\
®

4>
1Qi-

ATTENTION
Indicates a potentially hazardous situation that could cause injury or damage.
In case if no precaution is taken, it may cause injuries or material losses / damages.

IMPORTANT
Specifies notifications and alerts on how to operate the machine.

DANGER
Indicates a serious danger. In case if not avoided, severe or fatal injuries may occur.

Comprehending Safety
Precautions

A\

¢ Read the user manual, the label on the machine and the safety instructions carefully.

* Make sure that the warning labels on the machine are in good condition. Replace missing and
damaged labels.

e Learn how to operate the machine, how to make the checks in a correct manner.

« Use your machine in suitable working environments.

« Improper changes made in your machine will negatively affect the safe operation and its
longevity.

« The manufacturer is not responsible for the consequences resulting from the operation of the
device beyond the specified conditions.

Electric Shocks
May Kill

:q

Fa

Make certain that the installation procedures comply with national electrical standards

and other relevant regulations, and ensure that the machine is installed by authorized
persons.

¢ Wear dry and sturdy insulated gloves and working apron. Never use wet or damaged gloves and
working aprons.

o Wear flame-resistant protective clothing against the risk of burning. The clothing used by the

operator must be protective against sparks, splashing and arc radiation.

Do not work alone. In case of a danger make sure you have someone for help in your working

environment.

Do not touch the electrode with the bare hand. Do not allow the electrode holder or electrode to

come in contact with any other person or any grounded object.

Never touch parts that carry electricity.

Never touch the electrode if you are in contact with the electrode attached to the work surface,

floor or another machine.

By isolating yourself from the work surface and the floor, you can protect yourself from possible

electric shocks. Use a non-flammable, electrically insulating, dry and undamaged insulation

material that is large enough to cut off the operator’s contact with the work surface.

Do not connect more than one electrode to the electrode holder.

Clamp work cable with good metal-to-metal contact to workpiece or worktable as near the weld

as practical.

Check the torch before operating the machine. Make sure the torch and its cables are in good

condition. Always replace a damaged, worn torch.

Do not touch electrode holders connected to two machines at the same time since double

open-circuit voltage will be present.

Keep the machine turned off and disconnect cables when not in use.

Before repairing the machine, remove all power connections and / or connector plugs or turn

off the machine.

Be careful when using a long mains cable.

www.magmaweld.com
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6 Safety Precautions RD 650 MW

Make sure all connections are tight, clean, and dry.

Keep cables dry, free of oil and grease, and protected from hot metal and sparks.

Bare wiring can kill. Check all cables frequently for possible damage. If a damaged or an
uninsulated cable is detected, repair or replace it immediately.

Insulate work clamp when not connected to workpiece to prevent contact with any metal
object.

Make sure that the grounding of the power line is properly connected.

Do not use AC weld output in damp, wet, or confined spaces, or if there is a danger of falling.
Use AC output ONLY if required for the welding process.

If AC output is required, use remote output control if present on unit.

Additional safety precautions are required when any of the following electrically hazardous
conditions are present :

« in damp locations or while wearing wet clothing,

« on metal structures such as floors, gratings, or scaffolds,

¢ when in cramped positions such as sitting, kneeling, or lying,

o when there is a high risk of unavoidable or accidental contact with the workpiece or ground.
For these conditions, use the following equipment in order presented:

¢ Semiautomatic DC constant voltage (CV) MIG welding machine,

« DC manual MMA welding machine,

* DC or AC welding machine with reduced open-circuit voltage (VRD), if available.

Procedures for « Turn off the electric power.
Electric Shock « Use non-conducting material, such as dry wood, to free the victim from contact with live parts

or wires.
o Call for emergency services.

If you have first aid training;

If the victim is not breathing, Administer cardiopulmonary resuscitation (CPR) immediately
after breaking contact with the electrical source. Continue CPR (cardiac massage) until
breathing starts or until help arrives.

Where an automatic electronic defibrillator (AED) is available, use according to ins tructions.
Treat an electrical burn as a thermal burn by applying sterile, cold (iced) compresses. Prevent
contamination, and cover with a clean, dry dressing.

Moving Parts May e Keep away from the moving parts.
Cause Injuries « Keep all protective devices such as covers, panels, flaps, etc., of machinery and equipment

{4 closed and in locked position.
@( % * Wear metal toe shoes against the possibility of heavy objects falling on to your feet.

WK LLLESSH, 1 0ng-term inhalation of fumes and gases released from welding / cutting is very dangerous.
May Be Harmful To g f fu g fr g/ g Is very dang, 2

Your Health < Burning sensations and irritations in the eyes, nose and throat are signs of inadequate

@z a ventilation. In such a case, immediately boost the ventilation of the work area, and if the
problem persists, stop the welding / cutting process completely.

Create a natural or artificial ventilation system in the work area.
Use a suitable fume extraction system where welding / cutting works are being carried out. If
necessary, install a system that can expel fumes and gases accumulated in the entire workshop.
Use a suitable filtration system to avoid polluting the environment during discharge.
If you are working in narrow and confined spaces or if you are welding lead, beryllium,
cadmium, zinc, coated or painted materials, use masks that provide fresh air in addition to the
above precautions.
If the gas tanks are grouped in a separate zone, ensure that they are well ventilated, keep the
main valves closed when gas cylinders are not in use, pay attention to possible gas leaks.
Shielding gases such as argon are denser than air and can be inhaled instead of air if used in
confined spaces. This is dangerous for your health as well.
Do not perform welding / cutting operations in the presence of chlorinated hydrocarbon vapors
released during lubrication or painting operations.
Some welded / cut parts require special ventilation. The safety rules of products that require
special ventilation should be read carefully. A suitable gas mask should be worn when
necessary.

Ty

=
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Arc Light May Damage -« Use a standard protective mask and a suitable glass filter to protect your eyes and face.
Your Eyes and Skin e« Protect other naked parts of your body (arms, neck, ears, etc.) with suitable protective clothing
. v from these rays.
/ « Enclose your work area with flame-resistant folding screens and hang warning signs at eye level
{éégi :?_é;ﬁ so that people around you will not sustain injuries from arc rays and hot metals.
« This machine is not used for heating of icebound pipes. This operation performed with the
welding / cutting machine causes explosion, fire or damage to your installation.
Sparks and Spattering « Performing works such as welding / cutting, surface grinding, and brushing cause sparks and
Particles May Get  metal particles to splatter. Wear approved protective work goggles which have edge guards
Into Eyes and Cause  under the welding masks to prevent sustaining possible injuries.
Damage
24
Hot Parts May Cause e« Do not touch the hot parts with bare hands.
Severe Burns e« Wait until the time required for the machine to cool down before working on its parts.

4

If you need to hold hot parts, use suitable tools, welding / cutting gloves with high-level thermal
insulation and fire-resistant clothes.

Noise May Cause
Damage To Your
Hearing Ability

®

The noise generated by some equipment and operations may damage your hearing ability.
Wear approved personal ear protective equipment if the noise level is high.

Welding Wires Can
Cause Injuries

A\

Do not point the torch towards any part of the body, other persons, or any metal while
unwrapping the welding / cutting wire.

When welding wire is run manually from the roller especially in thin diameters the wire can slip
out of your hand, like a spring or can cause damage to you or other people around, therefore you
must protect your eyes and face while working on this.

Welding Operations
May Cause Fire and
Explosion

Never perform welding / cutting work in places near flammable materials. There may be fire or
explosions.

Before starting the welding / cutting work, remove these materials form the environment or cover
them with protective covers to prevent combustions and flaring.

National and international special rules apply in these areas.

Do not apply welding / cutting operations into completely closed tanks or pipes.

Before welding to tanks and closed containers, open them, completely empty them, and clean
them. Pay the greatest attention possible to the welding / cutting operations you will perform in
such places.

Do not weld in tanks and pipes which might have previously contained substances that may
cause explosions, fires or other reactions.

Welding / cutting equipment heats up. For this reason, do not place it on surfaces that could
easily burn or be damaged !

Sparks and splashing parts may cause a fire. For this reason, keep materials such as fire
extinguishers tubes, water, and sand in easily accessible places.

Use holding valves, gas regulators and valves on flammable, explosive and compressed gas
circuits. Make sure that they are periodically inspected and pay attention that they run reliably.

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

A\

Electrical equipment should not be repaired by unauthorized persons.

Errors occurred if failed to do so may result in serious injury or death when using the
equipment.

The gas circuit elements operate under pressure; explosions may occur as a result of services
provided by unauthorized persons, users may sustain serious injuries.

It is recommended to perform technical maintenance of the machine and its auxiliary units at
least once a year.

www.magmaweld.com
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Welding / Cutting in
Small Sized and
Confined Spaces

A

o In small-sized and confined spaces, absolutely make sure to perform welding / cutting
operations, accompanied by another person.
¢ Avoid performing welding / cutting operations in such enclosed areas as much as possible.

Failure To Take
Precautions During
Transport May Cause
Accidents

A\ B

« Take all necessary precautions when moving the machine. The areas where the machine to be
transported, parts to be used in transportation and the physical conditions and health of the
person carrying out the transportation works should be suitable for the transportation process.

« Some machines are extremely heavy; therefore, make sure that the necessary environmental

safety measures are taken when changing their places.

If the machine is to be used on a platform, it must be checked that this platform has suitable load

bearing limits.

If it is to be transported by means of a haulage vehicle (transport trolley, forklift etc.), make sure

of the durableness of the vehicle, and the connection points (carrying suspenders, straps, bolts,

nuts, wheels, etc.) that connect the machine to this vehicle.

If the machine will be carried manually, make sure the durableness of the machine apparatuses

(carrying suspenders, straps, etc.) and connections.

Observe the International Labor Organization’s rules on carriage weights and the transport

regulations in force in your country in order to ensure the necessary transport conditions.

Always use handles or carrying rings when relocating the power-supply sources. Never pull

from torches, cables or hoses. Be absolutely sure to carry gas cylinders separately.

Remove all interconnections before transporting the welding / cutting equipment, each being

separately, lift and transport small ones using its handles, and the big ones from its handling

rings or by using appropriate haulage equipment, such as forklifts.

Falling Parts May
Cause Injuries

A

Improper positioning of the power-supply sources or other equipment can cause serious inju
to persons and physical damage to other objects.

o Place your machine on the floor and platforms with a maximum tilt of 10° so that it does not fall
or tip over. Choose places that do not interfere with the flow of materials, where there is no risk
of tripping over on cables and hoses; yet, large, easily ventilatable, dust-free areas. To prevent
gas cylinders from tipping over, on machines with a gas platform suitable for the tanks, fix the
tanks on to the platform; in stationary usage applications, fix them to the wall with a chain in a
way that they would not tip over for sure.

Allow operators to easily access settings and connections on the machine.

Excessive Use Of The
Machine Causes
Overheating

§9%
[ ]

o Allow the machine to cool down according to operation cycle rates.

* Reduce the current or operation cycle rate before starting the welding / cutting again.

¢ Do not block the fronts of air vents of the machines.

« Do not put filters that do not have manufacturer approvals into the machine’s ventilation ports.

Excessive Use Of The
Machine Causes
Overheating

DA

¢ This device is in group 2, class A in EMC tests according to TS EN 55011 standard.

« This class A device is not intended for use in residential areas where electrical power is supplied
from a low-voltage power supply. There may be potential difficulties in providing electromagnetic
compatibility due to radio frequency interference transmitted and emitted in such places.

This device is not compliant with IEC 61000 -3-12. In case if it is desired to be

My ol
connected to the low voltage network used in the home, the installer to make the
electrical connection or the person who will use the machine must be aware that
¢ Y the machine has been connected in such a manner; in this case the responsibility

belongs to the user.

* Make sure that the work area complies with electromagnetic compatibility (EMC).
Electromagnetic interferences during welding / cutting operations may cause undesired effects
on your electronic devices and network; and the effects of these interferences that may occur
during these operations are under the responsibility of the user.

If there is any interference, to ensure compliance; extra measures may be taken, such as the
use of short cables, use of shielded (armored) cables, transportation of the welding machine to
another location, removal of cables from the affected device and / or area, use of filters or taking
the work area under protection in terms of EMC.

To avoid possible EMC damage, make sure to perform your welding / cutting operations as far
away from your sensitive electronic devices as possible (100 m).

USER MANUAL
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« Ensure that your welding and/or cutting machine has been installed and situated in its place
according to the user manual.

Evaluation Of According to article 5.2 of IEC 60974-9;
Electromagnetic
Suitability Of The
Work Area

Before installing the welding / cutting equipment, the person in charge of the operation and / or
the user must conduct an inspection of possible electromagnetic interference in the environment.
Aspects indicated below has to be taken into consideration;

a) Other supply cables, control cables, signal and telephone cables, above and below the welding
/ cutting machine and its equipment,

b) Radio and television transmitters and receivers,

c) Computer and other control hardware,

d) Critical safety equipment, e.g. protection of industrial equipment,

e) Medical apparatus for people in the vicinity, e.g. pacemakers and hearing aids,

f) Equipment used for measuring or calibration,

g) Immunity of other equipment in the environment. The user must ensure that the other
equipment in use in the environment is compatible. This may require additional protection
measures.

h) Considering the time during which the welding / cutting operations or other activities take
place during the day, the boundaries of the investigation area can be expanded according to the
size of the building, the structure of the building and other activities that are being performed
in the building.

In addition to the evaluation of the field, evaluation of device installations may also be necessary

for solving the interfering effect. In case if deemed necessary, on-site measurements can also be

used to confirm the efficiency of mitigation measures.

(Source: IEC 60974-9).

Electromagnetic
Interferance
Reduction Methods

DA

« The appliance must be connected to the electricity supply in the recommended manner by a
competent person. If interference occurs, additional measures may be applied, such as filtering
the network. The supply of the fixed-mounted arc welding equipment must be made in a metal
tube or with an equivalent shielded cable. The housing of the power supply must be connected
and a good electrical contact between these two structures has to be provided.

The recommended routine maintenance of the appliance must be carried out. All covers on the
body of the machine must be closed and / or locked when the device is in use. Any changes,
other than the standard settings without the written approval of the manufacturer, cannot be
modified on the appliance. Otherwise, the user is responsible for any consequences that may
possibly occur.

Welding / cutting cables should be kept as short as possible. They must move along the floor of
the work area, in a side by side manner. Welding / cutting cables should not be wound in any
way.

A magnetic field is generated on the machine during welding / cutting. This may cause the
machine to pull metal parts on to itself. To avoid this attraction, make sure that the metal
materials are at a safe distance or fixed. The operator must be insulated from all these
interconnected metal materials.

In cases where the workpiece cannot be connected to the ground due to electrical safety, or
because of its size and position (for example, in building marine vessel bodies or in steel
construction manufacturing), a connection between the workpiece and the grounding may
reduce emissions in some cases, it should be kept in mind that grounding of the workpiece may
cause users to sustain injuries or other electrical equipment in the environment to break down.
In cases where necessary, the workpiece and the grounding connection can be made as a direct
connection, but in some countries where direct connection is not permissible, the connection
can be established using appropriate capacity elements in accordance with local regulations
and ordinances.

Screening and shielding of other devices and cables in the work area can prevent aliasing
effects. Screening of the entire welding / cutting area can be evaluated for some specific
applications.

Electromagnetic Field
(EMF)

9

The electrical current passing through any conductor generates zonal electric and magnetic fields

(EMF).

All operators must follow the following procedures to minimize the risk of exposure to EMF;

o In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).

* The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,

www.magmaweld.com
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The electrical current passing through any conductor generates zonal electric and magnetic fields

(EMF).
m All operators must follow the following procedures to minimize the risk of exposure to EMF;

¢ In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).
The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,
Welding / cutting and electric cables should not be wrapped around the body of the machine in
any way,
The body of the machine should not get caught between the welding / cutting cables. The source
cables must be kept away from the body of the machine, both being placed side by side,
The return cable must be connected to the workpiece as close as possible to the work area,
The welding / cutting machine should not rest against the power unit, ensconce on it and not
work too close to it,
Welding / cutting work should not be performed when carrying the wire supply unit or power
unit.
EMF may also disrupt the operation of medical implants (materials placed inside the body), such
as pacemakers. Protective measures should be taken for people who carry medical implants. For
example, access limitation may be imposed for passers-by, or individual risk assessments may be
conducted for welders. Risk assessment should be conducted and recommendations should be
made by a medical professional for users who carry medical implants.

Protection « Do not expose the machine to rain, prevent the machine from splashing water or

@ @ pressurized steam.

Energy Efficiency e« Choose the welding / cutting method and welding machine for the welding work you are to

perform.
@ ’ Select the welding / cutting current and/or voltage to match the material and thickness you are
going to weld.
If you have to wait for a long time before you start your welding / cutting work, turn off the machine
after the fan has cooled it down. Our machines with smart fan control will turn off on their own.

Waste Procedure e« This device is not domestic waste. It must be directed to recycling within the framework of the

European Union directive and national laws.
E Obtain information from your dealer and authorized persons about the waste management of

your used machines.

WARRANTY FORM

Please visit our website www.magmaweld.com/warranty-form/wr for warranty form.

USER MANUAL www.magmaweld.com
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% TECHNICAL INFORMATION

. 1.1 General Information

RD 650MW is operates with 3 phase 400V 50-60HZ. Excellent welding characteristics with all types of solid
and flux cored wires. Seperate wire feeding system for spools 300, 270 and 200 mm in diameters and special
wire inlet for drums. Standard harness between wire feeder box and the base machine is 5 m long.

Upon reguest this could be extended upto 20 m. Due to the 4-wirefeeding drive system assures good feedability
with longer torches and less deformation of delicate wires like aluminum and fluxcored wires. Welding voltage
and wire feed speed is adjusted and monitored by the digital displays on the front panel of the wire feeder box.
Optimum welding parameters could be selected from the menues on the front panel of the wire feeder box.
Soft start for spatter free arc ignition, pre-gas and post-gas for automation, wire burn-back time for antisticking
could be set inside the wire spool cabinet. Trigger latching 2 /4 switch and manual wire feeding button for
threading. Forlow spatter welding, according to the currentrange 2nd and 3rd work-piece outlets are provided.
Suitable for indoor use, Protection Class is IP21. Seperate robust water cooling unit able to support in warm
climates and long harnesses. Built-in trolly with gas bottle platform with 220V /10A standard electric socketfor
COz gas heaters. For a long service life outer case is made by 1.5 mm steel sheet and coated with electrostatic
painting against corrosion. Fan cooled and protected against overheating. Work-piece cable, electric-line cable
and gas bottle hose are included in the standard eguipment.

. 1.2 Machine Components

Figure 1: RD 650 MW

1- Front Panel 7- Data Socket

2- Torch Connector 8- Gas Outlet Bush

3- Hot - Cold Water 9- Earth Clamp Sockets (-)

4- ON/OFF Switch 10- Heater Socket

5- Remote Control Connection Socket 11- Water Cooling Unit Socket
6- Welding Cable Socket (+) 12- Mains Cable

www.magmaweld.com USER MANUAL
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m . 1.3 Product Label

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. =(Q )= Three Phase Transformer Rectifier
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE |:
Horizontal Characteristic
RD 650 MW SeriNo:
N (., E _ EN 60974-1 == Direct Current
EN 60974-10 Class A
5 MIG / MAG Welding
g —_ 60A / 17V - 650A / 44V
— X 40% 80% 100% > Mains Input 3-Phase Alternating Current
I2 600A 490A 379A
|: U, U2 44V 38.5V 33V Suitable for Operation at Hazardous
Environments
20V I 703A | 58.4A | 437A
Si 48.5kVA | 40.3kVA | 30.2kVA X Duty Cycle
T | U U Open Circuit Voltage
D> I,.= 70.3A 1,.= 44.5A ° P &
v *| 400v
SIS0t U1 Mains Voltage and Frequency
1P21 5] Ce

U2 Rated Welding Voltage

I. Rated Mains Current

I2 Rated Welding Current

S1 Rated Power

IP21S Protection Class

Duty Cycle
Temperature (C°)
A

Time (min.)

6 min. 4 min. 6 min. 4 min. 6 min. 4 min.

As defined in the standard EN 60974-1, the duty cycle rate includes a time period of 10 minutes.

For example, if a machine specified as 250A at %60 is to be operated at 2504, the machine can weld / cut
without interruption in the first 6 minutes of the 10 minutes period (zone 1). However, the following

4 minutes should be kept idle for the machine cool down (zone 2).

USER MANUAL www.magmaweld.com
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. 1.4 Technical Data

TECHNICAL DATA UNIT RD 650 MW
Mains Voltage (3-phase 50-60 Hz) \' 400
Rated Power kVA 48.5 (%40)
Welding Current Range ADC 60 - 650
Rated Welding Current ADC 600 (%40)
Open Circuit Voltage VDC 20
Dimensions (1 x wx h) mm 1152 x 645x 1795
Weight kg 235
Protection Class IP 21S
. 1.5 Accessories
STANDARD ACCESSORIES QTY RD 650 MW
Workpiece Clamp and Cable 1 7905509505 (95 mm? - 5 m)
Gas Hose 1 7907000002
MIG / MAG CO, Accessory Set* 1 7920000550
MIG/MAG Mix/Argon Accessory Set* 1 7920000555
* Should be verified during ordering.
OPTIONAL ACCESSORIES QTY RD 650 MW
CO2 Heater (220V) 1 7020009002
Gas Regulator (COz) 1 7020001005
Gas Regulator (Mix) 1 7020001004
Lava MIG 50W (3 m) Water Cooled MIG Torch 1 7120050003
Lava MIG 65W (3 m) Water Cooled MIG Torch 1 7120160003
www.magmaweld.com USER MANUAL




14 Installation RD 650 MW

% INSTALLATION
. 2.1 Delivery Control

Make sure that all the materials you have ordered have been received. If any material is missing or damaged,
contact your place of purchase immediately.
The standard box includes the following;

¢ Welding machine and connected mains cable e Warranty certificate
» Workpiece clamp and cable e User manual
¢ Gas hose ¢ Welding Wire

In case of a damaged delivery, record a report, take a picture of the damage and report to the transport
company together with a photocopy of the delivery note. If the problem persists, contact the customer service.

. Symbols and their meanings on the device

Welding may be dangerous. Proper working conditions should be ensured and necessary precautions
j\ should be taken. Specialists are responsible for the machine and have to be equipped with the necessary
equipment and those who are not relevant should be kept away from the welding area.

- =1 This device is not compatible with IEC 61000-3-12. If it is desired to connect to the low voltage mains used
& in homes, it is essential that the installer or the person who will operate the machine to make the electrical

connection has information on the machine’s connectivity. In this case the responsibility will be assumed
by the person who will perform the installation or by the operator.

The safety symbols and warning notes on the device and in the operating instructions must be observed
and the labels must not be removed.

no foreign objects should be inserted.

‘%‘/ﬂ* Grids are intended for ventilation. The openings should not be covered in order to provide good cooling and

. 2.2 Installation and Operation Recommendations

e Lifting rings or forklifts should be used to move the machine. Do not lift the machine with the gas cylinder.
Place the power supply on a hard, level, smooth surface where it will not fall or tip over.

o For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention
to overheating, dustand moisture near the machine. Do not operate the machine under direct sunlight. If the
ambient temperature exceeds 40°C, operate the machine at a lower current or a lower operating cycle.

 Avoid welding outdoors in windy and rainy weather circumstances. If welding is necessary in such cases,
protect the welding area and the welding machine with a curtain and canopy.

» When positioning the machine, make sure that materials such as walls, curtains, boards do not prevent easy
access to the machine’s controls and connections.

« If you weld indoors, use a suitable fume extraction system. Use breathing apparatus if there is a risk of
inhaling welding fumes and gas in confined spaces.

» Observe the operating cycle rates specified on the product label. Suspending operating cycle rates can
damage the machine and this may invalidate the warranty.

 The supply cable must comply with the specified fuse value.

» Tighten the ground wire as close as possible to the workpiece. Do not allow the welding current to pass
through equipment other than the welding cables such as the machine itself, gas cylinder, chain and roller
bearing.

» When the gas cylinder is placed on the machine, secure the gas cylinder by connecting the chain immediately.
If you will not place the gas cylinder on the machine, secure the gas cylinder to the wall with a chain.

* The electrical outlet on the back of the machine is for the CO2 heater. Never connect a device to the C0z outlet
other than the COz heater !

USER MANUAL www.magmaweld.com
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. 2.3 Mains Plug Connection

A For your safety, never use the mains cord of the machine without a plug.

¢ No plug has been connected to the mains cable since there may different types of outlets available in plants,
construction sites and workshops. A suitable plug must be connected by a qualified technican. Make sure that
the grounding cable marked with @ and a yellow / green color is present.

« After connecting the plug to the cable, do not attach it to the outlet at this stage.

. 2.4 Welding Connections
B 2.4.1 Connecting the Earth Cable to the Workpiece

« Secure the earthing clamp to the workpiece as close as possible to the welding area.

M 2.4.2 Gas Connection

« If you will use the gas cylinder on the gas cylinder transport platform on the machine, place the gas cylinder
here and secure it with a chain.

« If you will not place the gas cylinder on the machine, secure the gas cylinder to the wall with a chain.

¢ Use safety regulators and heaters according to the standards for work safely to achieve the best results.

» Make sure the size of the hose connection of the gas regulator you are using is 3/8 .

 Open the gas cylinder valve keeping your head and face away from the outlet of the valve and keep it open for
5 seconds. By this means, possible sediment and impurities will be discharged.

e If the CO2 heater is to be used, first connect the CO2 heater to the gas cylinder. After connecting the gas
regulator to the COz heater; insert the plug of the CO2 heater into the COz heater outlet on the back of the
machine.

« If the CO2 heater will not be used, connect the gas regulator directly to the gas cylinder.

 Connect one end of the tube hose to the gas regulator and tighten the clamp. Connect the other end to the gas
inlet at the back of the machine and tighten the nut.

 Open the gas cylinder valve to check that the tube is full and that there are no leaks in the gas flow path. If you
hear anoise and/or detect a smell of gas as a leak indicator, examine your connections and eliminate leakage.

1- Gas Cylinder Valve 6- Gas Regulator

2- Gas Cylinder 7- Manometer

3- COz Heater 8- Flowmeter

4- Chain 9- Flow Adjustment Valve

5- COz Heater Energy Cable 10- Gas Hose

Figure 2 : Gas Cylinder - Heater - Regulator Connections
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M 2.4.3 Water Cooling Unit

» The water cooling unit is used to cool the torch; It is a closed circuit system consisting of radiator, fan, pump
coolant reservoir.

 Connect the cold (blue) water hose to the cold water outlet on the water cooling system, and the hot (red)
water hose to the hot water inlet on the water cooling system.

e Magmaweld welding machines come with Magmaweld coolant, which is produced to give the best
performance. In case of lack of coolant, open the coolant reservoir cap and add Magmaweld coolant suitable
for the temperature of the working environment. The coolant must be within the minimum and maximum
values shown on the front panel of the unit.

« Different coolant or water should not be added. Different liquid additives can cause chemical reactions or
different problems. Magmaweld is not responsible for the risks that may arise in case of adding different
liquids.

o All warranty provisions will be void if different coolant or water is added to the Magmaweld coolant.

o Ifitis desired to use a different brand of coolant, the inside of the coolant tank should be completely empty
and there should be no residue or liquid in it.

e It is not suitable to use the water-cooling units with welding machines other than manufactured by Magma
Mekatronik Makine ve Sanayi Ticaret A.S. Water cooling units cannot be operated with external supply
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A OPERATION
. 3.1 User Interface

( )
11
3 [ 4
5
1 2
6 7 8
\ J
1.2 Setting Pots
Set welding voltage and wire feeder speed also. Changing valves under submodules.
Digital Display
3-4 | Numerical value of the selected welding parameter shows the current and voltage value during
welding process and shows wire speed and set voltage during idle state.
Sub Menu
To specify welding parameter times,
5 | (P1) 0.0 /10.0 sec. Pre gas time (P4) 0.0 / 5.0 sec. Final ramp down time
(P2) 0.0 / 10.0 sec. Post gas time (P5) 1 / 10 min. Cooling time
(P3) 00 /10 O sec. Burn back time (P6) On/0f (1/0) to change the state of soft start on or off
6 Free Wire Button
To take the wire out at the constant speed.
Choice Button For Trigger Mode
7 To choose either 2 or 4 mode position.
Led (9) is on when selected 2. position
Led (10) is on when selected 4. position
Free Gas Button
8
Free gas output
1 Thermic Failure Led
Turns on of over temperature state.
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B T 3.2 m16 cycte
/ Pre . Crater Burn | Pos | \
Gas H rater ¢ Back ! Gas !
Trigger
Wire : : :
: ’ " - Crater
: : : : Passive
Voltage
Current
- - - J
4 ; : N
Trigger E
Wire \
. . Crater
Active
Volta&e
Current
G J

. 3.3 Menu Structure

You canlook atthe chart below for the state of functions depanding on modes are open or closed.

