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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.

e 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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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,

« 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 Jr 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
. " 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 « 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

« 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.

« 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.
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% TECHNICAL INFORMATION
. 1.1 General Information

ID 350E is an inverter type portable, tri-phase DC MMA welding machine designed to weld stick electrodes
up to 6.0 mm. Due to descending characteristics of the inverter technology it provides stable arc and good
restriking performance. Initial striking ability of the electrodes can be improved via Hot Start potentiometer
and certain electrodes like basic electrodes which have tendency to short circuit and stick to the weld pool
could be avoided by adjusting the Arc Force potentiometer. It can be used as a Touch-Scratch DC TIG* welder
if a TIG torch with a valve is connected. ID 350E can also be used with long welding cables up to 25 m. Plus,
wireless and cable remote control options are possible.The machine is fan cooled and thermally protected
against over heating.

. 1.2 Machine Components

1

5
2 6
3 7
4 8

Figure 1: 1D 350E

1- Current Adjustment Pot 7- Welding Mode Selection Button

2- Current Display 8- Earth Cable and Welding Cable Socket (-)
3- Voltage Display 9- Handle

4- Earth Cable and Welding Cable Socket (+) 10- Remote Control Connector Inlet

5- Hot Start Adjustment Pot 11- ON / OFF Switch

6- Arc Force Adjustment Pot 12- Mains Cabla Inlet

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

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.

or yi Bolgesi 5.Kisim Manisa-TURKIYE

ID 350 E Seri No:

A Q=

EN 60974-1 / EN 60974-10 / Class A

5A /20.2V - 350A / 34V 5A /10.2V - 350A / 24V
7 - X 35% 60% 100% # -—= X 35% 60% 100%
I, 350A 267A 207A I, 350A 267A 207A
U, 34V 30.7V | 28.3V U, 24V 20.7V | 18.3V
D U,=86V I, 28.4A | 21.3A | 16.1A D U,=86V I, 23A 17A 11.4A
S, 19.6kVA|[14.7kVA|11.1kVA S, 15.9kVA|[11.7kVA] 7.9kVA
D> |y=a00v| 1,_=284a l,= 16.8A o= 23A l,.= 13.6A
3~50-60Hz
(5] IP21§ C€
EBHIZHCO HPI= Three Phase Transformer Rectifier X Duty Cycle
TIG Welding Uo Open Circuit Voltage
Z MMA Welding Us Mains Voltage and Frequency
== Direct Current Uz Rated Welding Voltage
D Vertical Characteristic I Rated Mains Current
DD Mains Input 3-Phase Alternating Current Iz Rated Welding Current
m %ﬂi\sﬁgg r&)gn?é)eration at Hazardous S: Rated Power
1P21S Protection Class
Duty Cycle
Temp?:‘ature (9]
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
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. 1.4 Technical Data

TECHNICAL DATA UNIT ID 350E
Mains Voltage (3-phase 50-60 Hz) \% 400
Rated Power kVA 19.6
Welding Current Range ADC 5-350
Rated Welding Current ADC 350 (%35)
Open Circuit Voltage VDC 86
Stick Electrode Diameter Range mm 1.60 - 5.00
Dimensions (1x wx h) mm 585x307 x 515
Weight kg 32
Protection Class IP 21S
. 1.5 Accessories
STANDARD ACCESSORIES QTY ID 350E
Workpiece Clamp and Cable 1 7905203503 (35 mm? - 3 m)
Electrode Clamp and Cable 1 7906203503 (35 mm? - 3 m)
OPTIONAL ACCESSORIES QTY ID 350E
Remote Control 10m 1 7900000210
Remote Control 20m 1 7900000220
Remote Control 30m 1 7900000230
Remote Control 40m 1 7900000240
Remote Control 50m 1 7900000250
Transport Trolley 1 7900000600
Rack (4, vertical) 1 7900000804
Rack (6, vertical) 1 7900000807
Rack (9, vertical) 1 7900000809
Lava TIG 20V (4 m) TIG Torch 1 7111020004
Lava TIG 20V (8 m) TIG Torch 1 7111020008

www.magmaweld.com
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% 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 « Warranty certificate

» Workpiece clamp and cable  User manual

 Electrode clamps and cable

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

o For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention
to overheating, dust and 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 duty 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. 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 duty cycle rates specified on the product label. Exceeding duty cycle rates can damage the
machine and this may invalidate the warranty.

o Use the fuse that is compliant with your system.

« Secure the ground cable as close as possible to the welding area.

¢ Do not allow the welding current to pass through equipment other than the welding cables.

« Secure the gas cylinder to the wall with a chain.

o The welding cables and the mains cable must not be wrapped in the machine housing during operation.

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

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 Connection to Mains

A When plugging the power plug into the outlet, make sure that the power switch is set to “0’.

¢ Check the 3-phase with a voltmeter before connecting the machine to PRFRR
the mains. After detecting that each phase is 400V (+ 40V), attach the
plug into the wall outlet.

o Start the machine with the on / off switch.

¢ Turn the machine off by turning the switch back to the “0” position
after hearing the fan sound and seeing the ammeter and voltmeter
lights are on.

. 2.5 Connections for MMA Welding

e According to the polarity of the electrode to be used, insert
welding cables into the appropriate outlet and tighten them by
turning clockwise.

» Connect the earth clamp tightly to the workpiece as close as
possible to the welding area.

Figure 3 : MMA Welding Connections

. 2.6 TIG Welding Connections

e TIG torch with a valve should be used.

o Connect the TIG torch power cable to the negative outlet and the
earth cable to the positive outlet of the machine.

« [nstall the Argon gas regulator onto the Argon gas cylinder.

 Connect the gas hose of the torch to the gas regulator.

7

Figure 4 : Connecting Gas Cylinder Figure 5 : TIG Welding Connections
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] % oPERATION

. 3.1 User Interface

_CEA

N A

5
 Rutile .
(4 Basic ;
(@ Cellulosic

\%
/ :
3—— N

10
Arc Force

10

@ magmaweld ID 350E

Current Display
1 | Displays the welding current during welding, displays the adjusted current when the machine doesn’t
weld.

Current Adjustment Pot
Is used for adjusting the welding current a range of 5-350A.

Voltage Display
Displays the open circuit voltage and the welding voltage during welding.

Hot Start Adjustment Pot
Is used for a better ignition in stick electrode welding.

Rutile Electrode Welding Led
Light when rutile electrode welding mode is selected.

Basic Electrode Welding Led
Light when basic electrode welding mode is selected.

Cellulosiz Electrode Welding Led
Light when cellulosiz electrode welding mode is selected.

Touch-Scratch TIG Welding Led
Light when touch-scratch TIG welding mode is selected.

Welding Mode Selection Button/ VRD Function

It is used to select one of the MMA and touch-scratch TIG welding modes or to access the VRD
function.

You have to press and hold this button for 3 seconds to access the VRD function.

If you want to activate the VRD function, you must turn the pot 2 (Current Adjustment Pot) and turn
the VRD function to On position.In this way, the output current voltage drops below 12 Volts.

USER MANUAL www.magmaweld.com
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You can back to the main menu by pressing button 9 (Welding Mode Selection Button / VRD Function)
again.

When you want to turn off the VRD function, you can reach the VRD function screen by pressing and
holding button 9 for 3 seconds. You must turn the pot 2 to turn the VRD function to Off. To return to
the main menu, you must press button 9 again.

Arc Force Adjustment Pot

10 is used for reducing the electrode’s tendecy to stick into the weld pool during welding.

I 3.2 MMA Welding

o Push the welding mode selection button for selecting the stick electrode welding mode. Stick electrode
welding led ligths.

o Adjust the current via current adjustment konb.

 Below table can be used as a rough reference for mild steel electrodes. For exact parameters, please refer to
the electrode manufacturer’s recommendations.

Covered Electrode Recommended Welding Current

Diameter (mm)  Rutile Basic Cellulosic
2.0 40-60 A - -
2.5 60-90 A 60-90A 60-100 A
3.25 100-140 A 100-130A 70-130A
4.0 140-180 A 140-180 A 120-170A
5.0 200-240 A 200-250 A 160-200 A
6.0 260-300 A - -

 For better ignition turn the HOT START knob clock-wise. Welding arc can drill the metal when it is very thin
and hot start is high.

* ARC FORCE is useful for electrodes which have tendency the knob clock-wise will decrease the tendency to
stick. If ARC FORCE is adjusted too high, spatter increases.

e Start welding. You can observe welding current and voltage by current display and voltage display .

. 3.3 Touch-Scratch TIG Welding

o Push the welding mode selection button for selecting Touch-Scratch TIG welding mode. Touch-Scratch
welding led lights.

o Adjust the current via current adjustment knob.

« Start welding. You can observe welding current and voltage by current display and voltage display.

. 3.4 Remote Control (Optional)

« [tis possible to control the machine from long distances with the wired remote control options available from
Magmaweld. In this case, the appropriate control socket must be installed on the machine by an authorized
Magmaweld service.

¢ When the remote control connector is connected to the machine, ampere adjustment knob on the machine is
disabled automatically and current adjustment is made by the remote control.

www.magmaweld.com USER MANUAL
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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

-
ré Daily Maintenance

* 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
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.

E('.'_) Every 6 Months

¢ Clean and tighten fasteners such as bolts and nuts.

o Check the electrode clamp and grounding clamp cables. A

 Open the side covers of the machine and clean with low pressure dry air. Do not ée/
apply compressed air to electronic components at close distance. P

¢ Check the socket to which the power supply plug of the machine is connected. If
there is any looseness in the power cable connection points of the socket, remove o=~ éﬁz
such looseness. If there is an arc or expansion in the socket slots, replace them with

new ones. rﬁj@
e Check the power supply plug of the machine. If there is any looseness in the power or_
cable connection points in the electricity plug, remove such looseness. If there is an H:\®
arc or deformation at the ends of the plug, replace it with a new one.

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.

USER MANUAL www.magmaweld.com
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. 4.2 Error Codes

oo || oo |

ERR-T1

Thermal
Error

Cause

¢ Machine is overheated because of
high ambient temperature of
exceeding duty cycle

¢ Let the machine on for a while in
order to cool down itself with the
cooling fan. After is cools enough,
you can go on welding

E02

Power Module
Error

o Error/Errors may exist in any
electronic card

Switch off and switch on. If the
error still exists, check the mains
voltage whether it is within the
range of 340V-420V or not. If the
error still exists, contact the
authorized service

E04

Mains Voltage
High

« Mains voltage may have increased

Check the mains connection cables
and the voltage. Make sure the
correct voltage input is provided.
If the mains voltage is normal,
contact the authorized service

E08

Mains Voltage
Low

« Mains voltage may have decreased

Check the mains connection cables
and the voltage. Make sure the
correct voltage input is provided.
If the mains voltage is normal,
contact the authorized service

www.magmaweld.com
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E3 M annex

. 5.1 Spare Parts List

NO DEFINITION ID 350E
1 Potency Button Small A229500001
2 Potency Button Big A229500002
3 Welding Socket A377900106
4 Cooling Fan A250200015
5 Pacco Switch A308033005
6 Control Transformer A366100004
7 Hall Effect Sensor A830900008
8 Electronic Card E202A-3-400 K405000130
9 Electronic Card E202A-12 K405000137
10 Electronic Card E202A-FLT V1.1 K405000199
11 Electronic Card E202A-4A (400E V2) K405000218
12 Electronic Card E206A-1 V1.4 (400E V2) K405000219
Thermostat A314800107
Power Transformer A366000025
Ultrafast Rectifier A430100012
Choke Coil A421000027
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. 5.2 Connection Diagrams
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@ ITPABHJIA TEXHUKH BE3OITACHOCTH

Co6.100aiime 8ce npagu/ia mexXHUKU 6e30NacHOCMU, yKa3aHHble 8 IMoM pykoeodcmee!

OnucaHue ceedeHuli no ¢ 3HaKHM 10 TeXHHUKe 6€30MaCHOCTH, yKa3aHHbIe B PyKOBO/CTBE, UCIIOJIb3YIOTCS JJIs1
mexHuKe 6e30nacHoCmu  o1npeJieJieHusi HOTeHIIMaJbHbIX UCTOYHUKOB OTNIACHOCTH.
[Tpu pa3MellleHUH KaKoro-a160 3HaKa [0 TeXHHKe 6e30MacHOCTH B 9TOM PYKOBO/CTBE €ro
A c/leflyeT IOHUMAThb KaK yKa3aHWe Ha HaJIMYKe PHUCKa TeJeCHbIX TOBPEXJeHUH 1 BO
n36exaHue NOTeHIMalbHON OMACHOCTH BHUMATEIbHO 03HAKOMUTHCS C IPE/I0CTABIEHHBIMHU
Jlajiee MosICHEHUSIMHU.
Buiaziesier; o6opyioBaHMs HECET OTBETCTBEHHOCTD 3a NPe0TBpalleHHe JJOCTyna
MOCTOPOHHUX JIUL| K 060PY0BAHHUIO.
Jlvna, ocyuecTBIsIOIMe IKCIIyaTalMio 060PyA0BaHUS, J0/DKHBI UMETh OTIBIT WM IPOHTH
MOJIHYIO MOJTOTOBKY 110 BOITPOCY BBIIIOJTHEHHUsI CBAPOYHBIX CBapKa / pe3Ka; nepej paboTol Ha
060py/I0BaHUU 03HAKOMBTECH C PyKOBO/CTBOM I10 3KCIJIyaTallUU U CO6JII0/1aliTe MHCTPYKLUU
0 TeXHHKe 6e30MaCHOCTH.

RU

Onucaxue 3HaK08 no
mexHuKe 6ezonacHocmu
BHUMAHUE
A YkasbIBaeT Ha MOTEHI[MaJbHO OMACHYI0 CHTYal[HI0, KOTOpas MOKeT MPUBECTH K TpaBMe WU
nospex/eHuio. HecoGoieHye 3T0i Mepbl IPe0CTOPOXNKHOCTH MOXKET IIPUBECTH K TPaBMe HJIH
noTepe/MOBPeX/eHUI0 UMYyLIeCTBa.

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

4>
‘Q’ Yka3sbiBaeT Ha CepbEé3HYI0 ONACHOCTD. B C/ly4yae HENMPUHATHUA MEP MOXKET IMPUBECTU K CMEPTHU
W Cepbé3HbIM TpaBMaM.

IonumaHue + BHMMaTeJbHO IPOYNTANTE PYKOBOJCTBO 10 IKCIUTyaTallUH, a TAKXKe 03HAKOMBTECH C
npedynpesicdeHuii  MapKUPOBKOH (IpJIBIKOM) U IpeJyNpex/eHUAMH 10 TEXHHKe 6e3011aCHOCTH, Pa3MeléHHbIMU

Nno mexHuKe 6e30NACHOCMU  Ha 0GOPYAOBAHUU.

Y6enuTecs, 4TO NpeAynpexAariias MapKUPOBKa HAX0AUThCS B HaJIeXKallleM COCTOSTHHH.

A 3aMeHHUTe OTCYTCTBYIOLIME U NOBPEXAEHHbBIE IPJIBIKHU.

03HAKOMBTECH CO CIIOCOGOM IKCIIyaTalK 060PYA0BaHHs ¥ TPAaBUJIbHBIMU METOJAMHU
yTpaBJIeHUs: 060pyJ0BaHHEM.
Ocy1ecTBIIARTE SKCIIyaTalMIO Balllero 0G0pyA0BaHUsA B COOTBETCTBYIOLLEH oexe.
HecooTBeTcTByOLIMEe H3MEHEHMs], TPOBOANMbIE Ha BallleM 060Py/J0BaHUH, HETaTUBHO
CKaXXyTcs Ha 6e30MacHOM 3KCILTyaTallui ¥ CPOKe CITYKObI 060pyAOBaHHU.
[Ipon3BogUTENb He HECET OTBETCTBEHHOCTH 3a KaKHe-/T160 N10C/IeACTBHS, BOSHUKAIOLIKE B
pe3yJibTaTe 3KCIIyaTaluy YCTPOHCTBA 3a pe/ie/laMU BblllleyKa3aHHbIX YCIOBUM.

