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@ SAFETY PRECAUTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

AD

 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 a risk 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; they
have to read the user manual before operation and follow the safety instructions.

Explanation Of Safety
Symbols

® b

4 b
9,

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

¢ 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.

o 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

Make certain that the installation procedures comply with national electrical

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

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

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.

Do not touch electrode holders connected to two welding 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.

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,

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

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

« DC manual MMA welding machine,

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

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

or wires.
o Call for emergency services.

If you have first aid training;

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

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

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

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

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

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

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

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

Ty

=
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Arc Light May Damage -« Use a standard protective mask and a suitable glass filter to protect your eyes and face.

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

4

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

Noise May Cause
Damage To Your
Hearing Ability

®

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

Welding Wires Can
Cause Injuries

A\

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

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

Welding Operations
May Cause Fire and
Explosion

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

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

National and international special rules apply in these areas.

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

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

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

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

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

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

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

A\

Electrical equipment should not be repaired by unauthorized persons.

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

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

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

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

A

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

Failure To Take
Precautions During
Transport May Cause
Accidents

A\ B

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

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

safety measures are taken when changing their places.

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

bearing limits.

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

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

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

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

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

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

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

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

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

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

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

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

Falling Parts May
Cause Injuries

A

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

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

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

Excessive Use Of The
Machine Causes
Overheating

§9%
[ ]

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

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

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

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

Excessive Use Of The
Machine Causes
Overheating

DA

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

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

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

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

belongs to the user.

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

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

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

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

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

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

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

b) Radio and television transmitters and receivers,

c) Computer and other control hardware,

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

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

f) Equipment used for measuring or calibration,

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

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

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

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

used to confirm the efficiency of mitigation measures.

(Source: IEC 60974-9).

Electromagnetic
Interferance
Reduction Methods

DA

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

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

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

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

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

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

Electromagnetic Field
(EMF)

9

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

(EMF).

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

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

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

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

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

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

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

@ @ pressurized steam.

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

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

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

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

your used machines.

WARRANTY FORM

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

. 1.1 General Information

The ID 300 T DC PULSE and ID 300 TW DC PULSE are inverter-type, 3-phase Pulse DC TIG and MMA welding
machines. They are designed for TIG welding of metals except aluminum, and for MMA welding with
electrodes up to @5 mm. The machines feature advanced TIG controls including HF ignition, lift start,
pre-gas, up-slope, pulse, down-slope, post-gas, and crater filling. In MMA welding mode, Rutile, Basic, and
Cellulosic electrode options are supported. In TIG mode, up to 100 job programs can be stored in memory,
allowing identical welds to be reproduced as required. All welding parameters can be set via the control
panel and monitored on digital displays. The machines can also be used with a generator providing suitable
power and frequency. They are fan-cooled and equipped with thermal protection against overheating.

. 1.2 Machine Components

Figure 1:1D 300 T DC PULSE

1- Control Panel 7- Parameter Adjustment Pot

2- Welding and Ground Cable Socket (+) 8- Gas Inlet

3- Foot Pedal Control Socket 9- Power On/Off Switch

4- Gas Outlet 10- Power Supply Cable Inlet

5- Torch Trigger Control Socket 11- Water Cooling Unit Power Socket

6- Welding and Ground Cable Socket (-)

www.magmaweld.com USER MANUAL
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Sekil 2 : ID 300 TW DC PULSE

1- Kontrol Paneli 8- Tetik Kontrol Soketi

2- Kaynak ve Toprak Kablosu Soketi (+) 9- Su Unitesi Sicak Su Girisi
3- Pedal Kontrol Soketi 10- Su Unitesi Soguk Su Cikis1
4- Gaz Cikis 11- Gaz Girisi

5- Su Unitesi 12- A¢gma / Kapama Diigmesi
6- Parametre Ayar Potu 13- Besleme Kablosu Girisi

7- Kaynak ve Toprak Kablosu Soketi (-) 14~ Su Unitesi Enerji Soketi
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. 1.3 Product Label

MAGMA MEKATRONIK MAKINE SAN. VE TIC.A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE
ID 300T DC PULSE |S/N:
SToHI-CO)BF = | ENe60974-1-10 CL A
R 5A/10.2V - 300A / 22V
-7 X“91 30% 60% 100%
U,=86V 1, 300A | 212A 164A
U, 22V 18.5V | 16.6V
1, =18A 1,,=10A
E 5A/20.2V - 300A / 32V
- X“9  30% 60% 100%
U,=86V 1, 300A 212A | 164A
U, 32V 28.5V | 26.6V
D> |u=a00v| 1,.=24A L=13A
3~50-60Hz
UK
IP23s | C€ Al cA
=[HA-(O{BH= Three Phase Transformer Rectifier X Duty Cycle
é TIG Welding Uo Open Circuit Voltage
2 MMA Welding U Mains Voltage and Frequency
== Direct Current Uz Rated Welding Voltage
D Vertical Characteristic I Rated Mains Current
DD Mains Input 3-Phase Alternating I Rated Welding Current
Current
m Suitable for Operation at Hazardous S1 Rated Power
Environments
S/N Serial Number 1P23S Protection Class
¢ S /N (Serial Number) Description
P .
Machine ID Ye;l? ducs‘zr;k Sequence Number
|X|X|X|X XTX X|X X|X|X|X|X|
Machine Model Sequence number of
Group Order the machine produced

within that year

www.magmaweld.com
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Duty Cycle
Temperature (C°)
A

Time (min.)
6 min. 4 min. 6 min. 4 min. 6 min. 4 min.

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

For example, if a machine specified as 250A at %60 is to be operated at 2504, the machine can weld 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).

. 1.4 Technical Data

o ID 300 T DC PULSE
TECHNICAL DATA BIRIM ID 300 TW DC PULSE
Mains Voltage (3-phase 50-60 Hz) \%4 400
Rated Power (MMA) kVA 16.1 (%30)
Rated Power (TIG) kVA 12.3 (%30)
Power Source Efficiency % MMA 86,74 / TIG 85,63
IDLE State Power Consumption w 29
Welding Current Range ADC 5-300
Rated Welding Current ADC 300 (%30)
Open Circuit Voltage VDC 86
Welding Electrode Diameter Range mm 1.60 - 5.00
Tungsten Electrode Diameter Range mm 1.00 - 2.40
Dimensions (LxWxH) mm 598x252x661
Weight kg 22.5
Protection Class IP 23S
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. 1.5 Accessories

ID 300 T DC PULSE
STANDARD ACCESSORIES QTY ID 300 TW DC PULSE
Workpiece Clamp and Cable 1 7905212503 (25 mm? - 3 m)
Gas Hose 1 7907000002
Lava TIG 26 1 )
Air-Cooled TIG Torch*
Lava TIG 18W 1 R
Water Cooled TIG Torch*
* Varies according to the model.
ID 300 T DC PULSE
OPTIONAL ACCESSORIES QTY ID 300 TW DC PULSE
Electrode Clamp and Cable 1 7906202503 (25 mm? - 3 m)
Lava TIG 26 (8 m)
Air-Cooled TIG Torch 1 7110018008
Lava TIG 18W (8 m)
Water-Cooled TIG Torch 1 7110038008
Water Cooling Unit (CST 60i) 1 7910005250
Foot Pedal (On/Off) 1 7910000120
Foot Pedal (Current Adjustable) 1 7910000140
Torch Control Sets
(2 Buttons / 4 Buttons) 1 7910000003 / 7910000004
Transport Trolley (4 Wheels) 7910000200
Gas Regulator (Argon) 7020001004
TIG Accessory Set Air Cooled
(Torch + Regulator) 1 7910000510
TIG Accessory Set Water Cooled 1 7910000530

(Torch + Regulator)

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.

Scope of supply;

» Welding machine and connected mains cable » Workpiece clamp and cable

e Warranty certificate e Torch *

e User manual *Varies according to the model.

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

should be taken. Specialists are responsible for the machine and have to be equipped with the necessary

-j\ Welding may be dangerous. Proper working conditions should be ensured and necessary precautions
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
ﬁ 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.

%‘i Grids are intended for ventilation. The openings should not be covered in order to provide good cooling and
* no foreign objects should be inserted.

. 2.2 Installation and Operation Recommendations

« Lifting rings or forklifts should be used to move the machine. Do not lift the machine with the gas cylinder.
When manually carrying portable welding machines, action must be taken in accordance with Occupational
Health and Safety regulations. Necessary arrangements must be made in the workplace to ensure that the
transportation process is carried out in accordance with health and safety conditions as much as possible.
Precautions should be taken in accordance with the characteristics of the working environment and the
requirements of the job. Place the machine on a hard, level, smooth surface where it will not fall or tip over.

« If the ambient temperature exceeds 40°C, operate the machine at a lower current or a lower operating cycle.

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

« 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.

* 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 cable 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 electrician. Make sure that
the grounding cable is present. After connecting the plug to the cable, do not attach it to the outlet at this stage.

. 2.4 Connection to Mains

When plugging the power plug into the outlet, make sure that the on/off switch is set to
! : : “9”
Support should be received from authorized persons (qualified electricians, etc.). Check the phase voltage before
connecting the machine to the mains. The plug must be plugged to the outlet once it is observed to be correct.
Turn the coarse on/off switch to position “1” to start the machine. Make sure that the indicators and LEDs on the
control panel are lit and the cooling fan is operating.

. 2.5 Connections for TIG Welding

Check for the correct mains voltage before connecting the machine to the mains.
When plugging the power plug into the outlet, make sure that the power switch is set to “0” in
the turned-off position.
« Start the machine with the on/off switch and check whether the LEDs are on and the cooling fan is working.
Tungsten Electrode Recommended TIG
Diameter (mm)  Welding Current

1.6 30-130
2.0 45-180
2.4 70-240

M 2.5.1 Torch Connections

« Insert the TIG torch’s plug into the negative pole welding socket and tighten it by turning to the right. Attach the
torch trigger connector that came with the machine to the trigger control cables of the torch. Then connect the
connector to the trigger control socket.

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

» Water cooling under a water-cooled torch hose, type of water cooling unit.

When using a torch with a potentiometer, the connections are as follows:

Insert the TIG torch plug into the negative welding socket and tighten it securely by turning it to the right.
If the trigger connector is not connected, attach the trigger connector to the torch’s trigger control wires.
Then, connect the connector to the foot pedal control socket (the foot pedal symbol).

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

« If a water cooling system is used, connect the hoses of the water-cooled torch to the water cooling unit.
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m M 2.5.2 Gas Connections

e Secure the argon gas cylinder (a) with a chain.

e Use safe high quality regulators (b) and heaters approved by the standards to work safely and achieve the best
results.

¢ Keep the gas cylinder valve (c) open for a while, so that possible sediment and particles are discharged.

 Connect the gas regulator to the gas cylinder, making sure that the thread on the gas outlet of the gas cylinder
and the nut of the regulator overlap.

« Connect one end of the cylinder hose (d) to the gas regulator and the other end to the gas inlet at the rear of the
machine and turn on the gas cylinder valve.

¢ Adjust the flow rate with the flow regulating valve (e).

» Make sure the connections are free of leakages.

Electrode Nozzle Welding
Diameter Diameter Current Gas Flow
(mm) (mm) (ADCQ) (It/sec)
1.0 6.3 30-70 6-8
1.6 9.5 30-150 6-8

M 2.5.3 Trigger and Pedal System Socket Connections

5 o— o®@
|‘° > o

(1) Soldering direction has been taken as the reference.
e TIG Torch Connection; the trigger should be connected to the control socket with the terminals 1-2-3-4-5 as

lod

\9

(2) Soldering direction has been taken as the reference.
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¢ Adjustable Pedal Connection; It should be secured to the pedal socket with the ends 3-4-5-6.

o @
SIS ) e " A

(3) Soldering direction has been taken as the reference.

M 2.5.4 Foot Pedal and Potentiometer Torch Connection

First, it is necessary to select whether the potentiometer torch or the pedal is connected for the pedal connection.
To do this, press and hold the menu up and down buttons together for 2-3 seconds in the TIG curve. While the
program screen shows “0,” the digital display will show “rCt.” If the pedal is connected, the rCt setting should be
“0. rCt stands for remote control torch. If it is set to “0,” it means that the pedal is connected and not the remote
control torch.

After selecting the foot pedal , the foot pedal needs to be calibrated. For better sensitivity, the starting and ending
points of the pedal should be memorized in the machine.

When the P button is pressed once, the program screen will display “1” while the digital display shows “P-U”
(pedal up). This means “keep the pedal up.” At this point, you should not press the pedal; it should remain in the
up position.

When you press the program button and move to number 2 on the program screen, the digital display shows “P-d”
(pedal down). This means “the pedal fully pressed.” You need to press the pedal all the way down, and it will stay
in the down position. When the pedal is fully pressed, press the P button again to complete the calibration process.
In this way, the machine memorizes the max and min points of the pedal. After this step, you can release your foot.
The pedal is now ready for use.

When using the pedal, the letter ‘F’ is displayed in the Program menu. This indicates that the signal is coming from
the foot pedal. When controlled with the standard torch, ‘0’ is displayed in the program menu. This shows that
current control is being performed from the standard torch.

The minimum and maximum values of the pedal are set from the TIG curve menu. The minimum current of the
pedal is the percentage of the start current set in the menu. For example, if the main current is set to 100 Amps
and the start current is set to 20, this means that the minimum current of the pedal will be 20% of the main
current, which is 20 Amps. The maximum current is the main current, which is 100 Amps.

When connecting a torch with a potentiometer, the standard torch and, if present, the foot pedal must be
disconnected, and the torch with a potentiometer should be connected. In the connection of the torch with a
potentiometer; the trigger socket is connected to the foot pedal connector. Press and hold the up and down
buttons on the TIG curve menu for 2-3 seconds. The text ‘rCt’ will appear on the digital display. The program
screen will display ‘0. If a torch with a potentiometer is connected, the rCt setting should be ‘1’ The adjustment
should be set to ‘1’ with the potentiometer. rCt stands for remote control torch setting; if it is set to ‘1’, it means the
torch with a potentiometer (remote control torch) is connected.

In potentiometer torches, calibration must be done first. When the P key is pressed, d appears on the program
screen and rCt appears on the digital screen. This means remote control down, that is, bring the potentiometer to
the lowest position on the potentiometer torch. The potentiometer is lowered to the lowest position on the torch
and released. Then the P button is pressed and the setting is saved. U appears on the program screen. rCt appears
on the digital screen. This means remote control up, that is, bring the potentiometer to the highest position on
the torch. The potentiometer is brought to the highest position on the torch and released. Then the P button is
pressed and the setting is saved.

It is not suitable to use the 2T trigger mode when using a torch with a potentiometer. Simultaneously controlling
both the trigger and the potentiometer is quite difficult. Therefore, the 4T trigger mode is recommended when
using a torch with a potentiometer.
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m The minimum and maximum values of the torch with a potentiometer are set from the menu. The minimum
current of the torch with a potentiometer corresponds to the percentage set for the start current in the menu. For
example, if the main current is set to 200 Amps and the start current is set to 20, this means that the minimum
current of the torch with a potentiometer will be 20% of the main current, which is 40 Amps. The maximum

current is the main current, which is 200 Amps.

I 2.5.5 Grounding Clamps Connections

« Insert the grounding clamps cable plug (a) into the positive terminal
socket and tighten it by turning right.

» To improve the welding quality, firmly connect the grounding pliers
(b) to the workpiece as close as possible to the welding area.

@e
(001 0+
@magmaeld

W 2.5.6 Installation of Torch Consumables

 The ceramic gas nozzle (5) and the tungsten electrode (1) must be selected according to the operating current
and the shape of the workpiece. Accordingly, the diameters of the collet (3) and the collet body (4) must match
with the diameter of the tungsten electrode.

* Remove the back cap (2).

» Remove the existing electrode from the collet and match the diameter of the new tungsten electrode.

« Secure the collet to the torch.

e Secure the back cap firmly head firmly.

2

/@@
e
e

Figure 3 : Installation of Torch Consumables
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. 2.6 Connections for MMA Welding

Check for the correct mains voltage before connecting the machine to the mains.
When plugging the power plug into the outlet, make sure that the power switch is set to “0” in
the turned-off position.

« Start the machine with the on/off switch and check whether the LEDs are on and the cooling fan is working.

« Connect the electrode clamp cable plug (c) and the grounding clamp cable plug (a) to the welding and ground
cable sockets according to the electrode to be used and the polarity recommended by the electrode
manufacturer.

« o improve the welding quality, firmly connect the grounding pliers (b) to the workpiece as close as possible to
the welding area.

Electrode Recommended Welding Current

Diameter “mm” Rutile Alkaline  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 120-170 A
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m . 2.7 Water Cooling Unit

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

If your machine has a water cooling unit;

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

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

« Different coolant or water should not be added. Different liquid additives can cause chemical reactions or
different problems.

» Magmaweld is not responsible for the risks that may arise in case of adding different liquids. All warranty
provisions will be void if different coolant or water is added to the Magmaweld coolant.

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

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

» The water cooling unit operates controlled from the machine. All commands such as start/stop are give
automatically by the machine. In this way, energy savings are achieved and pump life is extended.

 The water cooling unit controls the water flow. If it falls below 0.5 liters, it will give an error.

o [fthe liquid temperature exceeds 80°C, the machine will fail.

» The water cooling unit controls the current drawn by the pump. If there is any jam, it will give an error so that
the pump motor does not burn.

» The water cooling unit controls the pump supply voltage. If there is any problem in the supply, it will give an
error if the motor pump voltage isnot sufficient.These detected errors are displayed on the machine with the
EO06 error code and the user is warned.
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A OPERATION
. 3.1 User Interface

|<—>.JK:

T osec 1

2 3 4 5 6

9

@ Use the buttons to scroll through the parameters in the TIG curve. The led of the relevant parameter
will light up depending on which parameter is selected.

Pre Gas
ﬁ Darkening - deformation may occur in the welding area, if the shielding gas comes later
than the arc start. In order to prevent this deformation, you can adjust pre gas timing before

“Sec > arc. Furthermore, the life of the tungsten tip will be shortened. Initial gas function allows

adjustment between 0 -20 sec. By this setting, it is ensured that the gas reaches the welding

area before starting welding.

Start Current

-/K The welding arc will occur at the specified current value.The value is setin terms of%. Start
current occurs below the specified % value of the main current and allows adjustment from

5A-%100.
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Ramp Time
Transition from the initial currentto thewelding current occurswithin the specified time.
Setting range is 0 - 10 sec.

.
@

Main Current
Actual current at which the welding will be made. Adjustable between 5-300 Amperes.

%ON

Frequency Amplitude

It is active when the pulse mode is selected. Determines the amplitude ratio between low
current and high current in a pulse cycle. Indicates how long the set high current will
be active within 1 period. Default factory setting is set to 50%. Allows setting between
1-99%. Low current is pit current and high current is main current.

For example; when the duty cycle is set to 1%, let the main current be 100 A and the pit
current be 50 A so this indicates that it will operate at 100 A in 1 ms and 50 A in 99ms for
100 ms period.

f[1IHz

Pulse Frequency

It is active when the pulse mode is selected. In pulse mode it determines the frequency of
a pulse cycle consisting of welding current and low current. It can also be specified as the
number of pulses per second. Allows setting from 0,1- 2000 Hz. The default factory setting
is 5 Hz. and will be adjusted according to the workpiece thickness or the user request.

THA

Repair Current

Adjusted in terms of %. Occurs below the specified % of the main current. It is used to
correct errors during the welding process. Allows setting between 1-99%. It used only
with the multi-function torch. Determines low current when pulse mode is active.

Note

Repair current is only used in 4 trigger modes. By pressing and pulling the trigger, welding
is started. The trigger is pressed again and the repair current value is used during the
time itis pressed.When you release your finger from the trigger, you can return to normal
current and continue welding process. If you press and pull the trigger shortly, welding
will terminate.

Sp ot Spot Time
ti The welding will continue during the period specified at spot mode and the welding will
ime stop at the end of that period. Setting range is 0,1-20 sec.
_\E End Ramp Time
When terminating the welding, the transition time from the main welding current to the
— . .
sec end current is set. Allows adjustment between 0-10 sec.

A\

Crater Filling (Final Current)

When ending the welding, switches to the end current from the main welding current. In
this current, welding seam is corrected and welding is terminated.

Note

Initial Current - Ramp Time - Main Current relation: The adjusted start current will be
lower than the main current value. The arc starts with the initial current and the main
current will gradually be increased during the set ramp time. This extends the service life
of the tungsten tip and provides a more stable arc start.

i

sec

Final Gas

After thewelding is terminated,the shielding gas continues to flowfor the time set. By this
means, the life of the tungsten tip is extended by cooling and at the same time the welding
pool is protected until it cools. Allows adjustment between 0 - 20 sec.

USER MANUAL
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2- Trigger Modes / Hot Start - Arc Force Selection

@ 155 You can switch between 2 /4 trigger and Spot modes with the touch-sensitive button while the
@ 1% TIG modes are selected you can also change Hot Start and Arc Force settings while the electrode
@ === modes are selected.

Ht

Machine provides up to 2 times higher current than main current for easy ignition.
» Hot Start will be set between 0-100% with the help of the current adjustment pot.
l T e If setto 0, it does not add any value on the main current at the first ignition, if set to 100 it
adds a value increased by 100% on the main current.
e In miliseconds it reduces the amperese to main welding current.
e Factory setting is 20 %.

Ar

When welding the electrode, it prevents the arc interruption by increasing the current up to

twice the main welding current in case the arc tends to interrupt.

1 t o Arc Force is between 0-100 %.

e ArcForce prevents the electrode from sticking by adjusting the current when the electrode
tends to stick.

¢ The default factory setting is 20 %.

) %

Press the Triggfzr Hold the Trigger Pr%ssed Release Triggf;i‘

In 2-Trigger mode;

» Welding starts when the trigger is pressed, pre-gas is supplied ignites at minimum
current, makes the launch ramp and continues welding in main current.

» When the trigger is released, it makes the end ramp, fills the crater in the crater filling
current, makes the final gas time and completes the welding.

In 2-Trigger Mode, the TIG Curve operates as follows;

« The initial gas time can be set from 0 sec to 20 sec. Factory default setting is 1 sec.

e The initial current(initial ignition current)is 30% of the main current.

lT o Up ramp time is between 0-10 sec. This determines the ramp from the ignition current
to the main current.

¢ The end ramp determines the time from the main current to the end current. The end
current is 30% of the main current.

= b \E‘l

PrG : Initial Gas Time
I : Welding Current
PoG : Final Gas Time

PG I JPogl t
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i

Example :

If you have a 100 A initial current, the crater current (ending current) will be 30 A. Indicates

that if the end ramp time is set to 1 sec, it will also decrease from the main current to the

crater current for 1 sec.

e There is the final gas time after the crater current. The final gas time is set between 0-20
sec. This time may vary depending on the user’s request.

« In case of complaints such as darkening at the end of welding or deformation at tungsten
tip , it will be necessary to increase the final gas time.

i

In 4-Trigger mode;

¢ When you press the trigger, pre gas comes out. Starts welding in ignition current after
pre-gas is received. As long as the trigger is not released, the machine continues to weld
in the ignition current, when the trigger is released, it makes the ramp for the set ramp
time and continues welding at the main current.

¢ When you press the trigger again and when you want to end the welding, the ramp time
starts to advance and continues on the ramp as long as you press and hold the trigger.

¢ When the ramp time is over; it will waits for crater filling and allow you to fillthe crater.

o After the crater is over, you can release your hand from the trigger.

¢ Cools the work piece during the final gas period and you will complete the welding
process by this means.

In 4-Trigger Mode, the TIG Curve operates as follows;

e In 4-trigger mode all menus and settings in the 2-trigger mode shall apply in the same way:.
In 4-trigger mode, unlike 2-trigger modes, the pit current in the TIG curve will also be
active. Repair current is only used with multi-function torch in 4-trigger mode.

e [tis used to correct errors during the repair current welding process.

¢ The repair current is determined in terms of %. It is in the range of 1-100%. If the machine
is 100 A and the pit current is 50 A, then this means the pit current is set to 50 A, which is
50% of the main current. The level of the high and low currents will be set here.

,:+t”\\ +Jx

=z

4t \J PrG :Initial Gas Time
L2e M= o 1 : Welding Current
14 k " PoG :Final Gas Time

PrG 1 poG| ¢

Example :

If the main current is set to 100A and the pit current is set to 504, and a multifunctional
torch is being used on the machine, when the machine is welding at 100A and the pit
current button is pressed on the torch, the machine will switch to 50A. This way, if there is a
possible defect in the weld seam, the machine switches to a lower current to prevent
burning through the heated area, allowing for repair. Once the repair is done, pressing the
main current button on the torch will return the machine to 1004, allowing the user to
continue from where they left off.

USER MANUAL
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Pnt Mode (Spot Mode)

It becomes active when TIG welding modes are selected. With a single press of the trigger,

ignition starts at the main current, welding continues for the set duration, and ends

automatically when the time expires.

¢ When spot mode is selected, most zones in the TIG curve are bypassed and only three

oeos parameters can be set: final gas time, main current, and spot time.

e Spot time is the welding duration in spot mode. In DC mode, it allows adjustment between
0.01 - 9 seconds. The coldTIG feature is active in spot mode.

Example:

Assume the spot time is set to 2 seconds: When you press the trigger, welding starts and

continues for 2 seconds, and it finishes automatically at the end of the 2 seconds without

requiring you to release the trigger.

3- Pulse Mode Selection
Provides switching to the Pulse function in TIG position. Pressing the button once will switch to
sutse  active or off mode. The LED will light when active. When the pulse mode is active, the other related
functions (duty cycle, frequency amplitude, pulse frequency, etc.) become selectable.
Pulse function reduces deformation by reducing heat input to the material.

4- HF and VRD Mode Selection

° @HF  press the button once to switch to on or off position. The LED of the corresponding function will
@ VRD beactive when lit.

High frequency
¢ Enables welding without touching the Tungsten electrode touching the material in TIG
HF welding mode. By this means, the tip of the tungsten electrode will not be deformed.
e Active in TIG mode.
¢ If you want to switch off the HF mode on the machine and weld with the lift TIG mode,
press the HF key to switch off the active HE

Voltage Reduction

o It ensures that the idle voltage (voltage between the output terminals) is reduced below
VRD 11 - 15 V when the machine is running and no welding is performed.

e [t may be required within the framework of occupational health and safety rules.

o Applies in electrode welding modes.

o Activate or deactivate by pressing the button. The LED will light when active.

5- Adjustment Button
—
/ \ The adjustment knob allows current setting in all welding methods and parameter changes in all
L functions. The setting will be made by turning right and left and the set values will be displayed on

the digital display.

+
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6- Welding Method Selection

It offers the opportunity to weld with rutile, basic and cellulosic electrodes. Rutile, basic,
cellulosic selection is made via the diagnostic menu.

= == NOTE

In electrode modes, current adjustment is made between 5 and 300 A. The VRD mode will
be active in electrode modes. The TIG curve will not be active in electrode modes. The TIG
curve will be active when TIG modes are selected.

d = It offers DC TIG welding.

7- Program Memory

TIG Mode;

o With its 100 program memory feature, it can save your parameter settings. You can recall them as
required by your work type. By this means, each time you change the work, you will not have to se
parameters; the production standard will be preserved. Whichever memory (job) number is
selected, all settings will automatically be saved in that number.

o Change the program number for different parameter entries.

¢ The display above the program button shows which parameter you have changed in the program.

¢ There are 100 programs available between 0-99.

 You can switch to the other program by pressing the program button once, if you press and hold, you
can switch between the programs quickly.

MMA Mode;

¢ (U) When you want to see the welding output voltage, you can see the voltage unit by pressing the
button once. You can switch to the ampere unit by re-pressing the button and display the current
value (A) on the digital display.

8- Digital Display

The set welding current, parameter values and error codes can be monitored visually on the
digital display.
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. 3.2 Diagnostic Menu

For the diagnostic menu, it is necessary to press the menu up and trigger mode in the TIG curve together for 2-3
seconds. In the diagnostic menu, the next parameter is passed by pressing the P button.

DO: Electrode type selection. (Rut: Rutile, bAZ: Basic, cEL: Cellulosic). Factory setting: Rut.

D1: Sets the cooling time of the water-cooling unit. Factory setting: 3 minutes. The unit operates for 3 minutes after
welding ends. If welding is restarted within 3 minutes, the timer resets and activates again at the end of welding.
Adjustable via potentiometer: If set to OFF, cooling is disabled.

D2: A small hot start is applied at the beginning of TIG welding.

D4: Main current can be adjusted between 5% and 200%. Factory setting: 70%.

D5: Tungsten electrode diameter is entered. Diameter is adjusted using the potentiometer.

For Example

If the water cooling unit fails, you can disable the water cooling unit and set the cooling time in D7 to “’Off”” to
continue operation. Otherwise, if there is an issue with the water flow sensor in the cooling unit or if the unit is
removed, the machine will not be able to detect the water cooling unit and will not operate, resulting in a water
cooling unit error.

When the D7 setting is in the “”On”” position, it will run continuously. The setting can be adjusted between 1 and 20
minutes; if set above 20 minutes, it will remain continuously on.”

To access the Service Menu, press and hold both the Welding Mode (6) and Pulse Mode (3) buttons for 2 seconds.
Press the P button to move to the next parameter.

CO: Displays the software version of the panel board.

C1: Displays the software version of the control board.

C2: Displays the mains voltage.

C3: Displays the power module temperature inside the machine. During thermal shutdown, the temperature value
can be checked here.

C4: If a smart water unit is connected, displays water flow in liters. If not connected, this step is skipped.

C5: If a smart water unit is connected, displays water temperature in °C. If not connected, this step is skipped.
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B T 5.3 16 curve
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The status of functions being enabled or disabled according to the modes is shown in the table below.

Parameter

ID 300 T-TW DC
PULSE

Factory Setting

2-Position TIG

4-Position TIG Pnt TIG

|2-Position iG]

Pre-Gas Period 0-20 sec 1sec v v

Initial (Start) Current %1-%200 %70 v v

Start Ramp Time 0.0-10 sec 1sec v v
Upper Current 5-300 A 85A v v v
Lower Current %1-%100 40A v v v
Pulse Cycle Rate %1-%99 %50 v v v
Pulse Frequency 0.1-2000 Hz 5Hz v v v

End Ramp Time 0.0-10 sec 1sec v v

End Current %1-%100 %30 v v

Final Gas Period 0-20 sec 5 sec v v
Pnt (Spot) Welding Time 0.01-9 sec 2 sec v
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. 3.4 Machine Features m

Thermal Protection
e Double protection to prevent overheating and damage of your machine. The intelligent processor digitally
performs temperature control whereas a second protection for the machine will be performed manually.