Parameter

Value Range

Factory Setting

2 Location MIG

4 Location MIG

Pre Gas Time 0-100 (max. 10 sec.) 10 (1 sec) v v v v

Pos Gas Time 0-100 (max. 10 sec.) 10 (1 sec.) N4 v v v

Burn Back Time 0-100 (max. 10 sec.) 10 (1 sec.) v v v v

Final Ramp Down Time 0 -5 (max. 5 sec.) 10 (1 sec) NG v v NG

Cooling Time 1-10 min. 3 min. NS v v N4

Soft Start 0-1 0 v v v v

Voltage Rating 10-55V v v v N

Current Rating 60 - 650 A v v v N4

Welding Current 650 A N4 v v v
Minimum Current 60 A

Wire Speed 1-24m /min.
USER MANUAL www.magmaweld.com
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. 3.4 Connecting to the Mains m

Before plugging your machine to the electrical line check with a voltmeter the correct
voltages indicated at the plate of the machine and then insert the plug into the socket.

—_—

D) While inserting the plug into the socket, pay attention that main switch is positionedto “0".

‘HB“ When inserting the plug, make sure the power switch is in the “0” position.

e Switch On the machine via On/Off switch.
 Observe the fan noise and illumination of the mains lamp.

. 3.5 Choosing and Changing the Wire Feeding Rolls

¢ Open the cover of the wire feed section. You will see the 4-roller wire feed system.

1- Motor

2- Euro Connector

3- Pressure Rolls Handle

4- Pressure Rolls

5- Wire Feeding ( W.F.) Rolls
6- W.E. Rolls Screws

Figure 3 : Wire Feed System

« Use wire feed rollers suitable for the material and diameter of the
welding wire you are going to use. Use V-ribbed rollers for steel and
stainless steel, V-ribbed ribbed for cored wire, U-ribbed rollers for
aluminum.

« If you need to replace the wire feed rollers, pull the pressure roller
lever towards you and lift the pressure rollers, then unscrew the wire
feed rollers and remove the existing rollers.

Figure 4 : Removing the Wire Feeding Rolls

Both sides of the reels are marked according to the wire diameter in which they are used.
Place the reels on the flange so that the wire diameter you will use is on the side facing you.

o After inserting the rollers to be used, re-install the screws and lower
the print rollers and lift the print roller lever and lock it onto the print
rollers.

Figure 5 : Installing the Wire Feeding Rolls
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m . 3.6 Placing the Wire Spool and Wire Feeding Process

e Undo the screw of the wire carrier. Insert the welding wire spool onto
the wire carrier system shaft so that the wire is parallel to the floor and
always from below and re-tighten the screw.

Figure 6 : Placement of Wire Spool
Tightening the nut will prevent the wire from driving and may cause malfunctions. Slightly
tightening the nut may cause the spool to empty and mix after a while in the case of wire
stopping. Therefore, fasten the nut neither too tight nor too loosely.

o Pull and lower the pressure lever on the wire feed rollers, which means bring the pressure
rollers to idle position.

» Remove the welding wire from the point where the roller is connected and cut off the end
with a side chisel.

A If the end of the wire is missed, the wire may be thrown out like a spring, causing harm to you
and others.

* Run the wire through the wire entry guide without releasing the
wire onto the reels and push it through the reels into the torch.

Figure 7 : Threading the Wire

N e W i S Y
VI

Ay

e Press the pressure rollers and lift the pressure lever H.
« Turn the on/off switch to position “1” to start the machine &.
e Press the trigger until the wire comes out from the tip of the torch, while observing that the welding wire
roller rotates freely then push and release the trigger a few times to check for any loosening of the winding E.
If loosening and/or backwinding is observed, tighten the screw of the wire bearing system.
* Re-attach the nozzle and contact nozzle to the torch when the wire comes out from the tip of the torch El.
e Drive the wire on a B board and make the appropriate wire pressure adjustment B and cut the tip of the wire .
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A D E
=\ [ 1 e B
\J yF yF

4

A: Appropriate pressure on wire and appropriate roll size (canal depth) selection.
B: Over pressure on wire may result in deformation of the shape of the wire.

C: Over pressure on wire may result in deformation of the shape of the feed roll.
D: Roll size is small. The result is deformation of the shape of the wire.

E: Roll size is too big. Wire may not be driven to the welding point.

. 3.7 Adjusting the Gas Flow

A Make the gas adjustment and gas test by lifting the wire feed roller pressure lever!

o Adjust the gas flow with the flow control valve. Mild Steel Stainl
i i i d Flux Cored JESS Aluminium
e Practical gas (CO, Ar, mixture) flow rate is T Steel
10 times the wire diameter. For example, if the = . . . .
w Xamp 08 8lt/min  7l/min  8lt/min  8lt/min

wire diameter is 1.2 mm, the gas flow rate B oi/mi e Dl St
10x1,2 =121/ min. 0. t/min t/min t/min t/min

mm

=

« You can use the following table for more precise &0 101t/min  9lt/min  10lt/min  10It/min
flow adjustment. After adjusting the gas flow, raise ~ § 12 121t/min  11lt/min  12lt/min  121t/min
the pressure roller lever and close the wire feeder & 1.6 161t/min  15lt/min  161t/min  161t/min
cover. Note: Recommended values in standard conditions.
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. 3.8 Starting the Welding and Finishing the Welding

¢ Determine the Coarse Adjustment , Fine Adjustment” and Wire Feed Speed from the welding parameters
table of your machine according to the diameter of the wire you will use, the type of gas you will use and the
thickness of the material to be welded, and set your machine to these settings.

Wire Diameter

Material Thickness
Coarse Adjustment Range
Fine Adjustment

Wire Feeding Speed

Current

Voltage

¢ You can start welding after making sure that you comply with all safety rules and take the necessary
precautions.

¢ During welding, instantaneous welding voltage will be displayed in voltmeter and instantaneous welding
current will be displayed in ammeter.

<>Lhkfe

When not welding, leave the torch in such a way that it does not touch the workpiece, the welding
pliers, the hood of the machine and the trigger does not remain pressed.

« After you have finished working with the welding machine, allow the machine to cool down and turn the
on / off switch to “0”. Unplug the machine and close the gas cylinder.

. 3.9 Welding Parameters

» The welding parameters were obtained by horizontal welding with solid wire in laboratory conditions.
Values may vary depending on the application and ambient conditions.

co, Ar/CO, (80/20)
- = 1| 2] 3 1| 2] 3] 5 5
£ g, 4.2| 5.5| 6.5 45| 52| 7] 12| 21
2 A 60| 70 80 60| 70| 90| 130|191
s \'/ 19| 20| 21 18| 19| 20| 23| 31
L 2| 3| 5/ 10 2| 3] 5| 5| 10
£ @g, 42| 48| 7] 9 5/ 5.8 9| 13| 15
2 A 90| 100{ 130 150 95| 120( 160| 210| 250
) \'/ 20| 21| 24| 26 20| 21| 24| 30| 32
LT 3| 5] 10] 12 3] 5| 5] 10] 12
£ g, 35 5 7/ 8 4| 7.5/10.5(11.5| 14
o A 120| 155| 190 220 120| 200| 250| 275| 320
) Vv 22| 24| 27| 29 19| 24| 30| 32| 34
L1 5 10] 20 5[ 10] 20
E g, 3.8/ 55| 8 3.7| 8.5/ 9.5
2 A 180| 250| 340 210{ 380/ 400
s \' 24| 29| 3 21| 34| 35
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@ MAINTENANCE AND SERVICE

¢ Maintenance and repairs to the machine must be carried out by a qualified personnel. Our company will not
be responsible for any accidents that may occur by unauthorized interventions.

e Parts that will be used during repair can be obtained from our authorized services. The use of original spare
parts will extend the life of your machine and prevent performance losses.

¢ Always contact the manufacturer or an authorized service designated by the manufacturer.

« Never make interventions yourself. In this case the macufacturer warranty is no langer valid.

o Always comply with the applicable safety regulations during maintenance and repair.

» Before performing any work on the machine for repair, disconnect the machine’s power plug from the power
supply and wait for 10 seconds for the capacitors to discharge.

. 4.1 Maintenance

-
té Every 3 Months

* Do not remove the warning labels on the device. Replace the worn/torn labels with
the new ones. Labels can be obtained from the authorized service.
o Check your torch, clamps and cables. Pay attention to the connections and the o
durableness of the parts. Replace the damaged/defective parts with the new ones. ¢
Do not ever make additions to/repair the cables. % %
« Ensure adequate space for ventilation. “
» Before starting welding, check the gas flow rate from the tip of the torch with a flow

meter. If the gas flow is high or low, bring it to the appropriate level for the welding
process.

Eé Every 6 Months

¢ Clean and tighten fasteners such as bolts and nuts. M

o Check the lead of the electrode pliers and earth pliers.
 Open the side covers of the machine and clean with low pressure dry air. Do not ——

apply compressed air to electronic components at close range. ég:
« Periodically replace the water in the tank of the water cooling unit with fresh, hard

water and protect it against freezing with antifreeze. ’<“5§/ &@
S
ve

NOTE: The above mentioned periods are the maximum ones that should be applied if no problems are

encountered in your device. Depending on the work load and contamination of your work environment,
you can repeat the above processes more frequently.

A Never operate the machine when covers are open.

. 4.2 Non-Periodic Maintenance

o The Wire Feeding Mechanism must be kept clean and the roller surfaces must not be
lubricated. E@F}
o Always remove any deposits on the mechanism with dry air each time you replace a

welding wire.
o The consumables on the torch should be cleaned regularly. It should be replaced if

necessary. Make sure that these materials are original products for long-term use.
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RD 650 MW

m . 4.3 Troubleshooting

The following tables contain possible errors to be encountered and their solutions.

Machine is not operating

Reason

e The machine is not connected to
the mains, or the plug is not
connected

o Make sure that the machine is
plugged in

The mains connections are not
correct

e Check whether the mains
connections are correct

The power supply fuses, mains
cable or plug are problematic

¢ Check the power supply fuses,
mains cable and plug

Wire feed motor failure

o The fuse has blown o Check the fuse
e Contactor failure ¢ Check the contactor
e The fuse has blown o Check the fuse

Electronic card failure

Contact the authorized service

The wire feed motor is
operating, but the wire
is not moving further

Wire feed rollers were not chosen
to fit the wire diameter

o Select the appropriate wire feed
roller

The pressure on the wire feed
rollers is too minimal

Adjust the pressure roller

Welding quality is not good

There is a problem in the
connection of grounding clamps
of the machine

Make sure that the grounding
clamps of the machine is
connected to the workpiece

Cables and connection points are
worn out

o Make sure that the cables are
secure and that the connection
points are not worn

Parameter and process selection
are not correct

Make sure that the parameter
and process selection are correct.
Follow the steps below according
to the process you have selected

« Gas flow is not open aor faulty

Check that the gas flow is open,
ensuring that the flow is correct

Welding torch is damaged

Make sure the welding torch is
secure

Consumables were selected
incorrectly or damaged

Appropriate consumables should
be selected and the consumables
on the torch must be cleaned
regularly. Improperly selected or
worn consumables should be
replaced

The pressure adjustment of the
rollers is not correct

e Pressure roller settings must be
made correctly

USER MANUAL
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e e o
¢ The fuse has blown ¢ Check the fuse
Fan is not operating
« Fan motor failure » Contact the authorized service
Machine operates noisily o Contactor failure ¢ Contact the authorized service
Unstzflble and / or non-adjustable | | Diode group failure ¢ Contact the authorized service
welding current
Heater outlet is not operating ¢ The fuse has blown * Check t_he fuse. (_Iontact the
authorized service

. 4.4 Error Codes

BT T T

ERR C1 ¢ Corumunication error with power card

« Communication error with wire * Wire feeder unit and cable package
ERR C2 wire shoul be checked. If problem
feeder card ; :
continueos, call the service

ERR C3 « Both power and wire feeder unit

ERR TER « Thermal error . Mach.lr.le has to b(.e waited under idle
candition for a wile

ERR FAZ « Network voltage error ¢ Phase (U,V,W) shoul be checked
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E3 W annex

. 5.1 Spare Parts List

|
e

25
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NO DEFINITION MATERIAL CODE

1 Connector A378002010

2 Connector A378002002

3 Electronic Cart E303A A405000122

4 Gas Valve A256400004

5 Wire Feeder System A229900003

6 Electronic Cart E503A A405000124

7 Cooling Fan A250200014

8 Transformer K304000091

9 Choke Bobin K304500118
10 Pacco Switch A308030006
11 Neon Signal Lamb K310310002
12 Welding Socket A377900107
13 Stone Resistance A410200006
14 Synchronous Transformer K304400053
15 Contactor A311200080
16 EMC Filter K405000902
17 Monophase Socket A377100004
18 Diode Bridge A430901022
19 Thyristor Bridge A430902009
20 Electronic Card E102A A405000123
21 Quick Coupling Blue A245700002
22 Quick Coupling Red A245700003
23 Radiator A260000004
24 Water Pump A240000004
25 Water Tank A249000003
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m . 5.2 Connection Diagrams
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34 IIpaBuja TeXHUKH 6€30NMACHOCTH RD 650 MW

@ ITPABHJIA TEXHUKH BE3OITACHOCTH

Co6.10daiime 8ce npagu.ia mexXHUKU 6e30NacHOCMU, yKa3aHHble 8 IMoM pykoeodcmee!

OnucaHue ceedeHuii no « 3HaKHM 10 TeXHHUKe 6€30MaCHOCTH, yKa3aHHbIe B PyKOBO/CTBE, UCIIOJIb3YOTCS JJIs1
mexHuKe 6e30nacHocmu  o1npeJieJieHus NOTeHIIMaJbHbIX UCTOYHUKOB OTNIACHOCTH.
[Tpu pa3MellleHUH KaKoro-a160 3HaKa [0 TeXHHKe 6e30MacHOCTH B 9TOM PYKOBO/CTBE €ro
A c/leflyeT MOHUMAThb KaK yKa3aHHe Ha HaJIMYKe PHUCKa TeJeCHbIX TOBPEXJeHUH 1 BO
n36exaHue NOTeHIMalbHON OMAaCHOCTH BHUMATEIbHO 03HAKOMUTHCS C IPE/I0CTABIEHHBIMHU
Jlajiee MosICHEHUSIMHU.
Buazesier; o6opyioBaHMsI HECET OTBETCTBEHHOCTD 3a NPeJ0TBpallieHHe JOCTyna
[IOCTOPOHHUX JIUL| K 060PY0BAHHUIO.
Jlvna, ocyecTBISIO e IKCITyaTalMio 060PyA0BaHUS, J0/DKHBI UMETh OTIBIT W IPOHTH
MIOJIHYIO MTOJTOTOBKY 110 BOITPOCY BBIIIOJTHEHHUsI CBAPOYHBIX CBapKa / pe3Ka; nepej paboTol Ha
060py/10BAHUH 03HAKOMBTECH C PyKOBO/CTBOM I10 3KCIJIyaTAllUU U CO6JII0/1aliTe MHCTPYKLUU
0 TeXHHKe 6e30MaCHOCTH.

RU

OnucaHue 3HAK08 no
mexHuke 6e3onacHocmu

BHUMAHHUE
A YKaspiBaeT Ha NMOTEHLMaJbHO ONACHYI0 CHTYyallMI0, KOTOpas MOXKET NPUBECTH K TpaBMe HJIH

nospex/eHuio. HecoGoieHye 3T0i Mepbl IPe0CTOPOXKHOCTH MOXKET IIPUBECTH K TPaBMe HJIH
noTepe/MOBPeX/JeHUI0 UMYyILIeCTBa.

@ BAYKHO
y}(aBbIBaeT Ha l/IH(bOpMaL[Pl}O U npeaynpemgel—m;{, Kacawuyecd 3KCIIyaTaluu.
OINACHOCTh

49>
‘Q’ YkasbiBaeT Ha CepbEé3HYI0 ONACHOCTD. B C/ly4yae HENMPUHATUA MEP MOXKET IMPUBECTU K CMEPTHU
W Cepbé3HbIM TpaBMaM.

IonumaHue + BHMMaTeJbHO IPOYNTANTE PYKOBOJCTBO 110 IKCIUIyaTallMH, a TAKXKe 03HAKOMBTECH C
npedynpesicdeHuii  MapKUPOBKOH (IpJIBIKOM) U IpeyNpex/eHUAMH 10 TEXHHKe 6e3011aCHOCTH, Pa3Mel|éHHbIMU

no mexHuKe 6e30NACHOCMU  Ha 0GOPYAOBAHUU.

Y6enuTecs, 4TO NpeAynpexAariias MapKUPOBKa HAX0AUThCS B HaJIeXKallleM COCTOSTHHH.

A 3aMeHHUTe OTCYTCTBYIOLIME U NOBPEXAEHHbBIE PJIBIKHU.

03HAKOMBTECH CO CIIOCOGOM IKCIIyaTal K 060PY/A0BaHHs ¥ TPAaBUJIbHBIMU METOJAMHU
yTpaBJieHus: 060pyJ0BaHHEM.
Ocy1ecTBJIAHTE SKCIIyaTalMIO Balllero 0G0pyA0BaHUsA B COOTBETCTBYIOLIEH ofiexe.
HecooTBeTcTByOLIMEe H3MEHEHMUs], TPOBOANMbIE Ha BallleM 060Py/J0BaHHUH, HETaTUBHO
CKaXXyTcs Ha 6e30MacHOM 3KCILTyaTalluk ¥ CPOKe CITYKObI 060pyAOBaHHUS.
[Ipor3BogUTENb He HECET OTBETCTBEHHOCTH 3a KaKHe-/T160 N0C/IeACTBHS, BOSHUKAIOLIKE B
pe3yJibTaTe 3KCIIyaTaluy YCTPOHCTBA 3a Ipe/ie/laMU BblllleyKa3aHHbIX YCIOBUM.

ﬂopamceﬂue /IeKMpomoKom
Modicem npusecmu K

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maeemcmayom HayuoHAAbHbIM

J/1eKmpu4ecKum cmaHdapmaM U UHbIM coomeemcmey oujuM HOpMam, a makKaice

L LS (o Gecnensme yemaHoeKy 060pydoeanus KomMnemeHmHbLMU AUYAMU.
- o To/b3yiiTech CyXMMU 1 HETOBPEXAEHHBIMM H30JIHPOBAHHBIMHU MEPYATKAMU H PaBOIHM
(apTyKoM. 3anpelaeTcs UCIONb30BaTh MOKpPbIE HIM TIOBPEX/IEHHbIE IIePYaTKH ¥ paGoune
dapTyku.

o HocuTe OrHecTOMKYIO 3aIUTHYIO O/i€XK/Y, YTOGbI H36exaTh 03koroB. Oerx/a, UCIIob3yeMast
0IIepaTOpPOM, JOJIKHA 3ALHILATD OT UCKP, 6PBI3T U U3JIy49eHUsT AYTH.

« He pa6oTaiiTe B OAMHOYKY. B c/1y4ae omacHoCTH yGeANTECh, 4TO y BAC €CTh NOMOIIHHUK Ha
paGoueM MecTe.

« He Kacaiirech 3/1eKTpo/ia rosibiMu pykaMu. He foryckaiiTe KOHTaKTa AepKaTesis 3J1eKTpoja
WJIM 3J1EKTPOJiA C APYTUMH JIOABMH MU 3a3eMJIEHHBIMU IPeAAMETAMH.

o Huxorga He mpuKacaiTech K 4acTsAM, KOTOPbIE Pa3HOCST 3JIEKTPUYECTBO.

o He npukacaiiTech K 3/IeKTPOAY IIPH KOHTAKTE C 3JIEKTPOOM, OAK/II0OYEHHBIM K paboyeii
HOBEPXHOCTH, N0JIy HJIU APYTOMY 060PYAOBAHHUIO.
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BBl MOXeTe 3alUTUTB Ce6s1 OT BO3MOXKHBIX IIOPa’KeHUH 3JIEKTPUUECKUM TOKOM,

H30JIMPOBAB ce6s 0T paboyell NOBePXHOCTH U noJia. Mcrosib3yiTe CyXoH, HeloBpeX1EHHbIH,
HEeBOCIJIaMEeHSAOLIUHCA 3/1eKTPOU30JISILIMOHHBIM MaTepHasl TAKUX Pa3MepoB, UTOGbI OH ObLIT
HNPUTOAHBIM [/ TPeJJOTBPallleHNsl KOHTAKTa ollepaTopa ¢ pa6o4eil IOBEpXHOCTbIO.

He noax.oyaiiTe 60osiee 0AHOTO 3JIEKTPOAA K A€PKATEIIO 3JIEKTPOAA.

[MoacoeMHUTE 3aKUM 3a3eMJIEHHS] K 3arOTOBKE MJIM PaboueMy CTOJTy KaK MOXKHO GJIHKe,
YTOGBI 06€CIeYHUTh XOPOIINI KOHTAKT MeTaJlJla C MeTa/JIOM.

[IpoBepbTe ropeJiKy nepej paboToil Co CBApOYHBIM aNnapaToM. YGeAUTeCh, YUTO FOpeJIKa ¥ ero
KabeJsiy B XopoleM cocTossHUU. O6s13aTe/IbHO 3aMEeHUTE MOBPEX/eHHYI0 H3HOIIEHHYO
TOpEeJIKY.

He kacaiiTechb fepxaTesieii 3/1eKTPOAOB, OAK/IIOUEHHBIX K IBYM CBAPOYHBIM alNapaTaM
0/JHOBPEMEHHO, TaK KaK OyJeT NPUCYTCTBOBATh BOWHOE HANPs)KEeHHEe X0JI0CTOr0 X0Aa.
Jlep>kUTe annapaT BBIK/IIOYEHHBIM U OTCOEJUHUTE KaGeJlu, KOT/ja OHa He UCIOJIb3yeTCs.
I[lepes peMOHTOM MalIMHbI OTKJ/IIOUUTE BCE 3JIEKTPUYECKUE COeJUHEHUS U / UM pa3’beMbl
WJIW BBIKJIDYXWTE MalllKWHA.

BynbTe 0CTOPOXHBI TPH UCIIO/Ib30BaHUHU JJIMHHOTO CETEBOT0 KaGess.

Y6enuTech, YTO BCe COeJUHEHUS] YUCThIE U CyXUe.

CnepuTe 3a TeM, 4TO6bI KaGesii GbIIM CYXUMH, YUCTBIMU U 00€3)KUPEHHBIMH, a TAKXKe
3alMIeHHBIMHU OT rOpsY€ero MeTaslIa U UCKP.

OroJieHHast IPOBOAKA MOXET y6UTb. YacTo NpoBepsiiiTe Bce Kabesy HAa IPeAMET BO3MOXKHBIX
noBpexaeHui. Ecin o6Hapy»eH MoBpex/JeHHbIN WM HEU30JIUPOBaHHbBIN Kabeslb,
HeMe/lIeHHO OTPEeMOHTHUPYITe UJI 3aMeHHTe ero.

Ec/v 3a>x1M 3a3eMJIeHHUs He IO KJII0Y€eH K 3ar0TOBKe, U30JIUPYHTe ero, 4To6bl IPeJOTBPATUTD
KOHTAKT C JIIOObIM MeTa/JInYeCKUM npegMeToM.

Y6enuTecn, 4TO 3a3eM/IeHHe IMHUN TUTAHHA TOK/II0Y€HO IPaBHIBHO.

He ucnosb3yliTe HCTOYHUK IepEMEHHOT0 TOKA BO BJIAXKHBIX, ChIPBIX HJIU I€pPerpyKeHHbIX
MeCTax, a TAKXKe B MeCTax, I/le CyLeCTBYeT ONAaCHOCTb NaJleHUsl.

HUcnonb3yiiTe ucTouHuk nepeMeHHoro Toka TOJIBKO, ecin aTo Heo6X0AMMO /s Tporiecca
CBapKHU.

Ecsin Tpe6yeTcst MCTOYHHMK TepeMeHHOr0 TOKa, UCIOJIb3yHTe AUCTAaHLMOHHOE yIIpaBJIeHne
HCTOYHUKOM, eC/TH OHO UMeeTCs Ha yCTPOMCTBe.

Jono/IHUTE/IbHbIE Mepbl NPeJOCTOPOXKHOCTH TPeGYITCA HPH HAJIUYUU JIIOGOro M3
c/1eJyI0IIMX 3/IEKTPHUYeCKH ONACHBIX YC/I0BUM:

BO BJIQ’KHBIX MeCTaX HJIM B MOKPOH ofiex/ie,

Ha MeTa/l/IMYeCKUX KOHCTPYKIHSX, TAKUX KaK [0JIbl, PEIIEeTKH UJIK CTPOUTEJIbHBIE JIeca,
KOr/ia Bbl HAXOAUTEChb B CTECHEHHOM I10JIOXKEHHW U, HAallpUuMep, CU/d, Ha KOJIEHAX WUJIU JIexa,
KOT/Ia CyILIleCTBYeT BBICOKHH PHCK HEH36eXHOT0 HJIH CIy4allHOTO KOHTAKTa C 3arOTOBKOM HJIH
3eMJIeH.

JIJ1s1 TUX YCJIOBUH UCIIO/IB3YHTE Clefiytoliee 060pyoBaHue:

[TosryaBTOMaTHYECKHH annmapar s cBapku MIG noctosiHHoro HanpsbkeHus (CV),

Py4Ho¥i cBapouHbIi annapaT MMA nocTOSSHHOTO TOKa,

CBapO‘{HbIﬁ anmnapaT noCTOAHHOTO UJIU IIEPEMEHHOr0 TOKa C IOHUXXEHHbIM HallpsXXeHUueM
xoJsioctoro xoza (VRD), ecii umeeTcs.

IIpoyedypul npu
nopasceHuu
/1€KmpuyecKumM mokom

VA +

o OTKJIIOYHTE 3JIEKTPUYECTBO.

¢ Mcnosb3yiiTe HeNPOBOAALIMI MaTepHaJl, HANPUMeEP CyXylo JipeBeCHHY, YTO6bI 0CBOGOAUTD

OCTPa/JiaBLIEro OT KOHTAKTa C TOKOBEAYIIMMH YacTAMHU UM IPOBOJAMH.

[103BOHHUTE B CJIy>KOY IKCTPEHHOH MOMOILH.

Ecnm y Bac ecTb 06y4yeHHe OKa3aHHI0 epBOoii MOMOILH;

o Eci mocTpa/iaBIInMi He JIbILINT, IPOBEJUTE CepiedHO-IeroyHyo peanumanuio (CJIP) cpasy
ocJie pa3pblBa KOHTAKTa C MICTOYHUKOM 3JleKTpUdecTBa. [Iposomkaiite CJIP (Maccax cepaua)
A0 TeX Iop, MOKAa He HAYHEeTCA AbIXaHUE UJIX II0Ka He le/lﬁyﬂeT IOMOIIb.

o Ecai1 uMeeTcsl aBTOMaTH4eCKUH 3/1eKTPOHHbIN AedubpusiaTop (AED), ucnosib3yiiTe ero B
COOTBETCTBHHU C HHCTPYKIUMAMHU.

¢ OTHOCHTECH K 3/IEKTPHYECKOMY 0XOTY KaK K TepMU4eCKOMY 0KOT'y, IPUKJ/1a/ibIBast
CTepUJIbHbIE X0JI0/IHBIE (JleisHbIe) KoMNpecchl. M36eraiiTe 3arps3sHeHNs U HAKPOHWTe YUCTON
CyXO¥ MOBSA3KOM.

Asudcywuecs uacmu
Moz2ym npusecmu

K me/1eCHbIM
noepegocaenuﬂm

¢ He npubimxaliTech K ABWXYIMMCA 06beKTaM.

¢ 3akpbIBaliTe ¥ 3aNMpalTe BCe KPBIIIKY, TaHEJH, ABEPIbI U T.I1. 3alllUTHbIE NIPUCIOCOGIEHUS
060pPYZI0BAHUS U YCTPOMCTB.

¢ HocuTe 60THHKH C MeTa/ZIN4eCKMM HOCKOM Ha C/Iy4Yail Ma/ieHus TSKEbIX TPeMeTOB.

www.magmaweld.com
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Abim u 2a3vl Mo2ym
HaHecmu eped
eauiemy 300p0o8bio
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Bo epems 8bino/iHeHUs1 ceapka / pe3Ka U pe3Ku Ype3e8bI4aiiHO ONACHO 80bIXANb dbLM U 2a3 6
meyeHue 01ume/1bHO20 8peMeHU.

2K>keHue 1 pasapakeHUe IJ1a3, HOCA U FOPJIa YKa3bIBAIOT HA HEJJOCTATOYHOCTb BEHTUJISILIUH.
B 3TOM cilydae He06X0JMMO He3aMe/JINTeIbHO YAYYIIUTh YPOBeHb BeHTHJIALMH H, eCH
npo6JieMa He yCTpaHeHa, OCTAHOBUTH CBapKa / pesKa.

[IpeaycMoTpHrTe HAa paGoYeM yyacTKe CUCTEMY eCTeCTBEHHOH HJIM HCKYCCTBEHHOM
BEHTUJIALIUMHA.

Ha yyacTkax BbINOJIHEHHUS CBapKa / pe3Ka HJIM Pe3KH UCI0/Ib3YHTe COOTBETCTBYIOLIYIO
cucTeMynabIMoyzaieHus. [Ipy He06X0AUMOCTH YCTAaHOBUTE CUCTEMY, KOTOpasi 06eCIeYuT
BBIBO/, ZibIMa M I'a30B, HAKaIJIMBAIOLIUXCA B LieXe B LjesIoM. Bo n36exxaHue 3arps3sHeHus
OKpY>Kalolliel cpe/ibl BO BpeMsl BbI6GpOCa ra3oB UCIO/Ib3YHTe COOTBETCTBYIOILYIO CHCTEMY
dunpTpanum.