ﬂopamceﬂue /1IeKMpomoKom
Modicem npusecmu K

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maemcmayom HayuoHAIbHbIM

J/eKmpu4ecKum cmaHdapmaM U UHbIM coomeemcmeyroujuM HOpMam, a makaice

L LS (o Gecnensme yemaHoeKy 060pydoeanus KomMnemeHmHbLMU AUYaML.
- o To/1b3yiiTech CyXMMU H HETOBPEXAEHHBIMM H30IHPOBAHHBIMHU MEPYaTKAMU H PaBOIHM
GapTyKoM. 3anpeljaeTcs UCIONb30BaTh MOKpPbIE HIH TTOBPEX/IEHHbIE IIepYaTKH U paGoune
dapTyku.

o HocuTe OrHecTOHKYIO 3aUTHYIO O/i€XK/Y, YTOGbI H36exaTh 03koroB. Ozesx/a, UCIIob3yeMast
0IIepaTOpPOM, JOJIKHA 3ALHMILATD OT UCKP, 6PBI3T U U3JIy9eHUsT AYTH.

« He pa6oTaiiTe B OAMHOYKY. B c/1ydae omacHOCTH yGeAUTECh, YTO y BAC €CTh IOMOIIHHUK Ha
paGoueM MecTe.

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

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

o He npukacaiiTech K 3/IeKTPOAY IIPH KOHTAKTE C 3JIEKTPOOM, OAK/IIOYEHHBIM K paboyeii
HOBEPXHOCTH, T0JIy HJIU APYTOMY 0GOPYAOBAHHUIO.

PYKOBO/CTBO I10 3KCIIIYATALLUU www.magmaweld.com
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BBl MOXKeTe 3alUTUTB Ce6s1 OT BO3MOXKHBIX IIOPa’KeHUH 3JIEKTPUUECKUM TOKOM,

HU30JIMPOBAB ce6s1 0T paboyell NOBePXHOCTH U noJia. Mcrosib3yiTe CyXoH, HeloBpeX 1EHHbIH,
HEeBOCIJIaMeHSAILIUHICA 3/1eKTPOU30JISILIMOHHBIM MaTepHasl TAKUX Pa3MepoB, UTOGbI OH ObLIT
NPUTOAHBIM [/ TPeJOTBPAllleHNsl KOHTAKTa ollepaTopa ¢ pa6odeil MIOBEPXHOCTBIO.

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

[MoacoeMHUTE 3aKUM 3a3eMJIEHHUS] K 3arOTOBKE MJIM PaboueMy CTOJTy KaK MOXKHO GJIHXKe,
YTOGBI 06€CIeYHUTh XOPOIINI KOHTAKT MeTaJlJla C MeTa/JIOM.

[IpoBepbTe ropeJiKy nepej paboToil co CBApOYHBIM aNnapaToM. YGeAUTECh, YUTO FOpeJIKa ¥ ero
KabeJsiy B XopoleM cocTossHAU. O6s3aTe/IbHO 3aMEeHUTE MOBPEX/JeHHYI0 H3HOIIEHHYO
TOpEeJIKY.

He kacaiiTechb fep:xaTesieii 3/1eKTPOAOB, OAK/IIOUEHHBIX K IBYM CBAPOYHBIM alNapaTaM
0/JHOBPEMEHHO, TaK KaK OyJeT NPUCYTCTBOBATh iBOWHOE HANPsXKeHHe X0JI0CTOr0 X0Aa.
Jlep>kUTe annapaT BBIK/IIOYEHHBIM U OTCOEJUHUTE KaGeJln, KOT/ja OHa He UCIOJIb3yeTCs.
I[lepes peMOHTOM MalIMHbI OTKJ/IIOUUTE BCE 3JIEKTPUYECKUE COeJUHEHUS U / UM pa3’beMbl
WJIW BBIKJIDYXWTE MalllMHA.

BynbTe 0CTOPOXHBI TPU UCIIO/Ib30BaHUHU JJIMHHOTO CETEBOT0 KaGess.

Y6enuTech, YTO BCe COeJUHEHUS YUCThIE U CyXUe.

Cnepute 3a TeM, YTO6bI KaGesiM GbIIM CYXUMH, YUCTBIMU U 06€3)KUPEHHBIMH, a TAKXKe
3allMIeHHBIMHU OT ropsYero MeTaslIa v UCKP.

OroJieHHast TPOBOAKA MOXeET y6UTb. YacTo NpoBepsiiiTe Bce Kabesy HAa IpeAMeT BO3MOXKHBIX
noBpexaeHni. Ecin o6Hapy»eH MoBpex/JeHHbINA WM HEM30JIUPOBaHHbIN Kabeslb,
HeMe/lIeHHO OTPEeMOHTHUPYHTe U1K 3aMeHHTe ero.

Ec/v 3a>x1M 3a3eMJIeHUs He IO KJII0Y€eH K 3ar0TOBKe, U30JIUPYHTe ero, 4To6bl IPeJOTBPATUTD
KOHTAKT C JIIOObIM MeTa/JInYeCKUM npegMeToM.

Y6enuTech, 4TO 3a3eM/IeHHe IMHUN TUTAHHA TOJK/II04Y€HO PaBHIBHO.

He ucnosb3yliTe HCTOYHUK IEPEMEHHOT0 TOKA BO BJIQXKHBIX, ChIPBIX HJIU I€pPerpy:KeHHbIX
MeCTax, a TAKXKe B MeCTax, T/ie CyLeCTBYeT ONaCHOCTb NaJleHUsl.

HUcnosb3yiiTe ucTouHuk nepemMenHoro Toka TOJIbKO, ecin aTo Heo6X0AMMO /ISl Tporiecca
CBapKHU.

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

Jono/IHUTE/IbHBIE Mepbl NPEJOCTOPOXKHOCTH TPeGYITCA HPH HAJUYUU JIIOGOro M3
c/1eJyI0IMX 3/IEKTPHUYeCKH ONACHBIX YC/I0BUM:

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

Ha MeTa/l/IMYeCKUX KOHCTPYKIHSX, TAKUX KaK [0JIbl, PEIIeTKH UJIK CTPOUTEJIbHBIE JIeca,
KOr/ia Bbl HAXOIUTEChb B CTECHEHHOM I10JIOXKEHWHU, HAalIpUuMep, CU/id, Ha KOJIEHAX WUJIU JIexa,
KOT/Ia CyIIleCTBYeT BBICOKHH PHCK HEH36eXHOT0 HJIU CIy4alHOTO KOHTAKTa C 3arOTOBKOM HJIH
3eMJIeH.

JlJ1s1 9TUX YCJIOBUH UCIIO/IBb3YHTE Clefiytoliiee 060py0BaHue:

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

Py4Ho¥i cBapoyHbIi annapaT MMA nocTOsSHHOTO TOKa,

CBapO‘{HbIﬁ anmnapaT noCTOAHHOTO WJIU IIEPEMEeHHOr0 TOKa C IOHUXXEHHbIM HallpsXKeHUueM
xoJsioctoro xoza (VRD), ecin umeeTcs.

IIpoyedypul npu
nopasceHuu
/1€KmpuyecKuM mokom

VA +

o OTKJIIOYHTE 3JIEKTPUYECTBO.

¢ Hcnosb3yiiTe HeNPOBOAALIMI MaTepHaJl, HANPUMeEP CyXylo ipeBeCHHY, YTO6bl 0CBOGOUTD

[OCTPa/JiaBLIEro OT KOHTAKTa C TOKOBEYIIMMH YaCTAMHU UM IPOBOJAMH.

[103BOHHUTE B CJIy’KOY IKCTPEHHOH MOMOILH.

Ecnm y Bac ecTb 06y4yeHHe OKa3aHHI0 IepBOoil MOMOILH;

o Eci mocTpa/iaBIini He JIbILINT, IPOBEJUTE Cep/iedHO-IeroyHyto peanumanuio (CJIP) cpasy
ocJie pa3pblBa KOHTAKTa C MICTOYHUKOM 3JleKTpUdecTBa. [Ipofonkaiite CJIP (Maccax cepaua)
A0 TeX Iop, MOKAa He HAYHEeTCH AbIXaHUEe UJIX II0Ka He le/lﬁyﬂeT oMO1lb.

o Ecai1 uMeeTcst aBTOMaTH4eCKUH 3/1eKTPOoHHbIN AedubpusiaTop (AED), ucnosib3yiiTe ero B
COOTBETCTBHHU C HHCTPYKLUHAMHU.

¢ OTHOCHTECH K 3/IeKTPHYECKOMY 0XOTY KaK K TepMU4eCKOMY 0KOT'y, IPHKJ/I1a/iblBast
CTepUJIbHbIE X0JI0/IHBIE (JleifHbIe) KoMNpecchl. M36eraiiTe 3arps3sHeHNs U HAKPOHWTe YUCTON
CyXO¥ MOBSI3KOM.

Asudcywuecs uacmu
Moz2ym npusecmu

K me/1eCHbIM
noepegocaenuﬂm

¢ He npubmxaiTech K ABWXYIUMMCA 06beKTaM.

¢ 3akpbIBaliTe ¥ 3aNMpalTe BCe KPBIIIKY, TAHEJIH, ABEPIbI U T.II. 3alllUTHbIE IPUCIOCOGIEHUS
060pPYZI0BAHUS U YCTPOMCTB.

¢ HocuTe 60THHKH ¢ MeTa/ZIN4eCKMM HOCKOM Ha C/Iy4yail Ma/ieHus TSKEbIX TPeMeTOB.
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Abim u 2a3el Mo2ym
HaHecmu eped
eauiemy 300p0o8bio

S N
Qﬁ%‘jiﬂ

Bo epems 8bino/iHeHUs1 ceapka / pe3ka U pe3Ku Ype38bI4aiiHO ONACHO 80bIXANb dbLM U 2a3 6
meyeHue 01ume/1bHO20 8peMeHU.

2K>keHue 1 pasapakeHHe IJ1a3, HOCA U FOPJIA YKa3bIBAIOT HA HEJOCTATOYHOCTb BEHTUJISILIUH.
B 3TOM cilydae He06X0JMMO He3aMe/JINTeIbHO YAYYIIUTh yPOBeHb BeHTHJIALMH U, eCH
npo6JieMa He yCTpaHeHa, OCTAHOBUTH CBapKa / pesKa.

[IpeaycMoTpHrTe HAa paGoYeM yyacTKe CUCTEMY eCTeCTBEHHOH HJIM HCKYCCTBEHHOM
BEHTUJIALIUHA.

Ha yyacTkax BbIIOJIHEHHUS CBapKa / pe3Ka HJIM Pe3KH UCI0/Ib3YHTe COOTBETCTBYIOLIYIO
cucTeMynabIMoyAasieHus. [Ipy He06XOAUMOCTH YCTAaHOBUTE CUCTEMY, KOTOpasi 0GeCIIeYUT
BBIBO/, ZIbIMa M I'a30B, HAKaIJIMBAIOLIUXCS B LieXe B L[esIoM. Bo n36exxaHue 3arps3sHeHus
OKpY>Kalolliel cpe/ibl BO BpeMsl BbI6GpOCa ra30B UCIO/Ib3YHTe COOTBETCTBYIOILYIO CHCTEMY
dunpTpanum.

I[Ipu npoBeieHNH paboOT B OrpaHUYEHHOM MMPOCTPAHCTBE UM NPH BBINOJHEHUHU CBapKa /
pesKa MaTepuasioB C HIOKPLITHEM U3 CBUHIIA, GePUJIINA, KaIMUs, IMHKA, a TAKXKe OKPaIleHHbIX
MaTepHasoB, IOMUMO BblllleyKa3aHHBIX Mep NPeJOCTOPOXKHOCTH, UCHIO/Ib3YHTe MacKH,
obecreynBalllye MOJayy CBeXero Bos/yxa.

Ecv rasoBble 6aJIJIOHBI CTPYINMPOBAHBI B OT/Ie/IbHOM 30He y6eAUTeCh B HAJTUYUHU
XOpollleld BEHTHJISILIMY B 3TOM ITOMellleHHH; 3aKpbIBaiiTe IJIaBHble K/IAlaHbl 10 OKOHYaHUU
HCIO0JIb30BaHUS ra30BbIX 6a/IJIOHOB, NPOBePsANTe GaJIOHBbI HAa TPeAMeT YTeYKH rasa.
3aluTHBIE rasbl (AproH M T.I1.) IVIOTHee BO3/yXa U IIPH HCI0Jb30BAHUH B IIOMEIleHUH MOTYT
HONAaJATh B JbIXaTeJbHble IyTH BMECTO BO3/yXa. ITO ONACHO AJIsl BAIEero 3/[0POBbSI.

He NpoOBOAUTE CBAPOYHbIE paﬁOTbl MPpYA HAJIMYUHU [1apOB XJIOPUPOBAHHBIX YIVIEBOLOPO/J OB,
BBI/IeJ/IAIOIIMXCS BO BpEMs CMa304HBIX U IIOKPACOYHBIX Pa6OT.

HexoTopble cBapHble / BbIpe3aHHbIE JeTa/ld TPeBYIOT ClielalbHOI BeHTUIsnuu. Ciesyet
BHHUMaTeJIbHO NPOYUTATh PaBUJIa 6€30MacHOCTH NPOJYKTOB, TPEGYIOIUX CleliMaJIbHON
BEHTHJIALMU. B ciyyasx, koraa TpebyeTcs IpoTHBOras, ciefilyeT HaJleTh MOAXOAAIUI
IPOTUBOras.

H3znyueHnue e
ceapoy4Holi dyau

Modicem HaHecmu  »
eped sawum 21a3am

Ry

Jl4 3alMTHI IJ1a3 M JIMLA UCI0JIb3yHTe COOTBETCTBYIONIYIO 3alUTHYI0 MacKy U IIPUTOAHBIN
JLJIS1 MAaCKH CTEKJISTHHBIA QUIIBTD.

3alMiaiTe OT 3TOr0 U3JyYeHHUsl TaKKe Jpyrue 4acT Tesa (PyKHy, e, YU U T.A.)
COOTBETCTBYIOILEN 3aIIUTHON OZEXK0H.

Jlnst mpefynpex/ieHrsl BOSHUKHOBEHUS Y OKPY>KaIOIUX IOBPEX/eHUH OT BO3/eiCcTBUSA
CBapOYHOM /IyTH U rOpsiYMX METAJIJIOB, OTPAIUTE Balll paGo4YMi y4acTOK OTHECTOMKUMU
3KpaHaMM BBICOTOM Ha yPOBHe IVIa3 M MOBeCkTe Npe/ynpex/jaolie 3HaKH.

O6opy/0BaHKe He Ipe/iHa3HA4Y€EHO [/ HarpeBaHUsA 3aMép3lux TpyO. [I[poBesieHNe TaKUX
paboT CBApOYHBIM aNNapaToOM MOXKET MPUBECTH K B3PbIBY, [10XKapy UK

MOBPEX/IeHHUIO BaIllero 060py/[0BaHHsL.

Hckporu »
pas6pul3zusawujuecs
yacmuys!
Moz2ym HaHecmu
noepesicoeHus 21a3am

=4

IIpu BEINOJIHEHUH TAKKX PAGOT, KaK CBapKa, LIM(OBKa UM 3a4MCTKA TOBEPXHOCTH,
MOryT O6pa3OBaTbCﬂ HCKPbI U IPOUCXOUTH pa36phI3I‘I/lBaHI/le MeTaJIJ/IMYeCKUX YaCTHUllL.
Jlns mpeaynpex/ieHns TeJIeCHbIX OBPeX/JeHNH HaJleBalTe 110/} MacKy yTBePKAEHHbIE K
NpUMEHEHHIO 3alllUTHbIe pab0oure OUKU C 60KOBBIMH IUTKAMH.

Topsiuue demaau o
Mo2ym npusecmu K
MAHCENBIM 034C02aM *

¢

He npukacaiTech K rOpsiYUM JIeTaJIsIM FOJIBIMUA PyKaMH.

Ilepes paGoToii ¢ AeTaasIMU 0GOPYAOBAHUSA MIOJ0XKANTE HEKOTOPOE BpeMs, IOKa OHHU OCTBIHYT.
[Ipy HeO6XOAMMOCTH KOHTAKTA C FOPSIYMMU JeTa/IsIMH, UCII0JIb3yHTe COOTBETCTBYIOLIHE
HMHCTPYMEHTBI, TEIJION30IL{HIOHHbIE CBAPOYHbIE IEPYATKH 1 OTHEYIIOPHYIO OJEXKAY.