Program Memory
¢ 100 programs can be stored in the memory. You can record 100 programs between 0-99.
¢ The changes will be saved. Press the P key to switch between programs.

Lift TIG
o Lift TIG function allows TIG to be made without damaging the Tungsten tip while rubbing it.

coldTIG

o [tisused to reduce heat input and join thin materials. The heating time of the workpiece is very short and the weld
pool temperature is much lower than other welding applications. Burr-free, high-quality, bright weld seams are
obtained. It can only be used in DC mode. It is not active in AC mode.

Voltage Protection

o Tolerates voltage fluctuations.

» Protection feature against false voltage and oscillating input voltage.

o After the ambient conditions have returned to normal, the machine functions will also be activated.

Operation With Generators
o Suitable for operation with generators. The kVA operating value should be determined by referring to the technical
specifications.

Protection
« Ifthe mains voltage is outside the operating range, an error code is given.
« Machine functions will be re-activated when the phases are corrected.

Smart Fan Control

« You can tell if the fan is running by the fan sound at first power-up.

o [fthe fan sound is comes when the machine is turned on, this means the fan is running. After a time machine exits
from test mode.

o The internal temperature of the machine is constantly measured and the fan is activated when needed.

Antistick
o Anti-Stick feature to prevent electrode sticking

. 3.5 Consumption Values

The tables below show average consumption values during welding under ideal conditions.
These values may vary depending on usage and ambient conditions.

Average Shielding Gas Consumption During TIG Welding

Ceramic Nozzle No. 4 5 6 7 8 10

Average Consumption | 6,51/min. 81/min. 10 1/min. 121/min. | 12,51/min. | 15,51/min.
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2] & 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.

o 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.

o 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

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.

o The consumables on the TIG torch must be cleaned regularly. Should be replaced if @
necessary. It should be ensured that these materials are original products for a long-term
use.

» 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.0

o Check the coolant level, top up if there is a decrease in the coolant level.

If the coolant is contaminated, drain the entire coolant tank and clean the coolant tank. Fill
the tank with new coolant.

ré Every 6 Months

¢ Do not remove the warning labels on the device. Replace the worn/torn labels with the
new ones. Labels can be obtained from the authorized service.

o Clean and tighten fasteners such as bolts and nuts. A

o Check the electrode clamp and grounding clamp cables. /

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

¢ Check the socket to which the power supply plug of the machine is connected. If ﬁ’\éyg
there is any looseness in the power cable connection points of the socket, remove
such looseness. If there is an arc or expansion in the socket slots, replace them with “ﬁ;j@
new ones. »

o Check the power supply plug of the machine. If there is any looseness in the power
cable connection points in the electricity plug, remove such looseness. If there is an
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.
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. 4.2 Troubleshooting

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

The machine will not turn on

» Make sure there is power connected to the machine

¢ Check whether the mains connections are correct

¢ Check the power supply fuses, mains cable and plug

¢ Check the on/off switch

¢ Ifyou have completed all the checks and the problem still persists, contact
the authorized service

Machine does not weld/does poor
welding

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

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

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

¢ Check the pole that the electrode must be connected to and the current
value that must be set on the machine

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

» Make sure that the tungsten tip is clean

» Make sure the welding torch is secure

¢ Ifyou have completed all the checks and the problem still persists, contact
the authorized service

Tungsten melts or the nozzle
breaks

e Check that the TIG torch (-) is connected to the pole. Connect if the torch is
not connected to the (-) pole

¢ Ifyou have completed all the checks and the problem still persists, contact
the authorized service

Bubbling or blackening is observed
in TIG welding

e Check the gas flow rate from the tip of the torch with a flow meter

« Ifthe surface of the welded workpiece is dirty, clean the surface of the piece

» Make sure you use the correct welding gas

» Make sure you select the correct tungsten electrode

¢ Ifyou have completed all the checks and the problem still persists, contact
the authorized service

HF (High Frequency) occurs but
welding is difficult to start

e Check the initial current. Increase the initial current if it is too low
« If you have completed all the checks and the problem still persists, contact
the authorized service

HF (High Frequency) occurs, does
not start welding

¢ Check that the TIG torch is connected to the (-) pole. Connect if the torch is
not connected to the (-) pole

¢ Check whether the grounding clamps of the machine is connected to the
workpiece

¢ Ifyou have completed all the checks and the problem still persists, contact
the authorized service

HF does not start

¢ Check the pre-gas time. Reduce the pre-gas time if it is too high
¢ Ifyou have completed all the checks and the problem still persists, contact
the authorized service

There is a liquid leak in the
water cooling unit

e Contact the authorized service

There is no liquid flow in
the water cooling unit

 Contact the authorized service

www.magmaweld.com
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E01

m . 4.3 Error Codes

Error

Cause

¢ The duty cycle of your machine may
have been exceeded

o Allow the machine to cool down by
waiting for a while. If the fault
disappears, try to use the machine at
lower amperage values

If the problem continues, contact the
authorized service

Thermal
Protection

« Fan may not be working

Check visually whether the fan is
working or not

If the problem continues, contact the
authorized service

(Primary)

o The front of the air inlet-outlet ducts
may be blocked

Open the front of the air ducts
If the problem continues, contact the
authorized service

¢ The machine working environment
may be too hot

Make sure that the working
environment of the machine is not
excessively hot or stuffy

If the problem continues, contact the
authorized service

E02

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

E03

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

E04

Current / Voltage
Reading Error

« There may be a hardware error

Contact the authorized service

E05

Temperature Sensor
Reading Error

¢ There may be a hardware error

Contact the authorized service

E06

Water Cooling
Unit Error

e There may be an error in the water
cooling unit

Check water cooling unit connector
and torch inlets/outlets

Make sure there is water circulation
If the problem continues, contact the
authorized service

E07
E08
E09

System Error

e There may be a hardware error

Contact the authorized service

E10

Torch Connection
Error

¢ The torch or torch connections
may be faulty

e Check torch and torch connections
o If the problem continues, contact the
authorized service

E11
E12

System Error

¢ There may be a hardware error

Contact the authorized service

Wire Feeder Error

¢ There may be an error in wire feeding

Check wire basket, reel / reel press
and torch connections

If the problem continues, contact the
authorized service

USER MANUAL
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E14 System Error ¢ There may be a hardware error ¢ Contact the authorized service
Remote Control . ¢ Check remote control connections
P e There may be an error in the remote .
E15 Communication . o If the problem continues, contact the
control connections ) )
Error authorized service
El6
E17 System Error * There may be a hardware error o Contact the authorized service
E18
¢ Allow the machine to cool down by
waiting for a while. If the fault
¢ The duty cycle of your machine may disappears, try to use the machine at
have been exceeded lower amperage values
e If the problem continues, contact the
authorized service
e Visually check if the fan is working
¢ Fan may not be working o If the problem continues, contact the
Thermal authorized service
E19 Protection Unblock the fi fthe air d
(Secondary) « The front of the air inlet - outlet ducts | * 1,0 0C the front o the air ducts
o If the problem continues, contact the
may be blocked . )
authorized service
¢ Make sure that the working
. . . environment of the machine is not
¢ The machine working environment .
may be too hot or stuffy excessively hot or stuffy
e If the problem continues, contact the
authorized service
E20
E21
522 System Error e There may be a hardware error » Contact the authorized service
E23
e Check your air / gas connections,
make sure that the inlet pressure
Inlet Pressure . . . .
E26 e Inlet pressure may be low is appropriate. If the inlet pressure is
Low .
normal, contact the authorized
service
e Make sure that the torch shield is
Torch Shield Not | » Torch shield may not be installed or correctly fitted to the machine
E27 X .
Installed properly fitted o If the problem continues, contact the
authorized service
E28 System Error ¢ There may be a hardware error ¢ Contact the authorized service
o Check the mains connection cables
and the voltage. Make sure the
DC Busbar . . . .
E29 « Mains voltage may have decreased correct voltage input is providevd.
Voltage Low ) )
If the mains voltage is normal,
contact the authorized service
¢ Check the mains connection cables
and the voltage. Make sure the
DC Busbar . . . f .
E30 . ¢ Mains voltage may have increased correct voltage input is provided.
Voltage High ) ;
If the mains voltage is normal,
contact the authorized service
E31 System Error ¢ There may be a hardware error « Contact the authorized service

www.magmaweld.com
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. 5.1 Spare Part Lists

Power Source Spare Parts List

NO DEFINITION MATERIAL CODE

1 Handle K101509055

2 Carrying Handle K103009005

3 Potency Button A229500002

4 Connector A377900106

5 Electronic Card - E202A-CN2 Y514000152

6 Electronic Card - E202A-CN1 Y514000153

7 Quick Coupling A245700006

8 Connector A377900106

9 Swivel Wheel A225100013
10 Electronic Card - E202A-7 Y514000154
11 Electronic Card - E208A-3 Y514000151
12 Electronic Card - E202A-9 Y514000159
13 Electronic Card - E202A-FLT5 Y514000155
14 Relay A312100012
15 Rotary Switch A308030004
16 Plastic Fitting A376400016
17 Electronic Card - E202A-CN1 Y514000153
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NO DEFINITION MATERIAL CODE

18 Panel Type Connector A378002020

19 Plastic Wheel A225222010

20 Electronic Card - E208A-2A Y514000150

21 Electronic Card - E220A-7B Y514000158

22 Electronic Card - E208A-6 Y514000157
www.magmaweld.com USER MANUAL
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m Water Cooling Unit Spare Parts List

NO DEFINITION MATERIAL CODE
1 Quick Coupling - Blue A245700002
2 Quick Coupling - Red A245700003
3 Fan A250001126
4 Plastic Fitting A376400011
5 Toroid (Current Probe) A301900010
6 Radiator A260000008
7 Flow Sensor A314210018
8 Water Pump A240000006
9 Water Tank A249000004
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ID 300 T DC PULSE / ID 300 TW DC PULSE

. 5.2 Connection Diagrams

Block Diagram
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ircuit Diagram
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@ ITPABHJIA TEXHUKH BE3OITACHOCTH

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

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

RU

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 IPe0CTOPOXKHOCTH MOXKET IIPUBECTH K TPaBMe HJIH
noTepe/MOBPeX/JeHUI0 UMYyILIeCTBa.

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

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

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

no mexHuKe 6e30NACHOCMU  Ha 0GOPYAOBAHUU.

Y6enuTecs, 4TO NpeAynpexAariias MapKUPOBKa HAX0AUThCS B HaJIeXKallleM COCTOSTHHH.

A 3aMeHHUTe OTCYTCTBYIOLIME U NOBPEXAEHHbBIE PJIBIKHU.

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

ﬂopamceﬂue /IeKMpomoKom
Modicem npusecmu K

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maeemcmayom HayuoHAAbHbIM

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

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

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

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

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

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

o He npukacaiiTech K 3/IeKTPOAY IIPH KOHTAKTE C 3JIEKTPOOM, OAK/II0OYEHHBIM K paboyeii
HOBEPXHOCTH, N0JIy HJIU APYTOMY 060PYAOBAHHUIO.
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ID 300 T DC PULSE / ID 300 TW DC PULSE IIpaBu/Ia TeXHUKM Ge3omacHocTH 47

BBl MOXeTe 3alUTUTB Ce6s1 OT BO3MOXKHBIX IIOPa’KeHUH 3JIEKTPUUECKUM TOKOM,

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

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

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

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

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

BynbTe 0CTOPOXHBI TPH UCIIO/Ib30BaHUHU JJIMHHOTO CETEBOT0 KaGess.

Y6enuTech, YTO BCe COeJUHEHUS] YUCThIE U CyXUe.

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

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

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

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

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

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

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

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

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

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

JIJ1s1 TUX YCJIOBUH UCIIO/IB3YHTE Clefiytoliee 060pyoBaHue:

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

Py4Ho¥i cBapouHbIi annapaT MMA nocTOSSHHOTO TOKa,

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

IIpoyedypul npu
nopasceHuu
/1€KmpuyecKumM mokom

VA +

o OTKJIIOYHTE 3JIEKTPUYECTBO.

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

OCTPa/JiaBLIEro OT KOHTAKTa C TOKOBEAYIIMMH YacTAMHU UM IPOBOJAMH.

[103BOHHUTE B CJIy>KOY IKCTPEHHOH MOMOILH.

Ecnm y Bac ecTb 06y4yeHHe OKa3aHHI0 epBOoii MOMOILH;

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

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

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

Asudcywuecs uacmu
Moz2ym npusecmu

K me/1eCHbIM
noepegocaenuﬂm

¢ He npubimxaliTech K ABWXYIMMCA 06beKTaM.

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

¢ HocuTe 60THHKH C MeTa/ZIN4eCKMM HOCKOM Ha C/Iy4Yail Ma/ieHus TSKEbIX TPeMeTOB.
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Abim u 2a3vl Mo2ym
HaHecmu eped
eauiemy 300p0o8bio
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Bo epems 8bino/iHeHUs1 ceapka / pe3Ka U pe3Ku Ype3e8bI4aiiHO ONACHO 80bIXANb dbLM U 2a3 6
meyeHue 01ume/1bHO20 8peMeHU.

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

[IpeaycMoTpHrTe HAa paGoYeM yyacTKe CUCTEMY eCTeCTBEHHOH HJIM HCKYCCTBEHHOM
BEHTUJIALIUMHA.

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

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

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

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

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

H3znyueHnue e
ceapoy4Holi dyau

Modicem HaHecmu  »
eped sawum 21a3am

Ry

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

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

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

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

MOBPEX/EHHUIO BaIllero 060py/[0BaHHsL.

Hckporu »
pas6pul3zusawujuecs
yacmuys!
Moz2ym HaHecmu
noepesicoeHus 21a3am

=4

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

Topsiuue demaau o
Mo2ym npusecmu K
MAHCENBIM 034C02aM *

¢ =

He npukacaiTech K TOPsIYUM JIeTaJIsIM FOJIBIMUA PyKaMH.

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

IMoevlweHHblll

YposeHns lllyma
Mooscem Hanecmu
Bped Cayxy

5

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

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

‘W

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

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

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

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

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

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

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

BbinoiHeHue mexHu4eckozo
o6cayscusaHus

sAu ycmp
HeKoMnemeHMHsIMU
AUYamu modxcem
npusecmu K me/iecHoIM
noepesicoeHuAM

A

3
(24

'me

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

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

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

Ceapka / Pe3ka Ha

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

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

Modcem npueecmu K
Hec4acmHbvIM CAyHaam

A B

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

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

[Ipu BEINOTHEHUHU IlepeMellieHUs] BpyYHYI0 YOeAUTEeCh B Ha/lJIeXallleM COCTOSTHUU
npucrnoco6ieHni 060py0BaHus (MOABECKH, PEMHHU /JIs lepeMelleHus U T.IL) U UX
KpeInJeHuH.
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¢ C esbio obecnedeHUs HeO6XOAMMBIX TPeGOBAHUH /JIs MepeMellleHUs cobIIo/jaliTe MpaByIa
MesxayHapoAHOH OpraHU3alUy TPy/Ja B OTHOLIEHUH Beca IepeMellaeMoro 060pyjoBaHus, a
TaK)Ke HOPMaTHUBbI 10 IlepeMellleHHI0 060Py0BaHMUs, JeiCTBYyOlee B Balllel CTpaHe.

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

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

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

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

(AL LI PR U P Dl gecnill K CepbeaHbIM MpasMar U NOBPEHCOCHUI0 UMYlecBa:
npueecmu K mesecHsIM

nospescoeHuAM

¢ Bo usGexxaHHe NaJileHUH ¥ ONIPOKU/IbIBAHUSA Balllero 060py/j0BaHHeE ero He06X0ANMO
pa3MecTUThb Ha 0CHOBaHUH (110J1y) WK m1aTdopme ¢ MaKCUMaslbHbIM YKjI0HOM 10°. 3TO

A npeaynpesuT BOCIPENnATCTBOBAHUE [10/1a4e MaTepHrasia U pUCK 3aCTOIIOPUBAHUA B KabeJssx

U IIJIaHTaX; IpeANoYUTalTe [ yCTAaHOBKH 060PY/[0BaHHS HENO/BIKHbIE IIIMPOKHUe, He

3alblIEHHBIE, JIETKO BEHTHIUPYeMble Y4acTKU. Bo U36exxaHne ONPOKHAbIBAHHUS [a30BbIX
6aJIJIOHOB 3aKpenuTe UX, IIPU HaJINYUK, HA l'lpPlFO}lHOﬁ AJIs 6aJIJIOHOB nﬂaTQ)opme,
HaxoZsllelcs Ha 060py/J0BaHMY, a IPH CTAallMOHAPHOM HCII0JIb30BaHUH, 3aQpUKCUPYHTe
6aJIJIOH Ha/I&XKHBIM CIIOCOGOM, IPUKPENHB €ro K CTEHe.

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

YpezmepHas e« O6ecredbTe OCTbIBaHHE 060PY/[0BAHMsI B COOTBETCTBUH C PAGOYNM LIUKJIOM.
Ikcnayamayus e« Tlepes NOBTOPHBIM HAYaJ0M CBAPOYHBIX PA6OT yMEHbIIUTE KO3GOUIUEHT TOKA UJIM 3arPy3Ky
K nepezpegy  paGouero nMK/Ia.
060pydosanus « He 3akpbiBaiiTe BEHTHIISILIMOHHBIE OTBEPCTHSI 060PYAOBAHUS.
S o He ycranaBsinBaiiTe GuibTpbl B BEHTUJISALMOHHBIE OTBEPCTHSI 060Py/j0BaHKs 6€3 pa3pelieHus
SS S NPpOU3BOAUTEJIA.

Q

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

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

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

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

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

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

Y6enuTech B yCTAHOBKE U pa3MellleHHH Balllero CBApOYHOTo annapaTa UM ra30BOro pesaka B
COOTBETCTBHH C PyKOBOACTBOM I10 3KCIJIyaTallkH.
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Oyenka
3/1eKMpOMaAzHUMHOL
coemecmumocmu
pa6oyezo

yuacmka

ComtacHo nyHKTY 5.2 cranaapTta IEC 60974-9,

[lepes, yCTAaHOBKOM CBAapOYHOIO U DEXYLero OGOPYAOBAHUS YIOJHOMOYEHHOE JIMLO

npenpusTUs ¥/ WJIW 10Jb30BaTeJb JOJ/DKHbI MPOU3BECTH OCMOTP YyYacTKa Ha INpeAMeT

BO3MOXHBIX 3/IeKTPOMarHUTHBIX IOMeX Ha ITpUJeramolei Tepputopun. Heo6xoaumMo 06paTuTh

BHUMaHHe Ha CJIeJjyIol{ie BOIIPOCHI:

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

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

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

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

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

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

£) HEeBOCIIPUHUMUYHBOCTb MHOTO 060PY/I0BaHUsl, HAXO/AILErocs Ha NpuJeraiolied TeppuTOPUH.
ITosib30BaTe b AOIKEH y6eJUThCS, YTO HHOE 060pyA0BaHHUe, HCII0/Ib3yeMoe Ha TPUJIeraolei
TEPPUTOPUHY, SIBJISIETCS COBMECTUMBIM. ITO MOXKeET OTPeGOBATD JONOJHUTENbHBIX MEP
3alUThI;

h) 'paHuIBI paccMaTpHBaeMOro y4acTKa MOTYT GBITh PaCIIMPeHbl B COOTBETCTBHH C pa3MepaMH
npujeramolled TepPUTOPUH, KOHCTPYKLMeH 3JaHMH U UHBIMU Pa60TaMH, BbIIOJIHSAE€MbIMU
B 3/JaHUH, C y‘-léTOM BpPEMEHH, B Te4eHUEe KOTOPOro NpeAIosaraeTcd NIpou3BOAUTh CBAPOYHbIE
WJIM MHBIE PaGOTHI B TeUeHHeE JHA.

B JonosHeHHe K OLlEHKe y4yacTKa TaKXKe MOXeT NOTPeGOBaTbCs OLeHKAa MeCT YCTAaHOBKHU

YCTPOMCTB € 1Le/bl0 YCTpaHEHWs HapylLIalollero COBMECTUMOCTb Bo3sfeicTBusa. Ilpu

HEeoGX0JUMOCTH, JIJIf NOATBePKAeHHUs 3P GEeKTHUBHOCTH Mep 110 CHIKEHHIO BO3/IeHICTBHUS TaKxKe

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

Memodwi cHudtceHus1
nomex

DA

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

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

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

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

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

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

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

CBapKH / pe3KH.

www.magmaweld.com
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Jlyzo0eas ceapka
Modicem co3dasamsv

/1eKmpoMazHumHoe
nose (IMF)

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

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

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

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

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

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

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

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

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

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

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

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

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

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

IIpoyedypa ymuauzayuu
omxodos

¢ ITO yCTPOMICTBO He SABJISAETCS GBITOBBIM MYCOPOM. Y TUJIM3aLlUs YCTPOHCTBA JO/DKHA
OCYLIeCTBJISIThCS B paMKax HAlMOHAJIbHOI'0 3aKOHOAATEIbCTBA B COOTBETCTBUH C JUPEKTHBOM
EBpomneiickoro Coro3a.

[ony4nTte nHGOPMaLHIO 06 YTHIN3ALUU OTXO/0B Balllero HCI0Jb30BaHHOIO 060Py0BaHHSA Y
Balllero Jujiepa ¥ KOMIETeHTHBIX JIULL.

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

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

. 1.1 O6wee onucaHue

ID 300 T DC PULSE u ID 300 TW DC PULSE - ato uHBepTOpHBble, TpéxdasHble ammapaTbl AJs
uMnysabcHod DC TIG cBapku M CBapKW MOKPBITBIMHU 3JeKTpojaMu. [IpeaHasHavyeHbl s TIG-cBapku
BCEX MeTaJlJIOB, KPOMe a/JIlOMHHMS, a TAaKXKe JIJI1 CBAPKU MOKPBITBIMH 3JIEKTPOAAMH JUAaMEeTPOM 0 5 MM.
AnnapaTbl ocHallleHbl paclIMpeHHbIMU NpodeccuoHaibHbIMU TIG-yHKUMAMY, TakuMU Kak HF-mozmxur,
MOJKUT KacaHMeM, Ipejira3, HapaCcTaHHMe TOKa, MMIYJbC, ClaJ TOKa, MOCTras U 3aloJIHEHHWe KpaTepa.
B pexxuMme cBapKH NOKPBITBIMM 3JIEKTPOJAaMHU AOCTYIHBI C/leJyloliMe THUIbI 3JIEKTPOZAOB: PYyTHJ/IOBBIE,
OCHOBHbIe W LieJsitoio3Hble. B pexxume TIG Bo3MoxHO coxpaHeHue A0 100 paGoyux mporpamm, 4To
103BOJIIET BBIGPATh HYXKHYIO M TIOBTOPUTb CBAPKY C TEMH »Ke TapaMeTpaMH. Bce mapameTpbl CBapKy MOTYT
ObITb HACTPOEHBI Yepe3 NaHe b yIpaBJeHUs U KOHTPOJUPYIOTCS C IOMOLIbIO [UPPOBLIX UHAUKATOPOB.
Anmapat MoxeT paGoTaTb OT reHepaTopa P YCIOBUU COOTBETCTBHUS MOLIHOCTH U 4acTOThl. OCHAIEH
BEHTHUJIAATOPHBIM OXJIX/leHHeM U TepMO3alllUTOH OT eperpesa.

. 1.2 Komnaekmyrouwjue ceapo4Ho20 annapama

1
PucyHnok 1: ID 300 T DC PULSE
1- [laHesb ynpaBJieHUs 7- Py4ka peryJiMpoBKU IapaMeTpoOB
2- PazbéM KabeJist CBapKU U 3a3eMJIeHHUs (+) 8- ['a30BbIN BXOZ,
3- Pa3béMm nejaju ynpaBaeHUs 9- KHonKa BKJIIOYEHHUS / BBIKJIIOUEHUs
4- T'a30BbIN BBIXO]] 10- Bxoz nuTaroiero KkadeJss
5- Pa3béM ynpaBJieHUsI TOpeJIKOU (Tpurrep) 11- Pa3’béM nuTaHUs BOASHOIO 6JI0Ka

6- PazbéM kabeJst CBapKu U 3a3eMJieHuUs (-)

www.magmaweld.com PYKOBO/CTBO IT10 3KCIIJIYATALIUHA
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Pucynok 2 : ID 300 TW DC PULSE

1- [laHesb ynipaBieHUs

2- PazbéM KabeJst CBapKU U 3a3eMJIeHHUs (+)
3- Pazbém nespasnu ynpasiieHus

4- T'a30BbIN BBIXO]]

5- BogsiHo 6/10K

6- Pyuka peryJiMpoBKH napaMeTpoB

7- Pa3béMm kabesisi CBApKHU U 3a3eMJieHUs (-)

8- Pa3béM ynpaBJ/ieHUs rOpesiKoi (Tpurrep)
9- BxoJ ropsiyeit Bozibl BOASIHOTO 6JI0Ka

10- BbIX0o/1 X0JI04HOH BOZbI BOJSHOTO 6JI10Ka
11- l'a30BbIN BXO/,

12- KHonKa BKJIIOYEHHUS / BBIKJIIOYEHUS
13- Bxoz nuTaroiero KadeJss

14- Pa3béM NUTAHUS BOJASHOTO 0JI0Ka

PYKOBO/ICTBO I10 3KCIIIYATALIUH
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. 1.3 3mukemka npodykma

MAGMA MEKATRONIK MAKINE SAN. VE TIC.A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE
ID 300T DC PULSE |S/N:
SToHI-CO)BF = | ENe60974-1-10 CL A
J— 5A/10.2V - 300A / 22V
- X4 30% 60% | 100%
U,=86V I, 300A | 212A | 164A
U, 22V 18.5V | 16.6V
Lima=18A L~10A
E 5A/20.2V - 300A / 32V
- X“9 30% 60% | 100%
U,=86V I, 300A 212A | 164A
U, 32V 28.5V | 26.6V
D> |u=a00v| 1,.=24A L=13A
3~50-60Hz
UK
IP23s | C€ Al cA
=BH-DB= Tpexdasubiii Tpanchpopmarop - i
EZa )= ey X Pa6ounii Liuka
TIG - CBapka Uo Hanpsokenue PaGoTsl Bes Harpysku
Z MMA - CBapka Us Hanpsixenue Y Yacrora Cetu
== Hocrommmii Tox v fommmamie Hanprxerie
D . I HomunanbHoe [ToTpe6iieHne
BEePTHUKa/IbHbIM XapaKTepPUCTUKa 1 Toka CeTu
CeTeBo¥ Bxoj-3-®azHbiit i i
]]i) Hepemersbi Tox I2 HomunanbHbiii CBapouHblii Tok
Gl [purogen [lns Pa6oTsl B OnacHbix S1 TMotpe6sieMast MowHocTb CeTr
YcnoBusx
S/N CepuiiHblit HOMEp 1P23S Knacc 3aiubl
¢ S /N (Cepwmiinblii Homep) Onucanue
Ipoayxips TopsKoBbI‘a
ID anmapara Top, |Hepens HOMep
|X|X|X|X XlXXXXleX X|X|
Tpynna  IopsaaKoBbIi IopsaaKoBbIN HOMEDP
anmaparos HoMep MalIMHbI, IPOU3BEACHHOMI
annapaTros
B 3TOM FOAy

www.magmaweld.com
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PaGounii ukia
Temmneparypa (°C)
A

------------------------------

Bpewmsi (MUH.)
6 MUH. 4 MUH. 6 MUH. 4 MUH. 6 MMH. 4 MUH.
OnpejesieHue MPOAOJLKATENBbHOCTH BkJoueHUs (I[IB) cBapouyHoro ammapaTa BBINOJIHEHbl B TeyeHHUe
CBapoYHOro Lyk/a 10 MUHYT B cOOTBeTCTBUHU co cTanAapToM EN 60974-1. Hanpumep, eciu paGoThl 6yAy T
BBINOJIHATBCA pH 250A Ha annmapare ¢ [1B-60% npu pa6oTe Ha MaKCMMaJIbHOM CBapo4HOM Toke 2504, 3To
O3Ha4YaeT, YTO CBApPOYHbIN anmapaT MOXET HellpepbIBHO BBINOJIHATb CBApKy 6 MUHYT U3 10-MUHYTHOrO
1uKJa cBapku (1-1 30Ha). U nociie aToro TpebyeTcs 4 MUHYTHI Tay3bl (epHoj, paboThl 6€3 HarpyskH) AJjst
OXJIaXK/IeHHsl CBApOYHOro anmnapara (2-s 30Ha).