IIpu npoBeieHNH paboOT B OrpaHUYEHHOM MPOCTPAHCTBE UM NPH BBINOJHEHUHU CBapKa /
pesKa MaTepuasioB C HIOKPLITHEM U3 CBUHIA, GePUJIINA, KaIMUs, IMHKA, a TAKXKe OKPaIleHHbIX
MaTepHasoB, IOMUMO BblllleyKa3aHHBIX Mep NPeJOCTOPOXKHOCTH, UCHIO/Ib3YHTe MacKH,
obecreynBallye MoJayy CBeXero Bos/yxa.

Ecv rasoBble 6aJIJIOHBI CTPYINMPOBAHBI B OT/Ie/IbHOM 30He y6eAUTeCh B HAJTUYUHU
XOpolllel BEHTHJISILIMY B 3TOM IIOMellleHHH; 3aKpbIBaiiTe [JIaBHble KJIAlaHbl 10 OKOHYaHUHU
HCIO0JIb30BaHUS ra30BbIX 6a/IJIOHOB, NPOBePsANTe Ga/JIOHBbI HAa TPeAMeT YTeYKH rasa.
3aluTHBIE rasbl (AproH M T.I1.) IVIOTHee BO3/lyXa U IIPH HCI0JIb30BAHUH B IIOMEIlleHUH MOy T
[ONAJATh B JibIXaTeJbHble IyTH BMECTO BO3/yXa. ITO ONACHO JJIsl BAIEro 3/[0POBbSI.

He NpoOBOAUTE CBAPOYHbIE paﬁOTbl MPpHA HAJIMYUHU [1apOB XJIOPUPOBAHHBIX YIVIEBOLOPO/J 0B,
BBI/Ie/IAIOIIMXCS BO BpEMs CMa304HBIX U IIOKPACOYHBIX Pa6OT.

HexoTopble cBapHble / BbIpe3aHHbIEe JieTali TPe6YIOT ClielalbHOM BeHTUIsnuu. Ciesyet
BHHUMaTeJIbHO NPOYUTATh PaBUJIa 6e30MacHOCTH NPOJAYKTOB, TPEGYIOIUX ClIeliMaJIbHON
BEHTHJIALMU. B ciyyasx, koraa TpebyeTcs IpoTHBOras, clefiyeT HaJieTh MOAXOAAIUI
IPOTUBOras.

H3znyueHnue e
ceapoy4Holi dyau

Modicem HaHecmu  »
eped sawum 21a3am

Ry

Jl4 3alMTHI IJ1a3 Y JIMLA UCII0JIb3yHTe COOTBETCTBYIONIYIO 3alUTHYI0 MacKy U IIPUTOAHBIN
JLJIS1 MAaCKH CTEKJISTHHBIA QUIIBTD.

3aluiaiTe OT 3TOro U3JIyYeHHs: TaKKe Jpyrue 4acT Tesa (PyKHy, e, YU U T.A.)
COOTBETCTBYIOILEN 3aIIUTHON OZEXK0H.

Jlnst mpefynpex/jeHrsl BOSHUKHOBEHUS Y OKPY>KaIOIUX IOBPEX/eHUH OT BO3/eiCcTBUA
CBAapOYHOM /IyTH U rOpsYMX METAJIJIOB, OTPAJIUTE Balll paGoYMi y4aCTOK OTHECTOMKUMU
3KpaHaMM BBLICOTOM Ha yPOBHe IV1a3 M MOBeCkTe Npe/ynpex/jaliie 3HaKH.

O6opyz0BaHKe He Ipe/HAa3HAY€EHO [/ HarpeBaHUsA 3aMép3lux Tpy6. [I[poBesieHne TaKUX
paboT CBAapOYHBIM aNNapaToM MOXET MPUBECTH K B3PbIBY, [10XKapy UJIU

MOBPEX/EHHUIO BaIllero 060py/[0BaHHsL.

Hckporu »
pas6pul3zusawujuecs
yacmuys!
Moz2ym HaHecmu
noepesicoeHus 21a3am

=4

IIpu BBINOJIHEHUH TAKUX PAGOT, KaK CBapKa, LIM(OBKa UM 3a4MCTKA IOBEPXHOCTH,
MOryT O6pa3OBaTbCﬂ HCKPbI U IPOUCXOUTH pa36phI3I‘I/lBaHI/le MeTaJIJ/IMYeCKUX 4YaCTHUIlL.
Jlns mpefynpex/ieHns TeJIeCHbIX OBPeX/eHNH HaJileBaliTe 110/ MacKy yTBePKAEHHbIE K
NPUMEHEHHIO 3alUTHbIe Pa60oure OUKU C 60KOBBIMU IUTKAMH.

Topsiuue demaau o
Mo2ym npusecmu K
MAHCENBIM 034C02aM *

¢ =

He npukacaiTech K TOPsIYUM JIeTaJIsIM FOJIBIMUA PyKaMH.

Iepes paGoToii ¢ AeTaasIMU 0GOPYAOBAHUSA NIOJ0XKANTE HEKOTOPOE BpeMs, IOKa OHHU OCTBIHYT.
[Ipy HeO6XOAMMOCTH KOHTAKTA C FOPSYMMU JeTa/IsIMH, UCII0JIb3yHTe COOTBETCTBYIOLIHE
HMHCTPYMEHTBI, TEIJION30IL{HIOHHbIE CBAPOYHbIE IEPYATKH 1 OTHEYIOPHYIO OJEXKAY.

IMoevlweHHblll

YposeHns lllyma
Mooscem Hanecmu
Bped Cayxy

5

Illym, BeIAe/IsIeMbIH HEKOTOPBIM 060Py/I0BaHHEM U PaGOTaMM, MOXKET HAHECTH BPeJ, CIIyXY.
I[Ipy NOBBIILIEHHOM YPOBHE IIyMa UCIOJIb3YHTe YTBEPXK/JEHHbIE K IPUMEHEHHIO 3alUTHbIE
HayIIHUKH.
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CeapouHas e Ilpy pa3MaThIBaHWHU KaTYIIKH CBAPOYHOH MPOBOJIOKH He HANPABJIANTe ropesKy Ha
npososioka mModicem  Kakyro-J160 4acTb TeJIa, a TAKXKe Ha APYTHX JIIOAeH WK KaKre-TM60 MeTalJIu4ecKe
HaHecmu mesiecHble  TIpeJMEeThI.

noepesicdeHus e Ipyu pasMaTbIBaHWU BPY4HYIO KaTYLIKH CBApPOYHON MPOBOJIOKH, 0COGEHHO, HEGOJIBIIOTO
JMaMeTpa, IPOBOJIOKA MOXKeT BLICKOYUTD U3 BallIMX PYK, KaK NPY>KHHA, U TPAaBMUPOBATh
A BacC WJIK OKPY»KAILIUX, IO3TOMY IIPU BBIITOJIHEHUU 3TUX pa60T 0co6eHHOEe BHUMaHHe yaeure
3allMTe IV1a3 1 JIUNaA.
Ceapka modicem ¢ 3anpeliaeTcs IPOU3BOAUTD CBAPKY BO/IM3H JIETKOBOCIJIAMEHSIOIUXCS MaTePUaIoB. ITO
npueecmu Kk  MOXeT IPUBECTH K [10XKapy HUJIN B3PBIBY.
noxcapamu e Ilepes npoBeJieHHEM CBAPOUHBIX PAGOT yAaIHUTe 3T MPeAMETHI C y9acTKa UM HAKpOHTe UX
83pbleaM  3aIUTHBIMU NOKPBITUAMH JJIS IPeAYIPEXAEHUS BO3TOPAHUH.

‘W

Ha sTux y4acTKax IPUMEHSI0TCA ClieljMaJ/ibHble HAlJUOHAJIbHbIE U MEeXJYHAapPOJHbIe IpaBUJIa.

He npousBoaxTe CBapKy U Pe3Ky NMOJHOCTBIO 3aKPBIThIX TPY6 UM TPYGOK.

Ilepes BBINOJTHEHHEM CBapKa / pe3Ka TPy6 U 3aKPBIThIX EMKOCTeH OTKPOHTE UX, TOJTHOCThIO
OINOPOXHUTE, TPOBETPUTe U ourcTHTe. COGII0AANTE MAKCUMAIbHYI0 OCTOPOXKHOCTD ITPU
BBLINOJIHEHUH CBapKa / pe3Ka Ha TaKMX yyacTKaX.

He npousBoauTe CBapKy ONOPOKHEHHBIX TPY6 M TPYGOK, KOTOPbIE paHee CoJepiKann
Bell|eCTBa, CIOCOGHBIE BbI3BATh B3PBIB, IOXKap UM JPYTHe PeaKIuH.

CBapouHOe 060py/J0BaHHe UMeeT CBOMCTBO HarpeBaThbCs. [103TOMy He pa3MeliaiTe ero Ha
JIETKO BOCIJIaMeHsIeMbIX UJIM JIETKO OBPEeX/jaeMbIX IIOBEPXHOCTAX!

CBapO‘{HbIE HCKPbI MOTYT IPUBECTHA K BOBHUKHOBEHMUIO ITOXKapa. Io saTou NpUYrHE obecrneybTe
HaJ/In4yve B JIErKO JOCTYIIHBIX /1JIf BaC MeCTaX TaKMX MaTepHUaJIoB, KaK OTHETYIIUTEH, BOJa U
TecoK.

HCHOJIbSyﬁTe OﬁpaTHbIE KJIallaHbl, ra30BbI€ PETYJIATOPbI U KJIAllaHbl B CETAX TOPHOYHUX,
B3PbIBOOIACHBIX I'A30B U CXKATOI'0 rasa.

BbinoiHeHue mexHu4eckozo
o6cayscusaHus

sAu ycmp
HeKoMnemeHMHsIMU
AUYamu modxcem
npusecmu K me/iecHoIM
noepesicoeHuAM

A

3
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3anpenaeTcs NpUBJIeKaTb HEKOMIETEHTHBIX JIUIL K PeMOHTY 060pyi0BaHuA. OIINGKY,
KOTOpBI€ MOTYT GbITh AOMYIIeHb] TPYU HapyIIEHUH 3TOr0 TPeGOBAHUSA, MOTYT IPUBECTH K
CepbE3HBIM TPAaBMaM HJIH JIETAIbHOMY HCXOAY.

JJIeMeHTBI Fa30BOM CETH PabOTAIOT MO/ laBeHHeM; B pe3y/ibTaTe MaHUIYJIALNH,
POU3BOJUMBIX HEKOMIIETEHTHBIMH JIMIIAMH, MOTYT BOSHUKHYTb B3PBIBBI, U I10JIb30BATENN
MOTYT MOJIyYUThb CEpbE3HbIE TPABMBI.

PexkoMeH/iyeTcst IPOU3BOJUTD O6C/IyKMBaHHe 060PY/I0BaHHA U ero neprdepruiHbIX
YCTPOHCTB He pexxe 0HOTO pasa B rof.

Ceapka / Pe3ka Ha

Brinmo/iHANRTe cBapKy/pe3Ky Ha HeGOJIbIINX yYacTKaxX M y4acTKaxX C OTPaHUYeHHbIM

HeGOo/1bWUX yHacmKax  TPOCTPAHCTBOM B IPHCYTCTBUH ellé OHOTO YesIoBeKa.
uy4yacmkax ¢ * 1o Mepe BO3MOXXHOCTH U36eraiTe NpoBe/ieHHst CBAPOYHBIX PabOT/pe3KU B OrpaHHYEHHBIX
02PAHUYEeHHbIM  TIPOCTPAHCTBAX.
npocmpaxHcmeom
Heco6.1100eHue « Tlpu nepeMelieHUH 060pyA0OBaHHUSA COOMIOAANTE BCe HEOGXO[UMbIE MephbI TPeJOCTOPOKHOCTH.
Heo6x00umbIXx Mep  Y4acTKH, Ha KOTOPBIX Oy/JieT IPOM3BOAUTHCS IepeMelleHHe, YaCTH, MoAJIexalue
npedocmopoxcHocmu  nepeMeleHHIo, a TaKKe GpU3MIecKoe COCTOSIHUE U 3[J0POBbe JIIO/eH, BOBJIEYEHHBIX B
npu nepemeujeHuu  Tpolecc nepeMeleHn 060py0BaHH, JO/DKHBI COOTBETCTBOBATh TPe6OBaHUAM NPOLieypPhl
060pydoeaHuss  NepeMellleHUs] U TPAHCIOPTHUPOBKH.

Modcem npueecmu K
Hec4acmHbvIM CAyHaam

A B

HexoTopoe oGopy/ioBaHie HMeeT 60JIbLIYI0 MACCy, TI03TOMY NPH NepeMellleHHH y6euTech B
NPUHATHH BCEX Mep NPe0CTOPOKHOCTH MO OXpaHe OKpY»Kalollei cpesbl.

Ecv cBapo4HBIH anmapat npeJoaraeTcsi UCI0/Ib30BaTh Ha I1IaTGopMe, HEO6XOAUMO
y6euTbCsl B TOM, YTO Takas laTGopMa UMeeT COOTBETCTBYIOLLME Pe/iesIbl Harpy3KH.
IIpu nepeMenieHUH 060PYAOBAHHUSA NPH TTOMOIIM KaKOr0-1160 MeXaHM3Ma (TesIexKa,
BUJIOYHBIH MOIPY34HK U IP.) yGeAUTECh B HAJIJIeXKallleM COCTOSTHUU TOY€eK KpeIlJIeHUs
MexaHM3Ma M 060py/i0BaHuUs (KpelleHHe O/BECOK, peMHel [isl mepeMeleHust, 60JITOB,
raek, KoJéc u T.IL.).

[Ipu BEINOTHEHUHU IlepeMellieHUs] BpyYHYI0 YOeAUTEeCh B Ha/lJIeXallleM COCTOSTHUU
npucrnoco6ieHni 060py0BaHus (MOABECKH, PEMHHU /JIs lepeMelleHus U T.IL) U UX
KpeInJeHuH.

www.magmaweld.com
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¢ C esbio obecnedeHUs HeO6XOAMMBIX TPeGOBAHUH /JIs MepeMellleHUs cobIIo/jaliTe MpaByIa
MesxayHapoAHOH OpraHU3alUy TPy/Ja B OTHOLIEHUH Beca IepeMellaeMoro 060pyjoBaHus, a
TaK)Ke HOPMaTHUBbI 10 IlepeMellleHHI0 060Py0BaHMUs, JeiCTBYyOlee B Balllel CTpaHe.

 [Ipy mepeMeljeHUH UCTOYHHKA IUTAHUA UCIIOJIb3YHTE CIel{a/IbHbIe TPUCTIOCO6GTeHHUS
(mepkaTeJsy MM IPOYLIMHBI). 3aNpellaeTcs epeMelaTb 060pyA0BaHuUe, YepKUBast ero 3a

RU ropesiky, Ka6esb WK LIaHTH. [lepeMeljeHre ra30BbIX 6a1JIOHOB OCYIECTBJISIITE OTAEIbHO
OT BCero 060py/J0BaHHUA.

« [lepes nepeMeleHHeM CBAPOYHOTO U PEXYLEro 060py0BaHUs JEMOHTUDYITe Bce
NPOMEXYTOYHbIE COeJUHEHU, OCyU.leCTBJTﬂiITe NOoAHATHE U llepeMeleHue HeBGObIINX
YyacTel MOCPeICTBOM pydeK, a 60J1ee KPYIHBIX YacTeH ¢ TOMOIIbIO COOTBETCTBYIOIIUX
pUCIOCO6IeHUH (IPOYLIMHBI) UK BUTOYHBIX IOTPY34YHKOB.

Iadenue wacmeti HenpasuibHoe pacnoJioiceHue UCMo4YHUKA NUMAaHUs1 U1U UHO20 060pyd08aHUs Mo cem

(AL LI PR U P Dl gecnill K CepbeaHbIM MpasMar U NOBPEHCOCHUI0 UMYlecBa:
npueecmu K mesecHsIM p . p p
noepescoenusm * Bo u36exxaHune MaZeH!i 1 ONPOKK/bIBAHKS BalEro 060pyA0BaHKeE ero He0GX0AUMO

j pa3MecTUThb Ha 0CHOBaHUH (110J1y) WK m1aTdopme ¢ MaKCUMaslbHbIM YKjI0HOM 10°. 3TO

npeaynpesuT BOCIPENnATCTBOBAHUE [10/1a4e MaTepHrasia U pUCK 3aCTOIIOPUBAHUA B Kabessix
¥ LIJIAHTaX; NIPeANoYrTaiTe A1 yCTaHOBKH 060pyZI0BaHMS HENO/BHKHbIE IIMPOKHE, He
3anbUIEHHbIE, JIEFKO BEHTHIMPyeMble y4acTKU. Bo u36exaHne onpoKHU/bIBaHUS I'a30BbIX
6aJ1IJIOHOB 3aKpenuTe UX, IIPU HaJINYUK, HA l'lpPlFO}lHOﬁ AJIA 6a/IJIOHOB nﬂaTQ)opme,
Haxo/sleicss Ha 060py/[0BaHMH, a IIPH CTAIlMOHAPHOM HCIOJIb30BaHUH, 3abUKCHpyiTe
6aJ1JIOH Ha/IéKHBIM CIIOCOGOM, IPUKPENHB €ro K CTeHe.

¢ OGecrneybTe onepaTopaM JIETKUH JOCTYI K HACTPOHKAM Y MOAK/IIOYEHUSM Ha 060Py/I0BaHHH.

YpezmepHas e« O6ecredbTe OCTbIBaHHE 060PY/[0BAHMsI B COOTBETCTBUH C PAGOYNM LIUKJIOM.
Ikcnayamayus e« Tlepe IOBTOPHBIM Ha4yaiOM CBAPOYHBIX Pa60T yMEHbIIUTE KO3GPUIMEHT TOKA HJIU 3arPy3Ky
K nepezpegy  paGouero nMK/Ia.
060pydosanus « He 3akpbiBaiiTe BEHTHIISILIMOHHBIE OTBEPCTHSI 060PYAOBAHUS.
S o HeycranaBsiuBaiitTe GUIbTPbI B BEHTUJISALIMOHHBIE OTBEPCTHsI 060Py0BaHMUsA 6€3 pa3pelieHus
SS S NPpOU3BOAUTEJIA.

Q

/Jlyeoeas ceapka e JlaHHO€ yCTPOMCTBO OTHOCUTCS K I'PYIIIE 2, KJ1acc A B UCTIBITAHUAX 3JIEKTPOMarHUTHOM
Modicem 8bi36amb  coBMecTUMOCTH (IMC) B cooTBeTcTBHHM o ctaHAapToM TS EN 55011.
J/leKmpomMazHUmMHsle * JlaHHOe yCTPOWCTBA Klacca A He NpeiHAa3HAYeHO JJIs1 SKCIIyaTallMH B XKUJIbIX TOMELEeHUSIX
nomexu C no;l,a‘{eﬁ 3JIEKTPO3HEPTHH OT HU3KOBOJIBTHOU ceTH. BO3MOXXHbBI 3aTpyAHEHHUA B JOCTUKEHH U
3/IEKTPOMAarHUTHON COBMECTUMOCTH B CBAI3H C PaJJMOYaCTOTHBIMU [IOMeXaMH, lepeAada u
@ A pacnpocTpaHeHHe KOTOPbIX UMEIOT MECTO Ha TAKHUX y4acTKax.

JToycTpoicTBO He cooTBeTCTBYeT cTaHAapTy IEC61000-3 -12. [Tpr HEOGXOAMMOCTH
K s)| moAK/IIOYEHUS K HM3KOBOJIBTHOH CETH, HCIOJIb3YeMOH B OBITOBBIX YC/IOBHAX,
CNELMAINCT, KOTOPbIA 6yAeT OCyLeCTBAATb 3JeKTPUYecKoe IMOAK/II0UEHHE,
WM JIMIO, KOTOpoe OyAeT 3KCIUIyaTHPOBaThb 06Opy/JOBaHME, JOJDKHBI GBITH
! M| ocBefOMJIEHBI B BOIPOCE OCOGEHHOCTEH NMOAKI/IIOYEHUsl 06OpYJOBaHHUSA, B 3TOM

C/lydae 10JIb30BaTe b HECET OTBETCTBEHHOCTb 3a IPOBeJleHHe TaKUX PaboT.

e Y6eauTeck, 4TO paGoyasi 30Ha COOTBETCTBYET 3JIeKTPOMAarHUTHOM coBMecTuMocTH (IMC).
JJIeKTPOMAarHUTHbIE IOMEXU BO BpeMsl CBapKa / pe3ka WJIM Pe3KU MOTYT BbI3BaThb
HeXkeJlaTeJIbHble BO3/IeHCTBHSA Ha BallX 3/IeKTPOHHbIE YCTPOMCTBA B Balleil ceTu, U
M0JIb30BaTe/Ib HECET OTBETCTBEHHOCTD 3a KaKHe-JMG0 TOMeXH, KOTOpble MOTYT BO3HUKHYTh
BO BpeMsl IPOBe/ieHUs paGoT.

le/[ BO3HUKHOBEHUH KaKUX-THUGO noMex, MOryT ObITh NPUHATDBI JONOJIHUTEJ/IbHbIe Mepbl JJif
obecreyeHHsa COBMECTUMOCTH B BU/Ie MCII0JIb30BaHUA KOPOTKHX Kabesel, SKpaHHPOBAHHBIX
KabeJsiel, mepeMellleHHs] CBAPOYHOro almapara B Jpyroe MecTo, OTAAJIeHUs KabeJss OT
060py/J0BaHuUs U /HUJIM Y4aCTKa, OMaBIIEro 10/ BO3/ieHCTBHEe UCI0/Ib30BaHUA GUILTPOB UK
3alMThI paboyero yyacTka B acnekte IMC.

Bo us6exxaHre BO3MOXHbBIX OBPEXKJAEHUN B CBA3U ¢ HapyiueHHeM IMC BbINOIHANTE
cBapoyHble paGoThl KaK MOXKHO Jajblie (100M) OT Ballero 4yBCTBUTENBHOTO 3JIEKTPOHHOTO
060py/10BaHUSs.

Y6enuTech B yCTAHOBKE U pa3MellleHHH Balllero CBApOYHOTo annapaTa UM ra30BOro pesaka B
COOTBETCTBHH C PyKOBOACTBOM I10 3KCIJIyaTallkH.

PYKOBO/CTBO IT10 3KCIIJIYATALIUHA www.magmaweld.com
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Oyenka
3/1eKMpOMaAzHUMHOL
coemecmumocmu
pa6oyezo

yuacmka

ComtacHo nyHKTY 5.2 cranaapTta IEC 60974-9,

[lepes; yCTAaHOBKOH CBapO4YHOrO M peXyIlero 060pyJOBaHUs YIOJHOMOYEHHOE JIMLO

npeanpusTUs ¥/ WM 1N0JIb30BaTeJb AOJDKHBI NPOM3BECTH OCMOTP y4yacTKa Ha HNpeaMeT

BO3MOXHBIX 3JIeKTPOMarHUTHBIX [IOMeX Ha NpHJlerarmieil Tepputopruu. Heo6xoanmo o6paTuTh

BHUMaHHe Ha CJIeJjyIol{ie BOIIPOCHI:

a) HaJMuue APYrux KabeJsiel MUTaHuUs, Kabesiel ynpaB/aeHUs], CATHAJIbHBIX U TesleOHHBIX
KabeJiel cBepXy, CHU3Y U PsAJJOM CO CBAPOYHBIM alllapaToM U 060py/J0BaHHEM;

b) Hasnuue pasuo- U TeJIeBUSHOHHBIX I€PeaTYUKOB U IPUEMHUKOB;

C) HaJInYre KOMIIbIOTEPHOr'0 U UHOTO OﬁOpyﬁLOBaHI/lH, UCIIOJIb3YEMOT0 /111 yIIpaBJIEHUS;

d) Ha/M4YMe KPUTHYECKOTO 060py/j0BaHHe /I 0GecriedeHUs] 6e30MacCHOCTH, HalpuMep JJis
3alLIKTh] IPOMBIIIJIEHHOTO 060PYAOBAHUS;

€) Ha/iM4YMe MeJUIMHCKUX annapaToB (HanpuMmep, KapAUOCTUMYJISITOPOB U CIyXOBBIX
annapaToB), UCIOJIb3yeMbIX HaceJeHHeM Ha NpHJleralolleil TeppuTOpHy;

f) Hasmuue 060pPYAOBaHMS, UCIIOJIb3yEMOrO st U3MEPEHUs WU KaTMGPOBKY;

£) HEeBOCIIPUHUMUYHBOCTb MHOTO 060PY/I0BaHUsl, HAXO/AILErocs Ha NpuJeraiolied TeppuTOPUH.
[Tos1b30BaTe b JOKEH y6eJUThCS, ITO HHOe 060py/[0BaHHe, UCIIO/Ib3yeMOe Ha IpHJIeralei
TEPPUTOPUHY, SIBJISIETCS COBMECTUMBIM. ITO MOXKeET OTPeGOBATD JONOJHUTENbHBIX MEP
3alUThI;

h) 'paHuUIBI paccMaTpPHBaeMOro y4acTKa MOTYT 6bITh pacIIMpPeHbI B COOTBETCTBUH C Pa3MepaMu
npujeramolled TepPUTOPUH, KOHCTPYKLMeH 3JaHMH U UHBIMU Pa60TaMH, BbIIOJIHSAE€MbIMU
B3/1aHUH, Cy‘—léTOM BpEeMEeHH, B TeYeHHW e KOTOPOro npejnoJiaraeTcd Npou3BoAUTh CBAPOYHbIEe
WJIM MHBIE PaGOTHI B TeUeHHeE JHA.

B JonosHeHHe K OLieHKe y4acTKa TaKKe MOXET IO0TpeGOBaThbCs OLEHKA MECT YCTaHOBKU

YCTPOMCTB € Lesbl0 YCTPaHEHHs HapylIalolero COBMECTHMOCTb Bo3jeilcTBus. Ilpu

HEeoGX0JUMOCTH, [/ TOATBepKAeHHA 3G PeKTUBHOCTH Mep M0 CHIKEHHUIO BO3JeHCTBHUSA TaKxkKe

MOXKHO IPOBeCTH u3MepeHus Ha Mecte. (Mctounuk: MIK 60974-9).

Memodwi cHudtceHus1
nomex

DA

. yCTpOl‘/JICTBO AOJIKHO ObITh NOAKJIDYEHO K UCTOYHUKY MMUTAHWA KOMIIETEHTHbIM
CMeNMajucTOM B COOTBETCTBHHM C PeKOMeHJalusAMH. [Ipy BOSHUKHOBEHUH TIOMeX MOTYT
HPUMEHSATBCA JONOJHUTENbHbIE MEPbI, TAKHe KaK GUIbTPALUS CETH. DJIEKTPONUTAHUE
060pyZ0BaHUS JIJIst yTOBOM CBapKa / pe3ka ¢ GUKCHPOBAHHBIM KpeIJIeHUEM JJ0JDKHO
OCyILIeCTBJIATHCA MMPH MOMOIIM KabeJisl, IPOJIOKEHHOT0 Yepe3 MeTa/UIMYeCKyIo TPyGy WIn
SKBHBAJIEHTHOT0 3KPAaHUPOBAHHOTO Kabesisl. Heo6Xo4uMO MOAKIIIOYUTb 3KpaH U KOPIyC
HUCTOYHHKA MMUTAHHWSA, U MEXY 3TUMHU IBYMS KOHCTPYKIUAMU JOJIKEH 6bITh 06ecIeYeH
XOPOUIMH 3JIeKTPUYECKUH KOHTAKT.

Heo6xo1Mo BBINOJHATE PEKOMEH/lyeMoe IJIaHOBOe 06C/TyKMBaHHe ycTpoiicTBa. [Ipu
3KCIJIyaTalMK YCTPOMCTBA JOJKHBI 6bITh 3aKPbIThI /UM 3allepThl BCe KPBILIKK KOpIIyca
o6opy/i0BaHKs. Be3 nucbMeHHOro paspelleHHs NPOU3BOAMTE/IA B YCTPOHCTBO 3anpeniaeTcs
BHOCHUTb KaKHe-JT160 U3MeHeHHs U1 MOANHUKALUH, OTJIMYHbIE OT CTAHAAPTHBIX HACTPOEK.
B NPOTHUBHOM CJiy4ae BCA OTBETCTBEHHOCTb 3a Kakue-a1u60o MmocseiCTBUA BO3J1araeTcd Ha
oJIb30BaTeIs.

CBapo4HbIe KaGe/ JJO/DKHBI 6bITh MAKCUMa/IbHO KOPOTKUMHU. Kabesu 10/KHBI BEIXOAUTD U3
rnoJsia pa6oyero yyactka 60k o 60k. HamMaTbiBaHMe CBAPOYHBIX KabeJsiel 3anpelieHo.

Bo BpeMs cBapKH / pe3KH B 060py/J0BaHUHU FreHepUpPyeTCsl MarHUTHOE MoJie. ITO MOXKeT
HPUBECTH K IPUTATUBAHUIO 0G0PYAOBAHUEM META/UINYECKUX IIPe/IMETOB.