IoevlweHHblll

YposeHns lllyma
Mooscem Hanecmu
Bped Cayxy

5

Illym, BeIAe/IsieMbI 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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CeapouHasa e Ilpy pa3MaTbIBaHWHU KaTYIIKH CBAPOYHOH MPOBOJIOKH He HANPABJANTe ropesKy Ha
npososioka mModicem  Kakylo-J160 4acTb TeJa, a TAKXKe Ha APYTHX JIIAeH WK KaKre-TM60 MeTalJIu4ecKre
HaHecmu meJ/iecHble  TpeJMEThI.

nosepesicdeHus e Ipyu pa3MaTbIBaHWU BPYYHYIO KaTYLIKH CBApPOYHON MPOBOJIOKH, 0COGEHHO, HEGOJIBIIOTO
JaMeTpa, IPOBOJIOKA MOXKeT BLICKOYUTD U3 BallMX PYK, KaK NPY>KHHA, U TPAaBMUPOBATh
A BacC UJIK OKPYKAIILIUX, IO3TOMY IIPU BBIITOJIHEHUU 3TUX pa60T 0co6eHHOEe BHUMaHHe yaeiure
3allMTe IV1a3 1 JIUNaA.
Ceapka modicem ¢ 3anpeliaeTcs IPOU3BOAUTD CBAPKY BOIM3H JIETKOBOCIJIAMEHSIOIUXCA MaTePUaIoB. ITO
npueecmu Kk  MOXeT IPUBECTH K [10XKapy WUJIN B3PBIBY.
noxcapamu e Ilepes npoBeJieHHeM CBAPOUHBIX PAGOT yAaHUTe 3T MPeAMETHI C y9acTKa UJIM HAKpOHTe UX
83pbleaM  3aIUTHBIMU NOKPBITUAMHU JJIS IPeAYNPEXAeHUS BO3rOPAHUH.

b W

Ha aTux y4acTKax IPUMEHSI0TCA ClieljMaJ/ibHble HAlJUOHAJ/IbHbIE U MEeXJYHAapOJHbIe IpaBUJIa.

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

Ilepes BbINOJTHEHHEM CBapKa / pe3Ka TPy6 U 3aKPBIThIX EMKOCTeH OTKPOHTE UX, TOJTHOCTBIO
OINOPOXHUTE, TPOBETPUTE U ourcTHTe. COGII0AANTE MAKCUMAIBbHYI0 OCTOPOXKHOCTD NTPH
BBINOJIHEHUH CBapKa / pe3Ka Ha TaKMX yyacTKaX.

He npousBoaxTe CBapKy ONOPOKHEHHBIX TPY6 M TPYGOK, KOTOPbIE paHee CoJieprKaln
Bell|eCTBa, CIOCOGHBIE BHI3BATh 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 BOSBHUKHOBEHMUIO ITOKapa. Io saTou NpUYrHE obecrneybTe
HaJ/In4yve B JIErKO JOCTYIIHBIX /1JIf BaC MeCTaX TaKMX MaTepHUaJIoB, KaK OTHETYIIUTEH, BOJa U
TecoK.

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

BbinoiHeHue mexHu4eckozo
o6cayxcueaHus

sAu ycmp
HeKoMnemeHMHsIMU
AUYamu modxcem
npusecmu K me/ecHoIM
noepescoeHuAM

A

3
(24

'me

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

JJIeMeHTBI Fa30BOM CETH PabOTAIOT MO/ JaBJeHHeM; B pe3y/ibTaTe MaHUIYJIALNH,
POU3BOJUMBIX HEKOMIIETEHTHBIMH JIMIIAMH, MOT'YT BOSHUKHYTb B3PBIBBI, U I10JIb30BATENN
MOTYT MOJIyYUTb CEpbE3HbIE TPABMBI.

PexkoMeH/iyeTcst IPOU3BOJUTD 06CIyKMBaHHe 060PYyI0BaHHA U ero neprudepruiHbIX
YCTPOHCTB He pexxe 0HOTO pasa B rof,.

Ceapka / Pe3ka Ha

BrinmosiHANRTe cBapKy/pe3Ky Ha He6GOJIbIINX yYacTKaX M y4acTKaxX C OTPaHUYeHHbIM

HeGOo/1bWUX yHacmKax  TPOCTPAHCTBOM B IPUCYTCTBUH ellé OJHOTO YesIoBeKa.
uy4yacmkax ¢ * Ilo Mepe BO3MOXXHOCTH U36eraiTe NpoBe/ieHHst CBAPOYHBIX PabOT/pe3KU B OrpaHHYEHHBIX
02DAHUYEeHHbIM  TIPOCTPAHCTBAX.
npocmpaxHcmeom
Heco6.100eHue « Tlpu nepeMelieHNH 060pyAOBaHUSA COOMIOAANTE BCe HEOGXO[UMbIE Mephbl IPeJOCTOPOKHOCTH.
Heo6x00umbIXx Mep  Y4acTKH, Ha KOTOPBIX OyieT IPOM3BOAUTHCS IepeMelleHHe, YaCTH, oA JIexalue
npedocmopoxcHocmu  nepeMelleHHIo, a TaKxe GpU3NIecKoe COCTOSTHHE U 3[J0POBbe JIIO/eH, BOBJIEYEHHBIX B
npu nepemeujeHuu  Tpolecc nepeMeleHn 060py0BaHH, JO/DKHBI COOTBETCTBOBATh TPe6OBaHUAM NPOLieypPhl
060py0oeaHuss  NepeMellleHUs] U TPAHCIOPTHUPOBKH.

Modcem npueecmu K
Hec4acmHbvIM caAyHaam

A B

Hexoropoe oGopy/ioBaHie HMeeT 60JIbLIYI0 MAcCy, T03TOMY NPH NepeMellleHHH y6euTech B
NPUHATHH BCEX Mep NPe0CTOPOKHOCTH MO OXpaHe OKpY»Karollei cpesbl.

Ecv cBapo4HBIH anmapat npeJoaraeTcsi KCI0/Ib30BaTh Ha I1IaTGopMe, HEO6XOAUMO
y6euTbCsl B TOM, YTO TaKas laTGopMa UMeeT COOTBETCTBYIOLLME Pe/iesIbl Harpy3KH.
I[Ipu nepeMenieHUH 060PYAOBAHHUSA PH TTOMOIIY KaKOr0-1M60 MeXaHU3Ma (TesIexXKa,
BUJIOYHBIH MOIPYy34HK U IP.) yGeAUTECh B HAJIJIeXKallleM COCTOSTHUU TOY€eK KpeIlJIeHUs
MexaHHM3Ma M 060py/i0BaHuUs (KpeIleHHe O/BECOK, peMHel [is mepeMeleHust, 60JITOB,
raek, KoJiéc v T.IL.).

[Ipu BEINOTHEHUH IlepeMellieHUs] BpyYHYI0 YOeAUTEeCh B Ha/lJIeXallleM COCTOSTHUU
npucrnoco6ieHni 060py0BaHus (MOABECKH, PEMHHU AJIs lepeMelleHus U T.IL) U UX
KpeInJeHuH.
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¢ C espio obecnedeHUs HeO6XOAMMBIX TPeGOBAHUH /JIs1 MepeMellleHUs co6Io/jaliTe MpaByIa
MesxayHapoAHOW OpraHU3aLMy TPy/Ja B OTHOLIEHUH Beca IepeMellaeMoro 060pyjoBaHus, a
TaK)Ke HOPMaTHUBbI 10 [lepeMellleHHI0 060Py0BaHMUs, JeiCTBYyOlee B Balllel CTpaHe.

 [Ipy nmepeMeljeHUH UCTOYHHKA IUTAHUA MCIIOJIb3YHTE Clel{a/IbHbIe TPUCTIOCO6GTEHHS
(mepkaTeJsy MM IPOYLIMHBI). 3aNpellaeTcs epeMelaTb 060pyA0BaHNUe, YepXKUBast ero 3a

RU ropesiKy, Ka6esb WM LIaHrH. [lepeMeljeHre ra30BbIX 6aIJI0HOB OCYIECTBJISIITE OTAEIbHO
OT Bcero 060py/J0BaHHUA.

« [lepes nepeMeleHHEM CBAPOYHOTO U PEXYLEro 060pyJ0BaHUs JEMOHTUDYITe BCe
NPOMEXYTOYHbIE COeJUHEHU, OCyU.leCTBJTﬂiITe NOoAHATHE U llepeMeleHue HeBGOIbIIUX
YyacTel MOCPeJICTBOM pydeK, a 60J1ee KPYIHBIX YacTeH ¢ TOMOIIbIO COOTBETCTBYIOIINX
pUCIOCO6IeHUH (IPOYLIMHBI) UM BUTOYHBIX IOTPY34YHKOB.

Iadenue wacmeti Henpasu.ibHoe pacnoJioiceHue UCMo4YHUKA NUMAaHUs U1u UHO20 060pyd08aHUs Moxcem

(A LEL LT PR U P il gecnill K CepbeaHbIM MpasMar U NOBPEICOCHUI0 UMYlecEa:
npueecmu K mesecHsIM p . p p
noepescoenusm * Bo u36exxaHune MaZeH!i 1 ONPOKK/bIBAHKS Balero 060pyA0BaHKe ero He0GX0AUMO

: pa3MecTUThb Ha 0CHOBaHUHU (110J1y) Wiu m1aThopme ¢ MaKCUMaslbHbIM YKI0HOM 10°. 3TO

npeaynpesuT BOCIPENnATCTBOBAHUE [10/1a4e MaTepHrasia U pUCK 3aCTOIIOPUBAHUA B Kabessx
W LIJIAHTaX; NIPeANoYrTaiTe A1 yCTaHOBKH 060pyI0BaHUS HENO/BHKHbIE IIMPOKHE, He
3anbUIEHHbIE, JIEFKO BEHTHIMPyeMble y4acTKU. Bo u36exaHne onpoKHU/bIBaHUS I'a30BbIX
6aJ1IJIOHOB 3aKpenuTe UX, IIpU HaJINYKY, HA l'lpPlFO}lHOﬁ A 6a/IJIOHOB nﬂaTQ)opme,
HaxoJsleicss Ha 060py/|0BaHMH, a IPH CTAllMOHAPHOM HCIOJIb30BaHUH, 3abUKCHpyiTe
6aJ1JIOH HaIéKHBIM CIIOCOGOM, IPUKPENHB €ro K CTeHe.

¢ OGecrneybTe onepaTopaM JIETKUH JOCTYI K HACTPOHKAM Y NMOAK/IIOYEHUSM Ha 060py/I0BaHHH.

Ype3zmepHas e« O6ecredbTe OCTbIBaHHE 060PY/J0BAHMsI B COOTBETCTBUH C PAGOYNM LIUKJIOM.
Ikcnayamayus e« Tlepe NOBTOPHBIM HauyaJOM CBAPOYHBIX Pa60T yMEHbIIUTE KOIGPUIMEHT TOKA HJIU 3arPy3Ky
K nepezpegy  paGouero nMK/Ia.
060pydosaHus « He 3akpbiBaiiTe BEHTHJISIMOHHBIE OTBEPCTHSI 060PYAOBAHHUS.
S o HeycranaBsiuBaiiTe GUIbTPbI B BEHTHJISALIMOHHBIE OTBEPCTHsI 060PYI0BaHMUA 6€3 pa3pelieHus
SS S NpOU3BOAUTEJIA.

Q

/Jlyeoeas ceapka e JlaHHOE yCTPOMCTBO OTHOCUTCS K I'PYIIIE 2, KJ1acC A B UCTIBITAaHUAX 3JIEKTPOMarHUTHOM
Modicem 8bi36amb  coBMecTUMOCTH (AMC) B cooTBeTcTBHHM o ctaHAapToM TS EN 55011.
J/leKmpomazHUmMHble » JlaHHOe yCTPOWCTBA Kiiacca A He NpeiHAa3HAYeHO JJ/Ist SKCIIyaTallMH B XKUJIbIX TOMeLeHUsX
nomexu C no;l,a‘{eﬁ 3JIEKTPO3HEPTHH OT HU3KOBOJIBTHOU ceTH. BO3MOXHbBI 3aTpyAHEHHUA B JOCTUKEHH U
3/IEKTPOMAarHUTHON COBMECTUMOCTH B CBfI3H C PaJJMOYaCTOTHBIMU [IOMeXaMH, lepeAada u
@ A pacnpocTpaHeHHe KOTOPbIX UMEIOT MeCTO Ha TAKHUX y4acCTKax.

JToycTpoiCcTBO He cooTBeTCTBYeT cTaHAapTy IEC61000-3 -12. [Tpr HEOGXOAMMOCTH
K s)| moAK/IIOYEHUS K HHM3KOBOJIBTHOH CETH, HCIOJIb3yeMOH B OBITOBBIX YCJIOBHAX,
CNELMAINCT, KOTOPbIA 6yAeT OCyLeCTBAATb 3J€KTPUYecKoe IMOAK/II0UEHHE,
WM JIMIO, KOTOpoe OyAeT 3KCIUIyaTHPOBaThb 06Opy/JOBaHME, JO/DKHBI GBITH
! M| ocBefOMIIEHBI B BOIpPOCE OCOGEHHOCTEH NMOAK/IIOYEHUs] 06OpPYJOBaHHUSA, B 3TOM

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

e Y6eauTeck, 4TO paGoyasi 30Ha COOTBETCTBYET 3JIEKTPOMAarHUTHOM coBMecTuMocTH (IMC).
JJIeKTPOMAarHUTHbIE IOMEXU BO BpeMsl CBapKa / pe3ka WJIM Pe3KU MOTYT BbI3BaThb
He)keJlaTeJIbHble BO3/IeHCTBHSA Ha BalllM 3JIeKTPOHHbIE YCTPOHCTBA B Ballei ceTu, U
M0JIb30BaTe/Ib HECET OTBETCTBEHHOCTD 3a KaKHe-JIMG0 TOMeXH, KOTOpble MOTYT BO3HUKHYTh
BO BpeMsl IPOBeJieHHs paGoT.

le/[ BO3HUKHOBEHUH KaKUX-THUGO noMex, MoryT ObITh MPUHATDBI JOMOJIHUTEeJ/IbHbIe Mepbl JJIf
obecreyeHHsa COBMECTUMOCTH B BU/Ie MCII0JIb30BaHUA KOPOTKHX Kabesel, SKpaHHPOBAHHBIX
KabeJsiel, mepeMellieHUsI CBAPOYHOro almapara B Jpyroe MecTo, OTAAJIeHUs KabeJss OT
060pyJ0BaHuUs U /HUJIH Y4aCTKa, OMaBIIEro 110/ BO3/ieHCTBHe HUCI0/Ib30BaHUA GUIBTPOB UK
3alMThI paboyero yyacTka B acnekte IMC.

Bo us6exxaHre BO3MOXHbBIX NOBPEXKJAEHUM B CBA3HU ¢ HapyiueHueM IMC BbINOIHANTE
cBapoYyHble paGoTbl KaK MOXKHO Jajblie (100M) OT Ballero 4yBCTBUTENBHOTO 3JIEKTPOHHOTO
060py/I0BaHUSs.