. 1.4 TexHuueckue xapaKkmepucmuku
ID 300 T DC PULSE

TEXHUYECKHE XAPAKTEPUCTUKHU Ep. n3m. ID 300 TW DC PULSE
CereBoe Hanmpsixenue (3 ¢asza - 50-60 I'y) B 400
Bxoznnast MowmHocTs (MMA) kBA 16.1 (%30)
BxogHnast Mounocts (TIG) kBA 12.3 (%30)
9 PeKTUBHOCTD HCTOYHUKA MUTAHUSA % MMA 86,74 / TIG 85,63
[ToTpe6sisieMast MOLHOCTb B PeXXHUMe OXKUAAHUS \ 29
Jlnanazon Hactpoiiku CBapounoro Toka A noct.Toxa 5-300
HoMuHanbHbINM CBAPOYHBIN TOK Amoct.ToKa 300 (%30)
HanpsikeHre OTKpPbITOr0 KOHTYPa CBAPKH B mocr.Toka 86
/lnanasoH JHaMeTPOB CBAPOYHBIX 3JIEKTPO/IOB MM 1.60 - 5.00
JluanasoH AMaMeTpoB BoJIbPPAMOBBIX 3JIEKTPO/OB MM 1.00-2.40
Pasmepsr (/[Ix11IxB) MM 598x252x661
Bec KT 22.5
Kunacc 3amuTtor 1P 23S
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. 1.5 Akceccyapeul

ID 300 T DC PULSE
CTAHJAAPTHBIE AKCECCYAPbI  K0JI-BO ID 300 TW DC PULSE
KinemMa u ka6esib 3a3eMJIeHUs 1 7905212503 (25 mm? - 3 m)
l'a30BbIi MIJIAHT 1 7907000002
Lava TIG 26 )
Bosaymno-oxnaxaaemas TIG-ropenka*
Lava TIG 18W R
BoaHo-oxnaxgaemas TIG-ropenka*
* MoXKeT pas/InyaThCsl B 3aBUCUMOCTH OT MOJIEJIH.
JOIMNOJHUTE/IbHBIE ID 300 T DC PULSE
NMPUHAJJIEXXHOCTH K0J1-BO ID 300 TW DC PULSE
JlepxaTesib 3/J1EKTpO/Ia C KabeseM 1 7906202503 (25 mm? - 3 m)

Lava TIG 26 (8 m)

7110018008
BosayumHo-oxnaxjaemas TIG-ropeska
Lava TIG 18W (8 m) 1 7110038008
BopHo-oxnaxaaemas TIG-ropesika
Buiok BogsiHoro oxnaxkgeHus (CST 60i) 1 7910005250
Hoknas nepans (Bka / Boiki) 1 7910000120
HoxxHast nesjainb (c perysmpoBko# Toxh) 7910000140

KomniekTsl ynipaB/ieHUs TOPeJIKOH

(c 2 kHomKamu / ¢ 4 KHoMKam) 1 7910000003 /7910000004
Tenexka (4 xoJseca) 1 7910000200
['a30BbI perynaTop (Aprox) 1 7020001004
Ha6op akceccyapos TIG ¢ Bo3y1IHbIM 7910000510
oxJIaXxieH’eM (ropesika + peryJsTop)
Ha6op akceccyapoB TIG c BogsiHbIM 7910000530

oXJIaXKJieHHeM (ropeJsika + Peryasarop)

www.magmaweld.com
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'x MH®OPMAIIUSA 10 YCTAHOBKE U HACTPOHKE

. 2.1 Konmpoabs docmasku

Y6enuTech, YTO BMeCTe CO CBAPOYHBIM allllapaToOM JOCTaBJIEHbl BCe 3aKasaHHble MaTepuasbl B ciydae
OTCYTCTBUS WM MOBPEX/EHNS KaKOro-1160 MaTepHasa, HeMe/JIeHHO CBSXKUTECh C KOMIIaHHEH, Y KOTOpOH
6bLJ1 IPUOOPETEH CBAPOYHbI annapar.

CTaHJapTHas KOMIJIEKTAlKsA CBApPOYHOTO aNnmnapara COEepKHUT Ce/yoliee:

o CBapOYHbIH anmnapaT U Mo/IKJIYEeHHbIH ceTeBOU KabeJb. ¢ PYKOBO/ICTBO I10J1b30BaTeES
e 3aKUM /IJ1s1 3arOTOBKH U KabeJsib e [opeska *
 TapaHTHIHBIN cepTUdUKAT * MoxkeT pa3/inyaThCsl B 3aBUCUMOCTH OT MOJIEJIH.

B ciyuyae ecsu Bo BpeMsl NOJIy4eHUs anmapaTa OyAyT BblsBJIEHbI IOBPEX/EHHUS, COCTABbTe MPOTOKOJI
u cororpadupyiite nospexenus. IIpunoxure nmpoTokos u ¢ororpadun K GpOTOKONMH HAKIAZHOU M
M3BECTUTE TPAHCIOPTHYIO KOMIIAHUIO. B cilydae oTCyTCTBHSI OTBETA Ha Ballle 00pallleHHe B TPAHCIOPTHYO
KOMITaHHMI0, 06PaTUTECh B CIYXKOY MO/AEPKKH KJIHEHTOB.

. Cumeos1b1 U 0603HAYEHUS, ycmaHoe/1eHHble HA cedpO1YHOM annapame:

HpO].lE‘CC CBapKH NpeACTaBJideT OIIaCHOCTD /14 YeJIOBEKa U OKPYXKaKU[UX TpeJMeTOB. BrinosineHue
-s:‘ i CBapKH AOJIXKHO OCYLIECTBJIATbCA B COOTBETCTBYIOIHUX YCJIOBUAX C IPUHATHEM HGOGXOAI/IMLIX

Mep 6e3onacHocTU. OTBETCTBEHHOCTb 3a COXpPaHHOCTb W HCIOPABHOCTH CBAPOYHOIO allapara,
obGecrieyeHre HeOGXOAI/IMOI‘O OCHalleHUsdA BO3JlaraeTtcd Ha CIHenquaJIruCTOoB. l'[pe,aynpe;mTe
Haxox/JieHHe NOCTOPOHHUX J'I}O,ELeﬂ BOJIM3U CBapO4HOTO anmnapara.

JlaHHBIM CBapoO4yHBbIM anmnapaT He cooTBeTcTByeT cTaHzaapTy IEC 61000-3-12. B cayyae ecau
CBApOYHBIM anmnapaT OyAeT MOAK/IIOYEH K CEeTH HU3KOr0 HANpsDKEHMsl, HCIOJIb3YeMOro AJis
& 3/IEKTPOCHAGKEHHS KUJIBIX TMOMEIIeHHH, IT0Jb30BaTe/]b HECET MOJHYI0 OTBETCTBEHHOCTb 3a

obecriedeHue BBIIOJHEHUS DPAGOT INOJKJIIOYEHHS] 3JIEKTPUUECKUX COeJMHEHUI CBapOYHOro
anmapara 3JIeKTPOTEXHHKOM WJIM T10JIb30BaTesieM amnnapara, UMeNIMM 3HAaHUA M HaBBIKH 110
BOINPOCAaM MO/K/II0OYEHHUS CBAPOYHOr0 annapara.

[ 4

ByﬂbTe BHHMaATEJIbHbI U CTPOTO CO6HmAaﬁTe BC€ CHMMBOJIbI U NpeAynpexaeHud 663OHaCHOCTI/I,
YCTAaHOBJIEHHbIE Ha CBApPO4YHOM aMmnapate W YKa3aHHblIe B PyKOBO,ELCTBe MO0 3KCIJIyaTalluH.
3ar1pe1.uaeTCH yAaIATb 3TUKETKH, yCTAHOBJIEHHbIE Ha CBAPOYHOM alIapare.

PelléTKky npesHa3HayeHbl JJisi O6eclevyeHUs] BEHTWJIALMM BHYTPEHHUX 4YacTedl CBapO4YHOro
anmapara. C mesbi0 obecredeHHs] XOPOLIEro OXJIaX/eHMs, 3alpeliaeTcs 3aKpbIBaTh JOCTYN K
OTKPBITBIM YaCTsIM alapaTa ¥ pa3MellaTb MHOPO/AHbIE IPeAMEThI BHYTPb KOPIyca yCTPOHCTBA.

. 2.2 PekomeHdayuu no ycmaHo8Ke U 3Kkcnjayamayuu

° [[IIH nepeMeneHns MalllMHbI CJIeJlyeT WCII0JIb30BaTh IO bEeMHbIe KOJIbLA UJIU BUJIOYHbIE ITIOTPY3YHKH. He
[OAHMMaNTe MalllKHY C ra30BbIM 6a/110HOM. [Ipy nepeHOCKe TOPTaTUBHBIX CBAPOUYHBIX allllapaTOB BPYYHYIO
Heo6X0MMO CO6JII0IaTh TPaBHJIa TEXHUKH 6€30I1aCHOCTH M 0XpaHbl TpyAa. Ha paboyeM MecTe L0IKHBI ObITh
IPUHATH] HE06XOAUMBIe Mephl JJIs1 06ecredeHtsI TOro, YTO6bI NPOoLlecC TPaHCIOPTUPOBKHU OCYIIECTBJIAICS
B MaKCHMaJIbHO BO3MOXXHOM COOTBETCTBUHM C YC/JIOBUAMHU OXpaHbl TpyAa U TEXHUKH 6€30MacHOCTH.
Mepsl NpefloCTOPOXKHOCTU CJleJlyeT NIPUHHUMAaTh B COOTBETCTBHM C XapaKTepHUCTHKaMH pabodel cpefbl
Y TpeGOBaHHUSIMU PabOThI. YCTAHOBUTE MALIMHY Ha TBEPZYIO, POBHYIO U IVIa/IKyI0 TIOBEPXHOCTH, I/le OHA He
ynaJeT U He OIIPOKUHETCS.

[Ipu pa6oTe B cpefie ¢ TeMnepaTypoi Bo3ayxa Beille 40°C, BLINOJHANTE paGoThl HA CBAPOYHOM alllapare
py 60J1ee HU3KOM CBapOYHOM TOKe WJIM NIpU 60J1ee HU3KOM yPOBHe NPO/0/PKUTE/IbHOCTH BK/IIOYEHHs.
N36eraiiTe BbINOJIHEHHS CBAPOYHBIX PabOT BHE OMellleHUH ITPU BeTpe WK Joxae. Ecin Heo6XoauMo
BBINIOJTHEHHE CBAPOYHBIX PA6OT IPH TaKUX NOTO/AHBIX YCJIOBHUSX, 06ecreybTe 3alUTy CBAPOYHOM 30HbI U
CBapOYHOTr0 aliapaTa 3aBecoi WK TeHTOM. Ec/ii cBapka BBINOJIHAETCS BHYTPU OMeELIEHHs], 06ecrneybTe
JIOCTATOYHYIO CUCTEMY BBITSDKKU CBAPOYHOrO JbIMa. [Ipy BBINOJIHEHUH CBAPKU B 3aKPBIThIX TOMEILEHHSIX,
B CBA3U C PUCKOM B/IbIXaHHSA CBAPOYHOI'0O AbIMa 1 I'a30B, PICl'[OJIbByﬁTe pecnrpaTOpHbIE CUCTEMBI.
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« CoGJuitofjaiiTe ypoBeHb NPOAO/IKUTEbHOCTH BK/IFOUEHHs CBAPOYHOTO alNapara, yKka3aHHOTo Ha 3aBO/CKON
TabJsiMyuKe ycTpoicTBa. YacToe npeBblilieHHe BpeMeHH paboThl 110/, HArPY3KO# MOXKET CTaTh IPUYMHON
MOBPEX/JeHHUsI CBAPOYHOrO alapaTa U aHHYJIMPOBaHUsI TapaHTUHHOTO CpOKa.

e Ucnosb3yiiTe NpeioXpaHUTesb C XapaKTEPUCTUKAMH, IOAXOASIIIMMHE /1Jis Balled CHCTEMBI.

» [loAK/II04KTE 3a3eMJISIIOLIMI KaGeJIb 10 Mepe BO3MOXKHOCTH GJIHIKe K 30HE CBapKH.

« He pomyckaiiTe npoxox/ieHie CBAPOYHOr0 TOKA [10 060PY/[0BaHHIO, 32 UCK/IIOUEHHEM CBAPOYHbBIX Kabesiei.

e 3aKpenuTe ra3oBblii 6aJIJIOH Ha CTEHE C TOMOILbIO LIEMH.

 Bo BpeMst pab0oThl CBAPOYHOTO alfapaTa He HaMaThIBAWTE CBAPOYHbIE KAGeJsH 1 CETEBOU KabeJsib Ha KOPILYC
CBapOYHOTrO0 anmnapara.

. 2.3 [lodcoeduHeHue 31eKmpuYeckoli pozemku

C yesvio o6ecneyeHus eaulell 6ezonacHocmu, Kameeopu4ecKu 3anpewjaemcs
ucno/1b308aHuUe cemeegozo Kabe1s 6e3 8UAKU.

B cBsi31 € TEM, YTO Ha 3aBO/IAX, CTPOMILIOIIA/IKAX U B IIeXaX MOTYT ObITh YCTAHOBJIEHbI pa3/INYHbIe BU/Ibl PO3ETOK
JUISL TIO/ICOe/IMHEHUS K CETEBOMY 3JIEKTPOCHAGKEHHI0, CETEBOU KabeJib NOCTaBIIsIeTCs 6€3 BUJIKU. YCTaHOBKa
BHUJIKM Ha CeTeBOﬁ KaGeJIb A0J/IKHA BBINOJIHATBCA KBaJIH(i)HL[PIpOBaHHbIM 3JIEKTPUKOM B COOTBETCTBUU C
HMMEIOILENCs] PO3eTKOW CEeTeBOr0 3JIEKTPOCHAGKEHHUs. Y6eAUTeCh, YTO CBApPOUYHBIM anmnapaT UMeeT KabeJsb
3a3em/ieHus. [locsie moakso4yanTe Kabesib K PO3eTKe CETEBOIO 3JIEKTPOCHAGKEHHUST HEMIOCPE/ICTBEHHO Cpasy
0CJIe yCTAHOBKH BUJIKM Ha CETEBOM KabeJlb.

. 2.4 I[lodk1104eHUe K cemu

Ileped scmasieHUem 8u/1KU cemeso20 Ka6eJis1 8 p03emKy cemeegozo 3/1eKmpoCcHAGHCeHUs

y6edumects, 4mo nepeka04ameb 8K/1./8bIK/1. HA CBAPOYHOM annapame ycmMaHo8/1€eH 8

nosocenuu “0”.
Bo Bpems mOAKJIOYEHHs K CETH CBApOYHOrO amnmapara HeoOXOJUMO MOJIYYUThb TeXIMOAJEPKKY
KBaJIMPUIIMPOBAHHBIX JIUL] (3JIEKTPUKOB U T.11.). [lepesi MOAK/IF0YEHUEM CBAPOYHOTO aNlapaTa K CETH, B IEPBYIO
ouepe/ib, MpoBepbTe dpasHoe HanpspkeHHe. [locsie NoATBEPXKAeHHs] NPABUIbHbBIX 3HAYEHUH, BCTAaBbTE BUJIKY
ceTeBOro KabeJisi B PO3€TKY CETEBOrO 3JIEKTPOCHAGXKeHHMsl. BKJIIOUMTe CBAapOYHbBIN ammapat, NepeKJIYrB
NepeKJ/IryaTe b BKJL./BbIKJI. B NOJIOKeHHe “1”. Y6eauTeCh, YTO 3aropesiuCh UH/JMKATOPbl U CBETOAMUO/bI HA
MaHeJIU yIpaBJieHUs] U Hadasl paboTaTh BEHTUJISTOP OXJIXK/JEHUS.

. 2.5 Coedunenus das ceapku TIG

Ileped nodk.104eHUEeM ceapoyHO20 annapama K cemu, 8 nepgyio o4epeds, npogepbme
Ha/uYue coomeemcmayioujezo HanpsxceHus cemu. Ileped ecmaesieHUeM 8U/IKU cemegozo
KaGe/5 8 po3emKy cemegozo 3/1eKmpocHa6iceHus y6edumecs, 4mo nepekaw4amens 8k1./
8blKJ/1. HA CBAPOYHOM annapame yCmaHos8/1eH 8 nos10xceHuu “0”.

 BkutounTe CBapOYHBIH anIapart, epeKJ/II0uUB epPeK/IIYaTe b BKJL/BBIKJL B oJI0KeHHe “1”, U TpoBepbTe
BKJIIOYEHHE CBETO/MO/OB Ha NaHe M yIpaB/IeHHs X Ha4yaslo paboTbl BEHTUJIATOPA OXJIQK/JEHUSL.

PexoMeHyeMblil CBApOYHBIN

BosibdpamMoBbIii 3/1€KTpOA, TOK AJig TIG-cBapku
JuameTp (MM) CBapoOYHbIN TOK
1.6 30-130
2.0 45-180
2.4 70-240
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M 2.5.1 Coedunenus zopeaku

e BcraBbTe BUJIKY ropesikd TIG B cBapoyHYI0 pO3eTKY OTPHULATE]LHOrO IMOJI0CAa U HaZleXKHO 3aTAHUTE ee,
[OBepHYB BHpaBo. [loficoeAMHNTE pa3beM TPUITepa pe3aka, IOCTaBJsAeMbli B KOMILJIEKTE C allapaToM, K
KabeJIsIM yIpaBJleHUs] TPUTTepOM pe3aka. 3aTeM I0JCOeJUHUTE pa3’beM K pa3beMy YIpaBJ/IeHHUs CIIyCKOBbIM
KPIOYKOM.

¢ [lofcoeAHNTE ra30BbIH LIJIAHT FOPEJIKH K BBIXO/Y rasa.

e Eciiu HCIOJIb3yeTCA CHUCTeMa BOJAAHOIO OXJAXAEHHWsA, MNOACOCAUHHUTE NIJIAHI'M TOpeJIKM C BOAAHBIM
OXJIQXK/IeHHEM K 6JI0KY BOJSTHOTO OXJIK/IeHHSL.

Ec/IMBBIXOTUTE UCII0/Ib30BATbIOPEJIKY CIIOTEHLMOMETPOM, IOAK/TI0YEeHUS BbITOTHAIOTCS C/IeAYI0IUM 06Pa3oM:

BceraBbTe BUJIKY ropesiku TIG B cBapO4YHyH pO3€TKy OTPHULATENBLHOTO IOJIIOCA U HAaAekKHO 3aTSAHUTE ee,

MOBEpPHYB BIpaBo. Ec/iu coeiMHUTENb TpUrTepa He MOAKJIIOUEH, IPUCOEJUHUTE ero K KabessiM yrnpaBJeHusl

TPUITEPOM TrOpeJIKU. 3aTeM MOJAKIIYUTE Pa3beM K pasbeMy YIIPaBJIeH s Me[a/IbHbIM NepekJitodartesieM (rae

HaXOJUTCS 3HAYOK [e/la/IbHOTO MlepeKIoyaTes).

¢ [lofcoeiHUTE ra30BbIH LIJIAHT TOPEJIKH K Ta30BOMY OTBEPCTHIO.

e Eciiu HCIOJIb3yeTCA CHUCTeMa BOJAAHOTO OXJIAXAEHHsA, MNOACOCAUHUTE [IJIAHI'M TOpeJIKM C BOJAAHBIM
OXJIQXK/IeHUEM K 6JI0KY BOJSTHOTO OXJIK/IeHUSL.

M 2.5.2 Irazosvsle coeduHeHus

* ['a30BbIii 6a/110H C aproHoM (a) 3apUKCHpyHTE TPH TOMOLIU LiETH.

» C 1jesiblo o6ecriedeH s 6e30MacHOCTH U MOJIyYeHH sl XOPOLIHX Pe3y/IbTaTOB CBAPKH, UCIIO/Ib3YHTE Pery/sTop
pacxoza rasa (b), cOOTBeTCTBYIOIIMI CTaHAAPTAM.

» C 1jeJ1blo 06GecriedeHH s yAaleHNsl BO3MOXKHOM IbIIM U YaCTHLL, OTKPO#Te Ha HEKOTOPOe BpeMsl BeHTHIIb (€)
ra3oBoro GasjijioHa.

* [ToAKJII0YNTE PETYISATOP PAcxo/ja ra3a K ra30BoMy GaJlIOHY, yOeJUTeCh, YTO raiika peryJsTopa pacxoAa rasa
MOJIHOCTBIO COOTBETCTBYET BUHTOBOH pe3b0e LITyLiepa Ha BbIX0O/ie I'a3a ra30BoOro GaioHa.

» [lofcoearHKTE OAMH KOHel| ra3oBoro nuianra (d) K peryistopy pacxoza rasa, Apyroi KoHel - K BXOAHOMY
OTBEPCTHIO ra3a Ha 3a/{Heil aHeJIM CBapOYHOro alapara 1 OTKPOHTe BeHTH/Ib Ha ra30BOM GaJlIOHE.

» [Ipu noMoLM KJIaNiaHa peryasTopa AaBjieHus () oTperyJMpyiTe pacxoy rasa.

 Y6eauTech, YTO B MECTAX COEJMHEHHsI OTCYTCTBYET yTeyKa rasa.

[uameTp Juametrp  CBapo4HBINH Pacxop,
3JIEKTPOAA comia TOK rasa
(MmM) (Mm) (Anoct.Toka) (yi/MuH.)
1.0 6.3 30-70 6-8
1.6 9.5 30-150 6-8
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M 2.5.3 Imuipeevie coeduHeHus cucmemol nedaab-mpuzzep

(1) OpreHTHpPBI yKasaHbI C y4€TOM HallPaBJIeHHs TAHKKU XBOCTOBOW YacTH KabeJIbHOTO COeIUHEHHSI.

L COe,E[I/IHeHI/Ie TlG-FOpeJIKH! Ho,acoe;u/meﬂne BBINIOJIHAETCA COIVIAaCHO YKa3aHHOMY Ha PUCYHKe IyTeM
BcTaBjeHus 1-2-3-4-5 LL[TprefI B THE3/10 AJid WIThIPpEBOro COeJUHEHUA YIIPaBJIEHWUA TpUrrepa.

N

1

lod

\9

1

(2) OpreHTHpPBI YKa3aHbI C y4€TOM HallPaBJIeHHs TAHKK1 XBOCTOBOH YacTH KabeJIbHOTO COeIUHEHHS.

o CoeiMHeHMe NeJja/ii JMCTAaHIIMOHHOTO yIipaBsieHus: [lofcoeiiHeHYE BBINOJIHSETCS COVIACHO YKa3aHHOMY
Ha PUCYHKe NyTeM BCTaBJIeHHs 3-4-5-6 IThIpel B rHE3/[0 /ISl LUTHIPEBOTO COeIMHEHHS TTeJJa/IH.

@ ©®

(3) OpueHTHpPBI YKa3aHbI C Y4ETOM HalpaBJeHUs TAaHKKU XBOCTOBOM YaCTH KabeJIbHOTO COe/JUHEHUSI.

M 2.5.4 HodkaroueHue zopesKu ¢ NOMOWbIO HOHCHOLI nedaJiu U nomeHyuomempa

[Ipexxe Bcero, HeOOGXOAMMO BBIOPATh, MOJAKJIIOYEHA JIM K pazbeMy Mejald ropejka MOTEHIMOMeTpa
WM TeAanb. [l 3TOro HeOOXOJMUMO Y/lep)KMBAaTh KHOMKHM MEHI0 BBEPX M BHU3 B TeueHHE 2-3 CEeKyHJ
Ha kpuBoi TIG. Iloka Ha sKkpaHe mporpaMMbl HamucaHo 0, Ha LHMpPOBOM 3KpaHe mosiBiseTcs rCt.
Ecim mepanp moaxsrodeHa, Hactpodka rCt gopkHa ObiTh paBHa 0. rCt: Ecam HacTpolika ropesiku c
JVCTAaHIMOHHBIM yNpaBjeHHeM paBHa 0, 3TO O3HayaeT, YTO IeJalb He SABJIAETCA INOAKIIYEHHOH
ropesiKOd. IJTO O3HayaeT, YTO TOpejKa C JUCTAaHIMOHHBIM yIpaBJeHHeM He MOAKJI0YeHa.
[locne BbIGOpA TNOAKJIIOYEHHOW HOXKHOM TefaJd ee HeO6XOJUMO OTKajJuOpoBaTh. /[l  Jsydiied
YyBCTBUTEJILHOCTH MalllMHa [IO/DKHA 3alNOMMHATh HAYaJbHYI0 M KOHEYHYI0 TOYKH HaXKaTHs Tejaslu.
[Ipu ofHOKpaTHOM HaXKaTHM KHONKH P Ha nnudposoM aucriee nossaderca P-U, a Ha skpaHe mporpamMMel
nuuercs 1 (megaib BBepx: eJjalb BBEPX). ITO 03HAYAET «AepKaTh eJja/lb HAKATOW». B 3TOT MOMeHT nefanb
HaXXMMaTb He CJIe/lyeT, OHa OCTAHeTCs MOAHATOM.

Korga Mpl HakMMaeM KHONKY NpOTPaMMbl M TepeXoAMM K Ludpe 2 Ha 3KpaHe MNpOrpaMMbl, Ha
ndpoBoM juciiiee mosBiaderca P-d (mejanbp BHM3). JTO O3HAYaeT «mejajsb TOJHOCTBIO HaXKaTay.
Heo6Xoa¥Mo MOJMHOCTBIO HaXKaTh Ha TMejaab, MeJalb OCTaHETCs HaxkaTod. [lpomecc KaguGpoBKH
3aBepUIaeTcs MOBTOPHBIM HaKaTHeM KJABUIIM P NpM  MONHOCTBIO HAKaTOM HOXHOM  mejasu.
TakuM o6pasoM, MallMHa 3allOMHHAeT MAaKCHUMaJbHYI0 ¥ MUHHUMAJbHYIO TOYKHM HaXkaTus mejanu. C atoro
MOMEHTa BbI MOKETe 0CBOGOANTE HOTy. Tereph neasb roToBa K CMO/Ib30BaHHUIO.
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[pu vcnoIb30BaHMH Neia/IM B MEHIO TporpamMm nossJsetcs F 3To yKasblBaeT Ha TO, YTO CUTHAJI IOCTyNaeT
OT HOXXHOH nejanu. [Ipu ynpaBieHUH 0GBIMHOM TOpesIKOM B MeHI0 nporpaMMbl nuuiercss 0. 3TOT cTaHZapT
YKasbIBaeT, YTO ropeJika KOHTPOJIMPYeT TOK.

MuH. ¥ MaKc. 3Ha4eHHs NeJja/Iv ONpesie/IsIoTcs U3 MeHIo KpuBo# TIG. MUHMMaIbHBIN TOK ITeJaId — 3TO JII060H
MPOLIEHT MyCKOBOI'0 TOKA, YCTAHOBJIEHHbIN B MeHI0. Hanpumep, MycTb OCHOBHOM TOK yCTaHOBJIEH PaBHbIM
100 Amnep, a myckoBoi ToK — 20. 3TO ykasbIBaeT Ha TO, YTO MUHUMaJ/IbHbIN TOK Nefann coctaBuT 20% oT
OCHOBHOT'0O TOKa, TO ecTb 20 amrnep. MakcHMaJIbHBIM TOK — 3TO OCHOBHOM TOK, TO ecTb 100 ammep.

Ecny BBl XOTHTe MOAKIIOYUTBH TOPEJIKY C NMOTEHI[HOMETPOM, HEOOXOAUMO CHATb CTaHJAPTHYIO TOPesIKy U
HOXHYIO INeJjajlb, eC/IM TaKOBas UMeeTCsl, M NOAKJIYUTb FOpesIKy C NOTeHLMoMeTpoM. [Ipu nmojkIodeHnn
ropeJIKU OTeHMOMETpa THe3/10 TPUITepa COeJUHAETCA € YaCThbI0 Pa3beMa HOXKHOM Neslasiu.

Knomnku MeH!o BBepx 1 BHU3 Ha kKpuBo# TIG HaxxnMaroTcs Ha 2-3 cekyHAbL Ha iudpoBoM skpaHe nosiBiisieTcst
rCt. [Iporpamma Ha skpaHe HamucaHo 0. Ecim nogxiroyeHa ropesjika ¢ IMOTEHLMOMETPOM, HacTpoika rCt
JI0JDKHA 6BITh paBHa 1. [loTeHIIHOMETPOM HEO6X0AMMO YCTaHOBUTD 3HaYeHHe 1. rCt: Ecin HacTpoiika ropesiku
C JMCTaHLMOHHBIM yIIpaBJeHHeM paBHa 1, 3TO O3HAyaeT, YTO MOAKJ/IYEHA ropeska C MOTeHLHMOMETPOM
(ropeJika ¢ JUCTAaHIIMOHHBIM yIIPABJIEHUEM).

[opesKy ¢ MOTEHIIMOMETPOM HEeOo6XOAMMO CHayasla OTKaJMOpoBaTh. [IpM HaKaTHM KJIaBULIM P Ha 3KpaHe
nporpaMMbl nosiJsieTcs d, a Ha 1$POBOM 3KpaHe nosBisieTcs rCt. 3To 03HaYaeT, YTO MyJIbT JUCTAHIIMOHHOTO
yIpaB/IeHUs] OIyCKAeTCs, TO €CTh IepeBOJUTe IOTEHLMOMETpP B CaMOe HIDKHee I0JIOKEHHEe Ha ropeske
noteHyyoMeTpa. [loTeHIIMOMETP ONyCKaeTCa HaJ, FOPeJKOM M OTIycKaeTcd. 3aTeM HaXKMUTe KHOMKy P
Ha)KUMaeTCs], U HacTpoiKa coxpaHseTcs. Ha akpane nporpamMmel nosisisiercst U. Ha iiudppoBoM akpaHe HanmucaHoO
rCt. 9To 03HayaeT, YTO AUCTAHLMOHHOE yNpaBJieHHue BBepX, TO eCTb NO/Be/leHHe MOTEeHLIMOMeTPa K BEPXy
ropeJsiku noreHuyoMetpa. [loTeHIMOMeTp NMOAHMMAIOT HA FOPEeJIKY BBEPX M OTIYCKAIOT. 3aTeM HaXKUMaeTCs
KHOIIKa P 1 HacTpoiika coxpaHsAeTcs.

Henesrecoo6pa3Ho UCIOIb30BaTh 2-PeXHUM TPUTTepa IPU UCII0JIb30BAaHUHU FOPEJIKY C TOTeHL[HoMeTpoM. O4eHb
CJIOKHO OZIHOBPEMEHHO YIPABJ/ATh TPUITEPOM U NMOTeHIMoMeTpoM. [1o 3ToH npuYuHe Npy UCIO0JIb30BAaHUU
rOpeJIKM C TOTEeHLIUOMETPOM PeKOMeH/yeTCsl UCT0/Ib30BaTh 4 pexkrMa 3arnycKa.

MuH. 1 Makc. 3HaueHUs Qakesa NOTEHLIHOMETPA ONPeAEJAITCS U3 MeHI0. MMUHHUMa/bHBIM TOK TOpesKd
MOTEHLMOMeTpa — 3TO NPOLEHT, OT KOTOPOTO MYyCKOBOM TOK YCTaHOBJIEH B MeH!0. HanpruMep, nycTb OCHOBHOM
TOK ycTaHOBJIeH paBHbIM 200 Ammnep, a nyckoBoW TOK — 20. 3TO rOBOPUT O TOM, YTO MMUHHMMAJIbHBIN TOK
ropeJiku noreHyuomeTrpa coctaBUT 20% OT OCHOBHOTO TOKa, TO ecTb 40 amnep. MakcMMalbHbIA TOK — 3TO
OCHOBHOM TOK, TO ecTb 200 ammiep.
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M 2.5.5 ModcoeduneHue kaemm 3a3emaeHus

e Bunky (a) xabGesns kjeMMbl 3a3eMJIeHHS BCTaBbTe B THE3ZO C
MOJIOKUTEJNbHBIM TOJIOCOM W XOpOLIO 3a)KMUTe, TOBEpPHYB
BIPaBo.

o Jlna ynaydileHWs KadecTBa CBapKH, kjeMMy 3asemseHus (b)
MPOYHO MO/ICOeAANHUTE K paboyell 3ar0TOBKe KaK MOXKHO OJIMKE K
30He CBApKH.