Jlist mpefloTBpalleHusl 3TOro yoeJuTech B pasMellleHUH MeTa/lJIM4eCKUX MaTepuasioB Ha
6e30MacHOM PacCTOSTHUM WJIM B HaZEKHON PUKCcalM TaKMX MaTepHasioB. OnmepaTop JomKeH
GBbITh U30JJMPOBAH OT BCEX TAKHUX B3aHUMOCBsA3aHHBIX MeTAa/UINYECKUX MaTepUaIOB.
BcaydaeoTcyTcTBHs 3a3eMJIeHHs1 00pabaThIBAEMOr0 06'beKTa UJIU U3/1eJHsl, 110 COOBpaXKeHUAM
3/IEKTPUYECKOH 6e30MacHOCTH UJIM B CBSI3M C ero rabapUTHBIMU Pa3MepaMH U MOJI0KeHHeM
(HanpuMep, IpY U3rOTOBJIEHUH KOPITyca Cy/{HA UM CTaJIbHOM KOHCTPYKLMH), HOAK/II0YeHUe
Mex/ly 06pabaTbiBaeMbIM 00bEKTOM UJIM U3/|€JIMEM U 3eMJIEH B HEKOTOPBIX C/1yyasix MOXKeT
CHU3HTB BBIGPOCH], 1 HEOOXOANMO IOMHHUTE, YTO 3a3eMJIeHHe 06pabaTbIBaeMOro 06beKTa HJIH
M3/1eJIUsI MOXKET IPUBECTH K TeJIeCHBIM IOBPEX/eHUAM 110J1b30BATEJIs] HJIM HEUCIIPABHOCTAM
HHOTO 3/IEKTPHYECKOTr0 060PYA0BAHUS, HAXOASILIIErocsl Ha NIpHJleraoleil TeppuTOpUn.

IIpu HEO6XOMMOCTH, 3a3eMJIeHHe 06pabaThIBAEMOro 06'beKTa UM U3/e/IMs MOXKET GbITh
BBINOJTHEHO MPSIMBIM CIIOCOGOM, HO B HEKOTOPBIX CTPaHaX, B KOTOPBIX IPSIMOe 3a3eMJIEHHe
3amnpeleHo, MoJK/IIYeHHe MOXeT O6bITh CO3/JaHO MPU IOMOLM COOTBETCTBYIOLUX
3/IeMeHTOB €MKOCTH B COOTBETCTBUH C MECTHBIMH HOPMaMH U PaBUIaMH.

JKpaHUPOBaHHeE U 3allMTa APYTHX YCTPOHCTB U KaGeslel Ha paGo4eM yyacTKe MOXKeT
MpeZloTBPaTUTh BO3HHKHOBEHHE BO3/IeCTBUH, HApYIIAIOLIUX COBMECTUMOCTb. [lyist
HEKOTOPBIX C/IydaeB MOXeT pacCMaTPHBAThLCA M0JHOe SKpaHHPOBaHUeE yyacTKa

CBapKH / pe3KH.
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Jlyzo0eas ceapka
Modicem co3dasamsv

/1eKmpoMazHumHoe
nose (IMF)

J/IeKTPUYECKHH TOK, NPOXOJAIMH dYepe3 KaKOH-TM60 IPOBOAHHUK, CO3JAET JIOKAJbHBIE
3/IeKTpUYeCKUe U MarHUTHble noJs (AMII). Bce cBapuiMKy JOIKHBI IPUMEHSITh CIeAyOle
MpoLeypbI C IleJIbI0 MUHUMHU3AL MK pUcKa Bo3aendcTBUsA IMIT oT cBapodHOi Lenu:

o /1 yMeHblIeHUA MarHUTHOTO MOJISl CBAPOYHbIe KabeJH 0/KHBI ObITh 06'beIMHEHB] U KaK
MO>KHO G0JIee Ha/leXKHO 3aKpeIlIeHbI C TOMOIbI0 KPENEXHbIX MATEPHUA/IOB (JIEHTBI,
KabeJIbHbIe CTAKKH U T.IL).

TeJ1o ¥ roJI0Ba CBapIIMKa/paGoyero A0KHBI HAXOAUTHCSA KaK MOXHO Jla/ibllle OT CBAPOYHOTO
annapara 1 kabeJsen.

CBapO‘{HbIe U 3JIEKTpHUYEeCKUue KabeJii HU B KOeM CJly4qae HeJ1b3d HaMaTbIBaTh Ha KOPIYC
ammapara.

TeJ1o cBaplIMKa He J0JDKHO HAXOAUThCS MEXAY CBAPOUHBIMU KabessiMu. 06a CBapOYHbIX
KabeJist JOJKHBI HAXOUThCS BJJa/IM OT TeJIa CBApIMKa, PAZOM APYT C JPYroM.

OGpaTHbBIN Kabesb 10/KEH ObITh MOJKJI0UEH K 06pabaThiBaeMOMY 00'bEKTY UK U3/IeJIHI0
MaKCHMaJIbHO 6JIM3KO K Y4aCTKy CBapKHU / Pe3KH.

3anpeuaeTcst OMUPAThCsl, CAAUTHCS HAa UCTOYHMK MUTAHHs CBAPOYHOrO ammapara, a Takxe
pa6oTaTh B HENOCPe/[CTBEHHOH 6IM30CTH K HEMY.

3anpelaeTcst IPOU3BOAUTD CBAPKHU / PE3KH BO BpeMsi lepeMellleHHs YCTPOHCTBA OAAYU
CBapO'—lHOI‘/Jl NPOBOJIOKH UJIM UCTOYHHUKA IMTAHWUSA CBAPOYHOTO arrapaTa.

IMII Takxe MOXeT HapyllaTb PaboTy MeJUIMHCKUX HMIUIAHTATOB (KapAHOCTHMYIATOPBI
U TIL). B Buay sToro Asis sojel ¢ MeJULMHCKUMU MMILIAHTATaMU JOJKHBI 6bITh HPUHSATBHI
OT/e/IbHble Mepbl NMPeAoCTOPOXKHOCTH. HampuMep, BBeJileHHe OrpaHUYeHUH Ha JOCTyn JJs
nepeceKamIUX JJOPOTY JoJiel, a TaKxkKe OlleHKa MHAMBUAYaJbHBIX PHUCKOA /IS CBApIIHKOB.
OLieHKa PUCKOB U Bblla4a peKOMeHAALUH /IS T0JIb30BaTesel ¢ MeJULIUHCKUMHU UMILIAaHTaTaMU
AOJIKHA BBINOJHATHCA MEJUIITMHCKUM pa60THl/IKOM.

* He nojBepraiiTe 060pyjoBaHUe BO3/IeHCTBUIO JOXK /s, U36eraiTe nonajaHus Ha
060pyj0BaHKe 6PBI3T BOABI UM 1apa MO/ JAaBJIE€HUEM.

* BriGepuTe MeTO/ CBapKa / pe3Ka U CBapOYHbBIH anmnapaT, COOTBETCTBYIOIUI
3aNJJaHUPOBAHHBIM CBapPOYHBIM PaboTaM.

YcTaHOBHTE NapaMeTpbl CBAPOYHOIO TOKA U/HUJIM HAIPSKEHUsl, COOTBETCTBYIOLINE
MaTepHaJy, ojJjiexalleMy CBapKM / pe3KH, a TaKKe ero TOJIIIMHE.

I[Ipu AUTEIBHOM NTPOCTOE CBAPOYHOT0 060PY/I0BAHHS BBIKJIIOYUTE 060py/J0BaHHE MOC/IE ero
OXJIXK/eHUs BeHTHIsATOpoM. Haltle o6opysoBaHye (Halla IpoAyKLIus),

OCHal.LLéHHOE BEHTUJIATOPOM C MHTEJIJIEKTYaJIbHBIM YIIpaBJI€HUEM, OTK/II0OYaeTCA
aBTOMAaTHYECKH.

IIpoyedypa ymuauzayuu
omxodos

¢ ITO yCTPOMICTBO He SABJISAETCS GBITOBBIM MYCOPOM. Y TUJIM3aLlUs YCTPOHCTBA JO/DKHA
OCYLIeCTBJISIThCS B paMKax HallMOHA/IbHOT'0 3aKOHOJaTeIbCTBA B COOTBETCTBUH C JUPEKTUBOM
EBpomneiickoro Coro3a.

[ony4nTte nHGOPMaNHUIO 06 yTUIM3AL UK OTXO/0B BAIIET0 UCI0Ib30BaHHOI'0 0GOPYAOBAHUSA Y
Balllero Jujiepa ¥ KOMIETeHTHBIX JIULL.

[loxany#cTa, HOCETHUTe HALl CAUT WWW.
rapaHTHH.

weld.ru/zap [iHbI-Mma/aoH/wr 1151 GOpMbl
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% TEXHUYECKAA UH®OPMALIUA

. 1.1 O6uwee onucaHue

RD 650 MW pa6oraet c 3 pazamu 400B / 50-60T'1. OH nOAXOAUT JJIs1 CBAPKH CTaJIH, Hep)KaBelolel CTalu U
amoMuHust. OH peryjmpyeTcs: BbIGOPOM JiMarpaMMbl Ha TepeiHel naHe/ M ¢ ONTHMaJbHbIMU apaMeTpaMu
CBapKM W KOHTpOJIMpyeTcd LUPPOBBIMM HHJUKaTopaMu. Jlif yho6CcTBa CBapUiMKa NpH JJIMTENbHOM
CBapKe NpeJlycCMOTPeH BapHaHT Kypka 2/4. MeeTcsh KHONKA JJi NOJa4M MPOBOJIOKH B TOPEJIKY, KOTOpast
HCII0JIb3YEeTCsI TPY BCTaBKe IIepBOH MPOBOJIOKH. HacTpoHKK 06paTHOr0 MPOXKUTa, BpeMEHH Npe/iBapUTeTbHON
Y ToC/IeAytolel Mo/lauy rasa ¥ HaCTPOMKH IIJIABHOTO IIYCKa, KOTOpblEe MOTYT MOTPe6oBaThCs st AYroBOH
CBapKM MeTa/UIMYeCKUM 3JIEKTPOAOM B Cpe/le 3alUTHOrO0 ras3a, MOXHO BBINMOJHUTH Yepe3 KPbILIKY
CHCTeMBI TOZIQYM MPOBOJIOKK. CHCTeMa NOAAYM MPOBOJIOKK C 4 POJIMKaMH o6ecrevynBaeT HeNmpepbIBHYIO
cBapKy 6e3 siedpopMalLM NPOBOJIOKH, 0COGEHHO MPOBOJIOKH C CEPAEYHUKOM U JIPYrOH MSTKOH MPOBOJIOKHU.
Mo>XHO MCI0JIb30BaTh BCe BHUABI KaTyllek U 6apabaHoB auamerpoM 300 mM. CTaHzgapTHas AJIMHA MaKeTa
COeJIMHUTEJIbHBIX KabeJied CHCTeMbl M0/layy MPOBOJIOKM cocTaBiiseT 5 M. [1o crernuasbHOMY 3aKasy MOXKET
ObITh U3rOTOBJIEHA HEO6XOAUMOM AMHBI 10 20 M. CBapuBaeT 6e3 oTepH NPOU3BOJUTENBHOCTH C JJIMHHBIMU
ceTeBBbIMM 1 CBAaPOYHBIMH KabesIAMU. Biarogaps 4 koJiecaM U raTpopMe /1S IepeBO3KH ra30BOro 6asJIoHa OH
ob6ecreynBaeT y06HOe NepeMellieHHe ¢ GalJIOHOM B MacTepcKou. [lepe/iHie KoJieca MOXKHO 3a6/I0KUPOBATh.
Ha maumne nmeetcs posetka 220B/10A pu1s1 razoBoro HarpeBatesist CO2. [IoAXoANT /IS HCMIOJIB30BAHUS B
3aKPBITBIX WIIH T0JIy3aKPbIThIX MOMeleHHsAX. OH CrelyanbHO 3allHIIeH OT Ype3MEePHON BJIXKHOCTH U bUIN U
rMeeT KJjacc 3aiuThl [P21. OH oxJ1a/jaeTcs BEeHTUJIATOPOM M UMEeT 3alUTy OT Ileperpesa.

. 1.2 Komnaekmymowue ceapo4Ho20 annapama

PucyHok 1: RD 650 MW

1- [lepeHsAsA NaHe b 7- PazbeM /1 nepe/iauy JaHHbIX

2- KabeJsib MOAKI/II0YEHHS TOPEJIKU 8- 'a30BbIi KiIanaH

3- l'opayas u xos104HasA BoAa 9- 'He3/10 poBo/A 3a3eMJieHHUs (-)

4- BkJ1 / BbIkJ nepekJoyaTesib 10- PoseTka ra3oBoro o6orpeBaresis
5- Paz’beM /151 NOAK/IIOYEHNS AUCTaHLIMOHHOTO yripaBieHnusa 11- PazbeM nuTaHusA BoJsAHOTO 610Ka
6- Po3eTka cBapo4HOro TOKa (+) 12- CeTeBo# Kabesib
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. 1.3 3mukemka Ilpodykma

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A S. Q= Eg%‘g’;ﬁ;?‘eﬁgpaﬂcq’OpMaToP )
RU Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE I:
] TopH30HTa/IbHAA XapaKTePHUCTHKA
RD 650 MW SeriNo :
== [TocTosiHHbIH Tok
3~ = EN 60974-1
(.’ E EN 60974-10 Class A
i MIG / MAG - CBapka
g —_— 60A / 17V - 650A / 44V
== X 40% 0% 100% DD %;eaoﬁ Bxoj-3-PasHblit [lepeMeHHbIH
12 600A 490A 379A
U, U2 44V 38.5V 33V {/I&I:)FBOV;[(:; Jlns Pa6oTbl B OnacHbIx
l: 20V i} 70.3A 58.4A 43.7A
Si 48.5kVA | 40.3kVA | 30.2kVA X PaGounii muin

- ’ u U HanpsikeHue pa6oTbl 63 Harpysku

> - I,.= 70.3A 1,.= 44.5A ’ P P by

.;-50 60“J 400V
— U1 HanpspkeHue U 4acToTa ceTh
1P21 5] Ce
Uz HomuHanpHOe HanpshkeHHe
CBapOYHOr0 TOKA
I HomuHaneHOe notpebieHne
TOKA CeTH
I2 HoMuHabHBIN CBapOYHBIN TOK
S1 [oTpe6.1sieMast MOLHOCTb CETH
1P21S KJIacC 3alUThI

PaGouuii UK
Temmne Ea'rypa (9]
r

Bpewms (MUH.)

6 MUH. 4 MUH. 6 MHH. 4 MUH. 6 MUH. 4 MUH.
CorsacHo crangapty EN 60974-1, npoJjo/pKUTENIbHOCTb paboyero 1MKJa BKJIYaeT epuos BpeMeHu 10
MuUHYT. Hanpumep, eciu MalinHa, ykasaHHas kak 250A npu% 60, gomkHa paboTtaTh npu 2504, MaimyHa
MO>XXET BBINOJTHATB CBApKy / pe3Ky 6e3 nepepriBa B epBble 6 MUHYT U3 10-MuHyTHOTO nepuoja (3oHa 1).
TeM He MeHee, c/eflyoliye 4 MUHYTHI CJlejyeT OCTAaBUTb 6e3 Harpy3KH /JJIs1 OXJ1aXK/,eHUsl MallliHbI (30Ha 2).
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. 1.4 TexHuuecKue xapaKkmepucmuku

TEXHUYECKHE XAPAKTEPUCTUKHU En. usm. RD 650 MW
CeTeBoe HanpsikeHue (3 dpasa - 50-60 I') B 400
[luTaHue OT ceTH KBA 48.5 (%40)
/luanasoH peryJiMpoBKH CBAPOYHOI'0 TOKA A noct.ToKa 60 - 650
HoMuHa/NbHBIN ceTeBON TOK Anocr.Toka 600 (%40)
HanpsoxeHre OTKPBITOr0 KOHTYpa CBapKu B noct.Toka 20
Pasmepsl ([JxIxB) MM 1152 x 645x 1795
Bec KT 235
Kuacc 3amuThl IP 21S
. 1.5 lIpunadaezcHocmu
CTAHJAAPTHBIE AKCECCYAPBI KOJI-BO RD 650 MW
3aXUM U KabeJsb 3a3eMJIEHUs 1 7905509505 (95 mm? - 5 m)
l'a30BbIi 1IJTAHT 1 7907000002
Ha6op npunaasiexHocreit MIG / MAG CO, * 1 7920000550
e o0 :
* Heo6X0AMMO YTOYHATb NPU 0pOpMJIEHUH 3aKa3a.
JAOIMNO/JIHUTE/IbBHBIE AKCECCYAPbBI K0J1-BO RD 650 MW
Harpesatesb CO2 1 7020009002
l'asoBeIi perynstop (COz) 1 7020001005
l'a3oBeIi peryasaTop (CMermaHHbIN) 1 7020001004
Lo L S :
lopenka MIG ¢ BoAssHbIM 1 7120160003

oxsaxkieHneM Lava MIG 65 Bt (3 M)

www.magmaweld.com
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‘X HH®OPMALUA 11O YCTAHOBKE U HACTPOMKE
. 2.1 Konmposbs docmasku

Y6enuTech, 4TO BMeCTe CO CBAPOYHBIM allllapaToOM JOCTaBJEHbI BCe 3aKasaHHble MaTepuasnbl. B ciydae
OTCYTCTBUS WIH NOBPEX/EeHUs KaKoro-JIM60 MaTepHasa, HeMe/lJIEeHHO CBSDKUTECh ¢ KOMIIAaHUEH, y KOTOpOoH
ObLI MPUOGPETEH CBAPOYHBIH anmapar.

B cTansapTHON KOpO6Ke HAXOAATCS:

* [J1aBHBI arperar v NO/AK/II0YeHHbIN K HEMY CeTeBOU Kabesb o [apaHTHUHHBIN cepTHUKAT

o Kutemu 2151 3a3eMJIeHUs M KabeJib e ['u/1 mosib30BaTesIst

e [a30BbI{ LJTAHT o CBapoyHas NPOBOJIOKA

B cnyyae ecu Bo BpeMsl HoJIyuyeHHUsl ammapaTa OyAyT BbIABJIEHbl NOBPEXAEHHUS, COCTaBbTe MPOTOKOJI
u cdororpadupyiite nospexeHus. IIpunoxure nmpoTokosa u ¢ororpaduu K GpOTOKONMH HAKIAZHOU U
M3BECTUTe TPAHCIOPTHYIO KOMIIAHUIO. B cilydae oTCyTCTBUS OTBeTa Ha Ballle o6palljeHHe B TPAaHCIOPTHYIO
KOMITaHHI0, 06PaTUTECh B CIYXKOY MO/AEPXKKH KJIHEHTOB.

. Cumeovl u 0603Ha‘leHllﬂ,yCmaHOG./leHHble Ha ceapo4YHoM annapame

l'[pouecc CBapKH NIpeACTaBJIAeT OIIaCHOCTD /1 YeJIOBEKa U OKPYXKaUHUX ITpeJMETOB. BoinosiHeHue
? CBapKU JOJIXKHO OCYILIECTBJIATbCA B COOTBETCTBYIOILHX YCJIOBUAX C IPUHATUEM HEO6XOAI/IM]}IX

Mep 6e3omacHOCTH. OTBETCTBEHHOCTb 3a COXpPaHHOCTb W HUCIPABHOCTHL CBAPOYHOIO alIapara,
obecrnevyeHue HeOGXOL{l/IMOI‘O OCHallleHWsA BO3JlaraeTcd Ha CIelnuaJIruCTOB. Hpeaynpe,zmTe
HaxoXx/JieHHe MOCTOPOHHUX JIIOL[E]‘;I BOJIM3HU CBapO4HOTO anmapara.

JlaHHBIM CcBapo4YHBbIM anmapaT He cooTBeTcTByeT craHzaapty IEC 61000-3-12. B cayuyae ecau
——1 CBapoyHbIH anmapar Oy/eT MOAK/IIOYEH K CEeTH HM3KOrO HaNpshKeHWs, UCIOJIb3yeMOro /s
ﬁ 3/IeKTPOCHAGXKEHUST JKUJIbIX IOMEIeHUH, I0JIb30BaTe/lb HEeCcET IOJIHYI0 OTBETCTBEHHOCTh 3a
#—\,| obGecreyeHre BBINOJHEHUS PaGOT TOAK/IIOYEHHUS 3JEKTPUYECKUX COeAMHEHWH CBapOYHOTrO
anmnapaTta 3J1eKTPOTEeXHUKOM WJ/IM I0JIb30BaTesleM anlapaTa, UMelolUM 3HaHWS U HaBBIKU MO
BONpOCaM NO/K/II0YeHHs] CBApOYHOro annapara.

ByzbTe BHUMaTeJbHbl U CTPOro COGJIIOAANTe BCe CUMBOJIBI U NpeAynpexJeHus: 6e30MacHOCTH,
yCTaHOBJIEHHble Ha CBapOYHOM alnapaTe M yKasaHHble B PyKOBOJACTBe MO 3KCIIyaTalMH.
3anpeljaeTcsa yaaaaTb ITUKETKH, yCTaHOBJICHHbIE HA CBAPDOYHOM amnmnapare.

PemléTky npesHasHaueHbl [l OOecre4eHUs] BEHTWJIALMM BHYTPEHHUX 4YacTedl CBapO4YHOro
anmnapara. C 1e/sbi0 obGecredeHHs] XOPOLIEro OXJIXK/eHHsl, 3alpeliaeTcss 3aKpblBaTh JOCTYN K
OTKPBITBIM YaCTSIM allapaTa 1 pa3MellaTb HHOPO/HbIE IPeAMEThl BHYTPb KOPIyca yCTPOHCTBA.

. 2.2 PekomeHdayuu no ycmaHo8Ke U 3Kkcnjayamayuu

e [lobEM M epeMellieHHe CBapOYHOr0 annapaTa J0/DKHbI BBINOJHATBCA MyTEM KpeIJieHUs CTPOINKJI 3a
NOABEMHbIE NPOYLIMHbBI UJIM BUJIOYHBIM NOIPY3YHMKOM. 3aNpelaeTcs NoAbEM CBAPOYHOTO annapara
BMecTe C ra30BbIM 6a/;IoHOM. [loMmecTHTe 610K MUTaHUSA Ha TBEPAYIO0, POBHYIO MOBEPXHOCTD 6€3 YKJIOHa,
npejynpexzast najieHue ¥ OlpoKU/ibIBaHHe.

e Jlns ob6ecrnedeHHs XOPOIINX Pab0YNX XapaKTEPUCTHK pa3MeCTUTe CBapOYHBIH annapaT He MeHee yeM Ha 30
CM OT OKpY>KaloIKX peAiMeToB. [IpeAynpexxaaiiTe Ype3MepHbIi HarpeB, 3alblIeHUE U YBJIAXKHEHHUE Cpe/bl,
B KOTOPOM BBINOJIHAETCS 3KCIIyaTaliisl CBAPOYHOro annapara. He BLINOJIHANTE 9KCIIyaTaluIo
CBapOYHOr0 anmapara noj NpsIMbIMH COJIHEUHBIMU JlydaMU. [Ipu paboTe B cpefie ¢ TeMIepaTypoH Bo3ayxa
Bbille 40°C, BBINOJIHANWTE PaboOThI Ha CBAPOYHOM armapare Mpy 60s1ee HUISKOM CBapOYHOM TOKe UJIH TTPH
60Jiee HU3KOM YPOBHE MPOJIO/PKUTENBHOCTH BKJItOYeHus [1B.

» l36eraiiTe BbIOJIHEHHS CBAPOYHBIX PAOOT BHE NMOMeIllleHUH IpH BeTpe Wi foxze. Eciu Heo6xoaMo
BBINIOJTHEHHE CBAPOYHBIX PAGOT PU TaKKUX MOTOAHBIX YCJIOBUSX, 00ecreybTe 3alUTy CBAPOYHOM 30HBI U
CBapOYHOTrO anmnapara 3aBeCoi U1 TEHTOM.

o [Ipu pa3MellleHUH CBApOYHOr0 aNnapaTa y6eUTech, YTO TaKKMe MaTepraJibl, Kak CTeHbI, LITOPbI, TaHeJH He
NPensATCTBYIOT JErKoMy J0CTyTy K opraHaM ynpasJieHHsl U COe/IHHEHUAM CBapOYHOTO annapara.
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e Eciiu CBapKa BbITNIOJIHAETCA BHYTPH ITIOMEIIEHUH, 06ecneque JAOCTAaTOYHYI0 CUCTEMY BBITAXKKHU CBAPOYHOT O
JbIMa. [Ipy BBINOJTHEHUH CBAapKH B 3aKPBITHIX TIOMELEeHHSIX, B CBS3U C PUCKOM BJIbIXaHHUSI CBAPOYHOT'O bIMA
Y ra30B, UCMOJIb3YHTE pecupaTOPHbIE CHCTEMBI.

« CobutroZjaiiTe ypoBeHb MPOIO/KUTENBHOCTH BKJII0oYeH s [1 B cBapoyHoro annapara, ykasaHHOTO Ha
3aBO/ICKOM TabJIM4Ke YCTPOHCTBA. YacToe MpeBbIlIeHHe BpeMeHH paGoThl 10/ Harpy3Koi MOXeT CTaTh
NPUYMHON NOBPEX/JEeHHs CBAPOYHOI0 alapaTa U aHHYJIMPOBAHUsI TapaHTHUIHOTO CpoKa.

e Vcriosib3yiiTe Kabesib 3/IeKTPONUTAHUSI, COOTBETCTBYHOLIME YKAa3aHHBIM lTapaMeTpaM NpeJOXpPaHUTe .

« [ToKJII0UNTE 3a3eMJIIOIMI Kabeslb KaK MOXKHO GJIKe K 30He CBapku. He fonyckaiTe, YTO6GbI CBAPOUHBIH
TOK MPOXO/HUJI IOMHUMO CBapOYHbBIX KabeJsiel Mo 060py10BaHHI0, HAIPUMep, HENOCPeCTBEHHO MO
CBapOYHOMY allapary, ra30BOMY GaJIJIOHY, LleNH, MOAIIUITHUKY.

¢ [locjie ycTaHOBKY ra30BOro 6a/lJIOHA HA CBAPOYHOM allapaTe, HeMe/JIeHHO YyCTaHOBUTE Lielb U
3aduKcUpyiTe ra3oBbli 6a/y10H. Ecyiv ra3oBbli 6ajyIoH He GYAeT yCTaHABIMBAThCS HAa CBAPOYHOM
annapare, 3apUKCUpPYITE ra30Bbli 6aJIJIOH LIENbIO K CTEHE.

 JJIeKTpUYeCcKasl po3eTKa Ha 3a/jHel MaHe I CBApOYHOTro annapaTa npeJHa3HaueHa JJisi HoZorpeBaTeJIst
COz. PozeTka npesiHazHayeHa TOJIBKO /15 oJcoeiuHeHus nogorpeBaTess COz. 3anpeliaeTcs
MOZACOEeUHSATD K po3eTKe AJ1s1 nogorpesaTesisi COz jito6ble Apyrue ycTporcTBa !

. 2.3 llodcoeduHeHue Inekmpuyeckoli Buaku

B yensx o6ecnevyeHuss uHAueudya/bHOIU 6e30nacHOCMU 3anpeujaemcsi UCNO/Ab308aimb
cemeegoli ka6eab 6e3 GU/IKU.

* [Tocko/IbKY Ha 3aBOJAX, CTPOMTEJIBHBIX IJIOIA/{KaX U B MACTEPCKHUX MOTYT HCI0JIb30BAThCs Pa3Hble BUJIKH,
K CeTeBOMY KaGeJl0 He NMPHUCOeAMHEeHa BUJIKA. YCTAaHOBKA BUJIKH, COOTBETCTBYIOLEH PO3eTKe, JA0J/DKHA
BBINOJIHATECA KBaJU(QUIMPOBAHHBIM 3JIEKTPUKOM. Y6eJUTeCch B Ha/JIMYMU Kalbesisl 3a3eMJIEHUs HKEJNTO-
3€JIEHOT0 11BeTa ¢ MapKUpoBKoit ).

» [locsie coeiiHEeHNs BUJIKY € KabeJieM Ha 3TOM 3Talle He BCTaBJISITe BUJIKY B PO3€TKY.

. 2.4 PecypcHble ccblIKU

M 2.4.1 Nodcoedunenue Kaemmuit 3a3emaenus K Pa6oueii 3azomoske

o KjieMMy 3a3eMJieHHsI IPOYHO NMO/COEANHUTE K Paboueil 3aroToBKe KaKk MOXKHO GJIMIKe K 30He CBapKH.

B 2.4.2 Hodcoedunenue rnzosozo bariona

 Cresbio obecrnedeHus 6e30MacCHOCTH U NOJIyYeHHA XOPOLIUX Pe3y/IbTaTOB CBapKH, UCTOJIb3yHTe PETyaaTop
pacxo/ia ra3a, COOTBETCTBYIOLIUH CTaHapTaM, U OAOrPeBaTeb CBAPOYHBIX ra3oB. Y 6eJUTeCh, 4TO
pasMephl LIIJIAHTOBOE COeJMHEHHs peryasaTopa pacxosa rasa 3/8.

e Jlep:xa roJioBy U JIMLIO BAAJIM OT BbIXO/A U3 BEHTHWJIsSI Fa30BOT0 6a/lJIOHA, OTKPOHTE BEHTHJIb [a30BOr0
6aJIJIOHA U BBDKAWTE B TeueHHe 5 ceKyH/. TakuM o6pa3oM 6yaeT obecriedeH BbIBOA HAPYXKy CKOIJIEHUH U
3arpsisHEHUH.