Y6enuTech B yCTAaHOBKE U pa3MellleHHH Balllero CBApOYHOro annapaTa UM ra30BOro pesaka B
COOTBETCTBHH C PyKOBOACTBOM I10 3KCIJIyaTallkH.
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Oyenka
3/1eKMpOMaAzHUMHOLL
coemecmumocmu
pat6oyezo

yuyacmka

ComtacHo nyHKTY 5.2 cranaapTta IEC 60974-9,

[lepes; yCcTAaHOBKOM CBapOYHOIO M peXyIlero 060pYyJOBaHUsS YIOJHOMOYEHHOE JIMLO

npeAnpusTUs M/ WM 1N0JIb30BaTeJb AOJDKHBI TPOMU3BECTH OCMOTpP y4yacTKa Ha NpeaMeT

BO3MOXHBIX 3JIEKTPOMarHUTHBIX [IOMeX Ha NpHJlerarmieil Tepputopru. Heo6xoanmo o6paTuTh

BHUMaHHe Ha CJIeJlylolie BOIPOCHI:

a) HaJIMuue ApPYrux KabeJsiel MUTaHuUs, Kabesiel ynpaB/aeHUs], CATHAJIbHBIX U TeJleOHHBIX
KabeJiel cBepXy, CHU3Y U PsAJJOM CO CBAPOYHBIM alllapaToM U 060py/J0BaHUEM;

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

C) HaJInYre KOMIIbIOTEPHOr'0o U UHOTO OﬁOpyﬁLOBaHI/lH, UCIIOJIb3YEMOT0 /11 yIIpaBJIEHUS;

d) Ha/M4YMe KPUTHYECKOTO 060py/i0BaHHe /I 0GecriedeHUs] 6e30MacHOCTH, HallpuMep JJis
3alLIKTh] TPOMBIIIJIEHHOTO0 060PYAOBAHUS;

€) Ha/iM4YKMe MeJUIMHCKUX annapaToB (HanpuMep, KapAUOCTUMYJ/ISITOPOB U CIyXOBBIX
annapaToB), UCIOJIb3yeMbIX HaceJeHHeM Ha NpHJlerarollell TeppuTOpHY;

f) HasMuue 06OpPYAOBaHMS, UCII0JIb3yEeMOrO st U3MEPEHUs WIN KaTuGpPOBKY;

g) HEeBOCIIPUHMUYHBOCTb MHOTO 060PY/I0BaHUsl, HAXO/SIIErocs Ha NpuJeraiolied TeppuTOpUH.
[Tos1b30BaTe b JOIKEH y6eJUThCS, 9TO HHOE 060py/[0BaHHe, UCIIOIb3yeMOe Ha TpHJIeralei
TEPPUTOPUHY, SIBJISIETCS] COBMECTUMBIM. ITO MOXKET OTPeGOBATD JONOJHUTENbHBIX MEP
3aLUThI;

h) 'paHuUIBI paccMaTpPHBaeMOro y4acTKa MOTYT 6bITh pacIIMpeHbI B COOTBETCTBUH C Pa3MepaMu
NpHUJIeramolleld TepPUTOPUH, KOHCTPYKIMEH 3JaHMH U UHBIMU Pa60TaMH, BbIIOJIHSAE€MbIMU
B3/laHUHU, Cy‘—léTOM BpEMEHH, B TeYeHHW e KOTOPOro npejnoJiaraeTcd Npou3BoAUTh CBAPOYHbIEe
WJIM MHBIE PaGOTHI B TeUeHHE JHA.

B JonosHeHHe K OLieHKe y4acTKa TaKKe MOXET IO0TpeGOBaThbCs OLEHKA MECT YCTaHOBKU

YCTPOMCTB € Lesbl0 YCTPaHEHHs HapylIalolero COBMECTHMOCTb Bo3jelcTBus. Ilpu

Heo6X0JUMOCTH, [/ TOATBePKAeHHA 3G PeKTUBHOCTH Mep 0 CHUKEHHUIO BO3JeHCTBHUSA TaKxkKe

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

Memodwi cHudtceHus1
nomex

DA

. yCTpOl‘/JICTBO AOJIKHO ObITh NOJAKJII0YEHO K MCTOYHUKY MMUTAHKUA KOMIIETEHTHbIM
CMelMaJucTOM B COOTBETCTBHHM C peKOMeHJalusAMH. [Ipy BOSHMKHOBEHUH TIOMeX MOTYT
HPUMEHSATHCA JONOJHUTENbHbIE MePbI, TAKHe KaK GUIbTPALUS CETH. DJIEKTPONUTAHUE
060pyZ0BaHUS JIJIst AYTOBOM CBapKa / pe3ka ¢ GUKCHPOBAHHBIM KpeIJIeHUEM JJ0JDKHO
OCyILIeCTBJIATHCA MPH MOMOLIM KabeJisl, IPOJIOKEHHOT0 Yepe3 MeTa/UIMUeCcKyIo TPyGy WIn
SKBHMBAJIEHTHOT0 3KPAaHUPOBAHHOTO Kabesisl. Heo6Xo[MMO MOAKIIIOYUTb 3KpaH U KOPIyC
HUCTOYHHKA MUTAHHWSA, U MEXY 3TUMHU IBYMS KOHCTPYKIUAMU JOJIKEH 6bITh 06ecIeYeH
XOPOUIMH 3JIEKTPUYECKUH KOHTAKT.

Heo6xo1Mo BBINOJHATE PEKOMEH/lyeMoe IJIaHOBOe 06C/IyKMBaHHe ycTpoiicTBa. [Ipu
3KCIJIyaTalMy yCTPOMCTBA JOJKHBI 6bITh 3aKPbIThI M/UJIH 3allepThl BCe KPBILIKK KOpITyca
o6opy/i0BaHKs. Be3 nucbMeHHOro paspelleHHUs NIPOU3BOAMTE/IA B YCTPOHCTBO 3anpeniaeTcs
BHOCHUTb KaKHe-JT160 U3MeHeHUs U1 MOANHUKALUH, OTJIMYHbIE OT CTAHAAPTHBIX HACTPOEK.
B NPOTHUBHOM CJiy4ae BCA OTBETCTBEHHOCTb 3a Kakue-a1u60 MmocseiCTBUA BO3J1araeTcd Ha
MoJIb30BaTeIs.

CBapo4HbIe KaGe/1 JJO/DKHBI 6bITh MAKCUMaIbHO KOPOTKUMHU. KabeJu 10JKHBI BEIXOAUTD U3
rnoJsia pa6oyero yyactka 60k o 60k. HamMaTbiBaHMe CBAPOYHBIX KabeJsiel 3anpelieHo.

Bo BpeMs cBapKH / pe3KH B 060py/J0BaHUU FeHepUpPyeTCsl MarHUTHOE MoJie. ITO MOXKeT
HPUBECTH K IPUTATUBAHUIO 0GOPYAOBAHHEM META/UINYECKUX IIPe/IMETOB.

Jlist mpesoTBpalleHus: 3TOro yoeAuTech B pasMelleHUH MeTalJIM4eCKUX MaTepuasioB Ha
6e301aCHOM PacCTOSTHUY UJIM B HaAEKHON PHKCcalM TaKMX MaTepHasioB. OnmepaTop Jo/mKeH
GbITh U30JJMPOBAH OT BCEX TAKHUX B3aHUMOCBA3aHHBIX MeTa/UINYECKUX MaTepUaIOB.
BcaydaeoTcyTcTBHS 3a3eMJIeHHs1 00pabaThIBAEMOT0 06'beKTa UJIU U3/1e/Hsl, 110 COOBpaKeHUAM
3/IEKTPHUYECKOH 6e30MacHOCTH UJIM B CBSI3M C ero rabapUTHBIMU Pa3MepaMH U M0JI0XKeHHeM
(HanpuMep, IpU U3rOTOBJIEHUH KOPITyca Cy/JHA UM CTaJIbHOM KOHCTPYKLUH), HOAKII0OYeHHe
Mex/ly 06pabaTbiBaeMbIM 00bEKTOM UJIM U3/I€JIMEM U 3eMJIEH B HEKOTOPBIX C/1y4Yasix MOXKeT
CHU3UTB BBIGPOCH], 1 HEOOXOANMO IOMHHUTE, YTO 3a3eMJIeHHe 06pabaThIBaeMOro 06beKTa UK
M3/1eJIUsI MOXKeT IPUBECTH K TeJIeCHBIM IOBPEX/eHUAM 110J1b30BATEJIs] MJIM HEUCIIPAaBHOCTAM
HHOTO 3/IEKTPHYECKOr0 060PYA0BAHUS, HAXOASILIIErocs Ha NIpHJIeraoleil TeppUTOpUH.

IIpu HEO6XOMMOCTH, 3a3eMJIeHHe 06pabaThIBAEMOr0 06'beKTa HIH U3/e/ M 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 PaBU/IaMH.

JKpaHUPOBaHHeE U 3allMTa APYTHX YCTPOHCTB U KaGeslel Ha paGo4eM yyacTKe MOXKeT
NpeZl0TBPaTUTh BO3HHKHOBEHHE BO3/IeCTBUH, HApYIIAIOLIMX COBMECTUMOCTb. Jlyist
HEKOTOPBIX C/IydaeB MOXeT pacCMaTPHBAThLCA M0JHOe SKpaHHPOBaHUe yyacTKa

CBapKH / pe3KH.
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/Jly20eas ceapka
Modicem co3dasamsv

/1eKmpoMazHuUmHoe
nose (IMF)

J/IeKTPUYECKHH TOK, NPOXOJAIMH dYepe3 KaKOH-TM60 NPOBOAHHUK, CO3JAET JIOKaJbHbIE
3J/IeKTpUYeCKUe U MarHUTHble noJs (IMII). Bce cBapuiMKY JOIKHBI IPUMEHSITD CIeAyOle
MpoLeypbI C IleJIbI0 MUHUMHU3aL WK pUcKa Bo3aelcTBUsA IMIT oT cBapouHOi Lenu:

o /g yMeHblIeHUA MarHUTHOTO OISl CBAPOYHbIe KabeJH 0/KHBI GbITh 06'beIMHEHBI U KaK
MO>XHO G0JIee Ha/IeXKHO 3aKpeIlIeHbI C TIOMOIbI0 KPENEXHbIX MATEPHUAIOB (JIEHTBI,
KabeJIbHbIe CTAKKH H T.IL).

TeJ1o ¥ ToJI0Ba CBapIIMKa/paGoyero A0KHBI HAXOAUTHCA KaK MOXHO Jlajibllle OT CBAPOYHOTO
annapara 1 kabeJsen.

CBapO‘{HbIe U 3JIEKTpHUYEeCKUue KabeJii HU B KOeM CJly4dae HeJ1b3d HaMaTbIBaTh Ha KOPIYC
ammapara.

TeJ1o cBapIIMKa He J0JDKHO HAXOAUThCS MEX/AY CBAPOYHBIMU KabesiMu. 06a CBapOYHbIX
KabeJist JOKHBI HAXOUThCS BJJa/IM OT TeJIa CBApIUKa, PSAZOM APYT C JPYroM.

OGpaTHbBIN Kabesb 10KEeH ObITh MOJKJII0UEH K 060pabaThiBaeMOMY 00'bEKTY UK U3/IeIHI0
MaKCHMaJIbHO 6JIM3KO K Y4aCTKy CBapKHU / Pe3KH.

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

3anpelaeTcst IPOM3BOAUTD CBAPKH / PE3KH BO BpeMsi llepeMellleHus] YCTPOHCTBA OAAYU
CBapO'—lHOI‘/Jl NPOBOJIOKH UJIM UCTOYHHUKA IMTAHWUA CBAPOYHOTO armaparTa.

IMII Takxe MOXeT HapyllaTb PaboTy MeJUIMHCKHX HMIUIAaHTATOB (KapAHOCTHMYIATOPBI
U TIL). B Buay sToro asis sojel ¢ MeJUIMHCKUMU MMILIAHTATaMU JOJKHBI 6bITh HPUHSATBI
OT/e/IbHble Mepbl NMpeAoCTOPOXHOCTH. HampuMep, BBeJileHHe OrpaHMYeHHH Ha JOCTyn [Js
nepeceKamIUX JOPOTY JIIoJiel, a TaKxkKe OlleHKa MHAMBUAYaJbHBIX PHUCKOA JIJIS1 CBApIIHKOB.
OLieHKa PUCKOB U Bblla4a peKOMeHAAL1H IS T0JIb30BaTesel ¢ MeJULIMHCKUMHU UMILIAaHTaTaMU
AOJIKHA BBINOJHATHCA MEJUIITMHCKUM pa60THl/IKOM.

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

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

YcTaHOBHTE IapaMeTpbl CBAPOYHOIO TOKA U/UJIM HANPSKEHUsl, COOTBETCTBYIOLINE
MaTepHaJy, nojJexalleMy CBapKM / pe3KH, a TaKKe ero TOJIIMHE.

I[Ipu AUTEIBHOM TPOCTOE CBAPOYHOT0 060PY/I0BAaHHS BBIKJIIOYHTE 060py/J0BaHHE MOC/IE ero
OXJIXK/eHUs BeHTHIsATOpOM. Halte o6opysoBaHye (Halla IpoAyKIus),

OCHal.LLéHHOE BEHTUJIATOPOM C MHTEJIJIEKTYa/IbHBIM YIIpaBJI€HUEM, OTK/II0OYaeTCA
ABTOMAaTHYECKH.

IIpoyedypa ymuauzayuu
omxodos

¢ JTO yCTPOICTBO He SABJISAETCS GBITOBBIM MYCOPOM. Y TUJIM3aLlUs YCTPOHCTBA JO/DKHA
OCYLIeCTBJISIThCS B paMKax HallMOHA/IbHOT'0 3aKOHO/JaTeIbCTBA B COOTBETCTBUH C JUPEKTHUBOM
EBpomneiickoro Coro3a.

[ony4nTte nHGOpPManUIo 06 yTUIM3AL UK OTXO/O0B BAIIET0 UCI0Ib30BaHHOI'0 0GOPYAOBAHUSA Y
Balllero Jujiepa ¥ KOMIETEHTHBIX JIULL.

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

weld.ru/zap [iHbIl-ma/aoH/wr 151 GOpMbl
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% TEXHUYECKAS HH®OPMAIIUA
. 1.1 O6uwee onucaHue

ID 350E mpezcTaBiisieT cO60H JIETKO TepEeHOCUMbIi Tpexdpas3HbI HHBEPTOP C BLIXOJ,0M ITOCTOSIHHOTO TOKa,
KOTOPBIN MOXeT IPOXKUTaTh MOKPBIThIE 3JIeKTPOABI JuaMeTpoM o 6,0 MM. B pesysnbTaTe onTUMHU3aLuU
MHBEPTOPHOM TEXHOJIOTMH C XapaKTePUCTUKON BePTHKaJbHOW CBAapKM OHA 0OecnevyrBaeT CTAaGUJIbHYIO
YTy U XOpollhe XapaKTepUCTHUKH MOBTOPHOTO 3akuraHus. CyuecTByeT 3 pexuMa JJisi obecrnedyeHust
ONTHMaJIbHBIX XapaKTePUCTUK AYTH JJis BCeX 3JIEKTPOLOB C PyTHUJIOBBIM, OCHOBHBIM U LI€JIJII0JIO3HBIM
nokpbiTHeM. C momouipo KHONKM Hot Start moBbllIaeTcss BOCIJIAMEHSOLAs CIOCOGHOCTh 3JIEKTPO/IOB,
C IOMOLIbI0 KHONKU Arc Force MOXXHO CHHU3UTb CKJIOHHOCTb 3JIEKTPOJIOB K KODOTKOMY 3aMblKaHHUIO U
IPUJIMNAHUIO K CBAPOYHOU BaHHe. Ero Takke MOXHO MCII0/Ib30BaTh B KaueCTBe annapara s cBapku TIG
Ha MOCTOSIHHOM TOKe, 3a)KUrasi yry KacaHHeM BosibppaMOBOro HAKOHEUYHHKA K 3arOTOBKE C MOMOILIbIO
ropesiku TIG ¢ ksiananow. ID 350E Tak»Ke MOXeT UCI0JIb30BaThCsI CO CBAPOYHBIMU KabesIIMU IIMHOM /10 25
MeTpoB. OH 103BOJIsIeT JUCTAaHIIMOHHO YIIPaBJIITh CBAPOYHBIM TOKOM C IOMOLIBIO JOTIOJTHUTE/IbHBIX ONLUH
MPOBOAHOTO U 6GeCpOBOAHOrO AUCTAHLIMOHHOIO yIpaB/eHus. MalliHa OX/IaXK4aeTcsl BEeHTUJASATOPOM U
MMeeT TeIJIOBYIO 3allUTy OT Ieperpesa.