M 2.5.6 Yemanoeka pacxoduwix demaseii zopeaku

» Kepamuueckoe razoBoe comuio (5) 1 Bosib¢paMoBblii asiekTpos (1) ciesyeT BbIGUPATh B 3aBUCUMOCTH OT
pabodero Toka 1 GopMbl pabouel 3aroToBKU. COOTBETCTBEHHO, IMaMeTpbl 32kuMa (3) U ieprkaTtelis 3aKuma
(4) 10JKHBI COOTBETCTBOBATD IMAMETPY BOJIbGPAMOBOTO 3/IEKTPO/AA.

e OTCOEJMHUTE 3KUMHYIO IIaHTy (2).

¢ BbIHbTe U3 3aKKMMa 3JIEKTPO/Ia YCTAaHOBJIEHHBIHN 3JIEKTPO/L, M YCTAHOBUTE HOBBIN BOJIbGPAMOBBIH 3J1IEKTPO/
COOTBETCTBYIOLIETO /iiaMeTpa.

o YCTaHOBHTE 32)KUM 3JIEKTPO/IA Ha TOPEJIKY.

e [IpOYHO 38KMHUTE 3AKUMHYIO LIaHTy.

P asln

T
SW

PucyHoOK 3 : YcTaHOBKaA pacXoJHbIX JeTa/Ied ropesKu
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. 2.6 CoeduHeHUsA 0151 CBAPKU NOKPbIMbIM 3/1eKMPOJOM

Ileped nodk04ueHUeM ceapoyHO20 annapama kK cemu, 8 nepgyio o4epeds, nposepbme
Ha/uYue coomeemcmayioujezo HanpsiyceHus1 cemu. Ileped ecmaes.ieHuUeM 8U/IKU cemeaozo
KaGe/151 8 po3emKy cemegozo 3/1eKmpocHa6 ceHus1 y6edumecs, 4mo nepexk/a4amens
8KJ1./8bIK/1. HAO CBAPOYHOM annapame yCmaHoe/1eH 8 noa0xceHuu “0”.

* BiJIlouMTe CBApPOYHbIH annapar, NepeKIo4rB epeKsIodaTe b BKJIL/BBIKJL B [0J0XeH e “1”, 1 TpoBepbTe
BKJIIOUEHHE CBETOAMO/I0B Ha NAHeJH yIpaBJIeH sl X Ha4aJI0 paGoThbl BEHTHJISITOPA OXJIaXKJeHHSI.

» BcraBbTe LITeKep KabeJsis 3aKuMa 3J1eKTpo/ia (€) U LTeKep KabeJsis KIeMMbI 3a3eMJIeHus (@) B THé3a
CBapOYHOTO U 3a3eMJISIIOLIET0 Kabesiell B COOTBETCTBHH C UCIOJIb3yeMbIM 3JIEKTPO/IOM H MOJISIPHOCTBIO,
PeKOMEeH/[0BaHHOW U3rOTOBUTEJIEM JJIEKTPO/A.

o [l yiydLIeHUs KauecTBa CBApKH, KieMMy 3a3eMsieHus (b) NpoyHO nozcoeAMHUTE K pabodeil 3aroToBKe Kak
MOXKHO GJIHKE K 30He CBapKH.

JuameTp
MOKPBITOTO PexoMeHyeMblil CBApOYHBIN TOK
3jsiekTpoaa (MM) OcHoBHOM OcHOBHOM Ile/Ti0/103HBIN
2.0 40-60 A - -
2.5 60-90 A 60-90 A 60-100 A
3.25 100-140 A 100-130 A 70-130 A
4.0 140-180 A 140-180 A 120-170 A
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. 2.7 B/10K 80051H020 ox/1axcdeHus1 (015 Modesell ¢ 800STHbIM 0X/1AXHCOEeHUEM)

¢ BJI0K BOZASIHOT'0 OXJI&XK/JeHHUs1, UCII0/Ib3YeMbIH J1/151 OXJIaXKIeHUs TOPeJIKY, 3TO 3aMKHYTasl CUCTeMa, COCTOsIILast
Y3 PaJiNaTopa, BEHTUJIATOPA, TOMITbI 6a4Ka OXJIaXKAAIOIIEH XKHUJKOCTH.

Ecy B BalleM anmapare ecTb 610K BOASHOTO OX/IQKAEHHUS ;

o [lofcoeAMHUTE NIAHT XOJOAHOW (CHHHMI) BOABI MPOMEXYTOYHOrO GJIOKA K BBIXOJY XOJOAHOW BOJBI B

cUCTeMe BOJSIHOTO OXJIAXK/EHHs, a LIJIAaHT ropsiyeil (KkpacHbli) BOAbI K BXOAY ropsiyeil Bojbl B cuUcTeMe

BOJISTHOTO OXJIXK/I€HHSL.

CBapouHble anmapaTbl Magmaweld mocTaB/slIOTCS € oxJaxJarolled KUAKOCTbIO Magmaweld, koTopas

ob6ecreyrBaeT HauJIy4LIyI0 IPOU3BOAUTEIBHOCTD. B Clydae oTCyTCTBUSA OX/IaXKAQIOIIEH *KUAKOCTH OTKPOHTE

KPBILIKY 6auka OX/IaXAaolel >KUAKOCTH U 06aBbTe OX/IXK/JaloLly10 )KUAKOCTh Magmaweld, noaxozsiyto

JUIS TeMIlepaTypbl paGodell cpe/ibl. YPOBeHb OXJIaKAAOLIEH MHUAKOCTH JOHKEH HaXOAWUTBCSA B Tpejesiax

MHUHHMMaJIbHBIX 1 MaKCUMaJIbHbIX 3HA4YeHUH, YKa3aHHBIX Ha Nlepe/iHel TaHe/y arperaTa.

Henp3a 7106aBAATh APYTYI0 OXNAKAAIOLIYIO XUJAKOCTb WM BOAy. PasjindHble >KujAKMe /106aBKH MOTYT

BbI3bIBaTb XMMUYeCKHe peaKLMY U pa3Hble IPo6JIeMbL.

Magmaweld He HeceT OTBETCTBEHHOCTH 3a PUCKH, KOTOPbIe MOT'YT BO3HUKHYTb B CJIyyae A06aBJIeHUs JPYTHUX

>)kuikocTel. JloGaByieHHe JApYyrod oxJaXJarolled >XUAKOCTH WM BOJbl B OXJIKJAIOLIYIO >KHIKOCTb

Magmaweld aHHyY/TUpyeT Bce rapaHTHHHBIE 0653aTeIbCTBA.

Ecin TpebyeTcsl HCIOJIB30BaTh OXJAXKJAIOILYIO >KUAKOCTb APYrod MapKM, BHYTPEHHssl 4acTb 06aka

OXJIXKAAMOLIEH KUAKOCTH JO/DKHA GBITH MOJHOCTBIO IMyCTOM M B HeH He JO/HKHO GBITh OCTaTKOB HJIH

>KUJIKOCTH.

B0k BOJIHOTO OXJTaXKJEeHHS He NpefHA3Ha4deHbl IS MCMOJb30BaHUSA B KaKHX-JTMOO WHBIX anapaTax

KpOMe CBapO4YHbIX allapaToB Npou3BojcTBa Magma Mekatronik Makine Sanayi ve Ticaret. A.S. Bioku

BOJISTHOTO OXJI&XK/JeHH sl He JIO/DKHBI IUTAaThCA OT BHEIIHEH NoJa4H.

BJ10k BozisIHOrO OXJIaXKA€HUs YIIPaBJIAeTCs C MallUHbL Bce koMaH/ibl, TaKHe KaK MyCK/OCTaHOBKA, IOAAI0TCS

MalIMHOH aBTOMaTH4eCcKU. TaKuM 06pa3oM JJOCTUraeTCs SKOHOMHSA SHEPIUH U MIPOAJIEBAETCS CPOK CITYKObI

Hacoca.

B0k BoJIHOTO OX/IaXKA€HUs peryJIMpyeT pacxof BoAsl. Eciu o ynaget Hinke 0,5 JIMTpa, BBIJACT OIIHOKY.

Ecsiv TeMnepartypa )kuakocTH npeBbicuT 80°C, MallMHA BbIH/IET U3 CTPOSI.

B0k BoJIHOTO OXJIaXK/ieHNs PeryIMpyeT TOK, oTpeb/isieMbli HacocoM. [Ipu r060M 3acTpeBaHUM BbIJACT

OLIMGKY, YTO6bI MOTOP HACcOCa He CropeJL.

Biok BOJAHOTO OX/NaXKAEHWs peryJupyeT HanpsbkeHWe TNUTaHUA Hacoca. Ecam ecTh Kakue-1n6o

npo6sieMbl € TNHUTaHUEM, OH BbIAACT OIIMOKY, ecld HalpsbkeHHe MOTONOMIbl HeJO0CTaTOYHO.

9TH 0OHapyKeHHbIe OMIMOKK 0TOGPAKAIOTCS HAa MAIIMHE C KoJoM omu6ku E06, 1 mosib3oBaTesb nostyyaeT

npeaynpexieHue.

www.magmaweld.com PYKOBO/CTBO IT10 3KCIIJIYATALIUHA




66 WHPopmanus no sKCnIyaTanuu ID 300 T DC PULSE / ID 300 TW DC PULSE

'x HUH®OPMALUA MO SKCIVIYATALLIUU
. 3.1 Humepdpeiic noavzoeamens

[lpy momouM KJIaBHII MOXHO BBINOJHUTH NEPEX0Z OT OJHOrO MapameTpa K JApyroMmy Ha
kpuBoit TIG-cBapku. B 3aBMCMMOCTH OT BBIGPAHHOTO TNapaMeTpa, 3aropUTCs CBETOAUOJ
COOTBETCTBYIOLIErO TapaMeTpa.

¥

—>
sec

IpoayBka I'aza Ilepes CBapkoi

B ciyvasix, KorJja 3al[UTHBIH ra3 OT FOPesIKU JI0CTUrAeT 30HbI CBAPKU HECKOJIBKO MO3MKe
10 CPaBHEHHUIO CO CKOPOCTbIO BO3HUKHOBEHHs JyTH, B 30HEe CBAPKU MOTYT BO3HHUKATb
noteMHeHue U Jiepopmarust. Kpome Toro, cokpaiiaeTcsi CpoK CIy»KGbl BOJIbGPaMOBOro
HaKoHe4yHHKa. O6ecrieyrBaeT BO3MOXKHOCTb YCTAHOBKU 3HaYeHUH B inana3oHe 0-20 cek.
Buiarozjapsi aToii HaCTpoliKe 06eCeYNBAETCsl TAPAHTHSI TOTO, UTO ra3 IOCTUTAET 30HbI
CBapKH MepeJi Ha4aIOMCBapKH.

PYKOBO/CTBO I10 3KCIIJIYATALIMH www.magmaweld.com




ID 300 T DC PULSE / ID 300 TW DC PULSE HUHdopmanusa no sxkcryatanuu 67

HavasibHb1i Tok

CBapoyHasi iyra BO3HHKAeT PH yCTAaHOBJIEHHOM 3HaUYeHHH Ha4aIbHOT0 TOKa. 3HaYeHHe
yCTaHaBJIMBaeTC B % OT OCHOBHOTO 3Ha4eHWsl CBapOYHOro Toka. HayasbHbIA TOK
yCTaHaBJIMBaeTCs B % HIKe 3HAYeHHs] OCHOBHOI'O CBapO4YHOro Toka. OGecrneduBaeT
BO3MOXKHOCTb YCTAaHOBKH 3HAU€HHH B inana3oHe 5 A - %100.

Bpems:a Hapacranusa Toka
YcraHaB/MBaeT BpeMs Iepexo/ia OT Haya/lbHOrO K OCHOBHOMY 3HAU€HHIO CBapOYHOTO
ToKa. /[uanaszoH Hactpoiiku 0 - 10 cex

® 5

OcHoBHOM CBapo4HbIi Tok
YcraHaB/MBaeT paKTUYECKOE 3HAYeHHEe TOKA, IPY KOTOPOM BBINOJIHSETCS CBapKa.
Hacrpoiika B sranasoHe 5-300 ammnep.

%ON

AMIUIMTYAQ 9acTOThI

AKTHBH3MpYeTCA TIpM BbIOOpE HMIYJIBCHOTO peXHMa cBapku. Ompegesnser
COOTHOIIEHHE aMILIUTYJ, MEXAY HHU3KMM M BBICOKMM TOKOM B IMKJIe HMITyJIbCa.
[TokaspiBaeT BpeMs akTMBHOCTH yCTAaHOBJIEHHOTO BBICOKOT'O TOKa B TeueHHe 1 neproza
nmmyabca. [lapameTp 3aBojckoi HacTpoiiku mo ymosdanuio 50%. O6ecrneunBaeT
BO3MOXKHOCTb YCTAHOBKM 3Ha4eHUH B ivanasoHe 1-99%. Huskue 3HaueHus TOKa - TOK
3aBapKM KpaTepa, BLICOKHe 3Ha4eHHs TOKa - OCHOBHOM Tok. Hanpumep, koraa pabounii
LIMKJI yCTAHOBJIEH HA ypoBHe 1%, 3T0 03HayaeT, YTO OCHOBHOM TOK cocTaBJseT 100 A, a
TOK 3aBapKHU KpaTepa coctasisieT 50 A, B TedeHre 100 Mcek. cBapKa BBITIOJIHSETCS IPH
Toke 100 A B TeueHue 1 Mcek. 1 pu Toke 50 A B TeueHHe 99 Mcek.

f[1IHz

YacToTa UMIY/ILCOB

AKTHBH3UpPYyeTCs NIPU BbIGOPe UMIY/IbCHOTO PeXKMMa CBapKU. B MMIy/IbCHOM pexxume
omnpejiesisieT YaCTOTy UMITYJIbCHOTO IIMKJIA, COCTOSIIEr0 U3 NepHo0B MaKCUMaIbHOTO
1 MMHHUMAaJIbHOTO TOKA HUMIyJ/bca. JJpyruMu CJI0BaMU 3TO KOJIMYECTBO HMIY/IbCOB B
cekyH/y. O6ecrieurBaeTBO3MOXKHOCTb YCTAaHOBKU3HadyeHuBAManasoHe 0,1-2000 kI'.
[TapameTp 3aBOJCKOM HACTPOUKHU 110 yMoJidaHuIo 5 ', PerynupyeTcst B 3aBUCHMOCTH OT
TOJILMHBI paboyel 3ar0TOBKHU HJIX 10 2KeJIaHUIO T10/1b30BaTe sl

THA

Tok 3aBapKH KpaTepa

YcranaBiuBaeTcss B %. YcTaHaB/aIMBaeTcs B % HIKe YCTAaHOBJIEHHOTO 3HaYeHHs
OCHOBHOT'O CBaPOYHOT0 TOKa. Mcrosib3yeTcst /11 ycTpaHeHUs OLIMO0K, BO3HUKAOLIUX
BO BpeMs CBapo4HOro mpouecca. O6ecneynBaeT BO3MOXXHOCTb YCTAaHOBKU 3Ha4eHHH
B juamnasoHe 1-99%. Ucnosnb3dyeTcss TOJNBKO ¢ MHOTOQYHKIHMOHAJIBHON ropeskoil. B
HMITyJIbCHOM peXXHMe Olpe/ieisieT 3HadyeHHe HU3KOTo TOKa.

Ipumeyanue

Tok 3aBapKM KpaTepa UCHOJIb3yeTCs TOJIBKO B 4-TaKTOBOM PEKMMe PaboThbl TPUTTepa.
[Ipy Ha’KaTHH U OTITYCKe KHOIKY TPUTTePa HAYMHAETCS CBAapKa, eCJIH TOBTOPHO HaXKaTh
U yIepXXMBaTb B HAKaTOM COCTOSIHUM KHOIKY TPHUITEpPa, B TeYeHHe 3TOro Nepuoja
HCHOJIb3yeTCsl 3HaYeHHe TOKa 3aBapKH Kparepa. [locsie oTIyckaHHs KHOIIKU TPUTTEPa,
BOCCTaHaB/IMBAeTCs HOPMa/IbHOe 3HayeHHe CBAPOYHOrO TOKA M MOXKHO MPOAOJIKAThb
CBapKy. B citydae ecsiu GbICTPO HaXaTh M OTIYCTUTb KHOIIKY TPUTTEPA, MPOLIECC CBAPKU
3aKOHYHUTCH.

Sp ot Bpems ToYe4HOM CBapKH
ti B pexxume “ToueuHast cBapka’ cBapka OyzeT MPOJO/DKATbCS B TedeHHe YKa3aHHOTO
ime BpeMeHHUB KOHI[e 3TOr0 BpeMeHHCBapKa 3akoHYUTcs./JuanasonHacTporku0,1-20 cex
Bpems nepexo/ja K KOHEYHOMY TOKY
_\E YcraHaB/IMBaeTCs BpeMsi IIepexo/ia OT OCHOBHOT'O 3HaYeHH st CBapOYHOT0 TOKA K KOHEYHOH
< BeJIMYMHE TOKA B KOHIle cBapky. OGecriedBaeT BO3MOXKHOCTb YCTAaHOBKU 3Ha4eHUH B

nuvanasoHe 0-10 cek.
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A

3aBapka KpaTepa (KOHEeYHbIH TOK)

B KoHIle CBapKU BBINOJIHSIETCS IVIaBHBIH I€PEX0/; OT OCHOBHOT'O 3Ha4Y€HHsI CBAPOYHOTO
TOKa K KOHEYHOH BeJIMYMHE TOKa. [Ipy 3TOM TOKe BBINOJHSETCS KOPPEKTHPOBKA
CBapHOTO 1IBa U CBapKa 3aBepIIaeTCs.

IIpumeyanue

I[lyckoBo# TOK - BpeMsi HapacTaHus Toka - OCHOBHOM TOK: YCTaHOBJIEHHBIHN IyCKOBOU
TOK IO/ZIePXKUBAETCS HUKe 3Ha4YeHUs1 OCHOBHOI'O TOKA. PO3XKUT JIyrH BBINOJIHSAETCS IPU
IIyCKOBOM TOKE U B T€YEeHHE YCTAHOBJEHHOTO BpeMEHH HapacTaHHUs TOK MOCTENEeHHO
yBEJIMYMBAETCs /10 3Ha4YeHWH OCHOBHOTO TOKa. ITO 06eCreyrBaeT Npo/iIeHHe CPOKa
cyk6bl  BOJIbGPAMOBOr0 HaKOHEYHHMKAa M obecreynBaeT Gojiee CTabHJIbHOE
pazKUraHue

JIyTH.

i

sec

IIpoayBKa rasa B KOHIe CBapKH

[locsie 3aBepiueHHs CBapKM HPOJO/DKAETCI IMOAAYa 3allUTHOrO rasa B TedeHHe
yCTaHOBJIEHHOT0 BpeMeHH. TakiM 06pa3oM, 06eCreurnBaeTcsl OX/IKJeHHE U IPOAJIeHHe
CpoKa CJIy»KObI BOsIbGPaMOBOro HaKOHEUHHKA, KPOMe TOro, 06ecnednBaeTcs 3aliuTa
CBapOYHOMBaHHbI0eéoxIKJeHNs. OGecnedrBaeT BO3MOXHOCTb YCTAHOBKY 3HAYeHUH
B fnanasoHe 0-20 cek.

[ Qg
@

2- Pexxumbl Tpurrepa / Bei6op PexxumoB l'opsauuii Crapt (Hot Start) - ®opcax Jyru (Arc Force)

[Ipyr moMoIM CEeHCOPHOM KHONKH NpH BbIOpaHHOM pexkuMe TIG-cBapku oGecrednBaeTcst
nepexo/| MeXAy PeXXUMaMHy 2/4-TaKTHBIN peXHUM paboTbl TPUITEpa TOPeIKH U ToYeyHas
CBapKH; B CJIyyae ec/Ii BbIOPAHBI PEKUMBI 3JIEKTPOAIOB, M03BOJISIET U3MEHATh HAaCTPOWKHU
“Topstanii crapT (Hot Start)” u “@opcax gyru (Arc Force)”

I

Ht

[1py MepBOM 3&KUTaHHUH 37IEKTPOAA 06eCcriednBaeT JIETKOCTb PO3XKHUTa, BBIOIHASA OAAUy

TOKa B 2 pasa 60Jiee BbICOKOTO 3HAYEHHS.

o [Ipy moMoLIM PyYKHU PEry/IsiTopa TOKa, CHJla ToKa B pexxuMe “Topstunii crapt (Hot Start)”
yCTaHaB/IMBaeTcs B uanasoHe 0-100%.

e Ecm ycraHoBsieHo 3HadeHMe “0”, MpM TEpBOM pOKHUIre 3Ha4YeHHEe CHJIbI TOKa He

yBEJIMYMBAETCS  BBIIIE  OCHOBHOIO  CBApOYHOTO TOKA, €CJAM  YCTAaHOBJIEHO

3HadeHre “100”, BbIMOJIHAETCH TOBbIIeHHe CW/bl Toka Ha 100% Bbllie 3HaYEHUS

OCHOBHOTO TOKa.

Po3ur BBINMONHAETCA NMPH COOTBETCTBYIOIEM 3HAYeHHWH ammep (CHJbI TOKa) B

3aBHCUMOCTH OT napameTpoB “[opstaero crapra (Hot Start)” v mocJie OBBILIEHHUST CHUITBI

TOKa B Te4YeHHe OIpe/ieJIeHHOTO BpPEeMEHM CBapKa IPOJOJ/DKAeTCs NMPH 3HaYeHUH

OCHOBHOTO TOKa.

o “Topstanii crapT (Hot Start)” nMeeT napameTp 3aBOJCKOH HACTPOHKH 110 yMoJryaHuUIo 20.

i

Ar

IIpu cBapKe NMOKPBITHIM 3JIEKTPOAOM, €CJIM Jiyra UMeeT TeHAEHLHIO K NPEePbIBaHHMIO,

BBINOJIHSIET HOBBILIEHHE CHJIbI TOKA /10 3HAYeHMs, B [IBa Pasa NPeBbIIIAOIEro 3HaueHHe

OCHOBHOT'O CBAPOYHOT'0 TOKA, TEM CaMbIM NPeA0TBpaLlas IpepbIBaHUE yTH.

¢ Hacrpoiika “Dopcaxa ayru (Arc Force)” B auianasone 0-100.

e PexxuM“@opcax ayru(ArcForce)’o6ecrniedrBaeT peryJMpoBKY TOKA U MpeAyNnpexiaeT
NPHJIMIIAHUE 3JIEKTPOAA B CJIy4asX, KOI/a 3JIEKTPOJ, UMeeT TeHAEHLHIO K IPUJIMIAHHIO.

o “Oopcax nyru (Arc Force)” uMeeT napaMeTp 3aBOZCKOM HACTPOMKH 10 yMoJiyaHUio 0
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I

9 9 9
Haxmute Ha Tpurrep Yaepxkusaiite Tpurrep B Haxxatom CocrosstHun  Otnyctute Tpurrep
2-TaKTOBBIH pe;KUM paGoThl TPUITEPA FOPeJIKY;

o [Ipy HOXKATUX TPUTTepa HAUMHAETCS CBAPKA, BBINOJIHAETCS [10/la4a ra3a NPoAyBKH
niepe/i CBapKoMH, pO3KHT AyTy IPH MUHUMaJIbHOM TOKe, HapacTaHHe TOKa U 3aTeM
CBapKa IIPOJI0/DKUTCS IPYU 3HAYeHHH OCHOBHOTO CBAPOYHOTI'0 TOKA.

B 2-TaKTOBOM pexKuMe paGoThbl TPUITepa ropesiki KpuBas U3MeHeHHs CBapO4YHOro

ToKa B mpouecce TIG-cBapku pa6oTaeT c/ieylolyuM 06pa3oM;

¢ Bpewms nozauu rasa nepej Ha4aJloM CBapKH ycTaHaBJIMBaeTcs B fuanasoHe 0-20 cek.
[TapameTp 3aBO/ICKOM HACTPOHKHU 110 YMOJTYAHUIO 1 CeK.

o HavyasibHBIN TOK (TOK IepBoOro poxura) cocrasisieT 30% 3Ha4eHHsI OCHOBHOT'O TOKa.

e Bpems HapacTaHus Toka B guanasoHe 0-10 cek. OnpezesigeT BpeMd HapacTaHUs
CHJIBI TOKA OT 3Ha4eHHs] TOKa PO3KUTa yTH [0 3HaYeHHs OCHOBHOT'O TOKa.

¢ Bpewms nepexojia kK KOHEUHOMY TOKY OIpe/ie/isieT BpeMsl CHI)KEeHUS TOKa OT 3HaYeHUH
OCHOBHOT'O TOKa /IO 3Ha4eHWH KOHEYHOr0 TOKa. 3Ha4eHHe KOHEYHOI 0 TOKa
cocrasJseT 30% OCHOBHOTO TOKa.

PrG : Bpems npo/lyBKH rasa B Hadasie CBapKH
I :CapouHblif TOK
PoG: Bpems npolyBKu ra3a B KOHILe CBAPKH

[0 I pog| 't

Hanpumep :

Ecnn HavanbHbii TOk 100 A, TOK 3anosiHeHUs KpaTepa (KOHeuHbI TOK) paBeH 30 A.

Ecu ycTaHOB/IEHO BpeMs nepexojia K KOHEYHOMY TOKYy 1 ceK., MOKa3bIBaeT, YTO CUJIa

TOKa CHIKAeTCsl OT 3Ha4eHHs1 OCHOBHOT'O TOKa K TOKY 3all0JIHEHHUs KpaTepa B TeUeHUe

1 cexyH/bL

e [loc/ie cHKeHUSA CUJIBI TOKA /10 TOKA 3all0JIHEHHUs] KpaTepa HauuHaeTCsl BpeMsl
IIPO/IyBKY rasa B KOHIIe CBapKH. BpeMs mpo/iyBKY rasa rocJie CBapKu yCTaHaBIUBAETCS
B fuanasoHe 0-20 cek. [lo >kes1laHUIO [10/1b30BaTeJ/Isl MO>KHO U3MEHUTb BpeMsl
KOHEYHOH NPO/yBKH rasa.

¢ Ecsin B KOHIle CBapKH, BbINOJIHAEMOH B 0iHOM U3 pexkuMoB TIG-cBapku UMeloTCst
TaKHe XaJI00bl, KaK T0YepHEeHHe WX GBbICTPO HapylleHHe U T0YepHEeHHe
B0JIbHPAMOBOro HAKOHEYHHKA, HE06X0AUMO YBEJIMYUTb BpeMsl IPOJyBKH rasa B
KOHIIe CBapKH.
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i

4-TaKTOBbIH peKUM paGOThI TPUTTEPA FOPEIKU:

o [Ipy HaXKaTHM Ha TPUTTEP HAYHET NMOCTYNATh r'a3 MPOAYBKH Mepesi HayaJ0M CBApKH.
Ilocsie mpeiBapUTEIbHON NPOJYBKH rasa CBapka HAUMHAETCsl NP 3HAYeHUsIX TOKa
posxura ayru. Ecm npofonkaTh yAepKUBaTh B HAXKATOM COCTOSIHUY KHOTIKY
TPUITEP], CBAPOYHBIH alnapaT NPOJOJLKUT BbINOJHEHHE CBAPKH NPU 3HAYEHUH TOKa
pos:xura Ayru. Ecim kHonka Tpurrepa 6yzeT OTIyLeHa, armnapat BbITOJTHUT
HOBBILIIEHHE CUJIbI TOKA B TeY€HHE YCTAHOBJIEHHOT'O BpEMEHH U TPOAOJDKUT CBAPKY NIPH
3HaYeHHH OCHOBHOT'O TOKa.

* Ec/1 Tpe6yeTcs 3aBepIIUTD CBApPKY, HEOGXOAMMO OBTOPHO HAXKATh HA TPHUITED,
AKTHUBU3MPYeTCs BpeMsl CHIDKEHHUS TOKa JJ0 3HaUeHHH KOHEYHOT'0 TOKa U, eCJI TPUTTep
YZAEPXKUBAETCsl B HOKATOM COCTOSTHUH, GY/IeT BbIIOJIHEHO CHIPKEHYE 3HAYEHHUs
OCHOBHOTO TOKa /10 3Ha4eHHs KOHEYHOT0 TOKa.

» [loc/ie OKOHYaHMsI BpEMEHH CHIKEHHs] 3HAUEHHsI /10 KOHEYHOTr'0 TOKa, CUCTeMa Oy/ieT
BBDKU/IATh [TPY CHJIe TOKA 3alI0JIHEHHA KpaTepa U 06eCrequT BO3MOXKHOCTb 3aII0JTHEHUS
Kparepa.

« [locsie 3aBepIeHNsA 3aM0IHEHUSA KpaTepa, OTIYCTUTe KHOIKY TPUITepa.

* B TeyeHue BpeMeHH IPO/YBKY ra3a B KOHLe CBAPKU OY/ET BbIIIOJHEHO OXJIaXK/JeHHe
pabodyeii 3aroTOBKH U 3aBepIleH e Mpoliecca CBAPKH.

B 4-TaKTOBOM pexKuMe paGoThbl TPUITepa ropejiKi KpuBasi U3MeHEeHHs] CBapO4YHOTro

ToKa B npouecce TIG-cBapku paGoTaeT c/ieAyI0IyM 06pa3oM :

» [Ipu pa6oTe Kak B 4-TaKTOBOM, TaK U B 2-TaKTOBOM peXXUMe TPUITepa FOPEJIKH, Bce

MEHIO M HaCTPOMKH PaGOoTalOT COIVIACHO yCTaHOBJIEHHBIM NapaMeTpam. B oTmmaue

OT 2-TaKTOBOT'O peXXKUMa paboThl TPUTTEPA FOPEJIKH, IPH 4-TAaKTOBOM PEXUMe

AKTUBU3MPYeTCs TOK 3aBapKH KpaTepa Ha kpuBoi TIG-ceapku. Tok 3aBapku KpaTepa

HCIIOJIb3YETCs TOJIBKO B 4-TaKTOBOM PEXHMe paboThl TpUrrepa.