* Ecsin 6yzeT ucnosib3oBaThes nogorpesaresb CO2, BHavasIe MOACOeAUHHUTE K Ta30BOMY GaslJIOHy
nozorpesaTesb. [locsie sToro nopcoeuHUTe K nogorpenaresto COz peryssiTop pacxoza rasa 1 saTeM
NOZCOeJUHHUTE BUIKY nogorpesartessa COz u poseTke.

¢ Eciu nogorpeBatesib CO2 He 6yAieT UCII0JIb30BAThLCS, BbIIOJHUTE NOACOeJUHEHHE PeTy/IsiTopa pacxoAa
rasa Helmocpe/ICTBEHHO K ra30BOMYy 6GaJlJIOHy.

o OAMH KOHel] IIUIaHTa ra30BOro 6aJJIOHa MO/COeJUHUTE K PETY/IATOPY PAcX0Aa rasa U IJIOTHO
3aKMHUTE 00XKMMHOH XOMYT. /Ipyroii KoHel IJIaHTa MO/ICOeJUHUTE K BXOAHOMY THe3/y /JIs ra3a Ha 3aJjHel
IaHeJ/IM CBapOYHOTO aNlapara u 3aTsHUTe ralKy.
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¢ OTKpOHTe BEHTHJIb ra30BOro 6Ga/yIOHA W y6eAuTech, YTO Ga/JIOH 3allOJIHEH M B JIMHUHU TIOJAyd rasa
OTCYTCTByeT yTedka rasa. Eciu B KauecTBe NPU3HAKOB YTEYKU Bbl MOYYBCTBYeTe 3amax rasa W/Wiu
YCJIBIIINTE XapaKTePHbIN 3BYK, BLIIOJTHUTE BU3yaJIbHBIM OCMOTP COeAMHEHUH U YCTPAHUTE YTEUKY.

1- KsianaH rasoBoro 6a/iioHa

2- ['a30BbIN 6aJJIOH

3-T'asoBbIii HarpeBaresib CO2

4- llenb

5- KaGesib nuTanus HarpeBaTess COz2
6- [a30BbIi peryasiTop

7- MaHOMeTp

8- Pacxozomep

9- KjlanaH yrnpaBJieHHsl IOTOKOM

10- 'a3oBast Tpy6Ka

PucyHok 3 : CoeguHeHnue Il'azoBoro bayiona - [logorpeBares - Peryistopa

M 2.4.3 Baok 60daH020 oxaaxcdenus (041 modeseii MW)

* BJIOK BO/ISTHOT'O OXJIaXK/I€HHU S, UCII0JIb3YEeMbIH JJIs1 OXJIQXK/I€HUS FOPEJIKY; ITO 3aMKHYyTasi CUCTEMA,
cocTosiast U3 paZiuaTopa, BEHTHIISTOPA, IOMITbI 6ayKa OXJIaXKJAI0LeH XKHUAKOCTH.

e [loficoeiMHUTE LIJIAHT X0JI0HOW (CUHUI) BO/bI MPOMEXKYTOYHOT0 6JIOKA K BBIXO/Y XOJIOAHOW BO/IbI B
cucTeMe BOJSHOTO OXJIXK/I€HUS, a LIJIaHT ropstyel (KpacHbIH) BOAbI K BXOZY ropsiiel BoJbl B CUCTEMe
BO/ISTHOTO OXJIAXK/IEeHUSI.

» CBapounble annapaTbl Magmaweld nocraBisioTcs ¢ oxJIaxarouel )uakocTbio Magmaweld, koTopast
obecredyrBaeT HaUIYYIlIyI0 POU3BOJUTENBHOCTD. B cilyyae OTCyTCTBUS OXJIAXKAAIOLIEN HKUAKOCTH
OTKpPOUTE KPBILIKY 6ayKa OXJIXKJA0IEeH )KUKOCTH U 06aBbTe 0XJIaX/AaI0IyI0 XKUKocTh Magmaweld,
MOJXOASALLYIO JJIs1 TEMIIEPATYPhl paboyei cpesibl. YPOBEHb OXJIQXK/JAI0IIEN )KHUKOCTH JI0JKEH HAXOAUThCS
B Npe/ieJlax MUHUMaJ/IbHbIX U MaKCMMaJIbHbIX 3HaYeHUH, YKa3aHHbIX Ha lepe/iHel naHesu arperara.

¢ Hesib3s1 106aB/ISITh APYTYIO OXJIKAAOILYIO )KUJKOCTh UK BOAY. Pa3sinyHble KUAKHE 106aBKU MOTYT
BbI3BIBATh XMMUYECKHE PEAKI[UHU UJIH pa3Hble TPOGJIEMBI.

e Magmaweld He HeceT OTBETCTBEHHOCTH 3a PHUCKH, KOTOPbIE MOTYT BOSHUKHYTb B CJly4yae J06aBJIeHUs
JIPYTHX )KUJKOCTeH. /loGaByieHHe APYTo OXJIXKAAIOLEeH MHUJIKOCTH UM BOJBI B OXJIAXKJAIOLIYIO XKHAKOCTh
Magmaweld aHHY/IMpyeT Bce rapaHTHHHbIE 00513aTE/IbCTBA.

» Ecsii TpebyeTcsi UCIo/Ib30BaTh OXJIAKAAIOLIYIO XKHAKOCTh APYrod MapKH, BHYTPEHHsIS YacTb 6aKa
OXJIKAAIOILEN )KUJKOCTH JI0JDKHA ObITh MOJHOCTBIO MYCTOM U B HEW He JI0JKHO GbITh OCTAaTKOB UJIH
YKUJKOCTH.

¢ YCTaHOBKH BOJISIHOTO OXJIXK/eHHUs1, MalluHOCTpoeHHe U Toprosist Magma Mechatronics. Inc. O He
npeJHa3Ha4eH JJIs1 HCIO/Ib30BaHUs B KAKHUX-JIM60 MHBIX allllapaTax, KpoMe CBapOYHbBIX. ArperaThbl
BO/ISTHOTO OXJIAXK/IEHUs1 He MOT'YT paboTaTh OT BHEIHEI'0 UICTOYHHUKA MUTaHUS.
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'x HUH®OPMALUA MO SKCIVIYATALLIUU
. 3.1 HHmepdbeiic llonb3o08amens
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Pery/iMpoBoYHbI€ FOPLIKH
OH HCNoJIb3yeTcst JJ1s yCTAaHOBKY 3Ha4YeHUH CKOPOCTH NMTPOBOJIOKH U HANIPSHKEHU /LIS XKeJlaeMOoH

CBapKH. Kpome TOro, BblﬁpaHHbIe TMIOAMEHIO UCIIOJIB3YIOTCA /1A yBeJIMYEeHUA U YMEHbIIIeHHA BpeMeHHU.

3-4

LudpoBoi agucniei
OH MMOKa3bIBaET YMCJIOBOE 3HaYE€HHE BbIGPAHHOTO [TapaMeTpa CBAPKHU, TOK U HAINPsKEHHE BO
BpeMsi CBapKH, CKOPOCTh X0JIOCTOTO X0/ja IPOBOJIOKH U 33/JaHHOE 3HaYeHHe HAPSKEHHUSI.

IMoameHI0

Jlns onpesiesieHus mapaMeTPOB CBApKH Pa3

(P1) 0,0 / 10,0 cek. Bpemsi npe/iBapyUTeIbHON M0OAAYH rasa

(P2) 0,0/10,0 cex. Bpems nocTrasa

(P3) 0,0 / 10,0 cek. Bpems oTxura

(P4) 0,0 / 5,0 cex. Bpems koneuHoro pasrosa (P5) 1 / 10 MuH. Bpems oxnaxaeHus
(P6) Bx1. / BeikJi. (1/0) IT1aBHBIHM MyCcK aKTUBEH WJIM NTACCUBEH MPUBBIK M0JIy4aTh.

KHonka 6ecn/iaTHOro nposoja
OH o6ecnieynBaeT yaajnieHue H806XOAI/IMOFO KoJsin4yecTBa CBapO‘{HOﬁ IIPOBOJIOKH U3 FOPEJIKHU.

KHonka BbIGOpa pexuMa Tpurrepa

OH HCMo/Ib3yeTCst [J151 BBIGOPA O/{HOT0 U3 JIBYXIIO3ULIMOHHBIX U YeThIPEXIIO3UIMOHHBIX PEXXUMOB.
Csetoauof (9) npu BeIGope 2-N03UIMOHHOTO pexxuMa CBeTozuoz (10) mpu BeIGOPE 4-TT03ULIHOHHOTO
pexuma

8

CB0OGO/JHAsA KHONKA JIPOCCETbHOM 3aC/IOHKH
OH o6GecrnieyrBaeT CBOGOAHBIN BbIXOZ ra3a o JKeJIaHHUIO.

11

CBeTOoAMO/ TEN/I0BOM HEMCIPABHOCTH
3aropaeTcsi Ipy Neperpese ycTPoHCTBa.
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. 3.2 Kpueass MUT

/ HNepeanuii | . Kpare Koneunblii KoneuHblif \
RU © ras ¢ RPATEPLras i a3
Kypok . H |
Tesnepon H . N '
: . . . " Kpartep
: . . | H MaccuBHbIA
Hanpsoxenne . . H
H H ————
ToTox H H H H /
\_ . H ——
Kypok H . H
Tenedon N \ ' N
Kparep
' AKTUBHBII
HanpsoxeHne
TloTok H

. 3.3 Cmpykmypa meH1I0

BkJ1toueHHbIE U BBIKJIIOUEHHbIE COCTOSTHUS Cl)yHKLU/II‘/II B COOTBETCTBHU C PEXKHMMaAMHU YKa3aHbI B TaﬁJ'II/IL],e HUXe.

IBpems npeaBapuTesbHoro raza | 0-100 (makc. 10 cek.) 10 (1 cek.) v v v v
Bpewms nocJie raza 0-100 (maxc. 10 cek.) 10 (1 cek.) v v v NG
Bpemsi BeIropanusi 0-100 (makc. 10 cek.) 10 (1 cek.) \/ \/ / /

Bpems KOHEYHOT0 pa3roHa 0-5 (MaKc. 5 cek.) 10 (1 cek.) v v v v
Bpems oxnaxaeHus: 1-10 muH. 3 MHH. N / / /
Msrkuii crapt 0-1 0 v v v N
1lIKa/1a HanPsHKEeHUst 10-55B v v v NS
Tekywuii MacuTaé 60 - 650 A v v v v
CBapoYHbIi TOK 650 A v v N NG
MuHUMA/IbHBIH TOK 60 A
CkopocTb poBoja 1-24 m/MuH.
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. 3.4 [lodk1104eHUe K cemu

Ileped nodka0ueHUeM MAWUHbI K cemu NUMAHUsI NPogepbme ¢ NOMOWbI0 80bMMemMpa
npasu/bHOCMb 3HaYeHUll HaNPsAXceHUs, yKa3aHHbIX HA Ma6AuYKe MAWUHbL, U 8K/1I04UMe ee.

—
T Ilepe nogk/I04eHUEeM MAIIMHBI K CeTH IPOBepLTe HaNpsukeHue ceTH [400 B nepemeHHOr0
TOKa].

Y6eauTech, 4TO nepex/jrwvyaresjib BKJIIO‘{eHPlﬂ/BbIKJI!O'-leHl/lH BBIK/IIOYEH NNPH NOAK/IIOYEHUH.

e 3amycTUTe MallMHY C HOMOLIbIO BbIKJIFOYaTe 151 BKJ1/BbIkI.
e YC/IBIIAB IIYM BEHTUJ/ISATOPA U YBU/IEB, YTO UHUKATOPLI BOJILTMETpPA U aMIlepMeTpa FopsIT, TOBEPHUTE
HepeKJ/II04aTe/Ib 06PaTHO B N10JI0KeHHE «0» 1 BBIKJIIOYUTE MaLIHHY.

. 3.5 Bvi6op u 3ameHa kamyulek nodavu npo8o/10KuU

e OTKpOHTe KpBIIIKY MeXaHHW3Ma IOJAAa4M IPOBOJIOKH. BBl yBUAHTE 4-X pPOJIMKOBYIO CHCTEMY IOAA4YH
MIPOBOJIOKH.

1- /IBuraTesb

2- eBPOKOHHEKTOP

3- Pplyar npy>KMMHOTO pOJIMKa

4- [leyaTHbIe KaTyILIKH

5- Karyiku 14 nogadu mpoBOJIOKH
6- BuHThbI posinikoB TS

PucyHok 3 : CucreMa noga4yy NpoBOJI0OKHA

 Vcnosib3y#Te poJIMKY MOJA4y TPOBOJIOKH, HOAXOAAIINE JJIs
MaTepHasa 1 juaMeTpa CBapOYHOH MPOBOJIOKH, KOTOPYIO BbI
GyZieTe UCII0JIb30BaTh. VicIo/ib3yiTe pOIMKY 041 TPOBOJIOKH C
V-06pa3Hoil KaHaBKOH JIJIs1 CTa/IU U HepKaBerollel cTasy, 3y6uaToi
V-06pa3Hoil KaHaBKOH JIJ1s1 HOPOIIKOBOH NpoBosIoKU U U-o6pasHoi
KaHaBKOM [/l aJIlOMUHHUS.

e Eciiu Bam HY>KHO 3aMEHHUTb POJIMKH IIOJA4YH1 IIPOBOJIOKH, IOTAHUTE
PYUKY IPH>XXUMHOTO POJIMKA Ha Ce6s1 ¥ TIOJHUMUTE NPIKUMHbIE
POJIMKH, 3aTE€M OTBUHTHUTE POJIMKH IIOJA4YU IPOBOJIOKU U CHUMHUTE
HMeoIecs: POJIMKH.

PucyHok 4 : CHATHe POJIMKOB NOJa4M NPOBOJIOKHA

s 06e CTOpOHBI KaTylIeK MMEeI0T MAapKUPOBKY B COOTBETCTBUM C JUAMETPOM IPOBOJIOKH,
( B KOTOPO#H OHM HCNO/b3yl0Tcs. [loMecTUTe KaTylIKM Ha ¢UiaHel, TaK, YTOGbI 3HAYeHHe
JAMaMeTpa NMPOBOJIOKH, KOTOpOe Bbl GyAeTe HCIOJb30BaTh, HAXOAMWJIOCH HAa CTOPOHE,
06palleHHOH K BaM.

e [locne pasMelleHrs poJIMKOB, KOTOPbI€ BbI 6yAeTe HCIIOJIb30BaATh,
CHOBA 3aKPYTHUTE BUHTHI, ONYCTUTE NPUKHUMHBbIE POJIMKH U
NOAHUMHTE pblYar NpUKUMHOI'O pOJIMKa, YTOOBI Saq)l/IKCl/IpOBaTb
€ro Ha IPMXXUMHBIX POJIMKAX.

PuCyHOK 5 : Pa3MelieHHe POJIMKOB N0Ja4H NPOBOJIOKH
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. 3.6 YemaHoeKa npoeo.104HOIl KOP3UHbI U NPOK/1adKa NP080/10KU

. OTprTl/ITe BUHT CHUCTEMBI TPaHCIIOPTUPOBKH IIPOBOJIOKH.
Ha/:leHbTe KaTylKy CBapO‘{HOﬁ TIPOBOJIOKH Ha HIIKWH/AE/Jb CHCTEMbI
TPAaHCIIOPTUPOBKH IPOBOJIOKH, l'[pOBOJ'IOKOﬁ napa/uieJlbHO 3eMJie U
BCerjia CHMU3y, 1 CHOBA 3aTAHUTE BUHT.

PucyHOK 6 : YcTaHOBKa NPOBOJIOYHOM KOP3MHBI

CauwKkom myzoe 3amsizugaHue 2aiiku He N0380/1UM NPO80/10Ke NPOMA2U8AMbCSA U MOXHCem
npueecmu K HeucnpagHocmsam. MeHsuwee 3amszuganue 2aiiku Moxcem npueecmu K momy,

A 4YImo KamyuwKa onopoxcHsiemcs u 3anymeleaenicsi Yepe3 HeKomopoe epemsi, ko2da nodavya
npoeo.ioku npexkpawjaemcs. Ilosmomy He 3amsizugaiime 2aiiKy HU CAUWKOM MYy20, HU
CAUWKOM c1a60.

e [IoTSIHUTE ¥ ONYCTUTE NPMXXMMHOM pblYar Ha poJIMKax 04y IPOBOJIOKH, T.e.
ONIOPOKHUTE MPHKUMHbIE POJTUKH.

\ e OTCOEJMHNTE CBAPOUHYIO IPOBOJIOKY OT €€ COeJUHEeHHs Ha 6apabaHe U OTPEXbTe KOHel]

‘ " BoKopesoM, He yIycKas pyK.

N
R

Ecau nponycmume KoHey npoeodda, mo npogod Moxcem bICKOYUMb KAK NPYXHCUHA U
Haepeoums 8aM U OKPYHcaoujum.

* He oTmyckasi mpoBOJIOKY, TPOBeANTE ee Yepe3 HaNpaBJISIOILYI0
BBO/]a IPOBOJIOKH K POJIMKAM U 10 POJIMKAM B FOPEJIKY.

Ny Eﬁ =S |
X .

¢ Haxxmurte Ha HpH)Kl/IMHbIe pOJIP[KP[ U IIOJHUMUTE l'[pld)KHMHOﬁ pbmar .

L4 3al'[yCTI/ITe Ma]_LII/IHy, l'IOBepHyB nepe}cmoaneJIb BK]I}O'-IEHI/IH/B])IK.]I}O"IBHI/IH B I[TOJIOXKEHUue «1» .

. Ha)KP[MaﬁTe KypOK A0 TexX l'lOp, IIOKa nposonoxa He BbIﬁAeT N3 HAKOHEYHHUKa ropemcn, l'[p]/l 3TOM CJ1eguTe
3aTeM, ‘{T06bl KaTyLLIKa CBapO‘{HOﬁ NIPOBOJIOKH CBO60AHO Bpallja/iachb, IpOBEpbLTE, HE ocnaﬁneHa JIn
06MOTKa, HECKOJIbKO pa3 HaxkaB U oTnycTuB Kypok [Hl. Ecin HabuofaeTca ociabiieHde u/uiv nepeMoTKa,
eme HEMHOTI'0 3aTAHUTE BUHT CUCTEMbI TpaHCHOpTHpOBKH l'IpOBOJIOKI/I.

. Kor,qa l'[pOBOJ'IOKa BbIﬁ,EleT 13 HAKOHEYHHUKa ropemcn, CHOBa l'[p]/ICOEAl/IHI/ITe COIlJZIO U KOHTaKTHbIﬁ
HAKOHEYHHUK K ropemce .

e 3aBeguTe npoBoJioKy Ha A0ocKy B, 4T06bI ycTaHOBUTH NpaBUIIbHOE HaTsKeHUE poBooKU [,
U OTPEXbTe KOHell TPOBOJIOKH 1
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A B E
/ \ I 1 IREEI
F

T 1T
vF L F

A: TIpaBu/bHOE faBJieHHe IPOBOJIOKM U pa3Mep KaHasla

B: 13-3a C/IMIIIKOM CHJIBHOTO CKaTHS MPHKUMHOTO pbr4ara ¢popMa mpoBoJIOKH AepOpMUPYETCH.

C: [TockoJIbKY IPM>KUMHOM pbIYar CIMLIKOM CUJIBHO CKaT, Ha TIOBEPXHOCTH POJIMKA BOSHUKAIOT
JnebopManuu.

D: /InvHa kaHasla KaTyIIKY MaJia AJ1sl UCII0JIb3yeMOoH IPOBOJIOKU. iMeeT MeCTO HCKaXkeHHe GOPMbI
IpoBOJA.

E: /lnvHa kaHa/1a KaTyIIKY BeJIMKa JJIs1 UCII0JIb3yeMOM MPoBoJIoKU. [IpoB0/IOKA He MOXKET GBITh JOCTaBJIeHa
B 30HY CBapKH.

. 3.7 Pecynupoeka pacxoda 2aza

BvinosHume pezy/iuposky 2asa u nposepky 2asd, onycmue NPudcuUMHOIl pblvaz poauKka
noda4u npoeo.ioku!

o OTperyJMpyiTe pacxo/ rasa c HoMOLbI0 KJIalaHa
PEryJIMPOBKH Pacxoja.

o ’E HeslerupoBaHHas
o [IpakTiyecknii pacxog rasa (CO,, Ar, cMecs) B10 & crams n OcHoBHO# [Hepwazeomanf ,
pas 60J1blle JUaMeTpa MPOBOJIOKH. E npoEos crann
o
Hanpumep, npu auamMeTpe NpoBoJIoKH 1,2 MM 8108 8a/wun.  7a/wmn.  8a/wmn.  8n/umn.
pacxop rasza cocrasisieT 10 X 1,2 = 12 1/MuH. 2
=0.9 9s/mun. 8 J1/MuH. 9 J1/MUH. 9 J1/MUH.
MOXKHO YCTaHOBHUTb KaK =
& 1.0 10a/mue.  9a/mun.  10a/muH. 10 J1/MUH.
¢ Bbl MOXKeTe HUCII0JIb30BaTh COCEAHIO0 TaGIULY N o u 12 1
JJ151 6oJ1ee TOYHOM HacTpoiiky pacxoza. [locsie g 2/ M E//MHES 21/[MIES gy
PEryJIMpoBKH I0Ja4yy rasa NoJHUMHUTE pblyar L6 16u/mun.  15/muH. 16 1/MuH. 16 21/MuH.
NPHKUMHOTO POJIMKA U 3aKPOUTE KPBIIIKY IlpumeuaHue : ITo peKOMeHJyeMble 3HAYEHHUsI IPU
MeXaHH3Ma M0Jjaul IPOBOJIOKH. CTaHJAPTHBIX YCJIOBUAX.
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. 3.8 Hauasi0 u 3a8epuieHue ceapku

e Onpefenure «YpoBeHb TpyOOM HACTPOHMKU», «YpOBEHb TOYHOW HACTpPOWKU» U «CKOPOCTh NOAAYU
IIPOBOJIOKHM» U3 TA6G/IMIIbI TApaMeTPOB CBApPKH Balllero anmapaTa B 3aBUCUMOCTH OT AMaMeTpa IIPOBOJIOKH,
KOTOPYIO BbI OyZleTe HCI0JIb30BaTh, TUIIA I'a3a, KOTOPBIX BbI Oy/[e€Te HCII0Ib30BATh, M TOJIIHHBI TPOBOJIOKH.
MaTepHaJl, KOTOPbIX BbI Gy/ieTe CBapUBaTh, U YCTAHOBUTE HA MallIMHE 3TH HACTPOUKH.

JluameTp NpOBOJIOKH
TonmuHa MaTepuaia
YpoBeHb rpy60i HaCTPOUKHU
Jlnana3oH TOYHOM HACTPOMKHU
CKOpOCTb N0Ja4y NPOBOJIOKH
[MoTok

Jloxop,

¢ Y6eAUBIIHUCDH B COGJIIOJEHUH BCeX TPABUJI TEXHUKH 6€30IaCHOCTH Y IPUHATHH HEOOXOJUMBIX Mep
Pe/0OCTOPOKHOCTH, MOXKHO IPUCTYNATh K CBapKe.

¢ Bo Bpems cBapku MTHOBEHHOe 3Ha4eHHe CBAPOYHOIr0 HallPSKeHUs1 0TOOpaXKaeTCs Ha BOJIBTMETPe, a
MIHOBEHHOe 3HayeHHe CBApOYHOro TOKAa — Ha aMIlepMeTpe.

<>§LLH&

Kozda b1 He 8bInosIHsIEMeE CBAPKY, 0CMABbMeE 20pe/IKy MAKUM 06pa3oM, 4mo6sl OHA He Kaca1acs
3020M08KU, C8APOYHbIX K/eujetl, KOXCyXa annapama u He HAXCUMa/id Ha KypoK.

e [locsie TOro, Kak Bbl 3aKOHYUTE CO CBApOYHbBIM allllapaToM, NOA0XKAUTE HEKOTOPOE BpeMs, [I0OKa anmnapaTt
OCTBIHET, M IOBEPHUTE IIePEeKJIYaTeb BKJI}O‘-leHI/IH/BbIKIIEO‘{eHI/IH B nosioxkeHue «0». OTKJIIouUTE MallluHYy
OT CETH Y BBIKJIIOYUTE ra30BbIN GaJIJIOH.

. 3.9 [lapamempul ceapKku

e [lapamMeTpel CBApKH JOCTUTHYTHI TPU FTOPU30HTATBHON CBapKe CIJIOIIHOM MPOBOJIOKOM B JJaGOPaTOPHBIX
YCJI0BUSIX. 3HAYEHUSI MOTYT BapbUPOBAThCS B 3aBUCMOCTH OT IPUMEHEHHS U YCJIOBUI OKpy»Katolei
cpefibl.

co, Ar/CO, (80/20)
[ - 1| 2] 3 1| 2| 3] 5| 5
E A, 4.2] 55/ 6.5 4.5 5.2 7] 12] 21
2 A 60 70| 80 60 70| 90[130] 191
s Vv 19] 20] 21 18] 19| 20] 23] 31
L1 2[ 3] 5| 10 2[ 3] 5 5[ 10
E @g, 42| 48 71 9 5| 5.8 9| 13| 15
2 A 90| 100[ 130[ 150 95[ 120 160[ 210] 250
s Vv 20| 21] 24] 26 20| 21| 24| 30] 32
L 3| 5] 10] 12 3| 5 5] 10] 12
E g, 35| 5 7| 8 4| 7.5[10.5|11.5| 14
8 A 120[ 155/ 190 220 120| 200] 250] 275] 320
s Vv 22| 24] 27] 29 19] 24| 30| 32 34
[ = 5 10] 20 5 10] 20
E Ag, 3.8/ 55| 8 3.7] 8.5[ 9.5
@ A 180| 250| 340 210 380[ 400
) \' 24| 29| 31 21| 34| 35
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTE!

o Texo6cmyKMBaHKMe M PEMOHT CBAPOYHOTI0 allapaTa Jj0/DKHBI BBINOJHATBCS TOJBKO KBATHQUIIMPOBAaHHBIMHU
criequanyicTaMy. KoMnaHus He HECET OTBETCTBEHHOCTH B CBSI3U C aBapUUHBIMU CUTYALUSIMH,
BO3HHUKAIOLIMMU B pe3y/IbTaTe BbIIOJHEHHs TEX06CAYKUBAHUSI K PEMOHTA JIMLAMH 6€3 COOTBETCTBYOLIel
KBaJIMPUKaIMH.

3amacHble 4acTH, UCI0JIb3yeMble BO BpeMsl PEMOHTA, MOXKHO TPHOGPECTH B aBTOPHU30BAHHBIX TEXCTYHKOaX.
Hcnosib30BaHKMEe OPUTHHAIBHBIX 3aMIACHBIX YaCTEH 06eCIeynT MPOAJIeHHE CPOKA IKCILIyaTalliy U
npeynpesuT CHIDKeHHe paboynx oKa3aTe el CBApOvYHOTo anmnapara.

OGpalaiTech TOIBKO K IPOU3BOJUTEJIO UJIU BABTOPHU30BAHHbIE TEXCTYKObI, yKa3aHHbIE IPOU3BOJUTE/IEM.
B TeueHHe rapaHTHIHOTO CPOKA BbIMOJHEHHUE JIIO6bIX BMELIATENbCTB B KOHCTPYKIIMIO CBAPOUHOTO
anmnapara 6e3 IpeJiBapUTeJbHOr0 COIVIACHS IPOU3BOANUTE/IS MOXKET CTATh IPUYUHOM aHHY/IMPOBAHHUSI BCEX
rapaHTUHHBIX 06513aTEJIbCTB NPOU3BOAUTEIIS.

Bo BpeMsi BbITNOJIHEHHS JIIOObIX MPOLIEYP TEXO6CAYKUBAHUS U PEMOHTA 00513aTeJIbHO COBII0ZaiTe
NpaBUJia TEXHUKU 6e30MacHOCTH.

[lepe HauaI0M BBINIOJIHEHHSI JII0OBIX BUJIOB IPOLEAYP TEX0OCAY>)KUBAHHUS UJIK PEMOHTA OTCOEMHUTE
BUJIKY CETEBOTO KabeJisi CBAPOYHOrO anmnapara v BepkAuTe 10 ceKyH/ [J1s1 pa3psi/ia HanpsDKeHHsT Ha
KOH/IEHCATOpax.

. 4.1 Texo6cayxncusaHue

-
té OduH pa3 e 3 mecsyes

¢ 3anpenaeTcs yAaJIsATb STUKETKH C IOBEPXHOCTH CBAPOYHOTO aImapara.

U3HolleHHble /TIOBPEXAEHHbIE ITUKETKH 3aMEHUTE Ha HOBblE. JTHUKETKH MOXHO

IPUOGPECTH B aBTOPHU30BAHHBIX TEXCIYMHKOaX.