. 1.2 Komnaekmylouwue ceapo4Ho20 annapama

PucyHoxk 1: ID 350E
1- Perynsarop Toka
2- TeKylIMi HHAUKATOP
3- UHAMKaTOp HaNpshKeHUs
4- 'ne3/10 kabeJisl HICTOYHUKA U 3a3eMJIeHUs (+)
5- l'opiIok HaCTPOHKHM ropsiyero crapra
6- PeryiATOp CUJIbI IyTH
7- KHonka BbIGopa pexuMa CBapKu
8- 'He3/10 KabeJst HCTOYHHUKA U 3a3eMJIeHHUs] (-)
9- Pyuka
10- Bxop A9 OAKJII0OYEeHUs JUCTAHIIMOHHOTO yIIpaBJIeHUs
11- KHonka BK/IFOYEeHUSs1/BbIKJIIOUEHHUs
12- BBoJ KabeJsiss NUTaHUsA
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34 Texuuuyeckass UHdopmanusa ID 350E

. 1.3 3Imukemka npodykma

MAGMA MEKATRONIK MAKINE SAN. VE TIC.A.S.
Organi yi Bélgesi 5.Kisim Manisa-TURKIYE

I D 350 E Seri No:
ESH-CO = EN 60974-1 / EN 60974-10 / Class A

5A /20.2V - 350A / 34V 5A /10.2V - 350A / 24V
5 _—= X 35% 60% 100% # fy—y=] X 35% 60% 100%
I, 350A 267A 207A I, 350A 267A 207A
U, 34V 30.7V | 28.3V U, 24V 20.7V | 18.3V
D U,=86V I, 28.4A | 21.3A | 16.1A D U,=86V I, 23A 17A 11.4A
S, 19.6kVA|[14.7kVA|11.1kVA S, 15.9kVA|[11.7kVA] 7.9kVA
D> |y=a00v| 1,_=284a l,= 16.8A o= 23A l,.= 13.6A
3~50-60Hz
(5] IP21s C€
3~ 77 = Tpexdasubiit Tpancpopmatop - o
EZaO)El BbiNpAMHUTEND X PaGounii UK
TIG - CBapka Uo HanpsxeHne paGoThbl 6e3 Harpy3Kku
Z MMA - CBapka Us HanpspkeHnue 1 yacrtora ceTh
J— o HoMuHabHOe HanpsbkeHUe
== MocTosanHubIi Tok U2 CBAPOUHOTO TOKA
D BepPTHKa/JbHbIA XapaKTepUCTHKa I ?g}gﬂéﬂbl’[% noTpebuene
DD ﬁee-;)i?\?zﬂg)é?#:%]? a3HBIH Iz HoMMHa/IbHbIH CBAPOYHBIN TOK
E 9&%‘;;5:; Ans PaGor1 B OnacHbix S1 [ToTpe6sieMast MOLIHOCTb CETH
1P21S KJIacC 3alllAThl
Pa6oymii HUKI
Temmnepatypa (°C)
s
Bpewms (MuH.)
6 MHH. 4 MMH. 6 MHH. 4 MMH. 6 MUH. 4 MMH.

CoracHo ctanzapty EN 60974-1, npofo/nKUTENbHOCTh paboyero LMKJA BK/IOYAeT mepuos BpeMeHu 10
MUHYT. HanpuMep, ecin MammvHa, ykaszaHHas kak 250A npu% 60, fopkHa pa6oTtarh npu 250A, MamuHa
MOXET BbINOJIHATb CBAPKY / pe3Ky 6e3 nepephiBa B nepBble 6 MUHYT U3 10-MUHYTHOTO nepuoza (3oHa 1).
OzHako cieayouye [ oxJIaxjeHUs: MallMHbl HeO6X0AMMO 4 MUHYTBI TPOCTOs (30Ha 2).
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. 1.4 TexHu4ecKue xapaKkmepucmuku

TEXHUYECKHE XAPAKTEPUCTHKH Epn. n3m. ID 350E
CeTeBoe HanpsikeHue (3 pasa - 50-60 I'ny) B 400
Cua Toka ceTu kBA 19.6
/lnanasoH peryJiMpoBKH CBApOYHOI'0 TOKA A noct.ToKa 5-350
HoMuHa/bHBIHM CBapOYHBIN TOK A nocr.Toka 350 (%35)
HamnpskeHue OTKPBITOro KOHTYpPa CBapKH B mocT.ToKa 86
/lnanasoH iuaMeTpoB CBAPOYHbIX 3JIEKTPO/,0B MM 1.60 - 5.00
Pasmepsr (/Jx1LxB) MM 585x307 x 515
Bec KT 32
Knacc sanuThl IP 21S
. 1.5 IIpunadaexcHocmu
CTAHJAPTHBIE IPUHAJIJIEXKHOCTH K0JI-BO ID 350E
KiemMma u kabeJsib 3a3eMJIeHUs 1 7905203503 (35 mm? - 3 m)
3aKUM 3JIEKTPo/ia U Kabesib 1 7906203503 (35 mm? - 3 m)
JOIOJIHUTEJ/IbHBIE AKCECCYAPbI KOJI-BO ID 350E
[ysnbT AMCTAaHLMOHHOrO ynpaByieHus 10 m 1 7900000210
[ynbT AMCTaHLMOHHOTO ynpasyieHusa 20 M 1 7900000220
[lynbT AUCTaHLMOHHOTO ynpaBaeHus 30 M 1 7900000230
[lybT AUCTAHLMOHHOTO ynpaBjeHus 40 M 1 7900000240
[lybT AUCTAHIIMOHHOTO ynpaBaeHus 50 m 1 7900000250
TpaHcnopTHas TeJsexKa 1 7900000600
Croiika (4 BepTHKa/IbHBIX) 1 7900000804
Crolika (6 BepTUKaJbHBIX) 1 7900000807
Crolika (9 BepTHKATbHBIX) 1 7900000809
lopenka TIG Lava TIG 20 B (4 M) 1 7111020004
Topenka TIG Lava TIG 20 B (8 M) 1 7111020008
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36 Wuapopmanus Ilo YcranoBke U HacTpoiike ID 350E

'x HH®OPMALUA 11O YCTAHOBKE U HACTPOMKE
. 2.1 Konmposbs docmasku

Y6enuTech, 4TO BMeCTe CO CBAPOYHBIM alllapaToOM JOCTaBJeHbI BCe 3aKasaHHble MaTepuasnbl B ciydae
OTCYTCTBUS MM NIOBPEX/EHUsT KAKOr0-1M60 MaTepuasla, HeMe/JIEHHO CBSDKUTECh C KOMIIAHKEH, Y KOTOPO#
ObLI MPUOGPETEH CBAPOYHBIH anmapar.

CTaHJapTHast KOMILJIEKTALMs CBAPOYHOTO aNnnapara COAEPXKHUT Ce/yoliee:

e [J1aBHBIN KOPITyC CBAPOYHOTO aMapara U CeTeBOH KabeJib, MOJKII0YeHHBIN K annapaTy

e [apaHTHUHHBIN TaJIOH o Kiiemma 1 Kabesib 3a3eMJIeHUS

* PyKoBo/ICTBO 110 3KCIyaTaliuu e Topeska

B ciyuyae ecsu BO BpeMsl MOJIy4eHHUs anmapaTta GyAyT BblsBJEHbI MOBPEX/JEHHUS, COCTABbTe MPOTOKOJI
u cororpadupyiiTe nospexeHus. [Ipunoxure nmpoTokos u ¢ororpaduu K GOTOKONMH HAKIAZHOU U
M3BECTHUTE TPAHCIOPTHYIO KOMIIaHUIO. B cily4yae oTCyTCTBHSI OTBETA Ha Ballle 06pallieHHe B TPAHCIOPTHYIO
KOMITaHHI0, 00PaTUTECh B CIYXKOY MOJAEPXKKH KJIHEHTOB.

. Cumeovl U 0603Hﬂ‘leHll.ﬂ,yCmaHOB./leHHble Ha ceapo4HoOM annapame:

[Ipouecc cBapky Npe/cTaBJseT ONACHOCTb JJIS1 YeJoBeKa U OKpYXAIoLIMX NpeJMeTOB. BbinosHeHue
CBapKH JJO/KHO OCYILECTBIATbCH B COOTBETCTBYIOLIMX YCJIOBHUAX C HPUHATHEM HEOGXOJUMBIX Mep
j\ 6esonacHocTH. OTBETCTBEHHOCTD 3a COXPAHHOCTb M UCIIPABHOCTb CBAPOYHOTO aMIapara, obecrneyeHue
Heo6X0JUMOr0 OCHAllleHUsI BO3J/IaraeTcsl Ha CrelldanucToB. [IpefynpeayTe Haxox/AeHHe TOCTOPOHHUX
JIIo/iel B6JIM3M CBApOYHOTro alllapara.
JlaHHBIN cBapOYHbIH anmnapaT He cooTBeTcTBYeT cTaHapTy IEC 61000-3-12. B ciyyae ecii cBapodHbIi
5] anmapaT OyZeT NOAK/IIOUEH K CETH HHU3KOTO HANpPsDKEHHs, UCIOJIb3yeMOro JJIsl 3J1eKTPOCHAGKEHHUs
& YKUJIBIX TIOMeIleHNH, M0JIb30BaTe/Ib HECET TOJIHYI0 OTBETCTBEHHOCTh 3a ObecIiedeHHe BbINOJIHEHHUS
paboT MOAKJIIOYEHHUS] 3JIEKTPUUECKUX COeJUHEHMH CBapOYHOrO ammapara 3/1eKTPOTeXHUKOM WJId
MoJIb30BaTe/IeM alnapaTa, UMEeKIMM 3HaHHWsS U HaBbIKM 110 BONPOCAM MOAKJ/IOYEHHS CBAapOYHOrO
anmnapara.
ByabTe BHMMaTesJbHBI M CTPOTO COGJIIOAANTE BCE CHMBOJIBI M IPeAYNpPEXAEHHUs 0(e30MacHOCTH,
yCTaHOBJIEHHbIE HAa CBAPOYHOM anmnapaTe U yka3aHHble B PyKoBo/CTBe 110 3KCIUIyaTal|U. 3anpeLiaeTcs
YAQIATb 3TUKETKH, YCTAHOBJIEHHbIE HAa CBAPOYHOM almnapare.

PemiéTky npejHa3Ha4eHbI JJ1s o6ecredeHHst BeHTHIIALMHI BHYTPEHHMX YacTel CBAPOYHOTrO armapara.
C Lesiblo obecreyeHH s XOpOILero oxJIaX/1eH!s], 3alpellaeTcsl 3aKpbIBaThb JOCTYI K OTKPBITbIM YaCTAM
annapaTa 4 pa3MellaTb UHOPOJHbIE TPeJMeThbl BHYTPb KOPIIyca yCTPOHCTBA.

. 2.2 Pekomendayuu Ilo YemaHoske H Ikcnayamayuu

o /5151 oGecrieye st XOPOLIMX PabourX XapaKTEePUCTUK 06ecrevybTe pa3MelleHre CBAPOYHOro annapara He
MeHee yeM Ha 30 cM OT OKpY»KaroLIKX npeaAMeToB. [IpeaynpexaaniTe Ype3aMepHbIi HarpeB, 3aNnblIeHHE U
anamHeHHe cpepbl, B KOTOpOﬁ BBIIIOJIHAETCA 3KC1'[JIyaTaL[]/IH CBApPOYHOTrO anrapara.

He BbINOTHANTE 9KCIIyaTalMIO0 CBAPOYHOrO anapara MnoJ NpssMbIMHU COJIHEYHBIMH JiyyaMH. [Ipu pa6oTe
B CpeJie C TeMIepaTypoi Bo3/yxa Bbiiie 40°C, BbIMOJHSINTE paGoThl HA CBAPOYHOM alapare npu Gosiee
HHU3KOM CBAPOYHOM TOKeEe UJIH ITPU 60}166 HHU3KOM ypOBHe MPOAOJ/KUTE/IbHOCTU BKJIOYEHUA.

U36eraiiTe BbINOJHEHUS CBAPOYHBIX PA6OT BHE MOMELIEHUH ITPY BETpe Wi Joxae. Ecin Heo6XoanMo
BbINIOJTHEHHE CBAPOYHBIX PA6OT MPH TAKUX MOTOAHBIX YCJIOBUSX, 00eceybTe 3alIUTy CBAPOYHOM 30HbI U
CBapOYHOTr0 aliapaTa 3aBecoi WK TeHTOM. Ec/i cBapka BBINOJIHAETCS BHYTPU OMeELEeHHs], 06ecrneybTe
JIOCTATOYHYIO CUCTEMY BBITSDKKU CBAPOYHOTO JbIMA. [Ipy BHIOJTHEHUH CBAPKU B 3aKPBITHIX TOMEIIEHHUSIX,
B CBSI3U C PUCKOM B/IbIXaHHsI CBAPOYHOTO JibIMa U ra30B, UCIIOJIb3YHTE PeCIUPAaTOPHbIE CHCTEMBI.
Co6JtoialiTe YPOBEHb TPOO/IKUTENBHOCTH BK/IIOYEHHS CBAPOYHOTO aNlapaTa, ykasaHHOT0 Ha 3aBO/ICKOM
TabIM4YKe ycTpoiicTBa. YacToe npeBbllieHHe BpeMeHU paboThl [0, Harpy3Kol MOXKeT CTaTh IPUYUHON
MOBPEX/EHHUsI CBAPOYHOrO alapaTa U aHHYJIMPOBaHUsI TapaHTUHHOTO CpOKa.

Hcnonb3yiiTe npeoXpaHUTeEb € XapaKTepPUCTUKAMHU, TOAXOAALIMMHU JJ15 Ballled CUCTeMBbI.

[loaxJrounTE 323€MJISIIOLIUH KabeJsib 10 Mepe BO3MOXHOCTH GJIMKe K 30HE CBapKH.

He gonyckaiiTe mpoxoX/ieHre CBApOYHOr0 TOKA [0 060PY/[0BaHHIO, 32 HCK/IIOUEHNEM CBAapOYHbIX KabeJe.
3akpernuTe ra30Bbli 6a/IJIOH HA CTEHE C TOMOIIbIO IIeMH.

Bo BpeMs1 paboThI CBAPOYHOTO alllapaTa He HAaMaThIBalHTe CBApOYHbIe KabeJsr U CeTeBOH Kabesib Ha KOPITYC
CBapOYHOr0 amnmnapara.

PYKOBO/CTBO IT10 3KCIIJIYATALIUHA www.magmaweld.com
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. 2.3 llodcoeduneHue Inekmpuyeckoii Pozemku

C uesiblo o6ecneyeHus Baulei 6e30MacHOCTH, KaTeropu4ecku sanpeujaercsa
HMCI0JIb30BaHME CeTEeBOro KaGeJisi 6e3 BUJIKU.

e B cBsI3M € TeM, YTO HA 3aBOJAX, CTPOMILIOA/KAX M B Il€Xax MOTYT GbITh YCTAHOBJIEHbI Pa3/IMYHbIE
BU/IbI PO3ETOK JIJIs1 IOJCOEeJUHEHHS K CETEeBOMY 3JIeKTPOCHAGKEHHUIO, CETEBOH KabeJb MOCTaBIIsAeTCs 6e3
BUJIKH. YCTAaHOBKa BUJIKM Ha CETEBOM Kabesib JI0JKHA BBITNOJIHATHCS KBaJIU(GUIPOBAHHBIM 3JIEKTPUKOM
B 3aBMCUMOCTH OT UMEIOLIENCs] PO3ETKK CETEBOTO 3JIEKTPOCHAGKEHUS. Y 6eINTECh, YTO UMEETCs Kabellb
3a3eMJIeHHs HKeaToro/3esenoro nseta@.

e Ha aToMm 3Tare, He nmozK/It04aiiTe Kabesb K pO3eTKe CETEBOr0 3JIEKTPOCHAGKEHHSI HEITOCPE/ICTBEHHO Cpasy
[0CJIE TIO/ICOEINHEHUS] BUJIKU K CETEBOMY KabesIto.