Tok 3aBapKH KpaTepa HCIOJIb3yeTCs AJIS yCTpaHeHH)s OLIMGO0K, BOSHUKAOIMX BO BpeMs

CBapOYHOrO MpolLecca.

Tox 3aBapKy KpaTepa ycTaHaB/JIMBaeTcs B % OT 3Ha4eHHs OCHOBHOIO TOKa. /lnanasoH

HacTpoiku 1-100%. Eciu 3HaueHHe 0CHOBHOr0 cBapouHoro Toka 100 A 1 ycTaHOBJIEH

napaMeTp ToKa 3aBapKu KpaTepa 50%, 3To 03HaYaeT, YTO TOK 3aBapKH KpaTepa

coctaBJisieT 50% OT 3HaueHHUs1 OCHOBHOT'O TOKa U cocTaBJisleT 50 A. YcTaHaB/IMBalOTCS

YPOBHH BBICOKOTO ¥ HU3KOT'O TOKa.

1 ) " PrG: Bpemsd npo/iyBkM rasa B Hayasie CBapKu
I :Capo4HbIi TOK
PoG: Bpemsd npo/ilyBKu ra3a B KOHILe CBAPKH

PrG ] pog| t

Hanpumep :

YcTaHOBJIEHbI 3HAYEHHUsT OCHOBHOT'O cBapo4yHoro Toka 100 A v Toka 3aBapku kpatepa 50
A, ecniu B cBapOYHOM armmapaTte MCIoJb3yeTcs MHOrOQYHKIMOHA/IbHAA ropesiKa, ecyii
HaKaTb Ha KHOIKY TOKa 3aBapKM KpaTepa Ha ropeJike BO BpeMsl BbIIOJIHEHHS CBapKH [TPU
3Ha4eHUHU cuiibl Toka 100 A, cBapouHbIH annapaT aBTOMATUYECKH BBITIOJHUT II€PeXof] K
paboTe B pexkMMe TOKa 3aBapKH Kparepa. TakuM 06pa3oM, B C/Iyyae ecjld B CBapHOM IlIBe
MMEIOTCSl BO3MOXKHbIe HapyIUeHHUs], AJis NMpeAynpexxJeHus: 00pa3oBaHMsl OTBEPCTHS B
06JIaCTH HarpeBa CBapOYHbBIHM anmnapaT MepeK/I0YaeTcsl B PEXHUM PaboThl IPH HU3KOH
CuJie TOKa M, eCc/IM MOBTOPHO HaXkaTh Ha KHOIKY OCHOBHOTO TOKa Ha TopeJike rocje
BBINOJIHEHHSI MCIIPaBJIEHUs] OIIMOOK CBApKH, alllapaT BEPHETCS B PEXUM paboThbI NPH
cuiie Toka 100 A ¥ 10/1b30BaTh CMOXKET NPOJO/KUTD CBAPKY.
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Pe>xuM To4e4yHOI CBapKu

ITOT peXUM aKTUBHpYeTCsl Mpu BblGope pexxuMoB TIG-cBapku. [Ipy ofHOM HaxkaTHH

Ha KypOK NPOMCXOAUT MO/KUT Ha OCHOBHOM TOKe, CBapKa IpOJO/DKAETCSl B TeueHHe

YCTQHOBJIEHHOTO BpeMeHM M aBTOMAaTHYeCKH 3aKaHYMBAEeTC II0 ero HCTeYeHHH.

o [Ipu BKJIFOYEHUH PEKUMA TOUEUHON CBAapKU 60JIbIIMHCTBO 30H Ha TIG-kpuBoi
OTKJIIOYAIOTCS, ¥ IOCTYITHBI TOJILKO TPH NapaMeTpa HaCTPOWKH: BpeMsl [I0CTrasa,
OCHOBHOM TOK U BpeMsl TOUKH.

e Spot time 3T0 J/IMTEJILHOCTb CBAPKH B PeXHMe TOYe4yHO! cBapKu. B pexuime DC
nocrynHa perynvipoBka ot 0.01 10 9 cekyn. @yHkuus coldTIG akTuBHA B pexyMe
TOYEYHOU CBapKU.

Hanpuwmep :

Ecim ycraHoB/neHO 2 CeKyHABL: NPH HaOKATHM Ha KYpOK CBapKa HA4MHAETCS U

MPOJ0JDKAETCs 2 CeKyH/Ibl, [I0C/Ie Yero aBTOMaTH4YeCKH 3aBepluaeTcs 6e3 Heo6X0JUMOCTH

OTIYCKaTb KYPOK.

3- Boi6op Pexxuma UMnynbcHoM CBapKu

[Ipu BeIGpaHHOM pexxMe TIG-cBapka o6ecriednBaeT Nepexos K GyHKIMK UMITy/IbCHAst CBapKa.
HakaTreMHa KHOIIKY OJJH Pa3 BbINOJIHSAETCS BK/IIOYEHHE U BbIKII0YeHHe GyHKIUY. PyHKIMs

L)

AKTHUBU3HUPYETCA BMECTe C 3aropaHvueM CBeToauoAa. [locne akTuBU3aLUKU pE)Kl/IMa"HMHyJIbCHaH

puLse CBapKa’ aKTHBU3MPYIOTCA Jpyrue QpyHKLUMM (paGouuil LMK/, aMILIMTyAa 4acTOThbl, YacToTa
MMIY/IBCOB U T.IL.), UMeIOLIMe HEeloCPe/ICTBEHHOe OTHOIIEHHe K paboTe amnmapara B JJaHHOM
pexxume. Biarogaps dyHkuuu “MiMiysibcHast cBapka” 06ecrieyuBaeTcsl CHUXKEHUE TEPMUYECKOTr0
BO3/JIEHCTBUsL JyrM Ha MaTepuha] W, TAaKUM 00pa30oM, CHIDKEHHe CBApOYHBIX AepopMarnuii
MarepHaJa.

4- Bo160p pexxuMoB “BbicokoyacToTHbIi nogxur ayru (HF)” u “CHuxkeHne
HanpspkeHus (VRD)”

c .HF HaxxaTuem Ha KHOIIKY OAMWH pa3 BBINOJJHAETCA INEPEK/II0YEeHNEe B I0JIOKEHUE BKJIIOYEHUA U

BBIK/TIOUEHHsT peXXKUMOB. PYHKINS aKTUBU3UPYETCsI BMECTE C 3arOpaHieM COOTBETCTBYIOLIETO
@ VRD CBETOZMO/A.

HF

BbICOKOYACTOTHBIH MOKUT AYTH

« [Ipu BeIGpanHOM pexxuMe TIG-cBapka o6ecrieduBaeT BO36yx/jeHHe AyTH 6e3 KacaH!s
BOJIbPAMOBBIM 3JIEKTPOZIOM CBAPHBAEMOH OBEPXHOCTH paboyel 3aroToBKU. TakuM
06pa3oM, MpeAiyTIpexxAaeTcs MoBpex/jeHHe HAKOHEYHHKA BOJIbYPaMOBOT0 3JIEKTPO/A.

o AKTUBU3HMpYeTCs NpH Bbibope pexxuma TIG-cBapKu.

o Ecii Bbl JKeJslaeTe OTKJIIOYUTD PeXUM “BbicokodacToTHbIH nomkur gyru (HF)” n
BBINOJIHUTB CBApKY C 3KUTAaHUEM JIyT'H TOUYEYHbIM KacaHHEM 3JIEKTPO/ia CBAPOYHOM
MIOBEPXHOCTH, HAXKMHUTe Ha KHONKY “HF” 1 oTKJTI0unTE akTUBHBIN pexxuM “HF”.

VRD

CHmxeHue HanpsoxkeHus

« Ec/i1 Bo BpeMs1 pab0OThI CBAPOYHOTO aNnapaTa CBapKa He BbINOJIHAETCH, 00ecrieduBaeT
CHIDKEHHe HalPsDKeHMsI JI0 HallPsDKeHHS B PeXKHMe X0JIOCTOrO X0/ (HanpshKeHHUs
MeX/1y BBIXOZIHBIMH 32KMMaMH ) Hibke 11-15B.

o O6ecnieynBaeT 6€30MaCHbIN yPOBEHb HANIPSKEHMsI B COOTBETCTBUU C ITPABUJIAMU
TEXHHKH 6€30TaCHOCTH U OXPaHbI TPy/a.

o AKTUBHU3UPYeTCsl IPU BbIGOPE PeXXUMa CBAPKU MOKPBITHIMH 3/IEKTPOJJaMH.

¢ HaxaTHeM Ha KHOIIKY BBIIIOJIHSIETCS BKJIIOYEHHe U BhIK/II0UYeHHe pexxuMa. [locie
aKTHBU3ALMU PEXXUMA 3aropaeTcst COOTBETCTBYIOIUH CBETOAUOA,
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5- KHOonKa HacTpoHKu

Pyuka pery1poBkH obecrieqrBaeT BO3MOXKHOCTb U3MeHEHHs apaMeTPOoB /1Jis1 BceX PYyHKIUN U
% SHAYEHHs TOKa /ISt BCEX METO/AO0B CBapKH. Pery/upoBKa BbINOJIHAETCA Iy TEM [I0BOPOTA BIPABO 1
BJIEBO, YCTAHOBJIEHHbIe 3HAYEeHHUsI 0TOOPAXKAIOTCs HAa IUPPOBOM IKpaHe.

PyTun faeT BO3MOXKHOCTb CBapUBaTb OOGBIMHBIMH IieJUIIOJIO3HBIMU 3JIEKTPOJAMH.
Br160p pyTH/I1/6a3UK/Le1/110103a BBINOJIHSIETCS Yepe3 AUarHOCTHYeCKoe MeHIO.
== NPUMEYAHUSA

B as1eKTpoiHBIX pesKMMax pery/JiMpoBKa ToKa IPOU3BOAUTCS B Ipesiesiax oT 5 10 300 A.
Pexxum VRD GyzieT akTUBEH B 3J1eKTPO/IHbIX pexkuMax. Kpras TIG He GyaeT akTHBHaA B
3JIeKTPOAHbIX pexxrMax. Kpuas TIG 6yzeT akTUBHA pU BbiGope peskuMoB TIG.

d = Mpepnaraet ceapky TIG Ha TOCTOAHHOM TOKe.

7- llamars [Iporpamm

B Pexxume TIG-CBapku:

* OGecrieyrBaeT BO3MOKHOCTb COXpPaHEeHHs B TaMATH apamMeTpoB 100 HacTpoek, 103BoJIseT
YCTaHOBUTb paHee COXpaHEHHbIE TapaMeTphbl B 3aBUCHMOCTH OT BH/A BBINOJIHIEMbBIX PAGOT.
Biiarozapsi aToi GyHKIMHY TpY CMeHe THIIAa CBAPOYHBIX paboT He TpebyeTcst IOBTOPHAs yCTaHOBKA
IapaMeTpPOB CBAPOYHOTO IpolLiecca ¥ 06ecreyuBaeTcst Co6/II0/ieHHe CTaH[apTOB IPOM3BO/CTBA
CBapOYHbIX paboT. Bce HaCTpO#KU Ipoliecca CBapKHU aBTOMATHYECKH COXPAHSIOTCS B TAMSTH MO,
BBIGPAaHHBIM HOMEPOM NPOrpaMMsl (job) B maMsATH.

o JI11s1 coxpaHeHHsI U3MeHeHHH apamMeTpa BbIGepUTe COOTBETCTBYIOIMI HOMep IPOrpaMMbl.

¢ Ha skpaHe, HaxoAsi1eMy CBepXy KHOIIKH TPOrpaMM, NOKa3bIBAETCsl KAKOW TapaMeTp U3MEHEH B
KaKo mporpaMme.

e [JamMATb npefiycMaTpuBaeT BO3MOXHOCTb coxpaHeHHs 100 nporpamm B AxanasoHe 0-99.

¢ Ha)xaTHeM Ha KHOIIKY IPOrpaMM OJHH Pa3 BbIIOJIHAETCS ITepexo/ K APYyrHM IporpaMMaM.
BhICTpBIii Hepexoz; Mex /[y TPOrpaMMaMH BbINOJIHAETCS IPU YepKaHUK KHOIIKY [TPOrpaMM B
Ha)KaTOM COCTOSTHHH.

B Pexxume JjieKTpoja:

o [Ipy HacTpo¥iKe 3HAYEHHSI TOKQ, BHAYa/le Ha SKpaHe MOSIBUTCSI CAMBOJI “A” - BbIXOJJHOE HaMpshKeHHe
CBapOYHOro TOKa U 3aTeM 3HaueHHe “U”. Eciiu Bbl keslaeTe YBU/IETh BBIXOJJHOE HaNPsDKEHHE
CBApOYHOT0 TOKA, HAYKaTHEeM Ha KHOIIKY OZIMH pas - BbI CMOXKeTe YBU/IETh 3HaUeHHe HalPsHKEeHHsT
TOKA B BOJIBTAX, [IPY IOBTOPHOM HaXKaTHH OyZeT BBIIOJIHEH [Iepexo/i K 3HaYeHHUI0 TOKA B aMIIepax.

8- lludposoit UHaUKaTOP

- LindppoBoit skpaH obGecrneyrBaeT BO3MOXHOCTb HAG/IIOJATH 33 YCTAHOBJIEHHBIMH MapaMeTpaMu
CBapOYHOTrO TOKa M KOJJaMH HEHCIIPAaBHOCTEH.
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. 3.2 luazHocmuyeckoe MeHIo

[l BXoA@ B AMAarHOCTUYECKOE MEHI0 HeOOXOAMMO OJJHOBPEMEHHO HaXKaTbh U yAepKUBaTh KHOmkH Menu Up u

Menu Down Ha TIG kpuBO# B TeyeHHe 2-3 ceKyH[. B luarHOCTHMYECKOM MeHI0 [ Ilepexo/ia K CIe/lyroLeMy

HapaMeTpy HaKMHUTe KHOIIKY P.

DO: Bri6op Tuna asnektpoga. (Rut: pytriosii, bAZ: ocHoBHOH, cEL: 11e/u10/103HbBI1H). 3aBo/CKas HAacTpolika Rut.

D1: BpeMst paGoThI BOASHOTO 6y10Ka OXJIXKAEHHs. 3aBOZICKast HACTPOWKa — 3 MUHYTHL [loc/ie OKOHYaHUs CBApKU
6J10K paboTaeT 3 MMHYTBI; eCJIM CBapKa BO30OHOBJIAIETCS B TeYEHHE 3THX 3 MUHYT, BpeMs copacbIBaeTcs, U

IMKJI OXJKIAEHUA CHOBA AaKTHUBHUPYETCS II0CJe OKOHYaHWA CBapkH. HacTpauBaeTcss ¢ HOMOIIbiO

noteHoMeTpa. B noyioxxennu OFF ox/1axkjeHne OTKIII0UEeHO.

D2: [lpu Havaste TIG-cBapku mofaércs He6osibiol hot start.

D4: OcHOBHOM TOK pery/mpyeTcs B inanasoHe ot 5% o 200%. 3aBojckast HacTpoiika — 70%.

D5: BeoguTcs nHGOpMaLHst 0 juaMeTpe UCIoJIb3yeMOro BoJIbGPaMOBOro 3/1eKTpoAa. JJuaMeTp U3MeHseTcs C
MIOMOIIbIO TOTEHIIIOMETPA.

IlpuMep: eci 6JIOK BOJASHOTO OXJIKAEHHS BBIIIEN W3 CTPOS, €r0 MOXXHO OTKJIOYHTh, yCcTaHOBUB D5 B
nosioxkeHre OFFE, 1 npo/jo/nkuTh paboTy. B IpOTHBHOM CiTy4dae, TOCKOJIbKY B GJIOKe YCTaHOBJIEH AATYHK I10TOKa,
IPH OTCYTCTBUH MOTOKA MJIM PH OTK/TIOYEHUH 6JI0Ka MalllHA He CMOXKET er0 0GHAPY»KUTb 1 BBIJACT OLIMOKY 110
OXJIX/IEHUIO.

Ecan D5 ycraHoBJieH B nosioxeHue ON, 610K paGoTaeT MOCTOSTHHO. BpeMst MOKHO yCTaHOBUTS OT 1 10 20 MUHYT;
cBbllle 20 MUHYT — paboTaeT HelpephIBHO.

Jlns1 BX0zia B CepBUCHOE MEHI0 HEOOXOMMO OJJHOBPEMEHHO HaXKaTh U YAEPKUBATh KHOMKK PexxuM cBapkw (6)

1 Pexxum nmnysibca (3) B TedeHue 2 cekyH/, [1s nepexozia K c/le/iyloleMy apaMeTpy HCIoIb3yeTcst KHoKa P.

CO0: OTOGpaXkaeT BepCHI0 MPOrpaMMHOT0 06ecIiedeHH MJ1aThl TaHeJH.

C1: OTo6GpakaeT BepCHIO MPOrpaMMHOr0 06ecriedeHNs] KOHTPOJIbHOM IJIaThI.

C2: OTo6parkaeT ceTeBOe HANPSDKEHHUE.

C3: OToGpakaeT TeMIepaTypy CUJI0BOr0 MOJJ/Is BHYTPH anmapara. [Ipy cpabaTbIBaHUM TEMIOBOM 3aLUThI
MOXXHO YBU/IETb 3HaUeHHe TeMIIePaTypbl 34€Ch.

C4: Ec/iv NOJKJTI0UEH UHTEJJIEKTYaIbHBIA BOASTHOM 6JI0K, 0TOGpaXKaeT pacxo/, BOAbI B IMTpax. Ecin He
MO/KJIIOYEH LIar MPOITyCKaeTCs.

C5: Ec/iv NOJK/TI0UEH UHTEJJIEKTYaIbHBIH BOASTHOM 6J10K, 0TOGpaXkaeT TeMiepaTypy Bogsl B °C. Eciv He
TO/IKJ/TFOYEH LIIar MPOITyCKaeTCs.
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. 3.3 Kpusas usmeHeHus1 caapo4Ho20 moka e npoyecce TIG-ceapku

**Bpems ToueuHo#t CBapku
RU < B
|‘ ’l
1 Yacrora
I uMnysibcoB !
1 1
! 1
I Hmnynse I I I
(amnumaTypa)
| E T A |- —| — o
g
=
= | |
E T
g IpoayBkKa,
IMpoayska HapacraHue | S . |lloHM>keHUe | !
razai}; e HauyanbHas Tl:)Ka ° = MuHMMa/IbHBIN TOKa 10 KoHeuHbli{ rasaB
pfl 04MCTKA A TOK A TOK KOHIe
CBapKoOM OCHOBHOTO KOHEYHOro —

B Ta6m/1ue HWKe YKa3aHO BKJ/IIOYE€HHE WU OTKJII0YEeHH e (l)yHKLIPIﬁ B 3aBUCUMOCTH OT BbI6paHHbIX PENKHUMOB.

TapaeT ID 300 T-TW DC 3anunclca;( G [|Toueunas TIG
PULSE HacTpoika

Bpems npe/iBapuTe/IbHOI NPOAYBKM ra3a 0-20 sec 1sec v v

Haya/bHbIH TOK %1-%200 %70 v v

BpeMsi HapacTaHus TOKa 0.0-10 sec 1sec v v
MaxkcuMaJIbHbIN TOK 5-300A 85A v v v
MuHHMMa/IbHBIH TOK %1-%100 40A v v v
CooTHOLIEHNE NePUO/I0B UMITY/IbCA U May3bl %1-%99 %50 v v v
YacToTa UMIIyJIbCOB 0.1-2000 Hz 5Hz v v v

Bpems nepexo/ia K KOHEYHOMY TOKY 0.0-10 sec 1sec v v

KoHeyHbI# TOK %1-%100 %30 v v

BpeMs KOHEeYHOI NPO/yBKH rasa 0-20 sec 5sec v v
Bpems TOYe4YHO# CBapKu 0.01-9 sec 2 sec v
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. 3.4 TexHu4yeckue xapakmepucmuKku annapama

TepMuyecKasi 3alIMTa OT IEperpesa
e C LieJIbI0 IpeaynpexJeHHns HOBpe)KﬂeHI/II‘/II, BbI3BAHHBIX [I€PETPEBOM, B CBAPOYHOM alIapare npelycCMOoTpeHa

JIBOMHasi 3aiuTa. TepMHUYecKasi 3alMTa OT eperpeBa obecrneyrBaeTcs: HMPPOBbIM CUTHAJIbHBIM
MHKPOIPOLIECCOPOM, BBITOJIHSIIOLIMM KOHTPOJIb TEMIIEPATYPhI HarpeBa anmapaTa, i MexaH4eCKOH 3aluToH
OT neperpesa.

ITaMATBL NIporpamMm

* O6bEM MaMATH MO3BOJIAET COXpaHUTh 100 mporpaMm. [1aMATh NpeycMaTprUBaeT BO3MOKHOCTb COXPaHEHHUS
100 nporpamm B fuamnasoHe 0-99.

* BO3MOXXHOCTB COXpaHEHHUs U3MEeHEHHbIX ITapaMeTpoB. [Ipy moMoIy KHOMKY “P” BBITIOJIHAETCS 1epexoj; OT
O/JTHO¥ POrpaMMbl K JIpyToH.

3axkuraHue AyTy ToYe4YHbIM KacaHUeM 3/1eKTPoja cBapo4yHoii moBepxHocTH (Lift TIG)
o [Ipu nomouu ¢pyukuuu “Lift TIG” o6ecneynBaeTtcs BbinosiHeHUe TIG-CBapKy € 3aKUTraHUEM JIyTH TOYEYHBIM
KacaHHeM 3/IeKTPO/ia CBAPOYHOM MTOBEPXHOCTH.

xos10aHb1# TIG (coldTIG)

e OH HCNOJIb3yeTCA AJid yMEHbIIEeHUA TEIJIOBJIOXKEHUA U COEJUHEHH A TOHKHUX MaTePUAJIOB. BpeMH Harpesa
3ar0TOBKH OY€Hb KOPOTKOE, @ TeMIIepaTypa CBApOYHOH BAHHBI HAMHOTO HIDKE, YeM IIPH APYTHX CBAPOUHBIX
onepauusx. [losyyaloTcst KauecTBeHHbIEe U CBET/Ible CBapHbIe LIBbI 6e3 3ayceHLeB. Ero MOXKHO HCM0JIb30BaTh
TOJIBKO B PEXKHMMe MOCTOSIHHOrO ToKa. OH He aKTHBEH B PEXXHMe IepeMEeHHOr0 TOKa.

3amuTa OT NepenajioB HaNnpsHKeHUs

* BoInosiHAET BbIpaBHUBaHHUe KOJIeGaHHH CeTeBOro HaNpsHKeHHU.

o OGecreynBaeT 3allJUTy CBAPOYHOT'O aNliapaTa OT paGoThI TPY HECOOTBETCTBYIOIEM HaNPsLKEHNH, KOJIEGaHUSIX
BXOZAIIEr0 HaNpsHKeHUs.

o [locsie Bo3BpaTa HaNpshKEHUs B HOPMaJIbHOE COCTOSIHUE, aKTHBU3UPYIOTCsI QYHKLMU CBAPOYHOT'O anmapara.

PaGoTa oT reHepaTopa ToKa
» CBapOYHBIH alnapat NPUro/ieH /IS paboThl OT reHepaTopa Toka. PaGodue napameTpe! KBA onpezensiorcs B
COOTBETCTBUH C TEXHUYECKUMH XapaKTePHUCTUKaAMU.

3amyTa ot 06pbIBa (a3bl MUTAOILET0 HANPSHKEHUA
o [IpH BbIXO/ie CETEBOr0 HAMPSDKEHHs 32 PabO4H#i AHANa30H MOsIBJISIETCs OLIMOKA.
» [locsie BoccTaHOBJIeHHsI (a3 MOBTOPHO aKTHBU3UPYIOTCS QYHKIMM CBAPOYHOTO annapara.

HHTe/UIeKTya /IbHBIN KOHTPOJIb BEHTUIATOPA

o Onpesie/IMTh paboTaeT UK He paGoTaeT BEHTUJISITOP MOXKHO 10 3BYKY, CO3/IaBaeMOMY PaGOTAOLIUM
BEHTHJISITOPOM IPH II€PBOM BKJIIOYEHUH CBAPOYHOTO ammnapara.

e Eciu TIpHY BKJIFOYEHUH CBAPOYHOT0 alapaTa CJAbIIINTCA 3BYK pa60Ta}0Luero BEHTUJIATOPA, BEHTUIATOP
pa6oTaeT. Y cBapo4HbIii annapaT nepeKIrvaeTcsl U3 peXkKMMa TeCTUPOBaHMUSL.

L4 TeMHepaTypa BHYTPH alliapaTa KOHTPOJIUPYETCA MOCTOAHHO, U BEHTU/IATOP aBTOMAaTH4Y€CKH BKJIHOYAETCA IPU
HEO6X0UMOCTH.

AHTH-NpUWIMNIaHUE
o QyHKIMA “‘AHTH-IPUIMNIAHKE” TPelyCMOTPEHa /A peiyTpeKAeHNsA TPUIUTIAHNSA 3JIEKTPOJA.
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. 3.4 Hugpopmayus o nompe61eHuu

B Ta6n1/1uax HUXKe [TOKa3aHbI CpeJiIHMe 3HaYeHUA pacXo/ia IPU CBapKe B U/1€aJIbHBIX YC/IOBUAX.
RU IJTH 3HAYEHUs MOT'YT MEHATBHCA B 3aBUCUMOCTH OT UCIIOJIb30OBAHUA U yCJIOBHI:I Opr)Ka}O]_Llel‘/ll cpeabl.

CpeaHMii pacxoj 3aliuTHOro ra3a npu ceapke TIG

Kepamnyeckas

Hacajgka Ne. 4 5 6 7 8 10

CpeaHee notpe6seHue | 6,5 Jj1/MUH 8 J1/MUH 10 1/mMun | 12 a/muH | 12,551/Mun| 15,5 1/MunH
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTEH

o Texo6CIy>KUBaHUE Y PEMOHT CBAPOYHOTI'0 arapaTa J0JKHbI BBITOJHATHCS TOJIbKO KBJTMPULIMPOBAaHHBIMU
CriequaJIMCTaMH. KommnaHus He HeCET OTBETCTBEHHOCTH B CBSI3U C aBapHﬁHhIMH CUTYalUAAMHU, BOSHUKAIIWMU
B pe3yJ/IbTaTe BbINOJHEHUS TEXO6CTY>KUBAHHS M PEMOHTA JIMLIAMU 6€3 COOTBETCTBYHOLIEH KBAIMPUKALUU.

¢ 3amacHble YaCTH, MCI0/Ib3yeMble BO BpeMsl pEMOHTA, MOKHO IIPHOGPECTH B aBTOPH30BAHHBIX TEXCIYKOAX.
Hcnonb3oBaHre OPUTHHAIBHBIX 3aMIACHBIX YacTel 06ecedrT MPo/IeHHe CPOKA IKCILIyaTalluy U IpeypesUT
CHIDKeHHe pabo4rX oKa3aTesiel CBapOyHOro amnmnapara.

 O6paraiTech TOJBKO K TPOU3BOANTEIIO UM B aBTOPU30BaHHBIE TEXC/IYKObI, YKa3aHHbIE TPOU3BO/IUTEIEM.

¢ B TeueHHe rapaHTUHHOIO CPOKA BhINOJIHEHUE JIIOObIX BMELIATE/IbCTB B KOHCTPYKIMEO CBAPOYHOTO annapara
6e3 pe/iIBapUTEBLHOTO COIVIACHS IPOM3BOAUTEIS MOXKET CTAaTh IPUUMHOM aHHY/IMPOBAHUsI BCeX FAPAHTHUHHBIX
006513aTe/IbCTB IPOU3BOAUTEIS.

* Bo BpeMsI BbINOJIHEHH JTIOOBIX IPOLE/IyP TEXOOCIY>KUBAHHUS U PEMOHTA 06513aTe/IbHO CO6JII0/jaliTe NpaByIa
TEXHUKH 6e30MacHOCTH.

e [lepes; HaUaJIOM BBINOJIHEHHSI JIFOOBIX BU/IOB IPOLEAYDP TEXOOCTY>KUBAHUS MJIM PEMOHTA OTCOEAMHUTE BUJIKY
CeTeBOro Kabesisi CBapoyHOro anmnapara v BepkanTe 10 ceKyH/ U151 pa3psiia HanpspKeHKs Ha KOH/IeHCAaTopax.

. 4.1 Texo6cayxcusaHue

® EscedHesHoe mexo6caydcusaHue

« [IpoBeprbTe ropesiky, 3anuMbl ¥ kKabesi. OGpaTHTe BHUMaHMe Ha COCTOSTHUE U
IPOYHOCTD COeAMHEHNH YacTel. [loBpexxiéHHbIe /HeHCIIPaBHbIE YaCTH 3aMEHNTe Ha
HoBble. KaTeropuiecku samnpemiaeTcst BbIOJHATb PEMOHT/ Y//IMHEHNE KabeJIs.
Y6eauTeCh, 4TO UMEETCs JOCTaTOYHast VoL@ [J1s 06ecredyeH!st BEHTUIIALMH.
PerysisipHO BBINOJIHANTE OYUCTKY pacXoHbIX fetaned TIG-ropenku. Ecau Heo6xoauMmo,
3aMeHHTe. /1151 0GecreyeHust MPOAOKUTEBHOTO CPOKA CTY?KOBbI PACXOJHBIX AeTasIeH,
06paTHTe BHUMaHME, YTOObI HCIOJIB30Ba/IMCh OPUTMHA/IbHBIE PACXO/{HbIe MaTepHasbl. /
[lepes Havas10M CBapKH IPOBEPLTE PACX0AOMETPOM CKOPOCTh PACcXO/a ra3a Ha KOHIe
ropesiki. Eciim pacxoz rasa BbICOKHI MJIM HU3KUH, YCTaHOBHTE yPOBEHb Pacxo/ia B
COOTBETCTBUH CO CBAPOYHBIM MPOLIECCOM.

[IpoBepsiiiTe ypoBeHb OXJIAXKAAIOLLEH )KUAKOCTH, JOJIMBAKTE, €CJIU YPOBEHb
OXJIXKIAFOILIEH XKUIKOCTH HU3KUH.

Ecsn B oxnarkjaronieit >KMAKOCTH eCTb 3arpsi3HEHHs CJIefTe Bech 6aK M OYUCTHTE Gak
OXJIaXK/JatoIIeH XKUAKOCTH. 3ajieliTe B 6aK HOBYIO OXJIQXKJAOLIYIO XKU/IKOCTb.