[IpoBepbTe ropeJiky, 3aX1Mbl 1 Kabesn. O6paTHTe BHUMaHHE Ha COCTOSIHUE U % WARNI

MPO4YHOCTb COEAHHQHI/[ﬁ yacTew. HOBpe)KﬂéHHbIE/HeHCl’[paBHbIe 4aCTHU 3aMEHHTe
Ha HOBBIE. KaTeFOpH'—IeCKI/I 3anpeniaeTcsd BbINIOJIHATD peMOHT/leJII/IHeHI/[e Kab6eJist.
Y66AI/ITer, YTO UMeeTCA A0CTAaTOYHad IJIolaAb AJIs obecrevyeHust BEHTHJIALUHA.
Hepe,z( HavYaJIOM CBAPKH IIPOBEPLTE PACXOA0OMETPOM CKOPOCTH pacxXo/Jia ra3a Ha
KOHIL e TOpPeJIKH. Eciu pacxon rasa BBICOKMH UJIM HU3KHUH, YCTaHOBUTE YPOBEHb
pacxo/Jia B COOTBETCTBHUHU CO CBAPOYHBIM IIPOLECCOM.

® OduH pa3 e 6 mecayes

OYHCTHTe 1 3aTAHNUTE KpeTeXXHble ieTaH (60/IThI, TalKH T.IL). %%
[IpoBepbTe Kabesu 3aKMMa 3JIEKTPO/A U 3a3KKMa 3a3eMJIEHHUSI. /
OTKpo¥iTe 60KOBbIE KPBILIKH 060PY/J0BaHHUA U OYUCTHUTE UX CYXHM BO3AYXOM 10,

HU3KUM /laBjieHreM. He noziaBaiiTe cxkaThbli BO3/1yX HA 3/IEKTPOHHbIE KOMIIOHEHTHI Cama ég
¢ 6JIM3KOr0 PAaCCTOSTHUA.

PerysisipHO MeHsIiTe BO/LY B eMKOCTH JiJIs1 BO/IbI 6JIOKA BOJSTHOTO OXJIaX/IeHUs,
HCIIO/Tb3Y$ HEXKECTKYI0, YUCTYIO BOAY € lobaBieHHeM aHTH(pH3a A 3alUThI OT
3aMep3aHusl.

ITPUMEYAHHUE: BolweyKa3aHHble nepuoobl A615110Mcsi MaKCUMAAbHbIMU Nepuodamu 045
8bIN0/IHEHUSI MeX06C/yHCUBAHUS 8 C/Iy4asiX, ec/IU C8aPOYHbIU annapam pa6omaem 6e3 KaKux-1u6o

c60es. B 3asucumocmu om uHmeHcugHocmu paéom u 3a2psi3HeHus1 pa6oueii cpedsl, npoyeadypbl
mexo6c/1yHCcUB8aHusl, yKa3aHHule 8blule, 00/1)CHbI 8bINOIHAMYBCA € 60./1€e 4acmoii nepuodUYHOCMbI0

Kamezopuyecku 3anpeujaemcs 8bIno/IHSIMb c8aAPO4HbIE PAGOMbI NPU 0eMOHMUPOBAHHBIX
KpblWKax Kopnyca ceapo4Hozo annapama.
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. 4.2 BHens1aHOB0e mexXHUYecKoe 06CaydcusaHue

e MexaHU3M nojauu IIPOBOJIOKH HeO6XOL[PIMO cofepKaThb B YACTOTE U HE HAHOCUTDb
CMa3Ky Ha IIOBEPXHOCTb KaTYIIKH.

. Ka)x,m;u?x pa3 BO BpeMdA 3aMeHbI CBapO‘{HOﬁ IIPOBOJIOKH B 00513aTeJIbHOM nopsaake
NPpOBOANTE OYUCTKY M€XaHHU3Ma OT OCTATKOB MaTe€pHaJIOB C IOMOIbIO CYyX0Oro

BO3/lyXa.

¢ Heo6x0A1MO MPOU3BOAUTD PETYNAPHYI0 OYUCTKY FOPEJIKH OT OCTATKOB PACXO/HBIX
MaTepHasoB. [Ipy He0GX0AUMOCTH, CJIe/lyeT IPOU3BECTH 3aMeHy. Jlist IPo/JIeHUs

%
X

CpPOKa CJIY>KObI 3THX CPEJICTB HCIOJIb3yHTe OPUTHHAIBHYIO TPOAYKIHIO.

. 4.3 YcmpaHeHue HeucnpagHocmeti

B Ta6nuuax HHWKe [TOKa3aHbl BO3MOXKHbI€ HEMCITPABHOCTH U pEKOMEH/yeMble CIoCco0ObI UX yCTpaHeHu4.

HeuncnpaBHOCTB

IpuyuHa HencnpaBHO

L ArmapaT He INIOAKJIFOYEH K CETHU WU
BHWJIKA He BCTaBJIEHA B PO3ETKY

Heo6xoaumbie JleiicTBUS

o Y6eauTeCh, YTO BUJIKA
BCTaBJieHa B PO3ETKY

HeraBI/IJIbHO BBIINIOJIHEHO
TNOAKJIIOYEHHE K CeTU

e [I[poBepbTe NPaBUJIBHOCTb
MOJKJIIOUEHUS K CETH

Anmnapar He pa6oTaeT

HeHCHpaBHOCTb B
NpeaoxXpaHUTeIAX CeTU MUTAHUA,
CeTeBOM KabeJie UK BUJIKe

[IpoBepbTe MpeOXpaHUTEH
CeTH NMUTaHUs, CETEeBOU KabeJsb
U BUJIKY

CpaGoTa/npeoXpaHUTelb

o [IpoBepbTe pe/JOXPaHUTENb

Heucnpasen pasbem

[IpoBepbTe paszbeM

CpaboTa/npe/joXpaHUTeNb

o [IpoBepbTe Npe/jOXpaHUTENb

HepaGoraer aBuraresb
MI0/1a41 HPOBOJIOKU

HeucnpaBHOCTB 3/1eKTPOHHOH
TJIaThI

o CBSDKUTECDH C YHIO/JTHOMOYE€HHbIM
CEepPBUCHBIM LIEHTPOM

JlBuratesib Noja4u NpoBOJIOKH
paGoTaeT, HO TPOBOJIOKA He

HenpaBusibHO Moj06paHbl
KaTYIIKU 10JJa4¥ TPOBOJIOKH
JUIs AMaMeTpa MpoBOJIOKH

Br16epuTe NOAXOASAILYO
KaTyLIKy 10Ja4¥ MPOBOJIOKH

npoBHUraeTcsa

CIMIIKOM C/1aGbIH IPWKUM B
KaTyllIKe [10a41 IPOBOJIOKH

e OTperyupyiTe NpHKUMHON
pOJIMK

[Ipo6ema B coeAHEHUH
3aKMMa 3a3eMJIeHHs annapara u
3ar0TOBKH

[IpoBepbTE KPENKO JIN JePKUT
3aKMM 3a3eMJIEHUS 3aTOTOBKY

[T;1oxast cBapka

e M3HOLIEHbI Kabesau U TOYKH
MOJKJIFOYEHHU S

Y6eauTech B TOM, YTO
11eJIOCTHOCTD Kabesiel He
HapyLIeHa U TOYKU
TNIOAKJ/JIFOYEHHS He HOL[BepFJII/ICb
U3HOCY

¢ Omn604YHO BLIGPAHBI TApaMeTPhI
U Tpotecc

[IpoBepbTe NPaBUIBHOCTD
BbIGOpA MapaMeTpoB U IpolLecca.
BoinosHuTe cieayomiye
JIeHICTBHUS1 B OTHOILIEHUH
BBIGPAHHOTO Ipolecca

PYKOBO/ICTBO 10 3KCIJIYATALIMU
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HeucnpaBHOCTB

[ly1oxas cBapka

IIprnyuHa Hencnpas

o HeoTkpbiTas WK HerpaBuJbHast
noJjava rasa

Heo6xoaumele /[lelicTBUS

e Y6eauTech, UTo 1ojjava rasa
OTKPBITa, y6eJUTECh, YTO
roJjaya rasa ocyl1ecTBIIsIeTCst
[PaBUJIbHBIM 06pa30M

« [loBpexieHa cBapO4Hasi ropeJika

Y6eauTech B UCIPABHOCTH
CBApOYHOMU ropesiku

» CBapoyYHbIE MaTepHaIbl BEIGPaHbI
HeNpaBUJIbHO UJIH OABEPIIINCh
H3HOCY

Heo6xoa1Mo BbI6GpaTh
IpaBUJIbHBIE CBAPOYHBIE
MaTepuasIbl U PETYISPHO
OYHILATh TOPEJIKY OT OCTaTKOB
CBapOYHbIX MaTEPUAJIOB.
Oun604YHO BEIGPAHHBIE HJTH
W3HOCHBILIHECS] CBApOYHbIe
MaTepHaJIbl HEO6XOAUMO
3aMeHHTD

» HenpaBu/ibHbIe HACTPOHKH
TapaMeTpa MpHXKaTHs
NPWKUMHBIX BaJIMKOB

Heo6xosuMo BBIMTOJIHUTD
HaCTPOMKY napaMeTpa
NPWKUMHOTO BaJIMKa B
NnpaBUJIbHOU Gpopme

He paGoTaeT BEHTHIATOP

¢ Cpa6GoTaysnpesoXpaHUTEIb

[IpoBepbTe npe/jOXpaHUTENb

. HencnpaBeH ABUTATEIb
BEHTUJIATOPA

CBSKUTECH C YIIOJTHOMOYEHHbBIM
CEepPBUCHBIM LIEeHTPOM

Anmnapar mymuT npu pa6ore

¢ HeucnpaBeH pasbeM

CBSKUTECH C YIOJTHOMOY€HHbIM
CEepPBUCHBIM LIEHTPOM

CBapo4YHBIN TOK HeCTaGUJIeH
Y/WJIH1 He OTperyJIMpoBaH

» HencnpaBHOCTb AMOAHOM IPyMIIBI

L4 CBﬂ)Kl/ITerCyHOJ’IHOMO‘{eHHbIM
CEepBUCHBIM EHTPOM

He pa6oTtaeT po3eTka
[o/iorpeBaTest

e CpabGoTasnpeJOXpaHUTENb

[IpoBepbTe MpeAOXpaHUTE .
CBSKUTECH C YIIOJTHOMOYEHHBIM
CEepBHCHBIM IIEHTPOM

Ha 3KpaH BbIBE/IeHO 3HA4Y€eHHe.

0030 / noP

o HenpaBu/IbHO BbIGpaHbI
napaMeTpbl CBapKU

Bu/i cBapO4HOI MPOBOJIOKH,
THII ra3a U T.II. TapaMeTpbl
JI0JDKHBI BBIGUPATHCS B
3aBHCUMOCTH OT MeTOJa
CBapKHu

www.magmaweld.com
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. 4.4 Kodvul oulu60k

Pemenue

ERR C1 e He ypmaeTcs ycTaHOBUTb CBfI3b C
[JIaTOM NUTAHUs ¢ [IpoBepbTe coeMHEHMs KOpIyca U
6JI0Ka IUTaHUA. BeikiounTe H
¢ He ynaerca ycTaHOBUTD CBSI3b C
ERR C2 . CHOBa BKJIIOYMTE MawuHy. Eciau
KapToi MPOBOJHOTO MPUBOAA
mpo6JieMa He yCTpaHeHa, coo0LuTe
e He ypaerca ycTaHOBUTb CBA3b C 06 3TOM B aBTOPHU30BaHHbIN CEPBUC
ERR C3 KapTOW  OUTaHUA W IJIATOH
HIPOBOJHOr0 IPUBOAA
e [logox/UTe HEKOTOpOe BpeMs,
MOKa MalllMHa OCTBIHET, BBl MOXKETe
e MammHa neperpesiacb ¥ cpa6oTasn
ERR TER < npofoJ/kaTb €e  MCI0JIb30BaTh,
TepPMO3alIUTHBIN KOXYX
KorZia coo6lileHue 06 omubke
HCcYe3HeT
e [IpoBepbTe  coefuHeHuss a3
ERR FAZ e [Ipo6sema B ogHOM wiu Heckoabkuy (RS,T), KOTOpbIe MOXKHO
dazax (R, S, T) MPO/I0/IKATh MCIOJIb30BaTh, KOTAA
coob1ieHre 06 OlIH6Ke HCYE3HET

PYKOBO/ZCTBO I10 3KCIIVIYATALIUU
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M neuioxkeHMA

. 5.1 Cnucok 3anacHbwIx yacmeil

www.magmaweld.com
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58 IIpunoxenune RD 650 MW
Ne OIIMCAHHUE KOJ MATEPHUAJIA
1 KOHTaKTOP A378002010
2 KOHTaKTOP A378002002
3 JsekTpoHHas miata E303A A405000122
4 ['a30BbIH KJ1anaH A256400004
5 CucreMa 1oja4v NPOBOJIOKH A229900003
6 JnekTpoHHas miata E503A A405000124
7 Kynep Bentuasarop A250200014
8 [1aBHBIN TpaHchopMaTOp K304000091
9 JlpoccesnbHas KaTyllka K304500118
10 [Tako [TepeknroyaTenb A308030006
11 HeoHoBas curHasibHas J1aMna K310310002
12 CapouHasi MydTa A377900107
13 KameHHBbI# pe3ucTop A410200006
14 CUHXPOHHBIN TpaHchopMaTOp K304400053
15 KOHTaKTOP A311200080
16 IMC-dpunbTp K405000902
17 MonodasHast poseTka A377100004
18 JIMOIHBIN MOCT A430901022
19 TupuCTOPHBIA MOCT A430902009
20 JyeKkTpoHHas miata E102A A405000123
21 BricTpopa3beMHoe coejuHeHre CUHUI A245700002
22 BricTpopasbeMHoe coeiiHeHHe KpacHbii A245700003
23 PaguaTop A260000004
24 BoasiHo# Hacoc A240000004
25 BogHblii TaHK A249000003

PYKOBO/ICTBO 10 3KCIJIYATALIMU
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. 5.2 Cxembl nodK/110YeHUA

exgoLoIeE
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64 Giivenlik Kurallar:

RD 650 MW

) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin

Tantmlanmasi
A

« Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.

¢ Bu kilavuzda herhangi bir giivenlik sembolii gériildiigiinde, bir yaralanma riski oldugu
anlagilmali ve takip eden agiklamalar dikkatlice okunarak olasi tehlikeler engellenmelidir.

« Makine sahibi, yetkisiz kisilerin ekipmana erigsmesini engellemekten sorumludur.

o Makineyi kullanan kisiler kaynak / kesme konusunda deneyimli veya tam egitimli kisiler olup;
¢alisma dncesinde kullanma kilavuzunu okumali ve giivenlik uyarilarina uymalidir.

Giivenlik Sembollerinin
Tanimlanmasi

A
D

Bt

DIKKAT

Yaralanma ya da hasara neden olabilecek potansiyel tehlikeli bir durumu belirtir.

Onlem alinmamasi durumunda yaralanmalara veya maddi kayiplara / hasarlara neden olabilir.
ONEMLI

Kullanima ydnelik bilgilendirmeleri ve uyarilari belirtir.

TEHLIKE

Ciddi tehlike oldugunu gosterir. Kaginilmamasi durumunda 8liim veya agir yaralanmalar
meydana gelebilir.

Giivenlik Uyarilarinin
Kavranmasi

A\

o Kullanim kilavuzunu, makine tizerindeki etiket ve giivenlik uyarilarini dikkatli bir sekilde
okuyunuz.

¢ Makine iizerindeki uyari etiketlerinin iyi durumda oldugundan emin olunuz. Eksik ve hasarli
etiketleri degistiriniz.

¢ Makinenin nasil ¢alistirildigini, kontrollerinin dogru bir sekilde nasil yapilacagini 6greniniz.

* Makinenizi uygun ¢alisma ortamlarinda kullaniniz.

« Makinenizde yapilabilecek uygunsuz degisiklikler makinenizin giivenli galismasina ve kullanim
omriine olumsuz etki eder.

o Cihazin belirtilen kogullar disinda ¢alistirilmasindan dogan sonuglardan tiretici sorumlu
degildir.

Elektrik Carpmalarit
Oldiirebilir
=3

>

Kurulum prosediirlerinin ulusal elektrik standartlarina ve diger ilgili yénetmeliklere

uygun oldugundan emin olun ve makinenin yetkili kisiler tarafindan kurulmasini saglayin.

« Kuru ve saglam izolasyonlu eldiven ve is 6nligii giyin. Islak ya da hasar gérmts eldiven ve is
onliiklerini kesinlikle kullanmayin.

¢ Yanma riskine karsi aleve dayanikli koruyucu kiyafetler giyin. Operatériin kullandig: kiyafetler
kivilcim, sigranti ve ark radyasyonuna karsi koruyucu olmalidir.

¢ Yalniz basiniza ¢alismayin. Bir tehlike durumunda, ¢alistiginiz ortamda haber verebileceginiz
birinin oldugundan emin olun.

« Elektroda giplak elle dokunmayin. Elektrod pensesinin veya elektrodun herhangi bir kisi ya da
topraklanmis nesne ile temas etmesini engelleyin.

o Elektrik tasiyan parcalara kesinlikle dokunmayin.

« Eger calisma yiizeyine, zemine ya da baska bir makineye bagl elektrodla temas halindeyseniz
kesinlikle elektroda dokunmayin.

e Calisma ylizeyinden ve zeminden kendinizi izole ederek olas1 muhtemel elektrik soklarindan
koruna bilirsiniz.Calisma ytizeyiyle operatoriin temasini kesecek kadar biiyiik, yanmaz,
elektriksel agidan yalitkan, kuru ve hasarsiz izolasyon malzemesi kullanin.

¢ Elektrod pensesine birden fazla elektrod baglamayin.

« Topraklama pensesini ¢alisma pargasi ya da ¢alisma masasina metal metale iyi bir temas
saglayacak sekilde olabildigince yakin baglayn.

* Makineyi ¢alistirmadan 6nce torcu kontrol edin. Torcun ve kablolarinin iyi durumda
oldugundan emin olun. Hasarli, yipranmis torcu mutlaka degistirin.

« Cift agik devre voltaji olacagi igin 2 farkli makinaya bagl elektrod penselerine ayni anda
dokunmayin.

« Makineyi kullanmadiginiz durumlarda kapali tutun ve kablolarin baglantilarini sokiin.

« Makineyi tamir etmeden dnce tiim gii¢ baglantilarini ve/veya baglanti fislerini ¢ikartin ya da
makineyi kapatin.

« Uzun sebeke kablosu kullanirken dikkatli olun.

o Tiim baglantilarin siki, temiz ve kuru oldugundan emin olun.

KULLANIM KILAVUZU

www.magmaweld.com




RD 650 MW

Giivenlik Kurallar1 65

Kablolarin kuru, temiz olmasina ve yaglanmamasina 6zen gosterin. Sicak metal pargalardan ve
kivileimlardan koruyun.

izolasyonsuz, ¢iplak kablolar 8liimciil tehlike yaratir. Tiim kablolari olasi hasarlara karst stk stk
kontrol edin. Hasarl ya da izolasyonsuz bir kablo tespit edildiginde derhal tamir edin veya
degistirin.

Topraklama pensesi is par¢asina bagh degil ise herhangi bir metal nesneyle temasini 6nlemek
igin izole edin.

o Elektrik hattinin topraklamasinin dogru yapildigindan emin olun.
o AC kaynak ¢ikisini 1slak, nemli ya da sikisik alanlarda ve diisme tehlikesi bulunan yerlerde
kullanmayin.

AC ¢ikis yalnizca kaynak prosesi igin gerekli oldugu durumlarda kullanin.

AC ¢ikis gerekli oldugu durumlarda eger makinenizde mevcut ise uzaktan kontrol iinitesini
kullanin.

Asagidaki elektriksel acidan tehlike iceren durumlardan biri mevcut oldugunda ekstra
giivenlik 6nlemleri alin;

« Nemli yerlerdeyken veya 1slak kiyafetler giyerken,

e Metal zemin, 1zgara veya iskele yapilarinda iken,

e Oturma, diz ¢6kme veya yatma gibi sikisik konumlarda iken,

« I pargasi veya zemine temas etme riski yiiksek veya kaginilmaz oldugunda.

Bu durumlarda asagidaki ekipmanlar kullanilabilir;

¢ Yar1 otomatik DC sabit gerilim (CV) MIG kaynak makinesi,

« DC manuel Ortiilii elektrod kaynak makinesi,

o Varise diistik agik devre gerilimine (VRD) sahip DC veya AC kaynak makinesi.

Elektrik Carpmasi
Durumunda
Uygulanmasi
Gerekenler

A B2

o Elektrik giiciinii kapatin.

 Elektrik sokuna kapilmis kazazedeyi elektrik tasiyan kablo veya pargalardan kurtarmak igin
kuru odun gibi iletken olmayan malzemeler kullanin.

¢ Acil servisi arayin.

ilk yardim egitiminiz var ise;

* Kazazede nefes alamiyorsa elektrik kaynagi ile temasi kesildikten hemen sonra kalp masaji
(CPR) uygulayin. Solunum baslayana veya yardim gelene kadar kalp masajina devam edin.

« Otomatik bir elektronik defibrilatoriin (AED) mevcut oldugu durumlarda talimatlara uygun
sekilde kullanin.

e Elektrik yanigini termal yanik gibi soguk kompres uygulayarak tedavi edin.
Enfeksiyon kapmasini 6nleyin ve temiz, kuru bir ortii ile érttn.

Hareketli Pargcalar
Yaralanmalara
Yol Acabilir

LS o

« Hareket halinde olan nesnelerden uzak durun.
¢ Makine ve cihazlara ait tiim kapak, panel, kap1 vb. koruyucular1 kapali ve kilitli tutun.
o Agir cisimlerin diisme olasiligina karsi metal burunlu ayakkabi giyin.

Duman ve Gaz_lar
Saghginiz Igin
Zararh Olabilir

SIS |
Q@%‘Qig

Kaynak ve kesme islemi yapilirken ¢ikan duman ve gazin uzun siire solunmasi ¢ok tehlikelidir.|

e Gozlerde, burunda ve bogazda meydana gelen yanma hissi ve tahrisler, yetersiz
havalandirmanin belirtileridir. Béyle bir durumda derhal havalandirmay arttirin, sorunun
devam etmesi halinde kaynak / kesme islemini durdurun.

e Calisma alaninda dogal ya da suni bir havalandirma sistemi olusturun.

« Kaynak / kesme islemi yapilan yerlerde uygun bir duman emme sistemi kullanin.

Gerekiyorsa tiim atolyede biriken duman ve gazlari disariya atabilecek bir sistem kurun. Desarj
esnasinda gevreyi kirletmemek i¢in uygun bir filtrasyon sistemi kullanin.

« Dar ve kapali alanlarda ¢alisiyorsaniz veya kursun, berilyum, kadmiyum, ¢inko, kaplh ya da
boyali malzemelerin kaynagini yapiyorsaniz, yukaridaki énlemlere ilave olarak temiz hava
saglayan maskeler kullanin.

« Gaz tlpleri ayr1 bir bolgede gruplandirilmigsa buralarin iyi havalanmasini saglayin, gaz tiipleri
kullanimda degilken ana vanalarini kapali tutun, gaz kagaklarina dikkat edin.

¢ Argon gibi koruyucu gazlar havadan daha yogundur ve kapali alanlarda kullanildiklar: takdirde
havanin yerine solunabilirler. Bu da saghgimniz i¢in tehlikelidir.

o Kaynak / kesme islemlerini yaglama veya boyama islemlerinde agiga ¢ikan klorlu hidrokarbon
buharlarinin oldugu ortamlarda yapmayin.

« Bazi kaynak / kesim yapilan pargalar i¢in 6zel havalandirma gerekir. Ozel havalandirma
gerektiren Uriinlerin giivenlik kurallari dikkatlice okunmalidir. Gaz maskesi takilmasi gereken
durumlarda uygun gaz maskesi takilmahdir.

www.magmaweld.com
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Sicranti ve Ark Isigi
Gozlerinize ve Cildinize
Zarar Verebilir

RSPy

Gozlerinizi ve yiiziintizti korumak i¢in standarda uygun koruyucu maske ile ona uygun cam
filtre kullanin.

Viicudunuzun diger ¢iplak kalan yerlerini (kollar, boyun, kulaklar, vb) uygun koruyucu giysilerle
sigranti ve ark isinlaridan koruyun.

Cevrenizdeki kisilerin ark 1sinlarindan ve sicak metallerden zarar gérmemeleri i¢in ¢alisma
alanimzi goz hizasindan yiiksek, aleve dayanikl paravanlarla ¢evirin ve uyari levhalari asin.
Buz tutmus borularin isitilmasinda kullanilmaz. Kaynak / kesme makinesiyle yapilan bu islem
tesisatinizda patlama, yangin veya hasara neden olur.

Kivilctmlar ve Sigrayan

Kaynak / kesme yapmak, ylizey taglamak, fircalamak gibi islemler kivilcimlara ve metal

Pargalar Gézlerinizi  pargaciklarinin sigramasina neden olur. Olusabilecek yaralanmalar1 6nlemek i¢in koruyucu
Yaralayabilir  maskesinin altina, kenar korumaliklari olan onaylanmis koruyucu is gézliikleri takin.
:iéﬁ
Sicak Pargalar < Sicak pargalara ¢iplak el ile dokunmayin.
Agir Yaniklara < Makinenin pargalari tizerinde ¢alismadan 6nce sogumalari igin gerekli siirenin gegmesini
Neden Olabilir  bekleyin.

e,

Sicak pargalar1 tutmaniz gerektiginde, uygun alet, 1s1l izolasyonu yiiksek kaynak / kesme
eldiveni ve yanmaz giysiler kullanin.

Giiriilti, Duyma
Yeteneginize
Zarar Verebilir

®

Bazi ekipman ve islemlerin olusturacag giiriiltli, duyma yeteneginize zarar verebilir.
Eger giiriiltii seviyesi yliksek ise onaylanmigs kulak koruyucularini takin.

Kaynak Teli + Kaynak teli sargisini bogaltirken torcu viicudun herhangi bir béliimiine, diger kisilere ya da
Yaralanmalara herhangi bir metale dogru tutmayn.
Yol Acabilir « Kaynak telini makaradan elle acarken 6zellikle ince ¢aplarda tel, bir yay gibi elinizden firlayabilir,
size veya ¢evrenizdeki diger Kisilere zarar verebilir, bu islemi yaparken 6zellikle gozlerinizi ve
A yiiziiniizii koruyun.
Kaynak / Kesme Islemi + Yanici maddelere yakin yerlerde kesinlikle kaynak / kesim yapmayin. Yangin cikabilir veya
Yanginlarave  patlamalar olabilir.
Patlamalara < Kaynak / kesme islemine baslamadan 6nce bu maddeleri ortamdan uzaklastirin veya
Yol Acabilir ~ yanmalarini ve harlamalarini 6nlemek i¢in koruyucu ortiilerle iistlerini ortiin.
L ¢ Bu alanlarda ulusal ve uluslararasi 6zel kurallar gegerlidir.
/)

Tamamen kapali tiiplere ya da borulara kaynak / kesme islemi uygulamayin.

Tiip ve kapali konteynerlere kaynak / kesme yapmadan 6nce bunlari agin,

tamamiyla bosaltip, havalandirip temizleyin. Bu tip yerlerde yapacaginiz kaynak / kesme
islemlerinde miimkiin olan en biiyiik dikkati gosterin.

Icinde daha 6nce, patlama, yangin ya da diger tepkimelere neden olabilecek maddeler bulunan
tiip ve borulara bos dahi olsalar kaynak / kesme yapmayin.

Kaynak / kesme islemi esnasinda ytiksek sicaklik olusur. Bu nedenle kolay yanabilecek veya
hasar gorebilecek ytizeylerin tizerine yerlestirmeyin !

Kivilcimlar ve sigrayan pargalar yangina sebep olabilir. Bu nedenle yangin séndiiriicii tiip, su,
kum gibi malzemeleri kolay ulasabileceginiz yerlerde bulundurun.

Yanicy, patlayici ve basingh gaz devreleri tizerinde geri tepme ventilleri, gaz regiilatorleri ve
vanalarini kullanin. Bunlarin periyodik kontrollerinin yapilip saglikli ¢calismasina dikkat edin.

Makine ve Aparatlara Yetkisiz
Kisiler Tarafindan Bakim
Yapilmasi Yaralanmalara

Neden Olabilir

Elektrikli cihazlar yetkisiz kisilere tamir ettirilmemelidir. Burada yapilabilecek hatalar
kullanimda ciddi yaralanmalara veya 6liimlere neden olabilir

Gaz devresi elemanlari basing altinda ¢alismaktadir; yetkisiz kisiler tarafindan verilen servisler
sonucunda patlamalar olabilir, kullanicilar ciddi sekilde yaralanabilir.

C * Makinanin ve yan birimlerinin her yil en az bir kez teknik bakiminin yaptirilmasi tavsiye edilir.
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Kiiciik Hacimli » Kiigiik hacimli ve kapali alanlarda mutlaka bir bagka kisi esliginde kaynak / kesme islemlerini
Kapali Alanlarda  yapin.
Kaynak / Kesme ¢ Miimkiin oldugu kadar bu tarz kapal yerlerde kaynak / kesme islemleri yapmaktan kaginin.