. 2.4 I[lodk1104eHuUe K cemu

Ilepes BcTaB/JeHHMEM BHUJIKH CeTEBOro KaGessd B PO3eTKY CETEBOro 3JIeKTPOCHaGXKeHHs
y6eauTech, YTO NHepeK/a04YaTe/]b BK/./BbIK/JI. Ha CBAapOYHOM amnmnapaTe yCTaHOBJIEH B
noJiokeHuu “0”.

e [lepesi MOAK/IIOYEHHEM CBAapOYHOrO ammapara K CETH, B NEPBYI0 ouepejb, IpU
MOMOIIM BOJITMETpPAa NpOBepbTe HanpsbkeHWe 3-x ¢a3. BcraBbTe BHIJIKY B
PO3eTKY CETEBOTr0 3/IEKTPONUTAHHSI [TOCJIE TOTO, KaK y6eAUTECh, YTO HANPsKEHHE
Mexay dpasamu cocrassseTr 400B (£40B).

e BkutounTe CBapOYHbIM annapaT Npy MOMOIIHY Nepek/IYaTess Bkitoy./Beikiod.

e [loc/ie TOro, Kak Bbl YCJBILINTE 3BYK BEHTHJISITOPA U YBUJAUTE, YTO 3aropesics
CBETO/MO/] BOJIBTMETPA U aMIIepMeTpa, IOBTOPHO epeBeUTe NepeKIyaTe b B
nosioxkeHue “0” ¥ OTKJIIOUUTE aNnapar.

PucyHok 2 : [loacoegiHeHM e K CeTEBOMY
3JIEKTPONIMTAHUIO

. 2.5 CoeduHeHus 151 cBAPKU NOKPbIMbIM 3/1eKMPOIOM

¢ B 3aBHCHMOCTH OT THIA UCIOJb3yeMOro 3/JIEKTPOAA U B COOTBETCTBUU
C TOJIAPHOCTBIO, PEKOMEHJ0BAaHHOW H3rOTOBUTEJNEM 3JIEKTPOJA,
B THe3Ja [AJiA CBApOYHOTO M 3a3eMJIAILIEro Kabess BCTaBbTe M
3adUKCUpYHTE IOBOPOTOM IO YACOBOM CTpeJiKe ILITeKep Kabess
CBapOYHOTI0 3JIEKTPO/ia U IITeKep Kabesis KIeMMbl 3a3eMJIeHHS.

o KjieMMy 3a3eMJIeHHsI IPOYHO NMOACOEANHUTE K paGoyel 3aroTOBKe Kak
MO>KHO GJIF>Ke K 30He CBapKH.

PucyHok 3 : [logcoesuHeHUA A1
CBapPKH NOKPBITHIM 3JIEKTPOAOM
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. 2.6 Ilodcoedunenus oaa TIG-ceapku kacanuem 31eKmpoda

¢ Hcnosnb3ayiTe ropesky ass TIG-cBapKH ¢ ra30BbIM KJIallaHOM.
¢ BcraBbTe mTeKep Kabess anekTponruTaHus TIG-ropesky B THe3/0
C OTpULIATEbHBIM [OJIIOCOM U IITEKep Kabesist 3a3eMJIEHHs] B THE3/IO C
H0JIOKUTEJIbHBIM I10JII0COM.
e PerynsiTop pacxofia rasa no/icoe/JUHUTE K ra30BOMY 6aJIJIOHY C aprOHOM.
e TlocoeiMHUTE ra30BbIH IIJIAHT FOPEJIKU K PErY/ISTOPY pacxoja rasa.

Y

PucyHok 4 : [loacoesiHeHUe ra30BOro 6a/IJIOHA

PucyHok 5 : lloacoeaunenus s TIG-cBapku

PYKOBO/ICTBO 10 3KCIJIYATALIMU
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'X NH®OPMALUA 110 IKCIIVIYATALIUH

. 3.1 Humepdbeiic Ilo1b308amens
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@ magmaweld ID 350E

I/IH[[P[KHTOP CBaApPOYHOIo TOKa
1 | Bo BpeMmsi BbINOJIHEHHS] CBAPKH NMOKa3bIBAaeT CHJIy CBAPOYHOrO TOKA M YCTAHOBJIEHHBIN CBAPOYHBINA TOK, KOTAA
CBapKa He BBIIIOJHSETCS.

Py4ka HacTpoiiku CBApO4YHOro TOKa
HacTpoiika cBapo4yHOro TOKa BbINOJIHsETCS B ianasoHe 5-350A.

HNHauKaTop HanpsKeHUs
3 Bo BpeMs BBINOJIHEHHS CBAapKM MOKa3bIBAaeT HaNpsKeHHe CBApOYHOIO TOKA M yCTAaHOBJIEHHOE HaIpsKeHue
CBapOYHOI'0 TOKAQ, KOria CBapKa He BbIITOJIHACTCH.

Pyuka HacTpoliku “Topsa4uii crapT (Hot Start)
HC]’[OJI]:ByeTCH AJIA IyHLIero 3aXKUraHus Ayry Py CBapKe MOKPBITHIM 3JIEKTPOIOM.

5 CBeTOJMOA PyTH/I0BOIO 3JIEKTPOJa
3aropaeTcs nocJie BbIGopa pexxuMa CBapKH 3/IEKTPOJIOM C PYTHUIOBBIM HOKPBITHEM.

6 CBeTou0A 6a30BOr0 3JIEKTPOJA
3aropaeTcs nocJe BbIG0pa peXKMMa CBapKH 3JIEKTPOOM C 6a30BbIM IOKPBITHEM.

7 CBETOAMOJ LieJI/II0JI03HOT0 3JIEKTPOAA
331‘0paeTCﬂ nociue B]:I60pa pexrMa CBapKH! 3JIEKTPOAOM C 1[eJIJIF0JIO3HBIM IOKPbITHEM.

CseTtoauog TIG-cBapku KacaHueM
3aropaercs nocse Boi6opa pexxuma TIG-cBapKky KacaHHeM.

KHonka Bbi6opa pexkxuMa cBapku/¢yHkunus VRD

OH HUCnoJIb3yeTCs AJisl BIGOpa 0fHOr0 U3 pexXuMoB cBapkd MMA u TIG ¢ KOHTaKTHOH LapanuHON
WM Jist foctyna K GyHkuuu VRD.

BbI 10/KHBI HXKATh U yAEPXKHUBATh 3TY KHONKY B TedeHHe 3 CeKyHJ, YTOObI MOJYYUTh JOCTYI K
¢dyukunu VRD.

Ec/1 BbI XOTHTE aKTUBHPOBaTh QyHKIMI0 VRD, BbI J0/IKHBI IOBEPHY Th TOTEHLIUOMETP 2 (perysiTop
TOKa) ¥ BK/IIOYUTh PyHknuio VRD. TakuM 06pa3oM, BLIXOAHOE TEKylee HaNpsDKeHNe YIaJeT HIKe
12 BOJIBT.

Bbl MOXKeTe BepHYThCsl B [JIABHOE MEHIO, CHOBA Ha)kaB KHOMKY 9 (KHOIKa BbIGOpa pexxrMa CBapKu/
¢yukuusa VRD).
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Ecnu BbI XOTHTe OTK/IIOYKTh GyHKIMIO VRD, Bbl MOXKeTe nepelTH K 3KkpaHy ¢yHkuuu VRD, HaxxaB
U YAepXKUBasi KHONKY 9 B TeuyeHUe 3 CeKyH[. BbI ZO/DKHBI MOBEPHYTH MOTEHLIUOMETP 2, UTOGBI
BBIK/IIOYUTH GyHKIUMI0 VRD. /Iy BO3BpaTa B [JIaBHOE MEHI0 HEOGX0JUMO CHOBA HAXKATh KHOMKY 9.

10 Py4ka HacTpoiiku “Popcax ayru (Arc Force)

HCHOJ‘Ib3yeTCH AJIs1 CHUXKEHMSA CKJIOHHOCTH 3JIEKTPO/I0B K 3aJIMIIAaHUIO B CBapO‘{HOﬂ BaHHE BO BpeMs CBApKH.

. 3.2 Ceapka nOKpbImuvIM 3/1eKMpPodom

* [I0BOPOTOM py4KH BbIGOpA PeXKMMa CBAPKK BbIGEPUTE OJMH U3 PEXXUMOB CBAPKH IIOKPBITHIM 3JIEKTPO/IOM
(pyTHIOBBIH, 6a30BBIH U 11JUII0JI03HBIN THII TOKPBITHA 3/1EKTPOAA). B 3aBUCHMMOCTH OT BBIGPaHHOTO
peXrMa CBapKH IOKPBITHIM 3JIEKTPO/[OM 3arOPUTCS COOTBETCTBYHOLIHI CBETOAMO,

¢ [I0BOPOTOM py4KH HACTPOWKH CBApPOYHOI'0 TOKA YCTAHOBUTE CHJy CBAPOYHOI'O TOKA.

 3HaueHHs1 CUJIbI TOKA JJIs1 CBAPKH HeJIerMPOBAHHBIX CTaJlel, yKa3aHHble B Tab/IMLe HIKe, IPUBOASTCS
B Ka4yeCTBe CIlpaBO4YHON MHPopMaLuu. TouHble TapaMeTphl yCTaHAB/INBAKOTCS B COOTBETCTBUU C
peKoMeH/JalMsIMU TIPOM3BOJUTEIS AJIEKTPOIOB.

Covered Electrode Recommended Welding Current

Diameter (mm)  Rutile Basic Cellulosic
2.0 40-60 A - -
2.5 60-90 A 60-90A  60-100 A
3.25 100-140 A 100-130 A 70-130A
4.0 140-180 A 140-180A 120-170A
5.0 200-240 A 200-250 A 160-200 A
6.0 260-300 A - -

o Eciu nepBuYHOe BO36YKJeHHe AYT'H 3aTPyJHEHO BBU/Y HeOOJIbIION TONIMHbI UJIX HU3KOH TeMIepaTyphl
paboueii 3ar0TOBKY, TOBEpPHUTE pyuKy HacTporiku [opstumii crapt (HOT START) 1o yacoBoii cTpeske.
[Ipu caumkoM Beicokoi HacTpolike “[opsidero crapta (HOT START) cBapoyHas Jyiia MOXeT BbI3BaTh
poropaHue MeTasla.

e J151 3/IEKTPOAOB, UMEIOLIUX CKIIOHHOCTD K 3a/IMBaHUIO B CBAPOYHON BaHHE U OTPBIBY JyTH, UCIOJIb3yHTe
HacTpoiky “®opcax ayru (ARC FORCE). [ToBOpoTOM 10 YaCOBOM CTpeJIKU pydkH “Dopcax ayru
(ARC FORCE) cHM>XaeTcsl BepOsITHOCTb 3aJ/IMINIaHuUs 3JieKTpoaa. [1o Mepe yBesinueHust HacTpoiku “@opcaxka
nyru (ARC FORCE)” cBapouHasi iyra CTaHOBUTCS 6oJiee “)KeCTKON” U MOTyT HaGJII0JaThCsl KoJieGaHus
CBapOYHOI'0 TOKa.

» HauHuTe cBapKy. ®aKTH4eCKyO CHJIy CBAPOYHOIO TOKA MOXKHO Ha6JII01aTh 0 UHUKATOPY CHJIBI
CBapOYHOI0 TOKA, HAPsKeHHe CBAPOYHOT0 TOKA - [10 MHJUKATOPY HAIIPsKEHUS.

. 3.3 TIG-ceapka mo4e4yHsIM KacaHuem

« [loBOpOTOM py4YKH BbIGOpA pexUMa CBapKHy BbibepuTe peskuM TIG-cBapKy ToueUHbIM KacaHHUeM. 3arOpUTCs
cBetoanoz TIG-cBapKU KacaHUEM.

¢ [IoBOPOTOM py4KH HACTPOHWKH CBAPOYHOI0 TOKA YCTAHOBUTE CUJLY CBAPOUHOTO TOKA.

» HauHuTe cBapKy. ®aKTH4eCKy0 CHJIy CBAPOYHOIO TOKA MOXKHO Ha6JII0/1aTh 0 MH/UKATOPY CHJIBI
CBApOYHOI0 TOKA, HANPsXKeHHEe CBAPOYHOT0 TOKA - 10 MHAMKATOPY HaNPSKeHHU.

. 3.4 lucmanyuoHHoe ynpag.JieHue (0ONYyuoHHO)

e MamMHOH MOXKHO yNpaBJATb Ha GOJBIIOM pACCTOSSHMM C IOMOINbI0  ONLUH IPOBOZHOTO
JIUCTAaHLIMOHHOTO yIIpaBJIeHHUs], Tpe/iylaraeMbIX KoMmnaHuei Magmaweld. B 3ToM ciiydae cooTBeTCTBYOIAs
KOHTpOJIbHAsA PO3eTKa A0/DKHA 6bITh YCTAaHOBJIEHA HA MalllMHe aBTOPHU30BaHHON MacTepckoi Magmaweld.

e Korjja k MallyHe NOJKJIIOYEH MyJIbT JUCTAHLMOHHOIO yIpaB/IeHUs, KHONKA PETrYJIMPOBKU CHUJIbI TOKa
Ha MallMHe aBTOMAaTHYECKH OTKJIIOYAeTCs, M TeKyllas HAaCTPOMKa BBINOJHSETCA C MOMOLIBIO My/IbTa
JIUCTAaHLIMOHHOTO YIpaBJ/IEHUS.
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTE!

o Texo6cmyKMBaHKMe M PEMOHT CBAPOYHOTI0 anfapaTa 0/DKHBI BBINOJIHATHCS TOJBKO KBATUQUIIMPOBAaHHBIMHU
criequanyicTaMy. KoMnaHus He HECET OTBETCTBEHHOCTH B CBSI3U C aBapUHUHBIMU CUTYALUSIMH,
BO3HHUKAIOLIMMU B pe3y/IbTaTe BbIIOJHEHHsI TEX06CAYKUBAHUSI K PEMOHTA JIMLAMH 6€3 COOTBETCTBYOLIei
KBaJIMQUKaIMH.

3amacHble 4acTH, UCI0JIb3yeMble BO BpeMsl PEMOHTA, MOXKHO TPHOGPECTH B aBTOPHU30BAHHBIX TEXCTYHKOaX.
Hcnosib30BaHKMEe OPUTHHAIBHBIX 3aMIACHBIX YaCTE 06eCIeynT MPOAJIeHHE CPOKA IKCILIyaTaliy U
npeynpesuT CHIDKeHNe paboynx oKa3aTesiell CBApOvYHOTo anmnapara.

OGpalaiTech TOIBKO K IPOU3BOJUTEJIO UJIU BABTOPHU30BAHHbIE TEXCTYKObI, yKa3aHHbIE IPOU3BOJUTE/IEM.
B TeueHHe rapaHTHUIHOTO CPOKA BbIMOJHEHHUE JIIO6bIX BMELIATENbCTB B KOHCTPYKIIMIO CBAPOUHOTO
anmnapara 6e3 IpeZBapUTeJbHOr0 COIVIACHS IPOU3BOAUTE/I MOXKET CTAaTh IPUYUHOM aHHY/IMPOBAHHUSI BCEX
rapaHTUHHBIX 06513aTEJIbCTB NPOU3BOAUTEIIS.

Bo BpeMsi BBITNOJIHEHHS JIIOObIX MPOLIEYP TEXO6CAYKUBAHUS U PEMOHTA 00513aTeJIbHO COBII0aiTe
NpaBUJia TEXHUKU 6e30MaCcHOCTH.

[lepe HauaI0M BBITNIOJIHEHHS JII0OBIX BUJIOB IPOLEAYP TEX0OCAYKUBAHHUS UJIK PEMOHTA OTCOEMHUTE
BUJIKY CETEBOTO KabeJisi CBApOYHOrO anmnapara v BepkAuTe 10 ceKyH/ /151 pa3psi/ia HalnpsDKeHHst Ha
KOH/IEHCATOpax.

. 4.1 Texo6cayxcusaHue

-
|::'G_)I EjcedHesHoe mexo6eaydcusaHue

e 3anpenaeTcst yAIsATh STUKETKH C IOBEPXHOCTH CBAPOYHOTrO anmnapara.
HW3HoeHHbIe /TIOBPEKAEHHBIE ITUKETKH 3aMEeHUTE Ha HOBbIE. JTHUKETKH MOXHO
NPUOGPECTH B aBTOPU30BAHHBIX TEXCIIYKOAX. i

o [IpoBepbTe ropesiKy, 3aKUMbl ¥ Kabesid. O6paTHTe BHUMaHHe Ha COCTOSIHUE U —
MPOYHOCTB COeJJUHeHuH yacTell. [loBpexxjéHHbIe/HercnpaBHbIe YaCTH 3aMeHHUTe
Ha HoBble. KaTeropuiecky 3anpeuaeTcst BbIIOJHATb PEMOHT/YJIMHEHHE Kabess.

e Y6euTech, 4TO UMEeTCs J0CTaTOYHAs IIOLIA/(b AJist 06ecriedeHNs] BEHTUIISILIUH.