® OduH pa3s 8 6 mecayes

3amnpelaeTcs yAAIATb STUKETKH C TOBEPXHOCTH CBApOYHOro anmnapara. MsHouleHHble/

HOBpEX/JEHHbIE STUKETKU 3aMEHUTe Ha HOBble. ITUKETKH MOXKHO TPUOGPECTH B A
aBTOPU30BAHHBIX TEXCITYKOAX. AC/JE
OYHUCTHTE U 3AKMHUTE COeJUHUTE/IbHbIE 3IEMEHTBI, TAKHe KaK FTalKH 1 GOJITHL

[IpoBepbTe Kabesu 3JIeKTPOAOAEpIKATes ¥ KJIeMMbI 3a3eMJIeHUS. o 2
OTKpo#iTe 60KOBBIE KPBILIKK CBAPOYHOT'0 aNfapaTa ¥ OYMCTUTE BHYTPEHHIOIO

YacThb NPY NIOMOIIM CYXOT'0 BO3/yXa 110/, HU3KUM ZiaBjeHueM. He ucnosib3yiite ,ﬁ/
BO3/IyX IO/ JJaBJIeHHeM Ha GJIN3KOM PacCTOSIHUU OT 3JIEKTPHUUECKUX COeJUHEHUH. “ "@
[IpoBepbTe pO3eTKY NOACOEJUHEHNST BUIKH 3JIEKTPUYECKOT0 Kabesisi TUTaHUs ﬁ 7
CBapOYHOrO anmnapara. B Toukax nogcoeHeHUs 3JIEKTPHUYECKOT0 Kabeis

IUTaHUS K pO3€TKe YCTPAHUTE MecTa ocIab/IeHNsl COeJUHEHUH, eCI UMEeIOTCS.

Ecii B rHE3jaX PO3€TKU UMEIOTCS CJIe/Ibl BO3/eHCTBUSA 3JIEKTPUUECKOHN AYTH UK

paciuMpeHMe THE3/], 3aMEeHUTE PO3eTKY Ha HOBYIO.
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 [IpoBepbTe BUJIKY 3/IEKTPUYECKOr0 KabeJsisi MUTaHUs CBApPOYHOro annapara. B Toukax noJcoejuHeHUst
3JIEKTPUYECKOTO KabeJisi MUTAaHUs K BUJIKE YCTPAaHUTe MecTa 0C/1abJIeHUs COeIMHEHUH, eCJIM UMEIOTCS.
EcJ1 Ha IITBIPSIX BUJIKK UMEIOTCS CJIe/ibl BO3/IeHCTBUS 3JIEKTPUYECKOHN AYTH WK iepopMalvy, 3aMeHUTe
BUJIKY Ha HOBYIO.

IIPUMEYAHHE: Yka3aHHAsA 8blwe Nepuodu4HOCMb 03HA4aem MaKcumMaabHsle nepuodsvl, Komopbsle
c/edyem co6.1100ams 8 c/ay4de ecau gauie ycmpolicmeo He umeem KaKux-/1u60 npo6sem.

BowlrwenepevucieHHble npoyedypsl mexo6cayHcueaHusi 01:4CHbI 8bINOMHAMbCA Yepe3 60.1ee
Kopomkue nepuodsl 8pemeHU, 8 348UCUMOCMU 0M UHMeCU8HOCMU pexcuma pa6omsl annapama
u cmeneHu 3azpsa3HeHus pa6oyeii cpedsl.

KaTeropuyecku 3anpeinaeTcs BHINOJIHATb CBAPOYHbIE PAGOThI IPU JEMOHTHPOBAHHBIX
KPBIIIKaxX KOpIyca CBapoO4YHOro anmnapara.

. 4.2 YempaHeHue HeucnpasHocmeti

B Ta6J’[l/lLle HWKe YKa3aHbl BO3MOKHbI€ HEUCIIPABHOCTH U peKOMeH/lyeMble CIoCoObI yCTpaHeHus.

HeucnpaBHOCTB Ycrpanenue

¢ Y6equTech, 4TO B KOHTYPe IUTAHHsI CBAPOYHOT'0 alnapaTa UMeeTCst
HarnpspKeHHe

[TpoBepbTe NpaBUJIbHOE MOKJII0UEHHE CETEBOTO KabeJist

CBapoyHbI¥ anmnapar He [IpoBepbTe MpeJOXPaHUTENH HA JIMHUU [TO/Ia4H CETEBOTO

BKJIIOUAETCS 3JIEKTPONUTAHHS, CETEBOM KabeJIb U LITEKEP CETEBOT0 Kabesisi
[IpoBepbTe MEpeKIIIoYaTeb BKIIOUEHO/BbIK/IIOUEHO

EcJii mocsie 3aBepiiieHHs BCEX KOHTPOJIbHBIX TPOBEPOK HEUCIPABHOCTh
OCTaETCsl HEM3MEHHOH, CBSPKUTECH C aBTOPHU30BAaHHOM TEXCIIYKO0H

Y6enuTech, YTO KJieMMa 3a3eMJIEHUS1 CBAPOYHOTO amnmapara
MO/ICOeMHEHA K paboyell 3aroToBKe

Y6enuTech, 4TO BCe Kabesid UCIIPABHbI U B TOYKAX COEJMHEHHS
OTCYTCTBYET U3HOC

Y6eauTech, YTO BbIGPAHbI PaBU/IbHbIE TApaMeTPhl U MPOLECChI
CBapKH. B 3aBHCHMOCTH OT BLIGPaHHOTO NpoLiecca CBAPKHU BBIOJIHUTE

CBapouHbI{ anmnapar He HIDKeCJIe/IyIoIIMe 1Lary
BBINOJIHAET CBapKY,/TJI0X0 « [IpoBeprbTe MOJTIOC OAK/TIIOYEHU 3/IEKTPO/Ia Y 3HaYeHHUs TOKa,
BBINOJIHSIET CBAPKY YCTAHOBJIEHHbIE Ha CBAPOYHOM anmapaTe
* Y6e/INTeCh, YTO OTKPBIT BEHTHJIb [I0J]a4H ra3a v IPOBepbTe IPAaBHJIbHYIO
YCTAHOBKY pacxo/ia rasa

Y6eauTeCh, YTO HAKOHEYHHK BOJIbYPAMOBOT0 3JIEKTPO/IA YUCTBIH
Y6eauTech B HCIPAaBHOCTH CBAPOYHOM FOpeJIKU

o Ecsn mocJie 3aBepliieHHs BceX KOHTPOJIBHBIX IPOBEPOK HEUCIIPABHOCTh
0CTAETCsl HEM3MEHHOH, CBSDKUTECH C aBTOPHU30BAaHHOM TEXCIYKO0M

[IposepsTe, 4T06b! TIG-ropesika 6bl1a NOAK/II04YeHA K OTPULIATETbHOMY
(-) mosttocy. Eciu ropesika He noficoeiMHeHa K OTpULIATENbHOMY (-)
TIOJIFOCY, BBIIIOJIHUTE MO COeAHEHH e

Ec/m nocrie 3aBepilieHHs1 BceX KOHTPOJIbHBIX IPOBEPOK HEUCITPABHOCTh
0CTaéTCsl HeM3MEHHOM, CBSDKUTECH C aBTOPU30BAHHOM TEXCITYKO0M

BosibppaMoBbIii aseKTpof,
IUIABUTCS UJIM JIOMAETCs COIIO
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HeucnpasHoc

[Ipu BeinosiHenuu TIG-cBapku
BO3HHMKaET BCIIeHUBaHUe UK
[IOTeMHeHHe

YcrpaHeHue

o [IpoBepbTe PACX0JOMETPOM MApaMeETPhI PACX0/iA ra3a BbIXO/SIIETO U3
COILJIa FTOPEJsIKU

o Ec/i1 OBEpXHOCTh paboyeli 3aroTOBKY IPsi3Hast, OUUCTUTE IOBEPXHOCTb

* Y6equTech, 9YTO UCIOIB3YeTCsl MPABUJIbHBIN CBAPOYHBIN ra3

¢ Y6eauTech, YTO BbIOPAH NPaBUIbHbIN BOIbOPAMOBBIN 3JIEKTPOZ,

 Ecii mocJie 3aBeplieHYst BceX KOHTPOJIbHBIX IPOBEPOK HEMCIIPABHOCTD
OCTaETCsl HEM3MEHHOU, CBSDKUTECH C aBTOPHU30BAaHHOM TEXCIYKO0H

BbICOKOYaCTOTHBIN MOHKUT
nayru (HF) npousBoauTcs, Ho ¢
TPYAOM HauMHAEeTCs CBapKa.

o [IpoBepbTe HayaIbHbIN TOK. Ec/in HauanbHBIN TOK O4eHb HU3KHUH,
yBeJINYbTe 3HaUeHHe Ha4aJbHOrO TOKa

o Ec/iu nocsie 3aBeplilieHHs BceX KOHTPOJIbHBIX IPOBEPOK HEUCIIPABHOCTh
0CTaéTCsl HeM3MEHHOH, CBSXKUTECH C aBTOPHU30BAaHHOM TEXCITYK60H

BbIcOKOYACTOTHBIN NOKUT AYTH
(HF) npousBoauTCsl, HO CBapKa He
HayWHaeTcs

o [IpoBepsre, 4T06bI TIG-ropesika Gblia MOAKJII0YEHA K OTPULIATETLHOMY
(-) mostrocy. Ecou ropesika He nmofcoeiMHeHa K OTpULaTebHOMY (-)
TI0JIIOCY, BBITIOJIHUTE [O/ICOeJUHEHNE

» [IpoBepkbTe MOACOEJMHEHHE KJIEMMBbI 3a3eMJIeHHs K pabo4deli 3aroToBKe

 Ecsii nocJie 3aBeplieHust BceX KOHTPOJIbHBIX TPOBEPOK HEHCIIPABHOCTh
0CTaéTCst HEU3MEHHOM, CBSPKUTECH C ABTOPH30BAHHOMN TEXCITY KO0

BbICOKOYACTOTHBIN MOKUT
nyru (HF) He npousBoauTcst

« [IpoBepbTe BpeMs NPOJyBKH rasa nepe/jj cBapkoi. Ecim Bpems
Npe/IBapUTEIbHOM TPOAYBKH ra3a 04eHb G0JIbIIOe, YMEHbIIHNTE BpeMs
MPOJYBKH

o Ec/im nocie 3aBepiiieHNst BCeX KOHTPOJIBHBIX TPOBEPOK HEUCIIPABHOCTh
0CTaéTCsl HeM3MEHHOH, CBSXKUTECH C aBTOPH30BaHHOM TEXCITYK60H

B 6JI0KE BOZSTHOTO OXJIXKIEHHSI
HPOTEKAeT XKUAKOCTh

o O6paTHUTECh B ABTOPU30BAHHbBIN CEPBUCHBIN LIEHTP

HET MOTOKa XXHUJKOCTHU B 6J10Ke
BOZAHOI'O OXJVIQXKIEHUA

¢ O6paTHUTECh B aBTOPU30BAHHbBIN CEPBHUCHBIN LIEHTP
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. 4.3 Kodvl HeucnpagHocmell

Kop,

TensioBas 3auMTa

k01 (HavasbHBIi)

HeucnpasHocT!

Bpemst 6e30TKa3HON paGoThI Balel
MaIIMHBI MOTJIO GBITH MPEBBILIEHO

JlaiiTe MalKHe OCTBITh, HEMHOT'O
nozox/aB. Eciim HencripaBHOCTB
HCYe3HeT, IonpobyiTe
HCIOJIb30BAThb €ro0 NpH Gosiee
HU3KHX 3HaUeHHAX CHJIBI TOKA
Ecau npo6JsieMa He UCye3HeT,
06paTUTECh B aBTOPU30BaHHbBIN
CepBHUCHBIH IIEHTP

BeHTHIAITOP MOXKET He paGoTaTh

BusyasibHO poBepbTe, paGoTaeT
BEHTHJIATOP UJIU HET

Ecsim mpo6ieMa He UCYE3HET,
06paTUTECh B aBTOPU30BAaHHbIN
CepBHUCHBIN LIEHTP

[lepe/iHsAS 4aCTh KaHAJIOB BIyCKa
Y BBIIyCKa BO3/lyXa MOXeET GBbITh
3a6JI0KMpOBaHa

OTKpOHTE BO3/[yXOBO/bI

Ecnu npo6sieMa He Ucye3HeT,
06paTUTECh B aBTOPU30BaHHbBIN
CepBHUCHBIH IIEHTP

Pa6ouyas cpesia MallMHBI MOXKET ObITh
OY€eHb KapKOH MJIM IYLIHOK

Y6enutecs, 4yTo paboyas cpesa
MallVHBI He CJIMIIKOM )KapKas HJIH
JlyIIHas

Ecsiv npo6Jiema He uc4esHeT,
06paTUTECh B aBTOPU30BaHHbBIN
CepBHCHBIH IIEHTP

Huskoe
HamnpshkeHue
ceTu

E02

Bo3morkHo, ynaJio ceTeBoe
HalpsXeHue

[poBepbTe KaGesn NOAKIIUYEHUs

K CeTH ¥ HanpshKeHue. Y 6eJuTech,
YTO MOIaHO IPAaBHUJIbHOE BXOJIHOE
HanpsbkeHue. Eciiu ceTeBoe
HamnpsDKeHHe B HOpMe, 06paTUTeCh B
aBTOPHU30BaHHBIN CEPBUCHBIH LEHTP

Hanpsoxenue
CeTH BbICOKOE

EO3

Bo3morkHo, Hanps»KeHUe B CETU
YBeJIM4UJIOCh

[IpoBepbTe Kabesn MOAKII0YEHHUST

K CeTH M HanpshKeHue. Y 6eiuTecs,
YTO MO/IAaHO IPABUJIbHOE BXOAHOE
HamnpsikeHue. Eciiu ceTeBoe
HanpsbKeHHe B HOpMe, 06paTUTeCh B
aBTOPU30BAHHBIN CEPBUCHBIN LIEHTP

Ounbka
YTEHUs ToKa /
HanpsOKeHHst

E04

Bo3MoxHa anmnapaTHas OlIKMGKa

OGpaTuTech B aBTOPHU30BAaHHBIN
CepBUCHBII LIEHTP

OmunbKa YTeHUs
JlaTYUKa
TeMIIepaTypbl

E05

BosmorxxHa anmnapaTtHasa omunoKa

OGpaTuTech B aBTOPU30BAaHHBIN
CEpPBUCHBIH LIEHTP

Ourn6ka 610Ka
BOJISTHOTO
OXJIAXK e HU S

E06

Bo3MoxHO, HeHcnpaBeH 610K
BO/ISTHOT'O OXJIQXK/[€HHU sl

[IpoBepbTe pazbeM 6JI0Ka BOASIHOTO
OXJIQXK/IEHUS U BXO/bI / BBIXO/bI
roOpeJsiKu

Y6eauTech, 4TO 06ecrnedruBaeTcst
LUPKYJISLHST BOABI

Ec/iu mpo6sieMa He UCYEe3HET,
06paTUTECh B aBTOPU30BAHHBIN
CEepPBUCHBIH LIEHTP

E07
E08
E09

CucreMHas
omurbKa

BosmoxxHa anmnaparHas omun6Ka

OGpaTuTech B aBTOPU30BAHHBIH
CepBUCHBIH LIeHTP

PYKOBO/ZCTBO I10 3KCIIVIYATALIUU
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Kop,
HenCnDABHOC HeucnpagHocT! YcrpaneHnue
e [IpoBepbTe pe3ak U COeAUHEHHUS
Omnbka pe3aka
¢ TopeJsika ¥ coeIHEHHUS pe3aKa
E10 TOJIKJIOYEHUST e Ecsiv mpoGJieMa He MCU€3HEeT,
MOTYT GbITb HEUCIIPABHbI .
pesaka 06paTUTeCh B aBTOPU30BaHHBIN
CepBUCHBII LIEHTP
E11 CucremMHas  06paTuTeCch B aBTOPH30BAHHBIN
* Bo3MorkHa annapaTHas olu6ka o
E12 omu6Ka CepBHUCHBIH IIEHTP
e [IpoBepbTe NPOBOJIOYHYIO KOP3UHY,
Ournbka KaTyIIKy / KaTylIe4YHbIH npecc u
E13 yCTpOHCTBa ¢ Bo3MoxkHa olKGKa MoauHl coeJJUHEHHS TOpeJIKU
MoAauu HPOBOJIOKH o Ec/i mpo6ieMa He UCYE3HET,
MPOBOJIOKH 06paTUTECh B aBTOPU30BaHHbBIN
CepBHUCHBIH LIEHTP
CucreMmHas e O6paTuTeCh B aBTOPU30BAaHHBIH
E14 * BoaMorkHa anmapaTHast omn6Ka o
omurbKa CepBHCHBIN LEEHTP
« [IpoBepbTe COeJUHEHHS
Omm6ka cBsi3u | » Bo3MoxHO, mpou3olia omrbKa B JIUCTAHLIMOHHOTO YIPaBJIeHHs
JIMCTaHLIMOHHOTO COe/JMHeHHAX JUCTAaHI[MOHHOTO ¢ Ec/im mpo6yieMa He UCYE3HET,
E15 ynpaBJieHHUs ynpaBJieHUs 06paTUTeCh B aBTOPU30BaHHBIN
CepBUCHBII LIEHTP
El6
CucreMHas e O6paTuTeCh B aBTOPU30BaHHbIN
E17 ¢ Bo3MoxKHa annapaTHas olM6Ka o
omun6Ka CepBUCHBIH LIEeHTP
E18
e JlaliTe MalIMHe OCTBITh, HEMHOTO
nozoxjaB. Ecim HencripaBHOCTB
HCYe3HeT, IonpoobyiTe
¢ BpeMms 6e30TKa3HOM paboOThI Balei HCI0JIb30BAThb €r0 NpH Gosiee
MallMHBI MOIJIO 6BITh NPEBBIILIEHO HU3KHX 3HAU€HUAX CUJIBI TOKA
¢ Eciim nmpo6sieMa He UCYEe3HeT,
06paTUTECh B aBTOPU30BaHHBIN
CepBUCHBIH LIEHTD
¢ BusyasbHO NpoBepbTe, paGoTaeT
BEHTHJIATOP M/ HET
TeruioBast ¢ BeHTH/IATOp MOXKET He paGoTaThb o Ecsim mpo6ieMa He UCYE3HET,
E19 3amuTa 06paTUTeCh B aBTOPU30BaHHBIN
(Cpeanee) CepBHUCHBIH IIEHTP
¢ OTKpoiiTe BO3AyX0OBO/bI
o IlepesiHAA YacTh BO3/[yX03a60pPHUKA
¢ Eciiv mpo6sieMa He UCYEe3HET,
- BBIIIYCKHbIE KaHAJIbI MOTYT GbITh .
06paTUTeCh B aBTOPU30BaHHBIN
3a6/10KMPOBaHbI o
CepBUCHBIH LIEHTD
¢ Y6enurecn, 4To paboyas cpesia
MallMHBI He CJIMIIKOM )KapKas HJIH
¢ Pa6ouas cpe/ja MalllMHbI MOXKET ObITh |  JyLIHAs
OYeHb )KapKOH WJIM JIyIIHOH ¢ Ecii mpo6sieMa He UCYEe3HeT,
06paTUTECh B aBTOPU30BaHHbBIN
CepBUCHBIH LIEHTD
E20
E21 CucreMHas ¢ O6paTuTeCch B aBTOPU30BaHHBIH
¢ BosMorkHa annapaTHas omu6Ka o
E22 omu6Ka CepBUCHBIH LIEHTP
E23

www.magmaweld.com
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A
HEHCNPaBHOCTH

HeucnpaBHocT!

e [IpoBepbTe coeJUHEHHS BO3/yXa
Huskoe / rasa, y6eAiuTech, 4TO JaBJeHHe Ha
BXO/le COOTBETCTBYeT TpeGoBaHHUAM,
E26 JlaBJIeHUE Ha « Huskoe faBJjieHue Ha BXO/ie
BxOzE €eCJIM JlaBJIeHHe Ha BXOJie B HOpMe,
06paTUTECh B aBTOPU30BAaHHbIN
CepBHUCHBIN LIEHTP
¢ Y6eauTech, YTO 3alUTa pe3aka
YCTaHOBJIEHA IPABUJIBHO.
Kopnyc ropesiku | » 3amuTa pesaka He MOXKET GbITh
E27 e Ecsiv mpo6GsieMa He MCU€3HEeT,
He YyCTaHOBJIEH YCTaHOBJIEHA UJIM YCTAaHOBJIEHA .
06paTUTeCh B aBTOPU30BaHHBIN
CepBUCHBIH LIEHTD
CucreMHas e O6paTuTeCh B aBTOPU30BAaHHBIN
E28 * Bo3MorkHa annapaTHas olmuoka o
omu6Ka CepBHUCHBIH IIEHTP
e [IpoBepbTe Kabesu NOAKII0YEeHUS
K CeTH U HampshKkeHHe. Y6eauTech,
Huskoe YTO MOJJaHO NIPaBUJIbHOE BXOAHOE
¢ B0o3MOHO, ynaso ceTeBoe
E29 HaNpSOKEHHMe WHHDY HanpsbkeHue. Eciu ceTeBoe
MOCTOSHHOT'O TOKa P HamnpsKkeHHe B HOpMe, 06paTUTeCh B
ABTOPHU30BaHHBIN CepBUCHBIN
LEeHTp
o [IpoBepbTe Kabesu NOAKIIOYEHUs
K CeTH Y HanpshkeHHUe. Y 6einTech,
Hanpsoxenue
YTO MOJAHO NPaBUJIbHOE BXOAHOE
Ha IIMHe ¢ Bo3MOXHO, HaNpshKeHHE B CETU
E30 HanpsbkeHue. Ecim ceTeBoe
HOCTOSTHHOTO YBeJIMYUIIOChH
HaInpsbKeHUe B HOpMe, 06paTHTeCh B
TOKa BbICOKOE - .
aBTOPHU30BaHHBIH CEPBUCHBIN
LEeHTp
CucreMmHas e O6GpaTuTeCh B aBTOPU30BAaHHBIN
E31 * Bo3MoOrKHa annapaTHast olmuoKa o
omunbKa CepBUCHBI LIEHTP

PYKOBO/ZCTBO I10 3KCIIVIYATALIUU
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M nPuI0KEHKE

. 5.1 Cnucku 3anacHuIX Yyacmeii

CnMCOK 3amacHbIX YacTeH 6J10Ka NUTaHUSA

15

bl

17

an

\ ‘ [

P

e
Ne OINMCAHHUE KO MATEPHAJIA
1 PykosiTka K101509055
2 Py4xka f1/151 mepeHOCKH K103009005
3 Pyyka noTeHupomeTpa A229500002
4 KoHHekTOp A377900106
5 JnexkTpoHHas miata -E202A-CN2 Y514000152
6 JnextponHas miata -E202A-CN1 Y514000153
7 BeicTpocbéMHOE coejuHEHHE A245700006
8 KoHHekTOp A377900106
9 [ToBopoTHOE KOJIECO A225100013
10 JnekTpoHHas marta -E202A-7 Y514000154
11 dnexTpoHHas miuata -E208A-3 Y514000151
12 JdnekTpoHHas nmata -E202A-9 Y514000159
13 JdnextponHas miuata -E202A-FLT5 Y514000155
14 Pene A312100012
15 [TakeTHBIN nepek/I0YaTe b (DOTOPHBIN) A308030004
16 [l1acTUKOBBIA GUTHUHT A376400016
17 JnekTpoHHas miarta -E202A-CN1 Y514000153

www.magmaweld.com

PYKOBO/ZCTBO I10 3KCIJIYATALIUA




84 IIpuioxeHue

ID 300 T DC PULSE / ID 300 TW DC PULSE

Ne OIIMCAHHUE KO MATEPHAJIA
18 [laHeIbHBIH pa3béM A378002020
19 [lnacTukoBoe KoJieco A225222010
20 JnekTpoHHas niata -E208A-2A Y514000150
21 JnexkTpoHHas miarta -E220A-7B Y514000158
22 JdnexTpoHHas miaTta -E208A-6 Y514000157

PYKOBO/ICTBO 10 3KCIJIYATALIMU
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Hepe‘-le}lb 3alacHbIX YacTed 6/10Ka BOASTHOTO OXJIAXKAEeHUA

Ne OINIUCAHHUE KOJ MATEPHAJIA
1 BricTpocbéMHOe coeiuHeHne — CUHUN A245700002
2 BricTpocbéMHOe coeiuHeHne — KpacHbii A245700003
3 Bentunstop A250001126
4 [l1acTUKOBBIA GUTUHT A376400011
5 Topowu (AaTYUK TOKA) A301900010
6 Paguartop A260000008
7 JlaT4uK MmoToka A314210018
8 BoasiHol Hacoc A240000006
9 BoasiHoM 6ak A249000004
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86 IIpuioxeHue

. 5.2 CxemMbl nodK/110YeHUA
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88 IIpuioxeHue
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) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin

Tantmlanmasi
A

« Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.

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

« Makine sahibi, yetkisiz kisilerin ekipmana erigsmesini engellemekten sorumludur.

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

Giivenlik Sembollerinin
Tanimlanmasi

A
D

Bt

DIKKAT

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

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

Kullanima ydnelik bilgilendirmeleri ve uyarilari belirtir.

TEHLIKE

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

Giivenlik Uyarilarinin
Kavranmasi

A\

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

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

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

* Makinenizi uygun ¢alisma ortamlarinda kullaniniz.

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

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

Elektrik Carpmalarit
Oldiirebilir
=3

>

Kurulum prosediirlerinin ulusal elektrik standartlarina ve diger ilgili yénetmeliklere

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

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

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

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

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

o Elektrik tasiyan parcalara kesinlikle dokunmayin.

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

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

¢ Elektrod pensesine birden fazla elektrod baglamayin.

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

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

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

« Makineyi kullanmadiginiz durumlarda kapali tutun ve kablolarin baglantilarini sokiin.

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

« Uzun sebeke kablosu kullanirken dikkatli olun.

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

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

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

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

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

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

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

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

« Nemli yerlerdeyken veya 1slak kiyafetler giyerken,

e Metal zemin, 1zgara veya iskele yapilarinda iken,

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

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

Bu durumlarda asagidaki ekipmanlar kullanilabilir;

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

« DC manuel Ortiilii elektrod kaynak makinesi,

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

Elektrik Carpmasi
Durumunda
Uygulanmasi
Gerekenler

A B2

o Elektrik giiciinii kapatin.

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

¢ Acil servisi arayin.

ilk yardim egitiminiz var ise;

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

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

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

Hareketli Pargcalar
Yaralanmalara
Yol Acabilir

LS o

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

Duman ve Gaz_lar
Saghginiz Igin
Zararh Olabilir

SIS |
Q@%‘Qig

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

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

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

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

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

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

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

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

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

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

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

RSPy

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

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

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

Kivilctmlar ve Sigrayan

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

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

e,

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

Giiriilti, Duyma
Yeteneginize
Zarar Verebilir

®

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

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

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

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

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

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

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

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

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

Makine ve Aparatlara Yetkisiz
Kisiler Tarafindan Bakim
Yapilmasi Yaralanmalara

Neden Olabilir

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

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

C * Makinanin ve yan birimlerinin her yil en az bir kez teknik bakiminin yaptirilmasi tavsiye edilir.

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 ¢ Miimkiin oldugu kadar bu tarz kapal yerlerde kaynak / kesme islemleri yapmaktan kaginin.

A

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

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

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

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

¢ Operatdrlerin makine iizerindeki ayarlara ve baglantilara kolayca ulasmasini saglayin.

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

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

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

makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmasi

L 4| gereklidir, bu durumda sorumluluk kullaniciya aittir.

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

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

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

« Makinenizi kullanma kilavuzuna uygun sekilde kurulup yerlestirildiginden emin olun.

www.magmaweld.com KULLANIM KILAVUZU
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Calisma Alaninin
Elektromanyetik
Uygunlugunun
Degerlendirilmesi

9

s

i

IEC 60974-9 madde 5.2’ye gore;

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

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

de bulundurulmalidir;

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

b) Radyo ve televizyon vericileri ve alicilari,

c) Bilgisayar ve diger kontrol donanimi,

d) Kritik giivenlik donanimi, érnegin endiistriyel donanimin korunmasi,

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

f) Olgme veya kalibrasyon i¢in kullanilan donanim,

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

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

Alanin degerlendirilmesine ek olarak cihaz kurulumlarinin degerlendirilmesi de bozucu etkinin

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

verimliliklerini onaylamak i¢in de kullanilabilir.

(Kaynak: IEC 60974-9).

Parazit Azaltma
Yontemleri

DA

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

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

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

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

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

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

Elektronmanyetik Alan
(EMF)

9

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

olusturur.

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

uygulamalidir;

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

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

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

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

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

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

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

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¢cin koruyucu énlemler ahnmalidir. Ornegin, yoldan gegenler icin
erisim sinirlamasi koyulabilir veya operatorler igin bireysel risk degerlendirmeleri yapilabilir. Bir
tip uzmani tarafindan, tibbi implantlari olan kullanicilar igin risk degerlendirmesi yapilip, 6neride
bulunulmalidir.

Koruma

DY

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

Enerji Verimliligi

@f

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

Kaynak / kesme yapacaginiz malzemeye ve kalinligina uygun akim ve / veya gerilimi segin.
Kaynak / kesme yapmadan uzun siire beklenilecekse, fan makineyi soguttuktan sonra makineyi
kapatin. Akilli fan kontrolii olan makinelerimiz kendi kendine duracaktir.

Atik Prosediirii

A

e Sahip oldugunuz kaynak makinesi evsel kullanim i¢in tasarlanmamigtir. Bu iriin Atik
Elektrikli ve Elektronik Esyalarin (AEEE) Kontrolii Yonetmeligi kapsaminda degerlendirilmekte
olup Magmaweld s6z konusu yonetmeligin 15.maddesinde belirtilen toplama hedeflerinden
muaftir.

Magmaweld trettigi kaynak makinelerinin AEEE yonetmeligi hiikiimlerine uygun olarak
uretilmis oldugunu taahhiit eder.