A

Tasima Esnasinda « Makinenin tasinmasinda gerekli tiim 6nlemleri aliniz. Tagima yapilacak alanlar, tasimada
Gerekli Onlemlerin  kullanilacak pargalar ile tasimayi gergeklestirecek kisinin fiziki kosullari ve saglg tasima
AliInmamasi Kazalara  islemine uygun olmahdir.
Neden Olabilir  Bazi makineler son derece agirdir, bu nedenle yerleri degistirirken gerekli cevresel giivenlik
onlemlerinin alindigindan emin olunmalidir.
A _@ « Makine bir platform iizerinden kullanilacaksa, bu platformun uygun yiik tasima sinirlarina
sahip oldugu kontrol edilmelidir.
¢ Bir vasita yardimi ile (tasima arabasy, forklift vb.) taginacak ise vasitanin ve makineyi vasitaya
baglayan baglanti noktalarimin (tasima askisy, kayis, civata, somun, tekerlek vb.) saglamhigindan
emin olunuz.
 Elle tasima islemi gerceklestirilecek ise Makine aparatlarinin (tagima askis, kayis vb.) ve
baglantilarinin saglamligindan emin olunuz.
« Gerekli tasima kosullarinin saglanmasi igin Uluslararasi Galisma Orgiitiiniin tasima agirligi ile
ilgili kurallarini ve iilkenizde var olan tagima yonetmeliklerini géz dniinde bulundurunuz.
o Glig¢ kaynaginin yerini degistirirken her zaman tutamaklari veya tagima halkalarin kullanin.
Asla torg, kablo veya hortumlardan ¢ekmeyin. Gaz tiiplerini mutlaka ayri tagiyin.
¢ Kaynak / kesme ekipmanlarini tasimadan dnce tiim ara baglantilarini sokiin, ayr1 ayr1 olmak
uizere, kiiglik olanlari saplarindan, biiytikleri ise tasima halkalarindan ya da forklift gibi uygun
kaldirma ekipmanlari kullanarak kaldirin ve tagiyin.

YLl Giic kaynaginin ya da diger ekipmanlarin dogru konumlandiriimamasi, kisilerde ciddi

Yaralanmalar g Isebbfp yaralanmalara ve diger nesnelerde de maddi hasara neden olabilir.
abilir
j « Makinenizi diismeyecek ve devrilmeyecek sekilde maksimum 10° egime sahip zemin ve

platformlara yerlestirin. Malzeme akisina engel olmayacak, kablo ve hortumlara takilma
riskinin olusmayacag), hareketsiz; ancak genis, rahat havalandirilabilecek, tozsuz alanlari tercih
edin. Gaz tiiplerinin devrilmemesi i¢in tiipe uygun gaz platformu bulunan makinelerde
platformun tizerine, sabit kullanimlarda ise devrilmeyecek sekilde zincirle duvara sabitleyin.

¢ Operatdrlerin makine iizerindeki ayarlara ve baglantilara kolayca ulasmasini saglayin.

Asirt Kullanim Makinenin < Calisma gevrimi oranlarina gore makinenin sogumasina miisaade edin.
Asirt Isitnmasina » Akimi veya calisma ¢evrimi oranini tekrar kaynaga / kesmeye baslamadan 6nce diistirtn.
Neden Olur « Makinenin havalandirma girislerinin éniinii kapamayin.
SSSS « Makinenin havalandirma girislerine, iiretici onay1 olmadan filtre koymayin.

Ark Kaynagi « Bu cihaz TS EN 55011 standardina gére EMC testlerinde grup 2, class A dir.
Elektromanyetik e Bu class A cihaz elektriksel giiciin algak gerilim sebekeden saglandigl meskun mahallerde
Parazitlere  kullanim amaciyla iiretilmemistir. Bu gibi yerlerde iletilen ve yayilan radyo frekans
Neden Olabilir  parazitlerinden dolay: elektromanyetik uyumlulugu saglamakla ilgili muhtemel zorluklar olabilir.

i s1| Bu cihaz IEC 61000 -3 - 12 uyumlu degildir. Evlerde kullanilan al¢ak gerilim sebeke-
& sine baglanmak istenmesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya

makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmasi

L 4| gereklidir, bu durumda sorumluluk kullaniciya aittir.

* Calisma bolgesinin elektromanyetik uyumluluga (EMC) uygun oldugundan emin olun.
Kaynak / kesme islemi esnasinda olugabilecek elektromanyetik parazitler, elektronik
cihazlarinizda ve sebekenizde istenmeyen etkilere neden olabilir. Islem sirasinda olusabilecek
bu parazitlerin neden olabilecegi etkiler kullanicinin sorumlulugu altindadir.

o Eger herhangi bir parazit olusuyorsa, uygunlugu saglamak i¢in; kisa kablo kullanimi, korumali
(zirhl1) kablo kullanimi, makinenin bagka bir yere taginmasi, kablolarin etkilenen cihaz ve/veya
bolgeden uzaklastirmasi, filtre kullanimi veya ¢alisma alaninin EMC agisindan korunmaya
alinmasi gibi ekstra 6nlemler alinabilir.

¢ Olas1 EMC hasarlarini engellemek i¢in kaynak / kesme islemlerinizi hassas elektronik
cihazlarimizdan miimkiin oldugunca uzakta (100 m) gergeklestirin.

« Makinenizi kullanma kilavuzuna uygun sekilde kurulup yerlestirildiginden emin olun.
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Calisma Alaninin
Elektromanyetik
Uygunlugunun
Degerlendirilmesi

9

s

i

IEC 60974-9 madde 5.2’ye gore;

Kaynak / kesme donanimi tesis etmeden 6nce, isletme yetkilisi ve / veya kullanici, gevredeki olasi

elektromanyetik parazitler hakkinda bir inceleme yapmahdir. Asagida belirtilen haller géz 6niin-

de bulundurulmalidir;

a) Kaynak / kesme makinesi ve donaniminin iistiinde, altinda ve yanindaki diger besleme
kablolari, kontrol kablolars, sinyal ve telefon kablolari,

b) Radyo ve televizyon vericileri ve alicilari,

c) Bilgisayar ve diger kontrol donanimi,

d) Kritik giivenlik donanimi, érnegin endiistriyel donanimin korunmasi,

e) Cevredeki insanlarin tibbi aparatlari, 6rnegin kalp pilleri ve isitme cihazlari,

f) Olgme veya kalibrasyon i¢in kullanilan donanim,

g) Ortamdaki diger donanimin bagisikligi. Kullanic, cevrede kullanilmakta olan diger donanimin
uyumlu olmasini saglamalidir. By, ilave koruma onlemleri gerektirebilir,

h) Kaynak / kesme isleminin giin icindeki gerceklestirilecegi zaman, géz dniine alinarak ¢evrenin
biiyiikligi, binanin yapisina ve binada yapilmakta olan diger faaliyetlere gore inceleme alani
sinirlar1 genisletilebilir.

Alanin degerlendirilmesine ek olarak cihaz kurulumlarinin degerlendirilmesi de bozucu etkinin

¢oziimii i¢cin gerekli olabilir. Gerek goriilmesi durumunda, yerinde 6lgiimler azaltict 6nlemlerin

verimliliklerini onaylamak i¢in de kullanilabilir.

(Kaynak: IEC 60974-9).

Parazit Azaltma
Yontemleri

DA

 Cihaz tavsiye edilen sekilde ve yetkili bir kisi tarafindan elektrik sebekesine baglanmalidir. Eger
parazit olusursa sebekenin filtrelenmesi gibi ek 6nlemler uygulanabilir. Sabit montajh ark kaynag:
ekipmaninin beslemesi metal bir boru igerisinden veya esdeger ekranl bir kablo ile yapilmalidir.
Ekran ile gii¢ kaynaginin mahfazasi bagl olmali ve bu iki yap1 arasinda iyi bir elektriksel temas
saglanmalidir.

Cihazin tavsiye edilen rutin bakimlari yapilmalidir. Cihaz kullanimdayken, kaportanin tiim
kapaklari kapali ve / veya kilitli olmalidir. Cihaz tizerinde tireticinin yazili onay1 olmadan standart
ayarlar disinda herhangi bir degisiklik, modifikasyon kesinlikle yapilamaz. Aksi durumda
olusabilecek her tiirlii sonugtan kullanici sorumludur.

Kaynak / kesme kablolar1 miimkiin oldugunca kisa tutulmalidir. Caligma alaninin zemininden yan
yana olacak sekilde ilerlemelidirler. Kaynak / kesme kablolar1 hi¢bir sekilde sarilmamalidir.
Kaynak / kesme esnasinda makinede manyetik alan olusmaktadir. Bu durum makinenin metal
pargalari kendi tizerine cekmeye sebebiyet verebilir. Bu ¢ekimi engellemek adina metal
malzemelerin giivenli mesafede veya sabitlenmis oldugundan emin olunuz. Operatér, biitiin bu
birbirine baglanmis metal malzemelerden yalitilmalidir.

[s parcasinin elektriksel giivenlik amaciyla veya boyutu ve pozisyonu sebebiyle topraga
baglanmadigi durumlarda (6rnegin gemi govdesi veya celik konstriiksiyon imalati) is pargasi

ile toprak arasinda yapilacak bir baglant1 bazi durumlarda emisyonlar diisiirebilir. is par¢asinin
topraklanmasinin kullanicilarin yaralanmasina veya ortamdaki diger elektrikli ekipmanlarin
ariza yapmasina neden olabilecegi unutulmamalidir. Gerekli hallerde is pargast ile toprak
baglantis1 dogrudan baglanti seklinde yapilabilir fakat dogrudan baglantiya izin verilemeyen bazi
tilkelerde baglant1 yerel diizenleme ve yonetmeliklere uygun olarak, uygun kapasite elemanlari
kullanilarak olusturulabilir.

Calisma alanindaki diger cihazlarin ve kablolarin ekranlanmasi ve muhafazasi bozucu etkilerin
ontine gecilmesini saglayabilir. Kaynak / kesme boélgesinin tamaminin ekranlanmasi bazi 6zel
uygulamalar i¢in degerlendirilebilir.

Elektronmanyetik Alan
(EMF)

9

Herhangi bir iletken iizerinden gegen elektrik akimi, bolgesel elektrik ve manyetik alanlar (EMF)

olusturur.

Operatorler EMF’ye maruz kalmanin sebep oldugu riski en aza indirmek i¢in agagidaki prosediirleri

uygulamalidir;

o Manyetik alani azaltmak adina kaynak / kesme kablolari bir araya getirilmeli, miimkiin oldugunca
birlestirici malzemelerle (bant, kablo bag1 vb.) emniyet altina ahnmahdir.

« Operatoriin gévdesi ve basi, kaynak / kesme makine ve kablolarindan miimkiin oldugunca uzakta
tutulmahdir,

« Kaynak / kesme ve elektrik kablolar1 viicudun etrafina higbir sekilde sarilmamalidir,

 Viicut, kaynak / kesme kablolarinin arasinda kalmamalidir. Kaynak / kesme kablolarinin her ikisi
yan yana olmak iizere viicudun uzaginda tutulmalidir,

« Doniis kablosu is parg¢asina, kaynak / kesme yapilan bélgeye miimkiin oldugunca yakin bir sekilde
baglanmalidir,

o Gii¢ linitesine yaslanmamal, lizerine oturmamali ve ¢ok yakininda ¢alisiilmamalidir,

« Giig linitesini veya tel besleme linitesini tagirken kaynak / kesme islemi yapilmamahdir.
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EMF ayrica, kalp pilleri gibi tibbi implantlarin (viicut i¢ine yerlestirilen madde) ¢alismasini bozabi-
lir. Tibbi implantlart olan Kisiler i¢cin koruyucu énlemler ahnmalidir. Ornegin, yoldan gegenler icin
erisim sinirlamasi koyulabilir veya operatorler igin bireysel risk degerlendirmeleri yapilabilir. Bir
tip uzmani tarafindan, tibbi implantlari olan kullanicilar igin risk degerlendirmesi yapilip, 6neride
bulunulmalidir.

Koruma

DY

e Makineyi yagmura maruz birakmayin, lizerine su sigramasina veya basingh buhar gelmesine
engel olun.

Enerji Verimliligi

@f

¢ Yapacaginiz kaynak / kesme islemine uygun yontem ve makine tercihinde bulunun.

« Kaynak / kesme yapacaginiz malzemeye ve kalinligina uygun akim ve / veya gerilimi segin.

« Kaynak / kesme yapmadan uzun siire beklenilecekse, fan makineyi soguttuktan sonra makineyi
kapatin. Akilli fan kontrolii olan makinelerimiz kendi kendine duracaktir.

Atik Prosediirii

A

¢ Bu cihaz evsel atik degildir. Avrupa Birligi direktifi ile ulusal yasa ¢ercevesinde geri doniisiime
yonlendirilmek zorundadir.
o Kullanilmis makinenizin atik yonetimi hakkinda saticinizdan ve yetkili kisilerden bilgi edinin.

GARANTi FORMU
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[© TEKNIK BILGILER

. 1.1 Genel A¢ciklamalar

RD 650MW, 3 faz 400V / 50-60Hz ile ¢ahsir. Celik, paslanmaz celik ve aliiminyum kaynag1 yapmaya uygun-
dur. Optimum kaynak parametreleri ile 6n panel iizerindeki abaktan secilerek ayarlanir ve dijital gosterge-
lerden izlenir. Uzun siireli kaynaklarda kaynakginin rahat edebilmesi i¢in 2/4 tetik secenegi vardir. ilk tel
takildiginda kullanilmak tizere torg i¢ine teli siirme butonu vardir. Gaz alt1 kaynagi i¢in gerekli olabilen, telin
geri yanmasi (burn back), 6n gaz ve son gaz siiresi yavas tel hizi ile baslatma (soft start) ayarlari tel siirme
sistemi kapagi icinden yapilabilir. 4 makarali tel siirme sistemi, telleri 6zellikle de 6zl telleri ve diger yu-
musak telleri deforma etmeden siirekli kaynak yapma imkani saglar. Her ¢esit 300mm capinda makara ve
bidon ambalaj kullanilabilir. Tel siirme sisteminin standart makine baglanti kablo paketi uzunlugu 5 m’dir.
Ozel siparis ile 20 m’ye kadar istenilen boyda yapilabilir. Uzun sebeke ve kaynak kablolari ile performans
kayb1 olmadan kaynak yapar. 4 tekerlegi ve gaz tiipli tasima platformu sayesinde atélye icinde tiiple birlikte
rahat hareket imkani saglar. On tekerlekleri kitlenebilir. Makine iizerinde CO2 gaz 1siticist igin 220V/10A priz
vardir. Kapali veya yar1 kapali alanlarda kullanima uygundur. Asir1 rutubete ve toza karsi 6zel olarak korun-
mustur ve IP21 koruma sinifina girer. Fan ile sogutulur ve asir1 1ssnmaya karsi korumasi vardir.

. 1.2 Makine Bilesenleri

RD 650 MW

Sekil 1: RD 650 MW

1- On Panel 7- Data Soketi

2- Tor¢ Baglant1 Kablosu 8- Gaz Ventili

3- Sicak ve Soguk Su 9- Topraklama Kablosu Soketi (-)
4- Agma / Kapama Anahtar1 10- Gaz Isitic1 Prizi

5- Uzaktan Kumanda Baglanti1 Soketi 11- Su Unitesi Gii¢ Konnektérii
6- Kaynak Akim Fisi Soketi (+) 12- Sebeke Kablosu
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W 1.3 Uriin Etiketi

MAGMA MEKATRONIK MAKINE SAN. VE TIiC.A.S. & (0) E = Ug Fazl Transformatdr Dogrultucu
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE |:
Yatay Karakteristik
RD 650 MW SeriNo :
=)= EN 60974-1 -~ Dogru Akim
EN 60974-10 Class A
5 MIG / MAG Kaynag
g —_— 60A / 17V - 650A / 44V
— X 40% 80% 100% > Sebeke Girisi - 3 Fazh Alternatif Akim
12 600A 490A 379A
|: U, U2 44V 38.5V 33V E Tehlikeli Ortamlarda Cahsmaya Uygun
20V Ih 70.3A 58.4A 43.7A
S 48.5kVA | 40.3kVA | 30.2kVA X Calisma Cevrimi
FDD; y, L =703A I = 44.5A Uo Bosta Calisma Gerilimi
;—50-60; 4°0V 0 TN
- U1 Sebeke Gerilimi ve Frekansi
1P21 5] Ce
U2 Anma Kaynak Gerilimi
I Sebekeden Cekilen Anma Akimi
I2 Anma Kaynak Akimi
S1 Sebekeden Cekilen Giig
IP21S Koruma Sinift

Calisma Cevrimi
Sicaklik (C°)
A

Zaman (dak.)

6 dak. 4 dak. 6 dak. 4 dak. 6 dak. 4 dak.

EN 60974-1 standardinda da tanimlandigl iizere ¢alisma ¢evrim orani 10 dakikalik bir zaman periyodunu
icerir. Ornek olarak %60’da 250A olarak belirtilen bir makinede 250A’de ¢alisilmak isteniyorsa, makine 10
dakikalik zaman periyodunun ilk 6 dakikasinda hi¢ durmadan kaynak / kesme yapabilir (1 bolgesi). Ancak
bunu takip eden 4 dakika makine sogumasi i¢cin bosta bekletilmelidir (2 bolgesi).
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. 1.4 Teknik Ozellikler

TEKNIK OZELLIKLER BIRIM RD 650 MW

Sebeke Gerilimi (3-Faz 50-60 Hz) \' 400

Sebekeden Cekilen Giig kVA 48.5 (%40)

Kaynak Akim Ayar Sahasi ADC 60 -650

Anma Kaynak Akimi ADC 600 (%40)

Acik Devre Gerilimi VDC 20
Boyutlar (uxgxy) mm 1152 x 645x 1795
Agirhik kg 235
Koruma Sinifi IP 21S

. 1.5 Aksesuarlar

STANDART AKSESUARLAR ADET RD 650 MW
Topraklama Pensesi ve Kablosu 1 7905509505 (95 mm? - 5 m)

Gaz Hortumu 1 7907000002

MIG/MAG CO, Aksesuar Seti* 1 7920000550

MIG/MAG Mix / Argon Aksesuar Seti* 1 7920000555

* Siparis esnasinda belirtilmelidir.

OPSIYONEL AKSESUARLAR ADET RD 650 MW

CO2 Isitic1 (220V) 1 7020009002

Gaz Regiilatorii (COz) 1 7020001005

Gaz Regiilatorii (Mix) 1 7020001004

Lava MIG 50W Su Sogutmali1 MIG Torcu (3 m) 1 7120050003

Lava MIG 65W Su Sogutmali MIG Torcu (3 m) 1 7120160003
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¥ KURULUM BILGILERI
. 2.1 Teslim Alirken Dikkat Edilecek Hususlar

Siparis ettiginiz tiim malzemelerin gelmis oldugundan emin olun. Herhangi bir malzemenin eksik veya hasarli
olmasi halinde derhal aldiginiz yer ile temasa gegin.
Standart kutu sunlar1 igermektedir :

* Ana makine ve ona baglh sebeke kablosu ¢ Garanti belgesi
 Topraklama pensesi ve kablosu o Kullanim kilavuzu
e Gaz hortumu « Kaynak teli

Hasarli teslimat halinde tutanak tutun, hasarin resmini ¢ekin, irsaliyenin fotokopisi ile birlikte nakliyeci
firmaya bildirin. Sorunun devam etmesi halinde miisteri hizmetleri ile irtibata gecin.

. Cihaz iizerindeki sembol ve anlamlari

Kaynak yapma islemi tehlike icermektedir. Uygun ¢alisma kosullar1 saglanmali ve gerekli 6nlemler
j\ alinmahdir. Uzman Kisiler makinede sorumlu olup, gerekli donanimlar saglamaldir. ilgili olmayan
kisiler kaynak sahasindan uzak tutulmalidir.
—— Bu cihaz IEC 61000-3-12 uyumlu degildir. Evlerde kullanilan algak gerilim sebekesine baglanmak is-
& tenmesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya makineyi kullanacak kisinin, ma-
A—=,| kinenin baglanabilirligi konusunda bilgi sahibi olmasi gereklidir, bu durumda sorumluluk kullaniciya
aittir.

m Cihaz iizerinde ve kullanim kilavuzunda bulunan giivenlik sembollerine ve uyari notlarina dikkat edil-

meli, etiketleri sokiilmemelidir.

‘%‘i Izgaralar havalandirma amaghdir. Agikliklarin tizeri iyi bir sogutma saglamak amaciyla ortiilmemeli ve
* iceriye yabanci cisim sokulmamalidir.

. 2.2 Kurulum ve Calisma Tavsiyeleri

e Makineyi tasimak icin kaldirma halkalari ya da forklift kullanilmalidir. Makineyi gaz tiiptiyle birlikte
kaldirmayin. Gii¢ kaynagini diismeyecegi ve devrilmeyecegi sert, dlizgiin ve egimsiz bir zemine yerlestirin.

¢ Daha iyi performans i¢in, makineyi cevresindeki nesnelerden en az 30 cm uzaga yerlestirin. Makine
cevresindeki asir1 1sinma, toz ve neme dikkat edin. Makineyi direk giines 15181 altinda ¢alistirmayin. Ortam
sicakhiginin 40°C astig1 durumlarda, makineyi daha diisiik akimda ya da daha ¢evrim oraninda ¢alistirin.

 Dis mekanlarda riizgar ve yagmur varken kaynak yapmaktan kag¢inin. Bu tiir durumlarda kaynak yapmak
zorunluysa, kaynak bolgesini ve kaynak makinesini perde ve tenteyle koruyun.

» Makineyi konumlandirirken duvar, perde, pano gibi materyallerin makinenin kontrol ve baglantilarina kolay
erisimi engellemediginden emin olun.

o Iceride kaynak yapiyorsaniz, uygun bir duman emme sistemi kullanin. Kapah mekanlarda kaynak dumani ve
gazl soluma riski varsa, solunum aparatlari kullanin.

o Uriin etiketinde belirtilen ¢alisma ¢evrimi oranlarina uyun. Calisma gevrimi oranlarim sikhikla agmak,
makineye hasar verebilir ve bu durum garantiyi gecersiz kilabilir.

« Belirtilen sigorta degerine uygun beslenme kablosu kullanilmaldir.

o Toprak kablosunun kaynak bdlgesinin olabildigince yakinina sikica baglayin. Kaynak akiminin kaynak
kablolar1 disindaki elemanlardan, 6rnegin makinenin kendisi, gaz tiipi, zincir, rulman tizerinden ge¢mesine
izin vermeyin.

* Gaz tipli makinenin iizerine yerlestirildiginde, derhal zinciri baglayarak gaz tiipiinii sabitleyin.

Eger gaz tiipiinii makinenin tizerine yerlestirmeyeceksiniz, tiipti zincirle duvara sabitleyin.

¢ Makinenin arkasinda yer alan elektrik prizi COz 1sitic1 i¢indir. CO2 prizine COz 1sitic1 disinda bir cihaz

kesinlikle baglamayin !
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. 2.3 Elektrik Fisi Baglantisi

A Giivenliginiz icin, makinenin sebeke kablosunu kesinlikle fissiz kullanmayin.

e Fabrika, santiye ve atolyelerde farkli prizler bulunabilecegi i¢in sebeke kablosuna bir fis baglanmamistir.
Prize uygun bir fis, kalifiye bir elektrikgi tarafindan bag lanmahdir. Sar1 / Yesil renkte ve @ ile isaretlenmis
olan toprak kablosunun mevcut oldugundan emin olun.

« Fisi kabloya bagladiktan sonra, bu agsamada prize takmayin.

. 2.4 Kaynak Baglantilari
W 2.4.1 Toprak Pensesini Is Parcasina Baglama

« Topraklama pensesini, kaynak yapilacak bolgeye olabildigince yakin yerden is pargasina sikica baglayin.

M 2.4.2 Gaz Baglantilar1

 Eger gaz tliplinii makine tizerindeki gaz tiipii tasima platformu tizerinde kullanacaksaniz gaz tiipiinii buraya
yerlestirip derhal zincirle sabitleyin.

 Eger gaz tiipiinii makine iizerine yerlestirmeyecekseniz zincirle duvara sabitleyin.

¢ Emniyetle ¢alismak ve en iyi sonuglari elde etmek i¢in standartlara uygun regiilator ve isiticilar kullanin.

« Kullanacaginiz gaz regiilatoriiniin hortum baglantisinin ebadinin 3/8 oldugundan emin olun.

¢ Gaz tlipli vanasini basinizi ve yiiziinlizii tiip vanasinin ¢ikisindan uzak tutarak agin ve 5 sn acik tutun. Bu
sayede olasi tortu ve pislikler disar1 atilacaktir.

¢ Eger CO, 1s1tic1 kullanilacaksa, 6ncelikle CO, 1s1ticiy1 gaz tlipline baglayin. Gaz regiilatoriinii CO 1siticiya
bagladiktan sonra CO, 1siticinin fisini makinenin arkasindaki CO, 1sitici prizine takin.

¢ Eger CO, 1s1tic1 kullanilmayacaksa gaz regiilatoriinii gaz tiipiine baglayin.

e Tiip hortumunun bir ucunu gaz regiilatoriine baglayin ve kelepgesini sikin. Diger ucunu makinenin
arkasindaki gaz girisine baglayin ve somununu sikin.

» Gaz tlipli vanasini agarak tiipiiniin dolulugunu ve gaz yolunda herhangi bir sizint1 olmadigini kontrol edin.
Eger s1zint1 gostergesi olarak bir ses duyar ve /veya gaz kokusu hissederseniz baglantilarinizi gozden gegirin
ve sizintiy1 ortadan kaldirin.

1- Gaz Tiipti Vanasi 6- Gaz Regiilatorii
2- Gaz Tipii 7- Manometre

3- COz Isitic1 8- Debimetre

4- Zincir 9- Debi Ayar Vanasi

5- COz Isitic1 Enerji Kablosu 10- Tiip Hortumu

Sekil 2 : Gaz Tiipii - Isitic1 - Regiilatoér Baglantilar:
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M 2.4.3 Su Sogutma Unitesi

 Su sogutma linitesi torcu sogutmak icin kullanilan; radyator, fan, pompa sogutma sivist deposundan olusan
bir kapali devre sistemidir.

e Ara paketin soguk (mavi) su hortumunu su sogutma sistemi tizerindeki soguk su ¢ikisina, sicak (kirmizi) su
hortumunu su sogutma sistemi iizerindeki sicak su girisine baglayin.

* Magmaweld kaynak makineleri, en iyi performansi verecek sekilde iiretilmis Magmaweld sogutma sivisi ile
beraber gelir. Sogutma sivisinin eksilmesi durumunda sogutma sivisi deposu kapagini agip, ¢alisma
ortaminin sicakligina uygun Magmaweld sogutma sivisi ilave edin. Sogutma sivisi iinitenin 6n panelinde
gosterilen minimum ve maksimum degerleri igerisinde olmahdir.

o Farkli sogutma sivisi ya da su eklenmemelidir. Farkl siv1 eklentileri kimyasal tepkimelere ya da farkl
problemlere neden olabilir.

e Farkli siv1 eklentisi yapilmasi durumunda ortaya ¢ikabilecek risklerden Magmaweld sorumlu degildir.
Magmaweld sogutma sivisina farkli sogutma sivisi ya da su eklentisi yapilmasi durumunda tiim garanti
htikiimleri gegersiz olacaktir.

o Farkli marka sogutma sivisi kullanilmak istenirse sogutma sivisi deposunun igerisi tamamiyla bos olmals,
icerisinde herhangi bir kalint1 ya da siv1 kalmamalidir.

o Su sogutma iinitelerinin, Magma Mekatronik Makine Sanayi ve Ticaret. A.S. firmasi kaynak makinalar1
haricinde kullanilmas1 uygun degildir. Su sogutma iiniteleri, harici besleme ile ¢alistirilamaz.
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% KULLANIM BiLGILERI
. 3.1 Kullanici Arayiizii

4 )
11
3 ) 4
5
1 2
6 7 8
\. J
Ayar Potlar1
1-2 | Istenilen kaynak i¢in tel hizin1 ve voltaj degerlerini ayarlamak i¢in kullanilir. Ayrica segilen alt mentiler
de stireyi arttirmak ve azaltmak i¢in kullanilir.
Dijital Gosterge
3-4 | Secilen kaynak parametresinin sayisal degerini, kaynak esnasinda akim ve voltaj, bosta tel hizi ve set
voltaji degerini gosterir.
Alt Menii
Kaynak parametre stirelerini belirlemek i¢in
5 | (P1)0,0 /10,0 sn.On Gaz Siiresi (P4) 0,0 / 5,0 sn. Bitis Rampa Siiresi
(P2) 0,0 / 10,0 sn. Son Gaz Siiresi (P5) 1 /10 dk. Sogutma Siiresi
(P3) 0,0 / 10,0 sn. Geri Yanma Siiresi (P6) On / Off (1/0) Soft Start aktif veya pasif konumuna
alabilmek i¢in kullanilir.
6 Serbest Tel Diigmesi
Torgtan istenilen 6l¢tide kaynak teli ¢gikartmayi saglar.
7 Tetik Modu Se¢im Diigmesi
2-Konumu ve 4-Konumu modlarindan birini se¢gmek i¢in kullanilir.
2-konumu segildiginde led (9) 4-konumu segcildiginde led (10)
8 Serbest Gaz Diigmesi
Istenildigi kadar serbest gaz ¢ikisini saglar.
1 Termik Ariza Ledi
Cihaz asir11sindiginda yanar.
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B 3.2 MIG Egrisi

-

Tetik

On
Gaz

Krater

Burn
Back

Son
Gaz

Voltaj

Akim

Krater
Pasif

Y4

Tetik

AN

Voltaj

Akim

.