« [lepes HavyasI0M CBapKM MPOBepbTe PAacX0JOMETPOM CKOPOCTh PAacxo/ia rasa Ha
KOHI|e ropesiki. EcJii pacxof rasa BbICOKHMH WM HUSKUH, YCTAaHOBUTE YPOBEHD
pacxo/ia B COOTBETCTBHH CO CBAPOYHBIM MPOL[ECCOM.

EC?-) OduH pa3 e 6 mecsiyes

o OYHCTHTE U 3KMUTE COEAMHUTE/bHbIE 3JIEMEHTDI, TAKHe KaK ralKy U GOJITHL.
« [IpoBepbTe Kabesn 31eKTPoioAepKaTe s U KIeMMbI 3a3eMJIeHHS.
¢ OTKpOHTE GOKOBBIE KPBIIIKHA CBAPOYHOTO aNapaTa i 04UCTUTE BHYTPEHHIO0

4YacTb IPH MIOMOLIM CYXOT0 BO3/yXa 0/, HU3KUM JjaBieHueM. He ucnosb3yiite A
BO3/lyX I0/1 JaB/IeHHeM Ha 6JIM3KOM PACCTOSHUH OT 3JIeKTPUYECKUX COeAMHEHNH. 4/
[IpoBepbTe po3eTKy N0ACOeANHEHHST BUJIKH 3IEKTPHUYECKOTr0 Kabesisl IUTaHUs /
CBapOYHOTro anmnapara. B Toukax nozgcoeiuHeHNs 3JIEKTPUUECKOT0 Kabesst
MUTAHUSA K PO3eTKe yCTPAaHUTe MecTa 0c/1abJIeHns CoeIHHeHNH, eC/TU UMEIOTCA. @\ég
Ecnu B rHE31aX PO3E€TKU UMEIOTCS CJIe/ibl BO3/I€HCTBUS 3JIEKTPUYECKOH yTH UK
pacuIMpeHre rHé3/|, 3aMeHUTe PO3eTKY Ha HOBYIO. &%
[IpoBepbTe BUJIKY 3/IeKTPHYECKOT0 Kabe/Isl MUTaHUsA CBAPOYHOTro anmnapaTa. B ““or aj%
TOYKaX I10/|COeJUHEHNS 3JIEKTPUIECKOro Kabesist MUTaHWs K BUJIKE YyCTPAaHUTe v e
MecTa 0c/1abJIeHHs] COeIMHEHUH, eCJIM UMerTCsl. ECJIM Ha IIThIPSIX BUJIKY UMEIOTCS
cJie/ibl BO3/IeHCTBUSA 3/IeKTPUYECKON AyTH K AedopMarivy, 3aMeHUTe BUJIKY Ha
HOBYIO.

ITPUMEYAHHUE: BvlwieyKa3aHHble nepuoobl A615110Mcsi MaKCUMA/AbHbIMU Nepuodamu 045
8bIN0/IHEHUSI MeX06C/IyHCUBAHUS 8 C/Iy4asiX, ec/IU C8apOYHbI annapam pa6omaem 6e3 KaKux-1u6o

c60es. B 3asucumocmu om uHmeHcugHocmu paéom u 3a2psi3HeHus1 pa6oueii cpedsl, npoyeadypbl
mexo6c/1yHCU8aHusl, yKa3aHHule 8blule, 00/12CHbI 8bINOIHAMYBCA € 60./1ee Yacmoii nepuodUYHOCMbI0

KaTeropnqecxn 3anpenaeTcs BbINO/JIHATD CBApOYHbIe pa60Tbl npHu JEMOHTHPOBAHHBbIX
KPBILIKAaX KOpnyca CBapoO4YHOro anmnapara.
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. 4.2 Kodvl HeucnpagHocmell

Kop
Heucnpas

ERR-T1

HeucnpaBHOCTh

TemnepatypHas
omurbKa

¢ MamrHa neperpera U3-3a BbICOKOH
TeMIepaTyphbl OKpyXalolei cpe/ibl
WJIH TIPeBbILIEeHUs pabovero UK/Ia

paHeHue

/JlaiiTe MalIMHe HEMHOTO OPaGoTaTh,
YTOObI OHA OCThLJIA C HOMOILBIO
oxJIaXJaloLero BeHTuasaTopa. [locie
TOTO, KaK OH JIOCTaTOYHO OCTBIHET,
MOXHO IPUCTYNATh K CBapKe

E02

Omun6ka Mmozyns
NUTaHUS

e OmubKa / OIMOKHU MOTYT
CyL,eCTBOBAT B JIOGOM 3/1IeKTPOHHO
Kapre

BoiksrounTe M BK/IOYUTE. ECH
ounbKa He MCYe3J1a, IPoBepbTe
HamnpsDKeHHe B CeTH, HaXOJUTCS JIU
oHO B auamnasoHe 340-420 B. Eciu
ourbKa He McyesJa, 06paTUTeCh B
ABTOPU30BAHHBINA CEPBUCHBIN LIEHTP

E04

Hanpsxenue
CEeTH BbICOKOE

¢ Bo3MoxHO, Halnpsi>XeHue B CeTH
YBEJIUYNJIOCH

IpoBepbTe Kabesu MOAKIYEeH S

K CETH Y HanpshKeHHe. Y6eJuTech,
YTO MOJJaHO NPaBUJILHOE BXOJHOE
HamnpsxkeHue. Eciiu ceTeBoe
HarnpspKeHHe B HOpMe, 0GpaTHTeCh B
ABTOPU30BAHHBINA CEPBUCHBIN LIEHTP

E08

Huskoe
HanpsbKeHHe
ceTu

¢ BosmoxHoO, ynaJio ceTeBoe
HanpsxKeHue

IIpoBepbTe KaGesu MOAKIYEeH S

K CETU Y HanpshKeHHe. Y 6eJuTech,
YTO MOJJaHO NPaBUJILHOE BXOJHOE
HamnpskeHue. Eciiu ceTeBoe
HarnpshKeHHe B HOpMe, 0GpaTHTeCh B
ABTOPU30BAHHBINA CEPBUCHBIN LIEHTP
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) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin

Tanimlanmasi
A

« Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.

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

« Makine sahibi, yetkisiz kisilerin ekipmana erismesini engellemekten sorumludur.

« 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 ¢alismasina ve kullanim
omriine olumsuz etki eder.

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

Elektrik Carpmalarit
Oldiirebilir
=3

Fa

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
onliklerini kesinlikle kullanmayin.

¢ Yanma riskine karsi aleve dayanikli koruyucu kiyafetler giyin. Operatériin kullandig: kiyafetler
kivilcim, sigranti1 ve ark radyasyonuna karsi koruyucu olmalidir.

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

« Elektroda ¢iplak 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
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Kablolarin kuru, temiz olmasina ve yaglanmamasina 6zen gosterin. Sicak metal par¢alardan ve
kivileimlardan koruyun.

izolasyonsuz, ¢iplak kablolar 8liimciil tehlike yaratir. Tiim kablolari olasi hasarlara karst stk stk
kontrol edin. Hasarli 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 ¢ikist yalnizca kaynak prosesi i¢in 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 diisiik agik devre gerilimine (VRD) sahip DC veya AC kaynak makinesi.

Elektrik Carpmasi
Durumunda
Uygulanmasi
Gerekenler

A B2

 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.

¢ Elektrik yanigini termal yanik gibi soguk kompres uygulayarak tedavi edin.
Enfeksiyon kapmasini dnleyin ve temiz, kuru bir ortii ile orttin.

Hareketli Pargalar
Yaralanmalara
Yol Acabilir

WA

¢ 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
Saghginz 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 tipleri ayr1 bir bolgede gruplandirilmigsa buralarin iyi havalanmasini saglayin, gaz ttipleri
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.

« 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 triinlerin giivenlik kurallar1 dikkatlice okunmalidir. Gaz maskesi takilmasi gereken
durumlarda uygun gaz maskesi takilmahdir.

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

=1

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 dayanikli 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 yiliksek 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 ytzeylerin 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.

KULLANIM KILAVUZU
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Kiiciik Hacimli » Kiigiik hacimli ve kapali alanlarda mutlaka bir bagka kisi esliginde kaynak / kesme islemlerini
Kapali Alanlarda  yapin.
Kaynak / Kesme ¢ Mimkiin 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 sagligi 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 tagima islemi gerceklestirilecek ise Makine aparatlarinin (tasima askis, kayis vb.) ve
baglantilarinin saglamligindan emin olunuz.
 Gerekli tasima kosullarinin saglanmasi igin Uluslararasi Galisma Orgiitiiniin tagima agirligi ile
ilgili kurallarini ve iilkenizde var olan tagima yonetmeliklerini goz 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 gére makinenin sogumasina miisaade edin.
Asirt Isitnmasina » Akimi veya ¢alisma ¢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 < 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 »1| 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 olusabilecek 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, ¢evredeki 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. Kullanici, cevrede kullanilmakta olan diger donanimin
uyumlu olmasini saglamalidir. By, ilave koruma onlemleri gerektirebilir,

h) Kaynak / kesme isleminin giin icindeki gerceklestirilecegi zaman, goz dniine alinarak ¢evrenin
biyiikligi, 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¢in 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 tim
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 lizerine cekmeye sebebiyet verebilir. Bu ¢ekimi engellemek adina metal
malzemelerin giivenli mesafede veya sabitlenmis oldugundan emin olunuz. Operatér, biitiin bu
birbirine baglanmis metal malzemelerden yalitilmalidir.

Is 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 baglanti 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 bélgesinin 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;

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

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

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

« Viicut, kaynak / kesme kablolarinin arasinda kalmamalidir. Kaynak / kesme kablolariin 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 ¢alisiimamalidir,

« Giig linitesini veya tel besleme linitesini tagirken kaynak / kesme islemi yapilmamahdir.

KULLANIM KILAVUZU
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EMF ayrica, kalp pilleri gibi tibbi implantlarin (viicut i¢ine yerlestirilen madde) ¢alismasini bozabi-
lir. Tibbi implantlart olan Kisiler i¢in 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

OlY

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

Enerji Verimliligi

@f

e 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

ID 350E, dogru akim ¢ikisly, kolay tasimabilir, trifaze invertor teknolojisi ile iiretilmis, 6.0 mm’ye kadar ortiili
elektrod yakabilen bir kaynak makinesidir. Invertor teknolojisinin diisey kaynak karakteristigi ile optimi-
zasyonu neticesinde, kararl ark ve iyi bir yeniden tutusma performansi vermektedir. Tiim Rutil, Bazik ve
Seliilozik ortiilii elektrodlar i¢in optimum ark karakteristigi saglamak tizere 3 mod vardir. Hot Start diigmesi
ile elektrodlarin tutusma Kkabiliyeti arttirilir, Arc Force diigmesi ile elektrodlarin kisa devre ve kaynak banyo-
suna yapisma egilimi azaltilabilir. Valfli bir TIG Torcu ile tungsten ucun is parc¢asina deydirilerek ark baslatil-
mas1 yontemi ile DC TIG kaynak makinesi olarak da kullanilabilir. ID 350E, 25 metre uzunluga kadar kaynak
kablolariyla da kullanilabilir. Opsiyonel kablolu ve kablosuz uzaktan kumanda segenekleri ile kaynak akimi-
nin uzaktan kontroliine imkan saglar. Makine fan sogutmalidir ve asir1 1stnmaya karsi termik korumalidir.

. 1.2 Makine Bilesenleri

Sekil 1:ID 350E

1- Akim Ayar Potu 7- Kaynak Modu Se¢im Diigmesi

2- Akim Gostergesi 8- Kaynak ve Toprak Kablosu Soketi (-)
3- Voltaj Gostergesi 9- Tutamak

4- Kaynak ve Toprak Kablosu Soketi (+) 10- Uzaktan Kumanda Baglanti Girisi
5- Hot Start Ayar Potu 11- A¢gma / Kapama Digmesi

6- Arc Force Ayar Potu 12- Besleme Kablosu Girisi
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W 1.3 Uriin Etiketi

MAGMA MEKATRONIK MAKINE SAN. VE TIC.A.S.
Organi yi Bolgesi 5.Kisim Manisa-TURKIYE

I D 350 E Seri No:
ESH-CO = EN 60974-1 / EN 60974-10 / Class A

5A /20.2V - 350A / 34V 5A /10.2V - 350A / 24V
7 - X 35% 60% 100% # -—= X 35% 60% 100%
I, 350A 267A 207A I, 350A 267A 207A
U, 34V 30.7V | 28.3V U, 24V 20.7V | 18.3V
D U,=86V I, 28.4A | 21.3A | 16.1A D U,=86V I, 23A 17A 11.4A
S, 19.6kVA|[14.7kVA|11.1kVA S, 15.9kVA|[11.7kVA] 7.9kVA
D> |y=a00v| 1,_=284a l,= 16.8A o= 23A l,.= 13.6A
3~50-60Hz
8] IP21S C€
EHPA-COHB= ¢ Fazh Transformator Dogrultucu X Calisma Cevrimi
TIG Kaynag1 Uo Bosta Calisma Gerilimi
Z Ortiilii Elektrod Kaynagi U1 Sebeke Gerilimi ve Frekansi
== Dogru Akim U2 Anma Kaynak Gerilimi
D Diisey Karakteristik I Sebekeden Cekilen Anma Akimi
DD Sebeke Girisi - 3 Fazli Alternatif Akim Iz Anma Kaynak Akimi
E Tehlikeli Ortamlarda Caligmaya Uygun S1 Sebekeden Cekilen Giig
IP21S Koruma Sinifi
Calisma Cevrimi
Sicaklik (C°)
A
Zaman (dak.)
6 dak. 4 dak. 6 dak. 4 dak. 6 dak. 4 dak.

EN 60974-1 standardinda da tanimlandig 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¢in bosta bekletilmelidir (2 bolgesi).
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. 1.4 Teknik Ozellikler

TEKNIK OZELLIKLER BIRIM ID 350E
Sebeke Gerilimi (3 - Faz 50-60 Hz) \% 400
Sebekeden Cekilen Giig kVA 19.6
Kaynak Akim Ayar Sahasi ADC 5-350
Anma Kaynak Akimi ADC 350 (%35)
Acgik Devre Gerilimi VDC 86
Kaynak Elektrod Cap1 Aralig mm 1.60 - 5.00
Boyutlar (ux gxy) mm 585x307 x 515
Agirlik kg 32
Koruma Sinifi IP 21S

. 1.5 Aksesuarlar

STANDART AKSESUARLAR ADET ID 350E
Topraklama Pensesi ve Kablosu 1 7905203503 (35 mm? - 3 m)
Elektrod Pensesi ve Kablosu 1 7906203503 (35 mm? - 3 m)
OPSIYONEL AKSESUARLAR ADET ID 350E
Uzaktan Kumanda 10m 1 7900000210
Uzaktan Kumanda 20m 1 7900000220
Uzaktan Kumanda 30m 1 7900000230
Uzaktan Kumanda 40m 1 7900000240
Uzaktan Kumanda 50m 1 7900000250
Tasima Arabasi 1 7900000600
Raf (Rack) (4’lii dikey) 1 7900000804
Raf (Rack) (6’l1 dikey) 1 7900000807
Raf (Rack) (9'lu dikey) 1 7900000809
Lava TIG 20V (4 m) TIG Torcu 1 7111020004
Lava TIG 20V (8 m) TIG Torcu 1 7111020008
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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 bagh sebeke kablosu ¢ Garanti belgesi

» Topraklama pensesi ve kablosu  Kullanim kilavuzu

« Elektrod pensesi ve kablosu

Hasarl 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.
—— Bucihaz IEC 61000-3-12 uyumlu degildir. Evlerde kullanilan algak gerilim sebekesine baglanmak is-
& tenmesi durumunda, elektrik baglantisini yapacak tesisat¢cinin 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

¢ 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 gilines 15181 altinda ¢alistirmayin. Ortam sicakliginin 40 °C’ yi astig1 durumlarda, makineyi daha
diisiik akimda ya da daha duisiik calisma ¢evrim oraninda ¢alistirin.