GARANTI FORMU
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[© TEKNIK BIiLGILER

. 1.1 Genel A¢ciklamalar

ID 300 T DC PULSE ve ID 300 TW DC PULSE, invertér tipi, 3 faz Pulse’li DC TIG ve Ortiilii Elektrod kaynak
makinesidir. Aliminyum hari¢ diger metallerin TIG kaynagi ve 5 mm ¢apa kadar ortiilii elektrod kaynagi i¢in
tasarlanmistir. HF tutusturma, dokundurarak baslatma, 6n gaz, yukar1 egim, pulse, asagi egim, son gaz ve
krater doldurma gibi gelismis profesyonel TIG kontrollerine sahiptir. Ortiilii elektrod kaynagi modunda Ru-
til, Bazik ve Seliilozik secenekleri mevcuttur. TIG modunda 100 is programi hafizada saklanabilir ve ise gore
secilerek tamamiyle ayni kaynagi yeniden elde etme imkanini verir. Kontrol paneli iizerinden tiim kaynak
parametreleri ayarlanabilir ve dijital gostergeler araciligiyla izlenebilir. Uygun gii¢ ve frekansi saglayacak bir
jeneratdrle de kullanilabilir. Makine fan sogutmalidir ve asir1 1ssnmaya karsi termik korumalidir.

. 1.2 Makine Bilesenleri

Sekil 1:1ID 300 T DC PULSE

1- Kontrol Paneli 7- Parametre Ayar Potu

2- Kaynak ve Toprak Kablosu Soketi (+) 8- Gaz Girisi

3- Pedal Kontrol Soketi 9- Agma / Kapama Diigmesi
4- Gaz Cikis1 10- Besleme Kablosu Girisi
5- Tetik Kontrol Soketi 11- Su Unitesi Enerji Soketi

6- Kaynak ve Toprak Kablosu Soketi (-)

KULLANIM KILAVUZU www.magmaweld.com
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Sekil 2 : ID 300 TW DC PULSE

1- Kontrol Paneli 8- Tetik Kontrol Soketi

2- Kaynak ve Toprak Kablosu Soketi (+) 9- Su Unitesi Sicak Su Girisi
3- Pedal Kontrol Soketi 10- Su Unitesi Soguk Su Cikis1
4- Gaz Cikis 11- Gaz Girisi

5- Su Unitesi 12- A¢gma / Kapama Diigmesi
6- Parametre Ayar Potu 13- Besleme Kablosu Girisi

7- Kaynak ve Toprak Kablosu Soketi (-) 14~ Su Unitesi Enerji Soketi

www.magmaweld.com
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W 1.3 Uriin Etiketi

MAGMA MEKATRONIK MAKINE SAN. VE TIC.A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE

ID 300T DC PULSE |S/N:

EBHIA-COBF = | EN 609741110 Cl A

—_ 5A /10.2V - 300A / 22V
X4 30% 60% 100%
1, 300A | 212A | 164A

U,=86V
U, 22V | 18.5V | 16.6V

1,..=18A 1, =10A

E 5A / 20.2V - 300A ] 32V
— =~ [ x® 30% | 60% | 100%

U,=86V 1, 300A 212A | 164A
U, 32V 28.5V | 26.6V

D> |u=a00v| 1,.=24A L=13A
35050z
P23s |[CE Ml ES
Ug Fazli Transformator Dogrultucu X Calisma Cevrimi
é TIG Kaynagi Uo Bosta Calisma Gerilimi
E Ortiilii Elektrod Kaynag Ui Sebeke Gerilimi ve Frekansi
== Dogru Akim Uz Anma Kaynak Gerilimi
D Diisey Karakteristik I Sebekeden Cekilen Anma Akimi
> Sebeke Girisi-3 Fazh Alternatif Akim I2 Anma Kaynak Akimi
[5] Tehlikeli Ortamlarda Galismaya Uygun S1 Sebekeden Cekilen Giig
S/N Seri Numarasi 1P23S Koruma Sinifi

¢ S /N (Seri Numara) Ac¢iklamasi

. Uretim
Makine ID yil Hafta Sira No
|X|X|X|X X|X XTX XIXIX|X|X|
Makine Model 0 y1l igerisinde iiretilen
Grubu Sirasi makine sira numarasi

KULLANIM KILAVUZU www.magmaweld.com




ID 300 T DC PULSE / ID 300 TW DC PULSE

Teknik Bilgiler 101

Calisma Cevrimi
Sicaklik (C°)
A

6 dak. 4 dak.

6 dak.

4 dak.

6 dak. 4 dak.

Zaman (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).

. 1.4 Teknik Ozellikler

o . o ID 300 T DC PULSE
TEKNIK OZELLIKLER BIRIM ID 300 TW DC PULSE
Sebeke Gerilimi (3-faz 50-60 Hz) \' 400
Sebekeden Cekilen Gii¢ (MMA) kVA 16.1 (%30)
Sebekeden Cekilen Gii¢ (TIG) kVA 12.3 (%30)
Gii¢ Kaynagi Verimliligi % MMA 86,74 / TIG 85,63
Islevsiz Durum Gii¢ Tiiketimi w 29
Kaynak Akim Ayar Sahasi ADC 5-300
Anma Kaynak Akimi ADC 300 (%30)
Acik Devre Gerilimi VDC 86
Kaynak Elektrod Cap1 Aralig mm 1.60 - 5.00
Tungsten Elektrod Cap1 Aralig1 mm 1.00 - 2.40
Boyutlar mm 598 x252x 661
Agirhik kg 22.5
Koruma Sinifi IP 23S
www.magmaweld.com KULLANIM KILAVUZU
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. 1.5 Aksesuarlar

ID 300 T DC PULSE
STANDART AKSESUARLAR ADET ID 300 TW DC PULSE
Topraklama Pensesi ve Kablosu 1 7905212503 (25 mm? - 3 m)
Gaz Hortumu 1 7907000002
Lava TIG 26 1 )
Hava Sogutmali TIG Torcu*
Lava TIG 18W 1 R
Su Sogutmali TIG Torcu*
* Modele gore degisiklik gostermektedir.
ID 300 T DC PULSE
OPSIYONEL AKSESUARLAR ADET ID 300 TW DC PULSE

Elektrod Pensesi ve Kablosu 1

7906202503 (25 mm? - 3 m)

Lava TIG 26 (8 m)

Hava Sogutmali TIG Torcu 1 7110018008
Lava TIG 18W (8 m)

Su Sogutmali TIG Torcu 1 7110038008

Su Sogutma Unitesi (CST 60i) 7910005250

Ayak Pedali (On / Off) 7910000120

Ayak Pedali (Akim Ayarl) 1 7910000140

Tor¢ Kumanda Takimlari

(2 Ditgmeli / 4 Disgmeli) 1 7910000003 / 7910000004
Tasima Arabasi (4 Teker) 7910000200
Gaz Regiilatori (Argon) 7020001004
TIG Aksesuar Seti H"ava"Sogutmah 1 7910000510
(Torg + Regiilator)
TIG Aksesuar Seti Su Sogutmali 1 7910000530

(Torg + Regiilator)

KULLANIM KILAVUZU
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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 hasarl
olmasi halinde derhal aldiginiz yer ile temasa gegin.
Standart kutu sunlari igermektedir;

» Ana makine ve ona bagh sebeke kablosu ¢ Topraklama pensesi ve kablosu
e Garanti belgesi e Torg*
e Kullanma kilavuzu * Modele gore degisiklik gostermektedir.

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 dnlemler alin-
7\ malidir. Uzman kisiler makinede sorumlu olup, gerekli donanimlari saglamahdir. ilgili olmayan kisiler
kaynak sahasindan uzak tutulmalidir:
| BucihazIEC 61000-3-12 uyumlu degildir. Evlerde kullanilan al¢ak gerilim sebekesine baglanmak isten-
& mesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya makineyi kullanacak kisinin, makinenin
baglanabilirligi konusunda bilgi sahibi olmasi gereklidir, bu durumda sorumluluk kullaniciya aittir.

Cihaz tizerinde ve kullanim kilavuzunda bulunan giivenlik sembollerine ve uyari notlarina dikkat edil-
meli, etiketleri sokiilmemelidir.

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

. 2.2 Kurulum ve Calisma Tavsiyeleri

¢ Makineyi tasimak i¢in kaldirma halkalar1 ya da forklift kullamlmalidir. Makineyi gaz tiiptiyle birlikte kaldirmayin.
Canta tipi tagmabilir kaynak makinelerinde elle tasima yapilirken Is Saghig1 ve Giivenligi ydnetmeligine uygun
sekilde hareket edilmelidir. Tagima isleminin miimkiin oldugu kadar saglik ve giivenlik sartlarina uygun olarak
yapilabilmesi i¢in isyerinde gerekli diizenlemeler yapilmahdir. Calisma ortaminin 6zellikleri ve yapilan isin
gereklerine uygun o6nlemler alinmalidi. Makine diismeyecegi ve devrilmeyecegi sert, diizgiin ve egimsiz bir
zemine yerlestirilmelidir.

» Makineyi direk giines 15181 altinda ¢alistirmayin.Ortam sicakhiginin 40°C astig1 durumlarda, makineyi daha diistik
akimda ya da daha ¢evrim oraninda ¢ahstirin.

 Di1s mekanlarda riizgar ve yagmur varken kayn

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

o Uriin etiketinde belirtilen ¢alisma gevrimi oranlarina uyun. Calisma gevrimi oranlarin siklikla asmak, makineye
hasar verebilir ve bu durum garantiyi gecersiz kilabilir:

« Sisteminize uygun sigortayi kullanin.

e Toprak kablosunu kaynak bélgesinin olabildigince yakinina, sikica baglayn.

 Kaynak akiminin kaynak kablolar1 disindaki ekipmanlar tizerinden gegmesine izin vermeyin.

¢ Gaz tlipiinii zincirle duvara sabitleyin.

e Calisma sirasinda kaynak kablolar1 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 farkh prizler bulunabilecegi icin sebeke kablosuna bir fis baglanmamistir: Prize
uygun bir fis, kalifiye bir elektrikgi tarafindan baglanmalidir. Toprak kablosunun mevcut oldugundan emin olun.
Fisi kabloya bagladiktan sonra, bu asamada prize takmayin.

. 2.4 Sebekeye Baglama

Fisi prize takarken, makinenin agma/kapama salterinin “0” konumunda oldugundan
‘ : s emin olun.

Baglant1 konusunda yetkili kisilerden (kalifiye elektrikgi vs.) destek alinmalidir. Makineyi sebekeye baglamadan
once faz voltaji kontrol edilmelidir. Dogru oldugu tespit edildikten sonra fis prize takilmahdir. Agma/Kapama
salterini “1” konumuna getirerek makineyi ¢calistirin. Kontrol panelindeki gosterge ve LEDlerin yandigindan ve
sogutma faninin ¢alistigindan emin olun.

. 2.5 TIG Kaynag Icin Baglantilar

Makineyi sebekeye baglamadan énce sebekede dogru gerilimin olup olmadigini kontrol edin.
Fisi prize takarken, acma kapama diigmesinin kapali konumda “0”oldugundan emin olun.

» Acma/Kapama salteri ile makineyi ¢alistirin ve ledlerin yanip yanmadigini ve sogutma faninin ¢alisip
calismadigini kontrol edin.
Tungsten Elektrod  Tavsiye Edilen
Cap1 (mm) TIG Kaynak Akimi

1.6 30-130
2.0 45-180
2.4 70-240

M 2.5.1 Tor¢ Baglantilari

« TIG torcunun fisini eksi kutuplu kaynak soketine sokup saga cevirerek iyice sikin. Makineyle birlikte gelen torg
tetik konnektoriint torcun tetik kontrol kablolarina takin. Ardindan konnektori tetik kontrol soketine baglayin.

« Torcun gaz hortumunu gaz ¢ikisina baglayin.

* Su sogutma sistemi kullanilmasi durumunda su sogutmali torcun hortumlarini su sogutma tinitesine baglayn.

Potansiyometreli tor¢ kullanilmak istendiginde baglantilar asagidaki gibidir;

TIG torcunun fisini eksi kutuplu kaynak soketine sokup saga cevirerek iyice sikin. Tetik konnektori bagh degilse
tetik konnektoriinii torcun tetik kontrol kablolarina takin. Ardindan konnektorii ayak pedal kontrol soketine
(ayak pedal1 simgesinin oldugu) baglayn.

» Torcun gaz hortumunu gaz ¢ikisina baglayin.

» Su sogutma sistemi kullanilmasi durumunda su sogutmali torcun hortumlarini su sogutma tinitesine baglayn.
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M 2.5.2 Gaz Baglantilar1

¢ Argon gaz tiipiinti (a) zincirle sabitleyin.

¢ Emniyetle calismak ve iyi sonuglar elde etmek i¢in standartlara uygun bir regiilatér (b) kullanin.

¢ Gaz tlipii vanasini (c) bir siire agik tutarak, olasi tortu ve partikiillerin disar1 atilmasini saglayin.

¢ Gaz regiilatoriinii gaz tiipiine baglayin, gaz tiipiiniin gaz ¢ikisindaki vida disi ile regiilatériin somununun
ortiistiiglinden emin olun.

e Tiip hortumunun (d) bir ucunu gaz regiilatoriine, diger ucunu makinenin arkasindaki gaz girisine baglayip gaz
tlipti vanasini agin.

¢ Basing ayar vanasi (e) ile gaz debisini ayarlayin

 Baglantilarda sizint1 olmadigindan emin olun.

Elektrod Cap1 Nozul Cap1 Kaynak Akim1 Gaz Debisi

(mm) (mm) (ADC) (It/dak)
1.0 6.3 30-70 6-8
1.6 9.5 30-150 6-8

(1) Lehimleme yonii referans alinmistir.
¢ TIG Torg Baglantisy; Tetik kontrol soketine 1-2-3-4-5 nolu uglar gelecek sekilde sekildeki gibi baglanmalidir:

N

4

73
\¢

(2) Lehimleme yonii referans alinmigtir:
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¢ Ayarli Pedal Baglantisi; Pedal soketine, 3-4-5-6 nolu uglar gelecek sekilde baglanmalidir.

o @
SIS ) e " A

(3) Lehimleme yonii referans alinmstir.

M 2.5.4 Ayak Pedali ve Potansiyometreli Tor¢ Baglantisi

Oncelikle pedal baglantisinda potansiyometreli tor¢ mu yoksa pedal m1 bagh onun secilmesi gerekir. Bunun icin
TIG egrisinde menti up ve 2/4 tetik tuslarina beraber 2-3 sn basili tutmak gerekir. Program ekraninda 0 yazarken
dijital ekranda rCt gorilir. Pedal bagl ise rCt ayar1 0 olmalidir. rCt : remote control torch ayari eger 0 ise bagli olan
torg degil pedal demektir. Remote control torch bagl degil demektir.

Ayak pedalinin bagh oldugu secildikten sonra ayak pedalinin kalibrasyonunun yapilmasi gerekir. Hassasiyet daha
iyi olmast i¢in pedalin baslangi¢ ve bitis noktalarini makineye ezberletilmelidir:

P butonuna 1 kez basildiginda program ekraninda 1 yazarken dijital ekranda P- U goriiliir (pedal up: pedal
yukart ). Bunun anlami “pedal yukarida kalsin” demektir. Bu noktada pedala basmamak gerekir, pedal yukarida
kalacaktir.

Program tusuna basip program ekraninda 2 numaraya gectigimizde dijital ekranda P-d goriiliir (pedal down:
pedal asag1). Bunun anlami “pedalin tam basili olmas1” demektir. Pedala tam basmak gerekir, pedal basili
kalacaktir. Ayak pedalina tam basili iken tekrar P tusuna basildiginda kalibrasyon islemi tamamlanmis olur.

Bu sayede Pedalin max ve min noktalarini makine ezberlemis olur. Bu noktadan sonra ayagi serbest
birakabilirsiniz. Artik pedal kullanima hazirdir:

Pedal kullanilirken Program meniistinde F ifadesi goriiliir. Bu sinyalin ayak pedalindan (Foot) geldigini gosterir.
Normal torg ile kontrol edildiginde program meniisiinde 0 yazar. Bu standart tor¢tan akim kontrolii yaptigini
gosterir.

Pedalin min ve max degerleri TIG egrisindeki meniiden belirlenir. Meniideki baslangi¢c akimi yiizde olarak kag
ayarland ise pedalin minimum akimi o dur. Ornegin ana akim 100 Amper, baslangi¢ akimi ise 20 olarak ayar-
lansin. Bu pedalin minimum akiminin ana akimin %20si olacagim gosterir yani 20 amperdir. Max akim ise ana
akimdir yani 100 amperdir.

Potansiyometreli tor¢ baglanmak istendiginde standart torg ve varsa ayak pedal sokiiliip, potansiyometreli torg
baglanmalidir. Potansiyometreli tor¢ baglantisinda tetik soketi ayak pedali konnektorii kismina baglanir.

TIG egrisindeki menii up ve down tuslarina 2-3 sn basil tutulur. Dijital ekranda rCt yazisi gorilir. Program
ekraninda 0 yazar. Potansiyometreli tor¢ bagh ise rCt ayar1 1 olmalidir. Potansiyometre ile ayar 1 e getirilmelidir.
rCt : remote control torch ayari eger 1 ise bagli olan potansiyometreli tor¢ (remote control torch) demektir:
Potansiyometreli tor¢ta da oncelikle kalibrasyon yapilmasi gerekir. P tusuna basildiginda program ekraninda
d yazar dijital ekranda ise rCt goriliir. Bu remote control down yani potansiyometreli tor¢ta potansiyometreyi
en asagl getir demektir. Torg lizerinden potansiyometre en asagl indirilir ve birakilir. Daha sonra P butonuna
basilip ayar kaydedilir. Program ekraninda U yazis1 goriiliir. Dijital ekranda ise rCt yazar. Bu remote control up
yani potansiyometreli tor¢ta potansiyometreyi en yukari getir demektir. Tor¢ lizerinden potansiyometre en
yukar1 getirilir ve birakili. Daha sonra P butonuns basilip ayar kaydedilir.

Potansiyometreli tor¢ kullanirken 2 tetik modu kullanimi uygun degildic Aym1 anda hem tetik hem
potansiyometre kontrolii yapmak olduke¢a zordur. Bu nedenle potansiyometreli tor¢ kullaniminda 4 tetik modu
tavsiye edilir.

Potansiyometreli torcun min ve max degerleri mentiden belirlenir. Meniideki baslangi¢c akimi yiizde olarak kag
ayarland ise potansiyometreli torcun minimum akimi o dur. Ornegin ana akim 200 Amper, baglangi¢c akimu ise
20 olarak ayarlansin. Bu potansiyometreli torcun minimum akiminin ana akimin %20si olacagini gosterir yani 40
amperdir. Max akim ise ana akimdir yani 200 amperdir.
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M 2.5.5 Topraklama Pensesi Baglantilari

 Topraklama pensesi kablosunun fisini (a) art1 kutuplu sokete sokup
saga cevirerek iyice sikin.

 Kaynak kalitesini arttirmak i¢in, topraklama pensesini (b), kaynak
yapilacak bolgeye olabildigince yakin bir yerde, is parcasina sikica
baglayin.

W 2.5.6 Torg¢ Sarflarinin Montaji

« Seramik gaz nozulu (5) ve tungsten elektrod (1) ¢alisma akimina ve is pargasinin sekline gore secilmelidir.
Buna bagh olarak, kiska¢ (3) ve kiskag tutucunun (4) ¢aplar tungsten elektrodun ¢apiyla ortiismelidir.

« Sikistirma bashgini (2) ¢ikartin.

» Mevcut elektrodu, elektrod kiskacindan ¢ikartip yeni tungsten elektrodun ¢apiyla ortiismelidir.

« Elektrod kiskacini torca takin.
« Sikistirma baghgini iyice sikistirin.

a2

Pasln
5— %

Sekil 3 : Tor¢ Sarflarinin Montaji

www.magmaweld.com
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. 2.6 Ortiilii Elektrod Kaynagi Icin Baglantilar

Makineyi sebekeye baglamadan énce sebekede dogru gerilimin olup olmadigini kontrol edin.
Fisi prize takarken, acma kapama diigmesinin kapali konumda “0”oldugundan emin olun.

» A¢ma/kapama salteri ile makineyi calistirin ve ledlerin yanip yanmadigini ve sogutma faninin ¢alisip
calismadigini kontrol edin.

» Elektrod pensesi kablosunun fisini (c) ve topraklama pensesi kablosunun fisini (a), kullanilacak elektroda ve
elektrodun iireticisinin tavsiye ettigi kutuplara gére kaynak ve toprak kablosu soketlerine baglayin.

« Kaynak kalitesini arttirmak i¢in, topraklama pensesini (b), kaynak yapilacak bolgeye olabildigince yakin bir
yerde, is par¢asina sikica baglayin.

Ortiilii Elektrod  Tavsiye Edilen Kaynak Akimi

Cap1 “mm” Rutil Bazik Seliilozik
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 120-170 A
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. 2.7 Su Sogutma Unitesi (Su Sogutmal Modellerde)

e Su sogutma tnitesi torcu sogutmak i¢in kullanilan radyator, fan, pompa sogutma sivis1 deposundan olusan bir
kapali devre sistemidir.

Eger makinenizde su sogutma iinitesi var ise;

 Su sogutmal torcun soguk (mavi) su hortumunu su sogutma sistemi tizerindeki soguk su cikisina, sicak
(kirmizi1) su hortumunu su sogutma sistemi lizerindeki sicak su girisine baglayin.

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

e Farkll sogutma swvisi ya da su eklenmemelidir. Farkli siv1 eklentileri kimyasal tepkimelere ya da farkl
problemlere neden olabilir.

e Farkll sv1 eklentisi yapilmasi durumunda ortaya cikabilecek risklerden Magmaweld sorumlu degildir.
Magmaweld sogutma sivisina farkli sogutma sivisi ya da su eklentisi yapilmasi durumunda tiim garanti
hiikiimleri gegersiz olacaktir.

e Farkli marka sogutma sivisi kullanilmak istenirse sogutma sivisi deposunun igerisi tamamiyla bos olmaly,
icerisinde herhangi bir kalint1 ya da siv1 kalmamalidir:

e Su sogutma linitelerinin, Magma Mekatronik Makine Sanayi ve Ticaret A.S. firmasi kaynak makinalar1 haricinde
kullanilmasi uygun degildir. Su sogutma tiniteleri, harici besleme ile calistirllamaz.

e Su sogutma tlinitesi makineden kontrollii ¢alisir. Start/stop gibi tiim komutlar makine tarafindan otomatik
olarak verilir. Bu sayede enerji tasarrufu saglanir ve pompa 6mrti uzar.

* Su sogutma lnitesi su akigini kontrol eder. Eger 0,5 litrenin altina diistiiyse hata verir.

« Sv1 sicakligi 80° C istiine ¢iktiysa makine hata verir.

e Su sogutma iinitesi pompanin ¢ektigi akimi kontrol eder. Eger herhangi bir sikisma varsa pompa motorunun
yanmamasl i¢in hata verir.

¢ Su sogutma linitesi pompa besleme voltajini kontrol eder. Beslemede herhangi bir sorun varsa motor pompa
voltaji yeterli degilse hata verir.

Tespit edilen bu hatalar E06 hata kodu ile makine tizerinden goriintiilenir ve kullanicinin uyarilmasi saglanir.
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% KULLANIM BiLGILERI
. 3.1 Kullanici Arayiizii

|<—>.JK:

T osec 1

@ Tuslar yardimiyla TIG egrisindeki parametreler arasinda dolasabilirsiniz. Hangi parametre segili ise
o parametreye ait led yanacaktir.

On Gaz
/? Torcun i¢cinden gelen koruyucu gazin kaynak bolgesine ulasmas, olusan ark hizi ile kiyas-
/( landiginda daha ge¢ olacagindan, kaynak bélgesinde kararma ve deformasyon olusabilir.
— P - . .
sec Ayrica tungsten ucun 6mri kisalir: 0-20 sn araliginda ayar imkani sunar. Bu ayar sayesinde
kaynaga baslamadan dnce gazin kaynak alanina ulasmasi saglanir.
Baslangi¢c Akimi
’ A Kaynak arki belirlenen akim degerinde olusacaktir: % degeri ile ayarlanir: Ana akimin
belirlenen % degeri altinda baslangi¢ akimi olusur. 5 A - %100 arasinda ayar imkani sunar.
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Rampa Siiresi
Belirlenen siire igerisinde baslangi¢c akimindan kaynak akimina gecis gerceklesir. Ayar
aralig1 0-10 sn’dir.

tf
@ Ana AKim

Kaynagin yapilacagi gercek akimdir. 5-300 Amper araliginda ayarlanabilir.

Frekans Genligi

Pulse modu segili oldugunda aktif olur. Bir darbe ¢evrimi icinde, diisiik akim ile yiiksek
akim arasindaki genlik oranini belirler. Ayarlanan yiiksek akimin 1 periyod igerisinde ne
> kadar devrede olacagini gosterir. Fabrika ¢ikisi %50 seklinde ayarhdir. %1-99 arasinda
%ON ayar imkani sunar. Diisiik akim gukur akimi olup, yliksek akim ana akimdir.

Ornek; Duty cycle %1 olarak ayarlandiginda ana akim 100 A ve ¢ukur akim 50 A olsun,
100 ms igerisinde 1 ms 100 A, 99 ms 50 A in is yapacagini gosterir.

Pulse Frekans

Pulse modu segili oldugunda aktif olur. Pulse modunda kaynak akimi ve diistik akimdan
f I I I I Hz olusan bir darbe ¢evriminin frekansini belirler: Saniyede darbe sayisi olarak da belirtilebi-
lir. 0.1-2000 Hz arasi ayar imkani sunar. Fabrika ayar1 5 Hz'dir. Is parcasi kalinhgina veya
kullanicinin istedigine gore ayarlanir.

Cukur Akimi (Tamir Akimi)
% cinsinden ayarlanir. Ana akimin belirlenen % oraninda altinda olugur. Kaynak esnasin-
da olusan hatalar diizeltmek i¢in kullanir. %1-99 arasinda ayar imkani sunar. Sadece ¢ok
J_H fonksiyonlu torg ile kullanilmaktadir: Pulse modu aktif iken diistik akimi belirler.

A

Not

Cukur akim sadece 4 tetik modunda kullanilir: Tetige basip ¢ekerek kaynak baglatilir, tek-
rar tetige basilir ve basili tutuldugu siire boyunca ¢ukur akim degeri kullanilir. Tetikten
parmaginizi ¢ektiginizde normal akima geri donerek kaynaga devam edersiniz. Tetige
kisa stireli basip gekmeniz durumunda kaynak sonlanacaktir.

Sp ot Spot Time ) i
f Punta modunda belirlenen siire boyunca kaynaga devam edecek, stire sonunda kaynak
time sonlanacaktir. Ayar arahgi 0,1-20 sn’dir.
_\E Bitis Rampa Siiresi
Kaynag sonlandirirken, ana kaynak akimindan bitis akimina gegis siiresi ayarlanir.
— < .
sec 0-10 sn araliginda ayar imkani sunulur.
Krater Doldurma (Son Akim)
Kaynak sonlandirilirken, ana akimdan bitig akimina geger. Bu akimda kaynak dikisi diizel-
tilerek kaynak sonlandirilir.
A Not
L Baslangi¢ Akimi - Rampa Stiresi - Ana Akim iligkisi: Ayarlanan baslangi¢ akimi ana akim
degerinden diigiik tutulur. Ark baslangi¢ akimi ile gergeklesir ve ayarlanan rampa siiresi
boyunca ana akima yavas yavas ¢ikilir. Bu sayede tungsten ucun émri uzar ve daha stabil
bir ark baglangici elde edilir.
Son Gaz
jf Kaynak sonlandirildiktan sonra ayarlanan siire boyunca koruyucu gaz gelmeye devam
e eder. Bu sayede tungsten ucun sogutulmasi saglanarak 6mri uzatilir ve ayni anda kaynak

havuzu da soguyana kadar korunmus olur. 0 - 20 sn araliginda ayar imkani sunar.
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2- Tetik Modlar1 / Hot Start - Arc Force Se¢imi

@ 7. gecis yapabilir, Elektrod modlari segili iken de Hot Start ve Arc Force ayarlarim degistirebilir-

o @ 155 Dokunmatik yapiya sahip buton ile TIG modlari segili iken 2 /4 Tetik ve Punta modlari arasinda
@ === siniz.

i

Ht

Elektrodun ilk tutusturulmasi esnasinda 2 katina kadar akim vererek tutusma kolaylig

saglar.

o Akim ayar potu yardimiyla Hot Start % 0-100 arasinda ayarlanir.

e 0 ayarlanirsa ilk tutusturmada ana akimin tistiine hi¢bir deger koymaz, 100 e ayarlanirsa
ana akimin iistiine %100t kadar deger koyar.

¢ Tutusturmay1 Hot Start degerine gore ayarlanan amperle yapip, ¢ok kisa siire iginde
tekrar ana kaynak akimina geri déner.

 Hot Start fabrika ayarlarinda 20 olarak gelir.

i

Ar

Elektrod kaynag) yaparken, arkin kopma egilimine girmesi durumunda ana kaynak akimi-

nin iki kat1 degere kadar akimu yiikselterek ark kesintisini engeller.

e Arc Force 0-100 arasindadir.

e Arc Force elektrodun yapisma egilimi gosterdigi durumlarda akimi ayarlayarak
elektrodun yapismasini engeller

e Fabrika ayarlarinda Arc Force degeri 0'dir.

I

Tetige Basin Tetige Basili Tutun Tetigi Birakin

2 Tetik Modunda;

o Tetige basildiginda kaynak baslar, 6n gazi verir minimum akimda tutusturur kalkis
rampasini yapar ana akimda kaynaga devam eder.

o Tetik birakildig1 anda bitis rampasini yapar; krater doldurma akiminda krateri doldurur
son gaz siiresini yapar ve kaynag) tamamlar.

2 Tetik Modunda TIG Egrisi su sekilde ¢calisir;

o On gaz stiresi 0 sn ile 20 sn arasinda ayarlanabilir. Fabrika ayar1 1 sn'dir.

* Baslangi¢ akimu (ilk tutusturma akimi) ana akimmn %30 u seklindedir.

* Yukari rampa siiresi 0-10 sn arasindadir. Bu tutusturma akimindan ana akima ¢ikacaginiz
rampay1 belirler.

« Bitis rampasi kalkis rampasinda oldugu gibi ana akimdan bitis akimina ulagacak siireyi
belirler. Bitis akimi ana akimin %30’u seklindedir.