Krater
Aktif

. 3.3 Menii Yapisi

Fonksiyonlarin modlara gore agik veya kapali olma durumlari asagidaki tablodaki gibidir.

On Gaz Siiresi 0 - 100 (maks. 10 sn.) 10 (1sn.) v v v v
Son Gaz Siiresi 0-100 (maks. 10 sn.) 10 (1sn.) N4 v v v
Geri yanma siiresi 0- 100 (maks. 10 sn.) 10 (1sn.) v v v v
Bitis Rampa Siiresi 0 - 5 (maks. 5 sn.) 10 (1sn.) NG v v NG
Sogutma Siiresi 1-10 dak. 3 dak. NS v v N4
Soft Start 0-1 0 v v v v
Voltaj Skalasi 10-55V v v v N
Akim Skalas1 60 - 650 A v v v N4
Kaynak Akimu 650 A N4 v v v
Minimum Akim 60 A
Tel Hiz1 1-24m/dak.
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. 3.4 Sebekeye Baglama
Makinenizi elektrik hattina baglamadan énce, bir voltmetre ile kontrol edin ve makinenin
plakasinda belirtilen dogru voltajlari kontrol edin ve fisi prize takin.

D) Makineyi sebekeye baglamadan dnce sebeke gerilimini kontrol edin [400 VAC].

Fisi prize takarken, agma/kapama anahtarinin kapali oldugundan emin olun.

e A¢ma / Kapama anahtari ile makineyi ¢caligtirin.
« Fan sesini duyduktan ve voltmere ile ampermetrenin 15181inin yandigini gordiikten sonra anahtari tekrar “0”
konumuna getirerek makineyi kapatin.

. 3.5 Tel Siirme Makaralarinin Secimi ve Degisimi

e Tel stirme boliimiiniin kapagini a¢in. 4 makarali tel siirme sistemini goreceksiniz.

1- Motor

2- Euro Konnektor

3- Baski Makarasi Kolu

4- Baski Makaralari

5- Tel Siirme Makaralari
6- T. S. Makaralari Vidalar:

Sekil 3 : Tel Siirme Sistemi

¢ Kullanacaginiz kaynak telinin malzemesine ve ¢apina uygun tel siirme
makaralar1 kullanin. Celik ve paslanmaz gelik i¢in V oluklu, 6zlii tel
icin tirtikl V olukluy, aliiminyum i¢in U oluklu tel stirme makaralar1
kullanin.

¢ Tel siirme makaralarini degistirmeniz gerektiginde baski makarasi
kolunu kendinize dogru ¢ekip baski makaralarini kaldirdiktan sonra
tel stirme makaralarinin vidalarini sékiin ve mevcut makaralari
cikartin.

Sekil 4 : Tel Siirme Makaralarinin Cikartilmasi

0.8mm.

Makaralarin her iki yiizii de, kullanildiklari tel capina gore isaretlenmistir. Makaralari kul-
lanacaginiz tel ¢cap1 degeri size bakan tarafta olacak sekilde flansa yerlestirin.

« Kullanacagimiz makaralar yerlestirdikten sonra, vidalarini tekrar
takip baski makaralarini indirin ve baski makarasi kolunu kaldirarak
baski makaralart tizerine Kilitleyin.

Sekil 5 : Tel Siirme Makaralarinin Yerlestirilmesi
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. 3.6 Tel Sepetini Yerlestirme ve Teli Siirme

o Tel tasima sisteminin vidasini ¢evirerek ¢ikartin. Kaynak teli
makarasini tel zemine paralel ve hep asagidan gelecek sekilde tel
tasima sistemi miline gegirin ve viday1 tekrardan sikin.

Sekil 6 : Tel Sepetini Yerlestirme

Somunun ¢ok sikilmasi telin siiriilmesini engeller ve arizalara neden olabilir. Somunun az
stkilmasi ise tel siirmenin durduruldugu anlarda makaranin bosalip bir siire sonra karisma-
sina neden olabilir. O nedenle, somunu ne ¢ok siki ne de ¢ok gevsek baglayin.

o Tel siirme makaralarinin tizerindeki baski kolunu ¢ekip agagi indirin, yani baski makaralarini
Y N\

» boslayn.
.7/ \ » Kaynak telini makaradaki baglandig1 yerden ¢ikartip elinizden kagirmadan ucunu yan
keskiyle kesin.

&L—?/

Telin ucunun kagirilmasi durumunda tel bir yay gibi firlayarak size ve cevrenizdekilere zarar
‘ : s verebilir.

« Teli birakmadan tel giris kilavuzundan gegcirerek makaralara,
makaralar tizerinden de torcun igine stiriin.

N & 2, hd
A
« Baski makaralarini bastirip baski kolunu kaldirin [Fl.
o Agma Kapama Anahtarini “1” konumuna getirerek makineyi ¢alistirmg.
¢ Tel tor¢ ucundan ¢ikana kadar tetige basin, bu arada kaynak teli makarasinin rahat dondiigiinii gozlemleyin,
tetigi bir kag kere basip birakarak sarimda herhangi bir gevseme olup olmadigini kontrol edin El.
Gevseme ve/veya geri sarma gozleniyorsa, tel tasima sisteminin vidasini biraz daha sikin.

« Tel tor¢ ucundan ¢ikinca nozulu ve kontak memeyi torca geri takin .
o Teli bir tahta iizerine siirerek H uygun tel baski ayarini yapin B ve tel ucunu kesin H.
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A D E
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\J yF yF F
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A: Uygun tel baskisi ve kanal 6l¢tisii

B: Baski kolu ¢ok sikistirildigi i¢in telin seklinde bozulmalar olusuyor.

C: Baski kolu ¢ok sikistirildig icin makara ytizeyinde bozulmalar olusuyor.

D: Makaranin kanal boyu kullanilan tel i¢in kii¢tik. Telin seklinde bozulmalar olusuyor.
E: Makaranin kanal boyu kullanilan tel i¢in biiyiik. Tel kaynak bolgesine sevk edilemiyor.

. 3.7 Gaz Debisini Ayarlama

A Gaz ayarini ve gaz testini tel siirme makarasinin baski kolunu indirerek yapin !

e Debi ayar vanasi ile gaz debisini ayarlayin. Alasimsiz . Paslanmaz
o Pratik gaz (CO, Ar, karisim) debisi orani tel Celé.)kz;’l.f,l“_"ef“ﬂ Ozli Tel Gelik Aliiminyum
¢apinin 10 katidir.

apinit . . —08 8lt/dak.  7lt/dak.  8lt/dak.  8lt/dak.
Ornegin tel cap1 1,2 mm ise, gaz debisi g
10x %,2 = 1; lIt)/ dak. olarak a{;arlanabilin BB 9 lt/dak. iy el 4 2l
 Daha hassas debi ayar1 i¢in yandaki tabloyu 810 10lt/dak.  9lt/dak.  10lt/dak  10lt/dak.
kullanabilirsiniz. Gaz debisini ayarladiktan sonra = 12 121t/dak.  11lt/dak.  121t/dak. ~ 121lt/dak.
baski makarasi kolunu kaldirin ve tel siirme £ 16 16lt/dak.  15lt/dak. ~ 16lt/dak.  16It/dak.
initesinin kapagini kapatin. Not: Standart kosullarda énerilen degerlerdir.
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. 3.8 Kaynaga Baslama ve Kaynagi Sonlandirma

* Kullanacaginiz telin ¢apina, kullanacagimz gazin tiirtine ve kaynagini yapacaginiz malzemenin kalinhgina
gore makinenizin kaynak parametreleri tablosundan “Kaba Ayar Kademesi”, “Ince Ayar Kademesi” ve “Tel

Siirme Hiz1"n1 tespit edin ve makinenizi bu ayarlara getirin.

Tel Cap1

Malzeme Kalinlig1

ince Ayar Kademesi

Tel Siirme Hiz1

Akim
VvV Gerilim

« Biitiin glivenlik kurallarina uydugunuzdan ve gerekli 6nlemleri aldiginizdan emin olduktan sonra kaynaga

baslayabilirsiniz.

 Kaynak esnasinda anlk kaynak gerilimi voltmetrede, anlik kaynak akimi1 ampermetrede goriintiilenecektir.

Kaynak yapmadiginiz zamanlarda torcu is parcasina, kaynak pensesine, makinenin kaportasina
degmeyecek ve tetigi basili kalmayacak sekilde birakin.

» Kaynak makinesiyle isiniz bittikten sonra bir siire makinenin sogumasini bekleyip agma kapama anahtarini

7]
I
‘ Kaba Ayar Kademesi
F
®or
A

“0” konumuna getirin. Makinenin fisini ¢ekin ve gaz tiipiinii kapatin.

. 3.9 Kaynak Parametreleri

» Kaynak parametrelerine laboratuar kosullarinda masif tel ile yapilan yatay kaynakla ulagilmistir.

Uygulamaya ve ortam kosullarina gore degerler degisiklik gosterebilir.

co, Ar/CO, (80/20)
- = 1| 2] 3 1| 2] 3] 5 5
£ g, 4.2| 5.5| 6.5 45| 52| 7] 12| 21
2 A 60| 70 80 60| 70| 90| 130|191
s Vv 19| 20| 21 18| 19| 20| 23| 31
L 2| 3| 5/ 10 2| 3] 5| 5| 10
£ @g, 42| 48| 7] 9 5/ 5.8 9| 13| 15
2 A 90| 100{ 130 150 95| 120( 160| 210| 250
) \'/ 20| 21| 24| 26 20| 21| 24| 30| 32
LT 3| 5] 10] 12 3 5| 5] 10] 12
£ g, 35 5 7/ 8 4| 7.5/10.5(11.5| 14
o A 120| 155| 190 220 120| 200| 250| 275| 320
) Vv 22| 24| 27| 29 19| 24| 30| 32| 34
L1 5 10] 20 5[ 10] 20
E g, 3.8/ 55| 8 3.7| 8.5/ 9.5
2 A 180| 250| 340 210{ 380/ 400
s \' 24| 29| 3 21| 34| 35
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& BAKIM VE ARIZA BiLGILERIi

¢ Makineye yapilacak bakim ve onarimlarin mutlaka yetkin Kisiler tarafindan yapilmasi gerekmektedir.
Yetkisiz kisiler tarafindan yapilacak miidahaleler sonucu olusacak kazalardan firmamiz sorumlu degildir.

¢ Onarim esnasinda kullanilacak pargalari yetkili servislerimizden temin edebilirsiniz. Orijinal yedek par¢a

kullanimi makinenizin 6mriinii uzatacag gibi performans kayiplarini engeller.

¢ Her zaman lireticiye veya iiretici tarafindan belirtilen yetkili bir servise bagvurun.

» Garanti siiresi igerisinde Uretici tarafindan yetkilendirilmemis herhangi bir girisiminde tiim garanti
htikiimleri gegersiz olacaktir.

» Gegerli givenlik kurallarina bakim onarim islemleri sirasinda mutlaka uyunuz.

o Tamir i¢cin makinenin herhangi bir islem yapilmadan dnce, makinenin elektrik fisini sebekeden ayiriniz ve
kondansatorlerin bosalmasi i¢in 10 saniye bekleyiniz.

. 4.1 Bakim

lrl" 3 Ayda Bir

¢ Cihaz lizerindeki uyari etiketlerini sokmeyiniz. Yipranmis / yirtilmis etiketleri yenisi
ile degistiriniz. Etiketleri yetkili servisten temin edebilirsiniz.

¢ Torcun, penselerin ve kablolarinizin kontoliinii yapiniz. Parcalarin baglantilarina ve (sl
saglamligina dikkat ediniz. Hasar gormiis / arizali parcalari yenisi ile degistiriniz. % A
Kablolara ek / onarim kesinlikle yapmayiniz.

» Havalandirma i¢in yeterli alan olduguna emin olunuz. “

¢ Kaynaga baslamadan 6nce torcun ucundan ¢ikan gaz debisini debimetre ile kontrol
ediniz. Gazin debisi yiiksek veya diisiik ise yapilacak kaynaga uygun seviyeye getiriniz.

IE(".'_D 6 Ayda Bir

« Civata, somun gibi birlestirici parcalar1 temizleyiniz ve sikistiriniz. M

« Elektrod pensesi ve toprak pensesi kablolarini kontrol ediniz.

» Makinenin yan kapaklarini agarak diisiik basingh kuru hava ile temizleyiniz. ——
Elektronik parcalara yakin mesafeden basingl hava uygulamayiniz. ég:

e Su sogutma tlinitesinin deposundaki su periyodik araliklarla sert olmayan, temiz bir

su ile yenileyin ve donmaya karsi antifriz ile koruyun. ’<“5§f &@
R
[}

NOT: Yukarida belirtilen siireler, cihazinizda hi¢bir sorunla karsilasilmamasi durumunda uygulanmasi|

gereken maksimum periyotlardir. Calisma ortaminizin yogunluguna ve kirliligine gére yukarda
belirtilen islemleri daha sik araliklarla tekrarlayabilirsiniz.

A Asla kaynak makinesinin kapaklari acikken kaynak yapmayin.

. 4.2 Periyodik Olmayan Bakim

 Tel Stirme Mekanizmasi temiz tutulmall ve makara yiizeyleri kesinlikle yaglanmamali.
¢ Her kaynak teli degisiminde mutlaka mekanizma iizerinde biriken kalintilar1 kuru E@F
hava yardimiyla temizleyin.
o Torg lizerindeki sarf malzemeler diizenli olarak temizlenmeli.
Eger gerekiyorsa degistirilmeli. Bu malzemelerin uzun stireli kullanilmasi i¢in orjinal %’

urtn ler olmasina dikkat edin.
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. 4.3 Hata Giderme

Asagidaki tablolarda karsilasilan olasi hatalar ve ¢6zliim dnerileri bulunmaktadir.

Makine ¢alismiyor

o Elektronik kart arizali

e Yetkili servis ile iletisime geciniz

¢ Makinenin elektrik baglantisi sorunlu

« Makinenin elektrige bagl
oldugundan emin olunuz

* Sebeke baglantilar hatal

Sebeke baglantilarinin dogru
oldugunu kontrol ediniz

¢ Sebeke besleme sigortasi hatali veya
sebeke kablosu hasarl

¢ Sebeke besleme sigortalarini, sebeke

kablosunu ve fisini kontrol ediniz

¢ A¢ma/ kapama anahtari dogru
¢alismiyor

¢ A¢ma/ kapama anahtarini kontrol
ediniz

Tel stirme motoru ¢alismiyor

Elektronik kart arizall

Yetkili servis ile iletisime geciniz

Tel siirme motoru ¢alisiyor,
fakat tel ilerlemiyor

Tel stirme makaralari tel capina
uygun se¢ilmemis

Uygun tel siirme makarasi se¢iniz

Tel stirme makaralarindaki baski
cok az

Dogru baski makarasi ayarini yapiniz

Iyi kaynak yapilmiyor

Kontak meme ebadi hatali se¢ilmis
veya tahribat gérmis

Kontak memeyi degistiriniz

Baski makaralarinin baskisi az

Dogru baski makarasi ayarini yapiniz

Koruyucu gaz ¢ok fazla veya
¢ok az geliyor

Kullanilan gazi ve ayarini kontrol
ediniz. Gaz ayar1 yapilamiyor ise
yetkili servise danisiniz

Kaynak parametreleri uygun
secilmemis

Voltaj ve tel hiz1 ayarlarinizi
degistirin

Kaynak akimi kararh degil ve/
veya ayarlanmiyor

Makinenin topraklama pensesi is
parg¢asina bagh degil

Makinenin topraklama pensesinin
pargasina bagh oldugundan emin
olunuz

Kablolar ve baglanti noktalar1 hasarl

Kablolarin saglamligindan ve
baglanti noktalarinin aginmamis
oldugundan emin olunuz

¢ Yanlis parametre ve proses se¢ilmis

Parametre ve proses se¢iminin
dogru oldugundan emin olunuz

« Elektrod kutbu ve amper degerleri
hatali (MMA kaynaginda)

Elektrodun bagli olmasi gereken
kutbu ve makinede ayarlanmasi
gereken akim degerini kontrol ediniz

o Tungsten ug asinmis (TIG kaynaginda)

o Tungsten ucun temiz oldugundan
emin olunuz

¢ Kaynak torcu hasarli
(MIG, TIG kaynaginda)

Kaynak torcunun saglamligindan
emin olunuz

Fan ¢alismiyor

o Elektronik kart arizasi

e Yetkili servis ile iletisime geginiz

Kaynak akimi kararl degil ve/
veya ayarlanmiyor

o Elektronik kart arizasi

o Yetkili servis ile iletisime geciniz

Makine guriiltiilii calisiyor

« Kontaktor arizali

o Yetkili servis ile iletisime geginiz

www.magmaweld.com
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. 4.4 Hata Kodlari

Hata Kodu

ERR C1 o Glig kartiile haberlesilemiyor « Cantay1 ve giig kaynag ara paket
ERR C2 ¢ Tel siirme karti ile haberlesilemiyor baglantilarini kontrol edin. Makineyi
. Cii - ; kapatip agin. Sorun devam ediyorsa
ERR C3 ﬁ:g;?;;l‘g fo;:rurme kartiile Yetkili Servise bildiriniz
R . « . ¢ Makinenin sogumasi igin bir siire
ERR TER Makine agiriisindigindan termik bekleyin, hata mesaj1 gegtiginde
atmustir T o
kullanima devam edebilirsiniz
. . . e Faz (R,S,T) baglantilarini kontrol
ERR FAZ Fazlardan (R,S,T) bir veya bir kaginda edin, hata mesaj: gegtiginde
sorun var A
kullanima devam edebilirsiniz
KULLANIM KILAVUZU www.magmaweld.com
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RD 650 MW

M ExiER

. 5.1 Yedek Parga Listesi

KULLANIM KILAVUZU
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86 EKler RD 650 MW
NO TANIM MALZEME KODU
1 Kontaktor A378002010
2 Konnektor A378002002
3 Elektronik Kart E303A A405000122
4 Gaz Ventili A256400004
5 Tel Stirme Sistemi A229900003
6 Elektronik Kart E503A A405000124
7 Sogutucu Fan A250200014
8 Ana Trafo K304000091
9 Sok Bobin K304500118
10 Pako Salter A308030006
11 Neon Sinyak Ampulii K310310002
12 Kaynak Prizi A377900107
13 Tas Direng A410200006
14 Senkron Trafosu K304400053
15 Kontaktoér A311200080
16 EMC Filtre K405000902
17 Monofaz Prizi A377100004
18 Diyot Kopriisii A430901022
19 Tristor Koprisi A430902009
20 Elektronik Kart E102A A405000123
21 Quick Kaplin Mavi A245700002
22 Quick Kaplin Kirmizi A245700003
23 Radyator A260000004
24 Su Pompasi A240000004
25 Su Deposu A249000003

KULLANIM KILAVUZU
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RD 650 MW

. 5.2 Baglanti Semalari

Blok Diyagram
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88 Ekler

Devre Semasi
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@ magmaweld GARANTI BELGESI

MALIN

Modeli

Seri Numarasi

IMALATCI / iTHALATCI FIRMANIN

Unvam MAGMA MEKATRONIK MAKINE SANAYi VE TICARET A.S.
Adresi Organize Sanayi Bélgesi 5. Kisim MANISA

Telefonu / E - Postasi +90 236 226 27 00 / info@magmaweld.com

Unvam

Adresi

Telefonu / E-Postasi

Fatura Tarihi ve No.

ALICININ

Unvam

Adresi

Telefonu / E - Postasi

Teslim Alanin Adi Soyadi
KURULUMU YAPAN SERVISIiN

Unvam

Teknisyenin Ad1 Soyadi

Devreye Alma Tarihi
(Garanti Baglama Tarihi)

Garanti Sartlar1 icin www.magmaweld.com.tr/garanti-sartlari/wt web sitemizi
ziyaret ediniz.







MAGMA MEKATRONIK MAKiNE SANAYi VE TICARET A.S.

www.magmaweld.com

DECLARATION OF CONFORMITY c €
UYGUNLUK DEKLARASYONU

Company/Firma
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi 5. Kisim Yalgin Ozaras Caddesi No:145030 Manisa / TURKIVE

Factory/ Fabrika
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi 5. Kisim Yalgin Ozaras Caddesi No:1 45030 Manisa / TURKIYE

The Product/ Uriin

Appropriate for professional and industrial usage.
RD 650 MW -600Amp (%40) MIG/MAG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
RD 650 MW 600Amp (%40) MIG/MAG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standart|
ENIEC 60974-1:2018 , EN 60974-10:2014

Meet the requirements of the European Directive
/

Gereklilikler Karsilanan Avrupa Direktifleri
EMC Directive 2014/30/EU - LVD Directive 2014/35/EU

Magma Mekatronik Makine Industry and Trade Co. We declare that the above mentioned
products comply with the standard. This declaration will loose its validity in case of
modification on the welding machine without our written authorization.

Magma Mekatronik Makine Sanayi ve Ticaret A.S. olarak yukarida gecen iriiniin standartlara
uygun oldugunu beyan ederiz. Yazili iznimiz olmaksizin makine iizerinde yapilan degisiklikler
bu belgeyi gegersiz kilacaktir.

Date ofissue/ Yayin Tarihi Banis Ozgiir TUGGAN

Manisa-12.10.2021 Ar-Ge Miidiirii/R&D Manager




EBPA3UACKUA 3KOHOMWYECKUIA COIO3
OEKNAPALUUA O COOTBETCTBUU

3asBuTeab O6IIECTBO C OrpaHUYEHHOH 0TBeTCTBEHHOCTHIO "MAT'MABDIIJ CIIB"

MecTo HaxKASHHUS U aipec MEcTa OCYIIECTBIeH s AesaTenpHocTH: 191124, Poceus, ropon Cankr-Iletep6ypr,
ynuua Crapononsckas, [lom 10, Jlutepa A, Ilomeruenue 217

OCHOBHO# roCyapCTBEHHBIH perucTpanoHHbii Homep 1187847141503,

Tenedon: +78123317470 Axpec snekTpoHHOM mouThl: magmaweld@inbox.ru

B Jinue ['eHepanpHoro aupekropa [apmuHckoro Anapes JIbBoBu4a

3asBJsieT, 4To OBopyI0BaHHE JUIA CBAPKH M Ta30TEPMHYECKOTO HAMBUICHHS: aNlapaThl JUIA TYTOBOH CBAPKH MOJEIH:
MINISTICK, MINISTICK DELUXE, MEGASTICK, MEGASTICK DELUXE, ID 800E, MONOSTICK 165i,
MONOSTICK 200i, PROSTICK 200i, ID 250 E, ID 300 E, ID 350 E, ID 400 E, RD 500 E, RD 650 E, GL 451, TD 355, GL
600, ID 250E BASIC, MONOTIG 160i BASIC, MONOTIG 160i, MONOTIG 200i, MONOTIG 160ip, MONOTIG 220ip,
MONOTIG 220ip AC/DC, ID 250 T DC, ID 300 T DC, ID 250 T DC PULSE, ID 300 T DC PULSE, ID 250 TW DC, ID
300 TW DC, ID 250 TW DC PULSE, ID 300 TW DC PULSE, ID 300 T AC/DC PULSE, ID 300 TW AC/DC PULSE, ID
500TW DC PULSE, ID 500TW AC/DC PULSE, MONOMIG 200ik, ID 300 M, MEGAMIG, ID 65 PCA, ID 65 PCB, ID
300 M SMART, ID 300 M PULSE SMART, ID 300 M EXPERT, ID 300 M PULSE EXPERT, ID 300 MW SMART, ID
300 MW PULSE SMART, ID 300 MW EXPERT, ID 300 MW PULSE EXPERT, ID 400 M SMART, ID 400 M PULSE
SMART, ID 400 M EXPERT, ID 400 M PULSE EXPERT, ID 400 MW SMART, ID 400 MW PULSE SMART, ID 400
MW EXPERT, ID 400 MW PULSE EXPERT, ID 500 M SMART, ID 500 M PULSE SMART, ID 500 M EXPERT, ID 500
M PULSE EXPERT, ID 500 MW SMART, ID 500 MW PULSE SMART, ID 500 MW EXPERT, ID 500 MW PULSE
EXPERT, ID 300 MK SMART, ID 300 MK PULSE SMART, ID 300 MK EXPERT, ID 300 MK PULSE EXPERT, ID 300
MKW SMART, ID 300 MKW PULSE SMART, ID 300 MKW EXPERT, ID 300 MKW PULSE EXPERT, ID 400 MK
SMART, ID 400 MK PULSE SMART, ID 400 MK EXPERT, ID 400 MK PULSE EXPERT, ID 400 MKW SMART, ID
400 MKW PULSE SMART, ID 400 MKW EXPERT, ID 400 MKW PULSE EXPERT, RS 200 MK, RS 250 M, RS 250
MK, RS 300 M, RS 300 MK, RS 350 M, RS 350 M PRO, RS 350MK PRO, RS 350MW PRO, RS 350 MW, RS 350 MK,
RS 400 M, RS 400 MW, RS 400 MK, RS 450M PRO, RS 450 MW PRO, RS 500 M, RS 500 MW,RS 550 M PRO, RS 550
MW PRO, RD 650 MW.

Hsrorosutens "Magma Mekatronik Makine Sanayi ve Ticaret A.S."

MecTo HaX0K/ACHHS U a/IpeC MECTa OCYLUECTBICHUS ACATEIBHOCTH 110 H3TOTOBNEHHIO Nponykuuu: Typuus,
Organize Sanayi Bolgesi, 5.Kisim, 45030 Manisa

@duman: "MAGMAWELD ULUSLARARASI TICARET A.S." Typuus, Dereboyu Cad. Bilim Sok. Sun Plaza
5/7 Maslak, 34398 Istanbul ITpoaykiiksi H3rOTOB/NEHA B COOTBETCTBUH ¢ JlnpekTHBoit 2014/35/EU

"HuskosonsTHOE 06opynosanue", Jupektupoi 2014/30/EU "OnexTpoMarHuTHas COBMECTHMOCTB",
JlupextnBoit 2006/42/EC "Be3onacHOCTh MalliH ¥ 060pyA0BaHus".

Kox (xoaer) TH BOJI EASC: 8515391800
CepuiiHbli BBITYCK.

COOTBETCTBYET TPeGOBAHUAM

Texuuyeckoro pernamenrta TamoxxerHoro coroza TP TC 004/2011 "O GezonacHOCTH HU3KOBOJIBTHOTO
obopynoBaHus"

Texunueckoro pernamenta TamoxenHoro coroza TP TC 010/2011 "O 6e3omacHocTH MalIMH H 000pyA0BaHHS"
Texunyeckoro pernamenrta TamoxkenHoro coroza TP TC 020/2011 "OnekTpoMarHuTHas COBMECTHMOCTh
TEXHHYECKHX CPEACTB"

Jleky1apauusi 0 COOTBETCTBHH NPHHSITA HA OCHOBAaHHH

TTporokoa ucnsitauuit Ne 00501/TC/072021 ot 07.07.2021 roxa, BeiganHoro McneitatensHoit TaGopatopuei
000 «TEXHOCHH» (peructpauioHHbI# HOMep aTTecTaTa akkpenutanuu RU.SSK4.04EJIKO)

CxeMa JIeKIapipoBaHHs COOTBETCTBHA: 11

JononHuTeabHas HHGOpMANHS

YenoBus XpaHEHHs(: IPOIYKLHS XPAHUTCS B CYXHX, POBETPHBAEMBIX CKIIAJICKHX MOMEILEHHAX IPH
Temneparype ot 0 °C 1o +30 °C, npH OTHOCHTENBHOM BIaKHOCTH Bo3ayXa He Gonee 80 %. Cpok XpaHeHHs:
H3rOTOBMTENIEM HE ycTaHOBJEH. Cpok CIyKGBI: SJIeT.

JlexJlapauusi 0 COOTBETCTB @uﬁenw‘a ¢ AaThl PEruCTPauuy no 11.07.2024 BKJIIOYHTENLHO

4 = TaBumHckuit AHapeit JIbBoBHY

‘ M.IL (@ V.0, sansnrens)

"~ (MOANMCs)

PerncTpauuoHHBIH HOMep AeKJIapALMH O cOOTBeTéann: EA3C N RU I-TR.PA01.B.00558/21
JlaTa pericTpauuy JAeK/JIapauHy o cp@fBé‘r’/c’ljiu’n: 14.07.2021









YETKILI SERVISLER

MERKEZ SERVIS

Organize Sanayi Bélgesi, 5. Kisim 45030 MANISA
Telefon : 444 93 53
E-Posta : info@magmaweld.com

YETKILI SERVISLER
= Ly

Giincel servis listemiz icin www.magmaweld.com.tr/servis-listesi
web sitemizi ziyaret ediniz.
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