« Di1s mekanlarda riizgar ve yagmur varken kaynak yapmaktan kaginin. Bu tiir durumlarda kaynak yapmak
zorunluysa, kaynak bolgesini ve kaynak makinesini perde ve tenteyle koruyun. Iceride kaynak yapiyorsaniz,
uygun bir duman emme sistemi kullanin. Kapali mekanlarda kaynak dumani ve gazi soluma riski varsa,
solunum aparatlari kullanin.

« Uriin etiketinde belirtilen ¢calisma ¢evrimi oranlarina uyun. Calisma ¢evrimi oranlarim sikhikla asmak,
makineye hasar verebilir ve bu durum garantiyi gegersiz kilabilir.

« Sisteminize uygun sigortayi kullanin.

» Toprak kablosunu kaynak bélgesinin olabildigince yakinina, sikica baglayin.

« Kaynak akiminin kaynak kablolar1 disindaki ekipmanlar tizerinden gegmesine izin vermeyin.

» Gaz tliptinti zincirle duvara sabitleyin.

¢ Calisma sirasinda kaynak kablolari ve sebeke kablosu makine govdesine sarili olmamalidir.
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. 2.3 Elektrik Fisi Baglantisi

A Giivenliginiz icin, makinenin sebeke kablosunu kesinlikle fissiz kullanmayin.

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

« Fisi kabloya bagladiktan sonra, bu agsamada prize takmayin.

. 2.4 Sebekeye Baglama

A Fisi prize takarken, makinenin agma kapama anahtarinin “0” konumunda oldugundan
emin olun.

» Makineyi sebekeye baglamadan 6nce 3 fazi bir voltmetre ile kontrol
edin. Her faz arasinin 400V (¥40V) oldugunu tespit ettikten sonra fisi
prize takin.

¢ A¢ma / kapama anahtari ile makineyi ¢aligtirin.

« Fan sesini duyduktan ve voltmere ile ampermetrenin 1s1g1nin
yandigini gordiikten sonra anahtari tekrar “0” konumuna getirerek
makineyi kapatin. Sekil 2 : Sebeke Baglantisi

. 2.5 Ortiilii Elektrod Kaynagi Icin Baglantilar

» Kaynak ve topraklama kablolarini kullanilacak elektroda ve
elektrodun iireticisinin tavsiye ettigi kutuplara gére kaynak ve
toprak kablosu soketlerine takip saat yoniinde ¢evirerek
sikilayin.

« Toprak pensesini kaynak bolgesine olabildigince yakin olacak
sekilde is par¢asina baglayin.

@nogmaveid 1D 350€

Sekil 3 : Ortiilii Elektrod Kaynagi Baglantilar

. 2.6 Temash TIG Kaynag Icin Baglantilar

e Gaz valfli bir TIG torcu kullanilmalidir:

e TIG torcunun gii¢ kablosunu eksi kutuplu sokete baglayin ve
topraklama kablosunu art1 kutuplu sokete baglayin.

¢ Argon gaz regiilatoriinii argon gaz tlipiine baglayn.

» Torcun gaz hortumunu gaz regiilatoriine baglayin.

N
Sekil 4 : Gaz Tiipii Baglantilar: Sekil 5 : TIG Kaynag: Baglantilar:
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% KULLANIM BiLGILERI

. 3.1 Kullanici Arayiizii
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1 Akim Gostergesi
Makine kaynak yaparken kaynak akimini, onun disinda ayarlanan kaynak akimini gosterir.
2 AKkim Ayar Potu
Kaynak akimi 5-350A araliginda ayarlanir.
3 Voltaj Gostergesi
Makine kaynak yaparken kaynak voltajini, onun disinda bosta ¢alisma gerilimini gosterir.
4 Hot Start Diigmesi
Orttili elektrod kaynagi modlarinda daha iyi tutusma saglamak icin kullanilir.
5 Rutil Elektrod Ledi
Rutil elektrod ile ortiilii elektrod kaynagi yapilacagi zaman kaynak modu secim diigmesi ile segilir.
6 Bazik Elektrod Ledi
Bazik elektrod ile ortiili elektrod kaynagi yapilacagi zaman kaynak modu se¢im diigmesi ile segilir.
7 Seliilozik Elektrod Ledi
Seliilozik elektrod ile ortili elektrod kaynagi yapilacagi zaman kaynak modu se¢im diigmesi ile segilir.
8 Temash TIG Kaynagi Ledi
Temash TIG kaynag yapilacagi zaman kaynak modu se¢im diigmesi ile segilir.
Kaynak Modu Se¢im Diigmesi / VRD Fonksiyonu
9 Ortiilii elektrod kaynag ve temash TIG kaynag1 modlarindan birini segmek ya da VRD fonksiyonuna
ulasmak i¢in kullanilir.
VRD fonksiyonuna ulasmak i¢in bu diigmeye 3 sn basili tutmalisiniz.
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VRD fonksiyonunu aktif etmek istiyorsaniz 2 numarali (Akim Ayar Diigmesi) diigmeyi ¢evirerek VRD
fonksiyonunu On konumuna getirmelisiniz. Bu sayede ¢ikis akim voltaji 12 Volt altina diismiis olur.
Tekrar 9 numaral (Kaynak Modu Se¢im Diigmesi / VRD Fonksiyonu) diigmeye basip ana ekrana
gelebilirsiniz. VRD fonksiyonunu kapatmak istediginizde 9 numaral diigmeye 3sn basili tutup VRD
fonksiyonu ekranina ulasabilirsiniz. 2 numarali diigmeyi ¢evirerek VRD fonksiyonunu Off konumuna
getirmelisiniz. Ana ekrana dénmek i¢in 9 numarali diigmeye tekrar basmalisiniz.

Arc Force Diigmesi
10 | Ortili elektrod kaynagl modlarinda elektrodun kaynak banyosuna yapisma egilimini azaltmak i¢in
kullanili

. 3.2 Ortiilii Elektrod Kaynagi

» Kaynak modu se¢im diigmesi ile ortiilii elektrod kaynagi modlarindan (rutil, bazik, seliilozik) birini segin.
Sectiginiz ortiilii elektrod kaynagi modunun ledii yanacaktir.

o Akim ayar diigmesi ile kaynak akimini ayarlayin.

 Asagidaki tablo alasimsiz gelik elektrodlarin kaynagi i¢in verilmis yaklasik degerlerden olusmaktadir. Kesin
parametreler icin elektrod tlireticisinin tavsiyelerine uyunuz.

Ortiilii Elektrod Tavsiye Edilen Kaynak Akimi

Cap1 (mm) Rutil Bazik Seliilozik
2.0 40-60 A - -
2.5 60-90 A 60-90 A 60-100 A
3.25 100-140 A 100-130A 70-130 A
4.0 140-180 A 140-180 A 120-170A
5.0 200-240 A 200-250A 160-200A
6.0 260-300 A - -

o Malzeme kalinligl, malzemenin soguk olmasi gibi nedenlerle ilk tutusmada zorlanma yasanirsa,
HOT START diigmesini saat yoniinde ¢evirin. HOT START ayar1 fazla geldiginde ark pargay1 yakabilir.

« Kaynak banyosuna yapisma ve ark sonmesi egiliminde olan elektrodlar icin ARC FORCE kullanilabilir.
ARC FORCE diigmesini saat yontinde ¢evirmek yapismayi azalti. ARC FORCE seviyesi arttik¢a ark hirginlasir
ve akimda dalgalanma gozlenebilir.

 Kaynaga baslayin. Akim gostergesinden anlik kaynak akimini, voltaj gostergesinden kaynak voltajini takip
edebilirsiniz.

. 3.3 Temash TIG Kaynagi

o Kaynak modu se¢im diigmesi ile temasli TIG kaynagi modunu se¢in. Temash TIG kaynag ledi yanacaktir.

o Akim ayar diigmesi ile kaynak akimini ayarlayin.

o Kaynaga baslayin. Akim gostergesinden anlik kaynak akiminy, voltaj gdstergesinden kaynak voltajini takip
edebilirsiniz.

. 3.4 Uzaktan Kumanda (Opsiyonel)

e Magmaweld’'den temin edebileceginiz kablolu uzaktan kumanda segenekleri ile makineyi uzun mesafelerden
kontrol etmeniz miimkiindiir. Bu durumda, uygun kontrol soketi yetkili bir Magmaweld servisi tarafindan
makineye monte edilmelidir.

e Uzaktan kumanda makineye baglandiginda makine tizerindeki amper ayar diigmesi otomatik olarak devre
dis1 kalir ve akim ayar1 uzaktan kumanda ile yapilir.

KULLANIM KILAVUZU www.magmaweld.com
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& BAKIM VE ARIZA BIiLGILERI

¢ 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. Orjinal yedek parc¢a
kullanimi makinenizin 6mriinii uzatacag gibi performans kayiplarini engeller.
¢ Her zaman iireticiye veya iiretici tarafindan belirtilen yetkili bir servise bagvurun.
o Garanti siiresi icerisinde tUretici tarafindan yetkilendirilmemis herhangi bir girisiminde tiim garanti
htikiimleri gegersiz olacaktir.
o 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
l_‘é Giinliik Bakim

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

o Torcun, penselerin ve kablolarinizin kontoliinii yapiniz.Par¢alarin baglantilarina ve (] ’4
saglamligina dikkat ediniz. Hasar gormis / arizali parcalari yenisi ile degistiriniz. %
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 yliksek veya diisiik ise yapilacak kaynaga uygun seviyeye getiriniz.

lr(l'.'_) 6 Ayda Bir

« Civata, somun gibi birlestirici parcalari temizleyiniz ve sikistiriniz.

e Elektrod pensesi ve toprak pensesi kablolarini kontrol ediniz. A

¢ Makinenin yan kapaklarini agarak diistik basin¢h kuru hava ile temizleyiniz. M
Elektronik par¢alara yakin mesafeden basingh hava uygulamayiniz.

¢ Makinenin elektrik besleme fisinin baglandig prizi kontrol ediniz. Prizin enerji o g
kablosu baglanti noktalarinda gevseklik var ise gideriniz. Prizin yuvalarinda ark veya
genisleme var ise yenisi ile degistiriniz. %/

» Makinenin elektrik besleme fisini kontrol ediniz. Elektrik fisinin igindeki kablo “eya @
baglanti noktalarinda gevseklik var ise gideriniz. Fisin u¢larinda ark veya Wg -
deformasyon var ise yenisi ile degistiriniz. *

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 acitkken kaynak yapmayin.

www.magmaweld.com KULLANIM KILAVUZU
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. 4.2 Hata Kodlari

ERR-T1

Termik Ariza

¢ Havadaki ytiksek sicaklik yada
ylksek amper degerlerinde uzun
siire kaynak yapilmasi sonucunda
makine agir1 1sinmig olabilir

¢ Fanin makineyi sogutmasi i¢in
makineyi bir stire ¢alisir durumda
birakin. Makine soguyup hata mesaji
gectiginde kaynaga devam
edebilirsiniz

E02

Gilig Modiilii
Hatasi

 Elektronik kart arizasi olabilir

Makineyi kapatip agin. Sorun devam
ediyorsa sebeke voltajini kontrol
edin. Sebeke voltaji normal oldugu
halde sorun devam ediyorsa yetkili
servis ile iletisime geginiz

E04

Sebeke Voltaji
Yiiksek

« Sebeke voltaji yiikselmis olabilir

Sebeke baglanti kablolarini ve
voltajini kontrol ediniz. Dogru voltaj
girisi saglandigindan emin olunuz.
Sebeke voltaji normal ise yetkili
servis ile iletisime ge¢iniz

E08

Sebeke Voltaji
Dusiik

¢ Sebeke voltaji diismiis olabilir

Sebeke baglanti kablolarini ve
voltajini kontrol ediniz. Dogru voltaj
girisi saglandigindan emin olunuz.
Sebeke voltaji normal ise yetkili
servis ile iletisime geginiz

KULLANIM KILAVUZU
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MW ExiER
. 5.1 Yedek Parga Listesi

NO TANIM ID 350E
1 Potans Diigmesi Kiiciik A229500001
2 Potans Diigmesi Biiyiik A229500002
3 Kaynak Prizi A377900106
4 Fan Monofaz A250200015
5 Pako Salter A308033005
6 Kumanda Trafosu A366100004
7 Hall Effect Sensér A830900008
8 Elektronik Kart E202A-3-400 K405000130
9 Elektronik Kart E202A-12 K405000137
10 Elektronik Kart E202A-FLT V1.1 K405000199
11 Elektronik Kart E202A-4A (400E V2) K405000218
12 Elektronik Kart E206A-1 V1.4 (400E V2) K405000219
Kamgili Termostat A314800107
Giig Trafosu A366000025
Ultrafast Rectifier A430100012
Sok Bobin A421000027

www.magmaweld.com
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. 5.2 Baglant1 Semalari
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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:1 45030 Manisa / TURKIVE

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

The Product / Uriin
Appropriate for professional and industrial usage.
1D 350 E 350Amp (%35) Shielded metal arc welding machine

Profesyonel ve endiistriyel kullanima uygun
1D 350 E 350Amp (%35) Ortiilii elektrod kaynak makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standarti
ENIEC60974-1:2018 , 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 iiriiniin standartlara
uygun oldugunu beyan ederiz. Yazili iznimiz olmaksizin makine iizerinde yapilan degisiklikler
bu belgeyi gegersiz kilacaktir.

Date of issue/ Yayn Tarihi Banis Gzgiir TUGGAN
Manisa-12.10.2021 Ar-Ge Miidiirii / R&D Manager




EBPA3UACKUA 3KOHOMWYECKUI COIO3
OEKNAPALUNUA O COOTBETCTBUU

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

MecTo HaxoXKASHHUs U aipec MECTa OCYIIECTBIeH s AesaTenpHocTU: 191124, Poccus, ropon Cankr-Iletep6ypr,
ynuua Crapononsckas, [lom 10, Jlutepa A, Ilomerenue 217

OCHOBHO# roCyapcTBEHHbIH perucTpanoHHbii Homep 1187847141503,

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

B Jinue [eHepanpHoro aupekropa ['apmmHckoro Anapes JIbBoBu4a

3asBJsieT, 4To OBopyI0OBaHHE JUIA CBAPKH M Ta30TEPMHYECKOTO HAMBUICHHS: aNMapaThl 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.

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

MecTo Hax0K/ACHHS U a/IpeC MECTa OCYLIECTBICHUS 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 o6opynosanue", Tupektupoit 2014/30/EU "OnexTpoMarHUTHas COBMECTHMOCTS",
JlupextuBoit 2006/42/EC "Be3onacHOCTh MalliH ¥ 060pyA0BaHus".

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

COOTBETCTBYET TPeGOBAHUSAM

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

Texunueckoro pernamenta TamoxenHoro coroza TP TC 010/2011 "O 6e3omacHoCTH MallMH H 000pyA0BaHHS"
Texunyeckoro pernamenta TamoxkenHoro coroza TP TC 020/2011 "OnekTpoMarHuTHas COBMECTHMOCTh
TEXHHYECKHX CPEACTB"

Jlekyiapauusi 0 COOTBETCTBHH NPHHSITA HA OCHOBAaHHH

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

CxeMa JIeKIapipoBaHHs COOTBETCTBHSA: 11

JononHuTeNbHas HHMOpMANHS

YenoBus XpaHEHHsT: IPOIYKLMS XPAHUTCS B CYXHX, MPOBETPHBAEMBIX CKIIAJICKHX MOMEILEHHAX IPH
Temneparype ot 0 °C 1o +30 °C, npH OTHOCHTENBHOM BIaXKHOCTH Bo3ayxa He Gonee 80 %. Cpok XpaHeHHs:
H3rOTOBMTENIEM HE yCTaHOBJIEH. Cpok CIyKGBI: SJIeT.

Jlexiapauusi 0 COOTBETCTB @uﬁenw‘a ¢ AaThl PEruCTPaluy No 11.07.2024 BKJIIOYHTENLHO

4 = TaBumHckuit AHapeit JIbBoBHY

‘ M.IL (@ W0, sansnrens)

~ (OANMcs)

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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