1 PrG :On Gaz Siiresi
I : Kaynak Akimi
PoG :Son Gaz Siiresi

PIG, I JPogl t
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i

Ornek;

100 A baslangi¢c akiminiz var ise krater akimi (bitis akimi) 30 A'dir: Bitis rampa siiresi 1 sn

olarak ayarlandiysa ana akimdan krater akimina 1 sn de diisecegini gosterir.

¢ Krater akimindan sonra son gaz siiresi vardir. Son gaz siiresi 0-20 sn arasinda ayarlanir.
Kullanicinin istegine goére bu siire degisebilir:

¢ TIG kaynaklarinda kaynak sonlarinda kararma ya da Tungsten ugta ¢abuk bozulma
kararma gibi sikayetler aliniyor ise son gaz siiresini arttirmak gerekmektedir.

i

4 Tetik Modunda;

« Tetige bastigimzda 6n gaz gelir. On gazdan sonra tutusturma akiminda kaynagi baslatir.
Tetik birakilmadig) siirece tutusturma akiminda makine kaynak yapmaya devam eder,
tetik birakildiginda ayarlanan rampa siiresi kadar ramay1 yapar ve ana akimda kaynaga
devam eder.

» Kaynag bitirmek istediginizde tetige tekrar bastiginizda rampa siiresi ilerlemeye baglar
ve tetige bastiginiz siirece rampada devam eder.

» Rampa stiresi bittiginde krater doldurmada bekler ve krater doldurmanizi saglar.

 Krater bittikten sonra elinizi tetikten ¢ekersiniz.

« Son gaz sliresinde pargay1 sogutur ve boylelikle kaynak islemini tamamlarsiniz.

4 Tetik Modunda TIG Egrisi su sekilde ¢alisir;

e 4 tetik modunda 2 tetik modundaki tiim meniiler ve ayarlari ayni sekilde gecerlidir. 4 tetik
modunda 2 tetik modundan farkl olarak TIG Egrisinde ¢ukur akimi da aktiftir.

Cukur akimi sadece ¢ok fonksiyonlu torg ile 4 tetik modunda kullanilir:

¢ Cukur akim kaynak esnasinda olugan hatalar diizeltmek i¢in kullanilr:

¢ Cukur akimi % olarak belirlenir. % 1-100 araligindadir: Makine 100 A ve ¢ukur akim 50 ise
¢ukur akim ana akimin % 50’si olan 50 A ayarlanmis demektir. Burada yiiksek ve diisiik
akimlarin seviyesi ayarlanir.

L
E: +,?m‘\\
REN
R l;fi TEL"\ o
y : " PrG :On Gaz Siiresi
I : Kaynak Akimi
PoG :Son Gaz Siiresi
PrG [ PoG| t
Ornek;

Ana akim 100 A gukur akimi 50 A ayarlanmis olsun, makinada ¢ok fonksiyonlu torg kullani-
liyor ise makine 100 A kaynak yapiyor iken torg lizerinden ¢ukur akimi tusuna basildiginda
makine kendini 50 A ¢eker. Boylelikle kaynak dikisinde olasi bir bozukluk var ise 1sinan bol-
gede delmeyi engellemek icin makine diisiik akima gekilir ve tamir yapilir sonra torg lizerin-
den ana akim tusuna tekrar basildiginda makine 100 Ampere geri gelir ve kullanmci kaldig
yerden kaynagina devam eder.
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Punta Modu

TIG kaynag1 modlari segili oldugunda aktif olur. Tetige bir kez basilmast ile ana akimda tu-

tusturur, ayarlanan siire boyunca kaynak devam eder ve siire sonunca kendiliginden kaynak

biter.

¢ Punta modu secildigi oldugu anda TIG egrisinde ¢ogu bolge bypass olur sadece 3 secenek

oeos ayarlanabilir: Son gaz siiresi, ana akim ve spot time.

¢ Spot time puntadaki kaynak zamanidi: DC modda 0.01 - 9 sn. arasinda ayar imkani sunar.
coldTIG 6zelligi punta modunda aktiftir.

Ornek;

2 sn ayarlanmis olsun; Tetige bastiginizda kaynak yapmaya baslar 2 sn boyunca kaynak

yapar ve tetigi birakmanizi beklemeden 2 sn sonunda kaynagi otomatik olarak bitirirsiniz.

3- Pulse Modu Sec¢imi

TIG konumunda pulse fonksiyonuna gecisi saglar. Butona Bir kez basilarak aktif ya da kapali ko-

c purse huma gecilecektir. Ledi yandiginda aktif olacaktir: Pulse modu aktif oldugunda, iliskili diger fonksi-
yonlar (¢alisma ¢evrimi, frekans genligi, pulse frekansi vb.) secilebilir hale gelecektir. Pulse fonksi-

yonu sayesinde malzemeye 1s1 girdisi diisiiriilerek deformasyon azaltili

4- HF ve VRD Modu Se¢imi

° @HF Butona bir kez basilarak agik ya da kapali konuma getirilir. {lgili fonksiyonun ledi yandiginda aktif
@ VRD olacaktir

Yiiksek Frekans
¢ TIG kaynaginda, Tungsten elektrodu malzemeye degdirmeden kaynaga baslama saglar:
HF Bu sayede tungsten elektrodun ucu bozulmaz.
¢ TIG modunda aktifir.
¢ Eger makinedeki HF modunu kapatip lifttig ile kaynak yapmak istiyorsaniz HF tusuna
basip aktif olan HF'i kapatabilirsiniz.

Gerilim Azaltma

» Makine ¢alisir durumda ve kaynak yapilmiyor iken boste ¢aligma gerilimin (¢ikis uglar
VRD arasl gerilim) 11-15V glnna diistiriilmesini saglar.

o Is saghg ve giivenligi (ISG) kurallar ¢ercevesinde gerektigi durumlarda ihtiyag duyulabilir.
o Elektrod kaynagi modlarinda gegerlidir.

» Butona basilarak aktif ya da devre disi hale getirilir: Aktif oldugunda Led’i yanacakti:

5- Ayar Dugmesi

‘, \ Ayar diigmesi ile tiim kaynak yontemlerinde akim ayar1 ve tiim fonksiyonlarda parametre degisimi
{) + saglanir. Saga sola gevrilerek ayar yapilir ve ayarlanan degerler dijital ekranda izlenir.
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6- Kaynak Yontem Secimi

Rutil, bazik seliilozik elektrodlar ile kaynak yapma imkani sunar. Rutil, bazik, seliilozik
secimi diagnostic menti iizerinden yapilir.
= — NOT

Elektrod modlarinda 5 ile 300 A arasinda akim ayari yapilir VRD modu elektrod
modlarinda aktif olacaktir. Elektrod modlarinda TIG Egrisi aktif olmayacakti. TIG egrisi
TIG modlar segili oldugunda aktif olacakti.

d - DC TIG kaynag1 imkani sunar.

7- Program Hafizasi

TIG Modunda;

¢ 100 adet hafiza 6zelligi ile parametre ayarlarinizi kaydedebilir;, isinizin tipine gore geri
¢agirabilirsiniz. Bu sayede her is degistirdiginizde parametre ayar1 yapmak zorunda kalmaz, tiretim
standardi korunmus olur: Hangi hafiza (job) numarasi segildi ise, yapilan tiim ayarlar o numarada
otomatik olarak kaydedilir.

o Farkli parametre kayd i¢in program numarasin degistiriniz.

¢ Program butonunun iistiinde bulunan ekran hangi programda parametre degistirdiginizi gosterir.

¢ 0-99 aras1 100 adet program vardir.

¢ Program butonuna bir kez bastigimizda program mentsii agilir. Pot yardimiyla segmek istediginiz
programa ilerleyebilirsiniz. Segmek istediginiz programa geldikten sonra program butonuna tekrar
bastigimzda o programi se¢mis olursunuz.

Elektrod Modunda;

o Akim degeri ayarlanirken “A’, kaynak ¢ikis voltajinda ise “U” degerini gorirsiiniiz. Dijital panelde
kaynak ¢ikis voltajim gérmek istediginizde birkez butona basarak voltaj birimini, tekrar butona
basarak amper birimini gorebilirsiniz.

8- Dijital Gosterge

Ayarlanan kaynak akimi, parametre degerleri ve hata kodlari dijital ekran sayesinde gorsel
olarak izlenebilir.
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. 3.2 Diagnostic Menli

Diagnostick mentii i¢in TIG egrisindeki menii up ve menti down tuslarina birlikte 2-3 sn basmak gerekir. Diagnostik

meniide P butonuna basarak bir sonraki parametreye gecis yapiliz

DO : Elektrod tipi segilir. (Rut : rutil, bAZ : bazik, cEL : Seliilozik) Fabrika ayar1 Rut. seklindedir:

D1 :Su sogutma tlinitesinin sogutma siiresini gosterir. Fabrika ayar1 3 dakikadir Kaynak bitiminden sonra 3 dk
calisir, 3 dk icinde tekrar kaynaga baslanirsa bu siire sifirlanir ve tekrar kaynak bitiminde devreye girer:
Potansiyometre yardimi ile degistirilir. Off konumuna alinirsa sogutma devre digi kalir.

D2 : TIG kaynagina ilk baslangicta kiigiik bir hot start verilir.

D4 : Ana akimin %5 iile %200 i arasinda ayarlanabilir. Fabrika ayar1 %70 .

D5 : Kullanilan tungsten elektrod ¢apu bilgisi girilir. Cap bilgisi potansiyometre ile degistirilir.

Ornegin; Su sogutma {initesi arizaland: ise su sogutma iinitesini iptal edip D5 ayarinda sogutma siiresi oFF
konumuna getirilip ¢calisgmaya devam edilebilir. Aksi takdirde su sogutma linitesinde akis sensérii bulunmaktadir ve
akista bir problem oldugunda ve su sogutma tiinitesi ¢ikarildiginda makine su sogutma iinitesini algilayamayacagi
icin ¢alismaz, su sogutma iinitesi hatasi verir.

D5 ayar1 On konumunda olursa stirekli ¢alisir. 1-20 dk arasinda ayar yapilabilir 20 {istiinde ise stirekli agiktir

Servis meniisiine gecis icin kaynak modu (6) ve pulse modu (3) tuslarina 2sn basili tutulur: P butonuna basilarak bir

sonraki parametreye gecis yapilir.

CO: Panel kartinin yazilim versiyonunu gosterir.

C1: Kontrol kartinin yazilim versiyonunu gosterir:

C2: Sebeke voltajini gosterir.

C3: Makine igerisinde bulunan power modiiliiniin sicaklik bilgisini gosterir. Termik atma durumlarinda sicaklik
bilgisinin ne oldugu buradan goriiliir.

C4: Akilli su linitesi bagh ise su akisini litre cinsinden gosterir. Bagh degilse bu adim pas geger.

C5: Akilli su tlinitesi bagl ise su sicakligini santigrat derece cinsinden gosterir. Bagli degilse bu adim pas geger.
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W 3.3 TIG Egrisi

** Punta Kaynak Siiresi

i | -
] »
1< >,
1 Pulse 1
I Frekans1 I
1 1
! 1
I |
| Pulse I |
| F R — (_Gen_lsllgl)l - - - -4
| |
=
5 | |
- <+“—>
=
- Baslangi¢c | Baslangic |[«—— Alt Bitig Bitig
On Gaz Akim Rampa Akim Rampa Akim Son Gaz

Fonksiyonlarin modlara gore acik veya kapali olma durumlari asagidaki tablodaki gibidir:

puLSE
On Gaz Siiresi 0-20 sn 1sn v v
Baslangi¢ Akimi %1-%200 %70 v Ve
Baslangi¢c Rampa Siiresi 0.0-10 sn 1sn v v
AKim Ayar Araligi 5-300 A 85A v Ve v
Cukur Akim %71-%100 40A v v’ v
Pulse Cevrim Orani %1-%99 %50 v v v
Pulse Frekansi 0.1-2000 Hz 5Hz v v v
Bitis Rampa Siiresi 0.0-10 sn 1sn v v
Bitis Akim1 %1-%100 %30 v v
Son Gaz Siiresi 0-20 sn 5sn v v
Punta Kaynak Siiresi 0.01-9 sn 2sn v
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. 3.3 Makine Ozellikleri

Termik Koruma
o Makinenizin asir1 1sinip zarar gérmesini engellemek amagli ¢ift korumaya sahiptir. Akilli islemci ile dijital olarak 1s1
kontrolii yapildig: gibi, ikinci bir koruma mekanik olarak makinenizi korur.

Program Hafizasi
¢ 100 adet program hafizasi mevcuttur. 0-99 arasinda 100 adet program kaydi yapabilirsiniz.
e Yapilan degisiklikler kaydedilir. P tusu ile programlar arasinda gegcis yapilr:

Lift TIG
o Lift TIG fonksiyonu ile Tungsten ucunu bozmadan stirterek TIG yapilmasi imkani sunar.

coldTIG

« Ince malzemelerde 151 girdisini azaltip birlestirmede kullanili. is parcasinin 1sinma siiresi oldukga kisa olup
kaynak havuzu sicaklig diger kaynak uygulamalarina gore ¢ok daha diistiktii. Capaksiz, yiiksek kaliteli, parlak
kaynak dikisleri elde edilir.

Voltaj Koruma

» Voltaj dalgalanmalarini tolere eder.

o Yanlis voltaj, salinimh giris voltajlarina karsi koruma 6zelligi vardir.

o Ortam kosullarinin normale dénmesi sonrasi makine fonksiyonlari da devreye girer.

Jeneratorlerle Calisma
o Jeneratorlerle calismaya uygundur. Kag kVA ile calisacag) teknik 6zelliklere bakilarak belirlenmelidir.

Faz Koruma
o Sebeke voltaji calisma aralig) disinda ise hata kodu verir.
 Fazlar diizeltildiginde makine fonksiyonlari tekrar devreye girecektir.

AKkalli Fan Kontrolii

o Fanin ¢alisip cahismadigimi ilk agihigtaki fan sesinden anlayabilirsiniz.

« Makine agildiginda fan sesi duyuluyor ise fanlar ¢alistyordur. Ve makine test modundan ¢ikar.
» Makine i¢ 1s1s1 stirekli olgiiliir ve fan ihtiyag halinde devreye girer.

Antistick
o Elektrodun yapismasini dnlemek i¢in Antistick 6zelligi vardir.

W 3.4 Tiiketim Bilgileri

Asagidaki tabloda ideal kosullar i¢cin kaynak sirasinda ortalama tiikketim degerleri gosterilmektedir.
Kullanim ve ortam kosullarina gore farklhilik gosterebilir.

TIG Kaynag Sirasinda Ortalama Koruyucu Gaz Tiiketimi

Seramik Nozul No. 4 5 6 7 8 10

Ortalama Tiiketim | 6,51/dak. | 81/dak. 101/dak. | 121/dak | 12,51/dak. | 15,5 1/dak.
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& BAKIM VE ARIZA BiLGILERI

* 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 par¢a kullanimi
makinenizin dmriinii uzatacag gibi performans kayiplarini engeller.

o Her zaman Ureticiye veya iiretici tarafindan belirtilen yetkili bir servise bagvurun.

¢ Garanti siiresi igerisinde tiretici tarafindan yetkilendirilmemis herhangi bir girisiminde tiim garanti hiikiimleri
gecersiz olacaktir.

¢ Gegerli glivenlik kurallarina bakim onarim islemleri sirasinda mutlaka uyunuz.

¢ Tamir i¢in makinenin herhangi bir islem yapilmadan 6nce, makinenin elektrik fisini sebekeden ayiriniz ve
kondansatorlerin bosalmasi i¢in 10 saniye bekleyiniz.

. 4.1 Bakim
|-
l_‘é Giinliik Bakim

 Torcun, penselerin ve kablolarinizin kontoliinii yapiniz. Par¢alarin baglantilarina ve
saglamligina dikkat ediniz. Hasar gérmiis / arizal pargalar1 yenisi ile degistiriniz.
Kablolara ek / onarim kesinlikle yapmayiniz.

¢ Havalandirma i¢in yeterli alan olduguna emin olunuz.

o TIG torcu tizerindeki sarf malzemeler diizenli olarak temizlenmelidir. Eger gerekiyorsa @
degistirilmelidir. Bu malzemelerin uzun stireli kullanilmast i¢in orjinal tiriinler olmasina
dikkat edilmelidir: /

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

» Sogutma siv1 seviyesini kontrol ediniz, sogutma sivi seviyesinde azalma varsa tamamlaymiz.
Sogutma svisinda kirlenme varsa tiim depoyu bosaltip, sogutma sivisi deposunu
temizleyiniz. Depoyu yeni sogutma sivist ile doldurunuz.

Ir(".'g 6 Ayda Bir

e Cihaz tizerindeki uyar etiketlerini sokmeyiniz. Yipranmis / yirtilmis etiketleri yenisi ile
degistiriniz. Etiketleri yetkili servisten temin edebilirsiniz.
 Civata, somun gibi birlestirici parcalar1 temizleyiniz ve sikistiriniz. A
« Elektrod pensesi ve toprak pensesi kablolarini kontrol ediniz. éﬁ/)}
e Makinenin yan kapaklarini agarak diistik basingh kuru hava ile temizleyiniz.
Elektronik parcalara yakin mesafeden basingh hava uygulamayiniz.
e Makinenin elektrik besleme fisinin baglandig1 prizi kontrol ediniz. Prizin enerji ﬁ?\ég

kablosu baglanti noktalarinda gevseklik var ise gideriniz. Prizin yuvalarinda ark %/

veya genisleme var ise yenisi ile degistiriniz. “ V%ﬁ/%

e Makinenin elektrik besleme fisini kontrol ediniz. Elektrik fisinin igindeki kablo ﬁ 7
baglant1 noktalarinda gevseklik var ise gideriniz. Fisin u¢larinda ark veya

deformasyon var ise yenisi ile degistiriniz.

NOT: Yukarida belirtilen siireler, cihazinizda hi¢chbir sorunla karsilasilmamasi durumunda

uygulanmasi gereken maksimum periyotlardir. Calisma ortaminizin yogunluguna ve kirliligine

gore yukarda belirtilen islemleri daha sik araliklarla tekrarlayabilirsiniz.

A Asla kaynak makinesinin kapaklari acikken kaynak yapmayin.
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. 4.2 Hata Giderme

Asagidaki tablolarda karsilasilan olasi hatalar ve ¢éziim dnerileri bulunmaktadir.

Makine hig agilmiyor

» Makineye bagl elektrik oldugundan emin olunuz

¢ Sebeke baglantilarinin dogru oldugunu kontrol ediniz

* Sebeke beslenme sigortalarini, sebeke kablosunu ve fisini kontrol ediniz

¢ A¢ma / Kapama anahtarini kontrol ediniz

¢ Ttim kontrolleri yaptigimiz halde sorun devam ediyor ise yetkili servis ile
iletisime geginiz

kaynak yapiyor

Makine kaynak yapmiyor / koti

» Makinenin topraklama pensesinin is pargasina bagh oldugundan emin
olunuz

« Kablolarim saglamligindan ve baglanti noktalarmin asinmamis
oldugundan emin olunuz

» Parametre ve proses se¢iminin dogru oldugundan emin olunuz
Sectiginiz prosese gore asagidaki adimlar uygulayiniz

» Elektrodun bagh olmasi gereken kutubu ve makinede ayarlanmasi
gereken akim degerini kontrol ediniz

* Gaz akisinin agik oldugunu kontrol ediniz, akisin dogru oldugundan emin
olunuz

« Tungsten ucun temiz oldugundan emin olunuz

¢ Kaynak torcunun saglamhigindan emin olunuz

« Tiim kontrolleri yaptigiiz halde sorun devam ediyor ise yetkili servis ile
iletisime geginiz

Tungsten eriyor veya nozul
kiriliyor

e TIG torcunun (-) kutba bagh olup olmadigini kontrol ediniz. Torg (-) kutba
bagl degil ise baglayiniz

« Tiim kontrolleri yaptigiiz halde sorun devam ediyor ise yetkili servis ile
iletisime geciniz

TIG kaynaginda képiirme veya
kararma yapiyor

» Torcun ucundan ¢ikan gazin debisini debimetre ile kontrol ediniz

 Kaynak yapilan parcanin yiizeyi kirli ise parganin yiizeyini temizleyiniz

 Dogru kaynak gazi kullandiginizdan emin olunuz

 Dogru tungsten elektrot sectiginizden emin olunuz

« Tiim kontrolleri yaptiginiz halde sorun devam ediyor ise yetkili servis ile
iletisime geciniz

HF (Yiiksek Frekans) olusuyor
fakat kaynaga zor bashyor

« Baslangi¢ akimini kontrol ediniz. Baslangi¢ akimi ¢ok diistik ise arttiriniz
¢ Tiim kontrolleri yaptiginiz halde sorun devam ediyor ise yetkili servis ile
iletisime geciniz

HF (Ytiksek Frekans) olusuyor
kaynaga baslamiyor

e TIG torcunun (-) kutba bagl olup olmadigini kontrol ediniz. Torg (-) kutba
bagh degil ise baglayiniz

¢ Topraklama pensesinin ig par¢asina bagh olup olmadigini kontrol ediniz

e Tiim kontrolleri yaptigimiz halde sorun devam ediyor ise yetkili servis ile
iletisime geginiz

HF (Yiiksek Frekans) atlamiyor

o On gaz siiresini kontrol ediniz. On gaz siiresi ¢ok yiiksek ise azaltimz
¢ Tiim kontrolleri yaptigiiz halde sorun devam ediyor ise yetkili servis ile
iletisime ge¢iniz

Su sogutma iinitesinde swv1
s1zintisi var

« Yetkili servis ile iletisime ge¢iniz

Su sogutma tinitesinde
swv1 akist yok

« Yetkili servis ile iletisime geciniz
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W 4.3 Hata Kodlar:

o |||

EO1

Termal Koruma
(Birincil)

¢ Makinenizin devrede kalma orani
asilmis olabilir

e Bir siire bekleyerek makinenin
sogumasini saglayiniz . Ariza ortadan
kalkiyor ise daha diigitk amper
degerlerinde kullanmaya ¢alisiniz
Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

¢ Fan ¢alismiyor olabilir

Fanin ¢alisip ¢calismadigini goz ile
kontrol ediniz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

« Hava giris-¢ikis kanallarinin 6ni
kapanmis olabilir

Hava kanallarinin 6niinii aginiz
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

« Makine ¢aligma ortami agir1 sicak
ya da havasiz olabilir

Makine ¢alisma ortaminin asir1 sicak
ya da havasiz olmadigindan emin
olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

E02

Sebeke Voltaji
Disiik

« 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

E03

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 geginiz

E04

Akim / Voltaj
Okuma Hatas1

¢ Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E05

Sicaklik Sensori
Okuma Hatas1

« Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E06

Su Sogutma
Unitesi Hatasi

« Su sogutma tinitesinde hata olabilir

Su sogutma tnitesi konnektorii ve
torg giris / ¢ikislarini kontrol edin
Su sirkiilasyonun sagladigindan
emin olun

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

E07
E08
E09

Sistem Hatas1

« Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E10

Torg Baglanti
Hatasi

« Torgta ve tor¢ baglantilarinda hata
olabilir

Torg ve tor¢ baglantilarini kontrol
edin

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

E11
E12

Sistem Hatas1

* Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E13

Tel Siirme Unitesi
Hatasi

o Tel stirmede hata olabilir

Tel sepeti, makara / makara baskisi
ve torg baglantilarini kontrol edin
Sorun devam ediyorsa yetkili servis
ile iletisime geginiz
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E14

Sistem Hatas1

« Donanimsal hata olabilir

o Yetkili servis ile iletisime geginiz

E15

Uzaktan Kumanda
Haberlesme Hatasi

¢ Uzaktan kumanda baglantilarinda
hata olabilir

o Uzaktan kumanda baglantilarini
kontrol edin

¢ Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

E16
E17
E18

Sistem Hatas1

« Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E19

Termal Koruma
(ikincil)

Makinenizin devrede kalma orani
asilmis olabilir

Bir siire bekleyerek makinenin
sogumasini saglayiniz. Ariza ortadan
kalkiyor ise daha diisiik amper
degerlerinde kullanmaya ¢alisiniz
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

¢ Fan ¢alismiyor olabilir

Fanin ¢alisip ¢alismadigini goz ile
kontrol ediniz

Sorun devam ediyorsa yetkili servis
ile iletisime geginiz

Hava giris - ¢ikis kanallarinin éni
kapanmis olabilir

Hava kanallarinin dniinii aginiz
Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

Makine ¢alisma ortami asir1 sicak
ya da havasiz olabilir

Makine ¢alisma ortaminin asiri sicak
ya da havasiz olmadigindan emin
olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

E20
E21
E22
E23

Sistem Hatas1

Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E26

Giris Basinci
Yiiksek

Giris basinci yiikselmis olabilir

Hava / gaz baglantilarinizi kontrol
ediniz giris basincinin uygun
oldugundan emin olunuz giris
basinci normal ise yetkili servis ile
iletisime geginiz

E27

Tor¢ Muhafazasi
Takili Degil

¢ Tor¢ muhafazasi takilmamus,
yerine oturmamis olabilir

Tor¢ muhafazasinin dogru sekilde
takildigindan emin olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

E28

Sistem Hatas1

Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E29

DC Bara Voltaji
Diisiik

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 geciniz

E30

DC Bara 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 geginiz

E31

Sistem Hatas1

Donanimsal hata olabilir

« Yetkili servis ile iletisime geciniz
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M ExiER

. 5.1 Yedek Parga Listeleri
Gii¢c Kaynag Yedek Parca Listesi

NO TANIM MALZEME KODU

1 Tutamak K101509055
2 Tasima Kolu K103009005
3 Potans Diigmesi A229500002
4 Konnektoér A377900106
5 Elektronik Kart - E202A-CN2 Y514000152
6 Elektronik Kart - E202A-CN1 Y514000153
7 Quick Kaplin A245700006
8 Konnektor A377900106
9 Doner Tekerlek A225100013
10 Elektronik Kart - E202A-7 Y514000154
11 Elektronik Kart - E208A-3 Y514000151
12 Elektronik Kart - E202A-9 Y514000159
13 Elektronik Kart - E202A-FLT5 Y514000155
14 Role A312100012
15 Pako Salter A308030004
16 Plastik Rakor A376400016
17 Elektronik Kart - E202A-CN1 Y514000153
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NO TANIM MALZEME KODU
18 Panel Tipi Konnektor A378002020
19 Plastik Tekerlek A225222010
20 Elektronik Kart - E208A-2A Y514000150
21 Elektronik Kart - E220A-7B Y514000158
22 Elektronik Kart - E208A-6 Y514000157
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Su Unitesi Yedek Parca Listesi

NO TANIM MALZEME KODU
1 Quick Kaplin - Mavi A245700002
2 Quick Kaplin - Kirmiz A245700003
3 Fan A250001126
4 Plastik Rakor A376400011
5 Toroid (Akim Probu) A301900010
6 Radyator A260000008
7 AKkis Sensori A314210018
8 Su Pompasi A240000006
9 Su Deposu A249000004
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. 5.2 Baglant1 Semalari
Blok Diyagram
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Devre Semasi
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Su Unitesi Devre Semasi
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@Mdgmaweld 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. magmaweld.com | (+90) 444 93 53

EU-DECLARATION OF CONFORMITY

We hereby declare that the declaration of conformity is issued under our sole responsibility and belongs

to the following product: / Bu belgede asagidaki iiriiniin kendi sorumlulugunda oldugunu onaylar:

Product brand / Uriin markasi

Product designation / Uriin adi

: MAGMAWELD

:ID 300 T DC PULSE

The object of the declaration is in conformity with the relevant directives and standards: / Bu beyan ile
iliskili olarak, asagidaki yonetmelikleri veya normlari yerine getirir:

Directives / Yonetmelikler

RoHS

ErP Directive / ErP yonetmeligi
LVD Directive / LVD yonetmeligi
EMC Directive / EMC yonetmeligi

Standards / Standartlar

LVD standard /LVD standardi
EMC standard / EMC standardi

Signed on behalf of / Adina imzalandi

Date / Zaman

Name&Signature / Isim&imza

:2011/65/EU
: (EU) 2019/1784
:2014/35/EU
:2014/30/EU

:ENIEC 60974-1:2022
:ENIEC 60974-10:2021

: Magma Mekatronik Makine Sanayi ve Ticaret. A.S. Fabrika

MOSB, 5. Kisim 45030 Manisa, Tiirkiye

1Jul-2024 / Temmuz-2024

: Baris Ozgiir Tuggan

R&D Mghagkr

MAGMA MEKATRONIK MAKINE SANAYI VE TICARET A.S.
Bilim Sok. Sun Plaza 5/7 Maslak 34398 Istanbul, Tiirkiye T: +90 212 4111400 F: +90 212 598 92 78 info@magmaweld.com

Maslak V.D. 6100373107 Mersis No. 0610037310700019



MAGMA MEKATRONIK MAKINE SANAYi VE TICARET A.S. magmaweld.com | (+90) 444 93 53

EU-DECLARATION OF CONFORMITY

We hereby declare that the declaration of conformity is issued under our sole responsibility and belongs
to the following product: / Bu belgede asagidaki iiriiniin kendi sorumlulugunda oldugunu onaylar:

Product brand / Uriin markasi : MAGMAWELD

Product designation / Uriin adi :1D 300 TW DC PULSE

The object of the declaration is in conformity with the relevant directives and standards: / Bu beyan ile
iliskili olarak, asagidaki yonetmelikleri veya normlari yerine getirir:

Directives / Yonetmelikler

RoHS :2011/65/EU
ErP Directive / ErP yonetmeligi 1 (EU) 2019/1784
LVD Directive / LVD yonetmeligi :2014/35/EU
EMC Directive / EMC yonetmeligi :2014/30/EU

Standards / Standartlar
LVD standard /LVD standardi :ENIEC 60974-1:2022
EMC standard / EMC standardi :ENIEC 60974-10:2021

Signed on behalf of / Adina imzalandi  : Magma Mekatronik Makine Sanayi ve Ticaret. A.S. Fabrika
MOSB, 5. Kisim 45030 Manisa, Tiirkiye

Date / Zaman :Jul-2024 / Temmuz-2024
Name&Signature / Isim&imza : Baris Ozgiir Tuggan
R&D Mghagkr
7/

MAGMA MEKATRONIK MAKINE SANAYIi VE TICARET A.S.

Bilim Sok. Sun Plaza 5/7 Maslak 34398 istanbul, Tiirkiye T: +90 212 411 1400 F: +90 212 598 92 78 info@magmaweld.com
Maslak V.D. 6100373107 Mersis No. 0610037310700019









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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