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TIG (DC) (AC/DC) HF/LIFT - MMA

Cod.954218

(EN) INSTRUCTION MANUAL

(ITY  MANUALE D’ISTRUZIONE

(FR) MANUEL D’INSTRUCTIONS

(ES) MANUAL DE INSTRUCCIONES
(DE) BEDIENUNGSANLEITUNG

(RU) PYKOBO[CTBO NONb30OBATENSA
(PT) MANUAL DE INSTRUGOES

(EL)  EMXEIPIAIO XPHEHE

(NL) INSTRUCTIEHANDLEIDING

(HU) HASZNALATI UTASITAS

(RO) MANUAL DE INSTRUCTIUNI

(SV) BRUKSANVISNING

(DA) INSTRUKTIONSMANUAL

(NO) BRUKERVEILEDNING

(Fl)  OHJEKIRJIA

(CS) NAVOD K POUZITI

(SK) NAVOD NA POUZITIE

(SL)  PRIROCNIK Z NAVODILI ZA UPORABO
(HR-SR) PRIRUCNIK ZA UPOTREBU

(LT)  INSTRUKCIJU KNYGELE

(ET)  KASUTUSJUHEND

(LV) ROKASGRAMATA

(BG) PBKOBOOCTBO C UHCTPYKLIUU
(PL) INSTRUKCJA OBSLUGI

» (EN) Professional TIG (DC) (AC/DC) HF/LIFT, MMA welding machines with inverter.
» (IT) Saldatrici professionali ad inverter TIG (DC) (AC/DC) HF/LIFT, MMA.

) (FR) Postes de soudage professionnels a inverseur TIG (CC) (CA/CC) HF/LIFT, MMA.

) (ES) Soldadoras profesionales con inverter TIG (DC) (AC/DC) HF/LIFT, MMA.

) (DE) Professionelle SchweiSmaschinen WIG (DC) (AC/DC) HF/LIFT, MMA mit Invertertechnik.
» (RU) lMpodheccuoHanbHbie c8apoyHbie annapamsi ¢ uHeepmepom TIG (DC) (AC/DC) HF/LIFT, MMA.
) (PT) Aparelhos de soldar profissionais com variador de freqiiéncia TIG (DC) (AC/DC) HF/LIFT, MMA.
) (EL) EmayyeAuarikoi auykoAAntég e ivBéprep TIG (DC) (AC/DC) HF/LIFT, MMA.

» (NL) Professionele lasmachines met inverter TIG (DC) (AC/DC) HF/LIFT, MMA.

) (HU) Professziondlis TIG (DC) (AC/DC) HF/LIFT, MMA inverthegeszt6k.

) (RO) Aparate de sudura cu invertor pentru sudura TIG (DC) (AC/DC) HF/LIFT, MMA destinate uzului profesional.
) (SV) Professionella svetsar med véxelriktare TIG (DC) (AC/DC) HF/LIFT, MMA.

> (DA) Professionelle svejsemaskiner med inverter TIG (DC) (AC/DC) HF/LIFT, MMA.

) (NO) Profesjonelle sveisebrenner med inverter TIG (DC) (AC/DC) HF/LIFT, MMA.

) (FI) Ammattihitsauslaitteet vaihtosuuntaajalla TIG (DC) (AC/DC) HF/LIFT, MMA.

) (CS) Profesionalni svafovaci agregaty pro svarovani TIG (DC) (AC/DC) HF/LIFT, MMA.

) (SK) Profesionalne zvaracie agregaty pre zvdranie TIG (DC) (AC/DC) HF/LIFT, MMA.

) (SL) Profesionalni varilni aparati s frekvenénim menjalnikom TIG (DC) (AC/DC) HF/LIFT, MMA.
) (HR-$R) Profesionalni stroj za varenje sa inverterom TIG (DC) (AC/DC) HF/LIFT, MMA.

b (LT) Profesionaliis suvirinimo aparatai su Inverteriu TIG (DC) (AC/DC) HF/LIFT, MMA.

> (ET) Inverter TIG (DC) (AC/DC) HF/LIFT, MMA professionaalsed keevitusaparaadid.

P (LV) Profesionalie metindSanas aparati ar invertoru un lidzstravas TIG (DC) (AC/DC) HF/LIFT, MMA metinasanai.
> (BG) lpochecuoHnanHu uHeepmopHu enekmpoxeHu 3a 3aeapsgaHe BUI (TIG) (DC) (AC/DC) HF/LIFT, MMA.
P (PL) Profesjonalne spawarki inwerterowe TIG (DC) (AC/DC) HF/LIFT, MMA.

-




((EN) EXPLANATION OF DANGER, MANDATORY AND PROHIBITION SIGNS. DA OVERSIGT OVER FARE, PLIGT OG FORBUDSSIGNALER. R
(DA) ,

(IT) LEGENDA SEGNALI DI PERICOLO, D’OBBLIGO E DIVIETO. (NO) SIGNALERINGSTEKST FOR FARE, FORPLIKTELSER OG FORBUDT.

(FR) LEGENDE SIGNAUX DE DANGER, D OBLIGATION ET D’INTERDICTION. (F1) VAROITUS, VELVOITUS, JA KIELTOMERKIT

(ES) LEYENDA SENALES DE PELIGRO DE OBLIGACION Y PROHIBICION. (CS) VYSVETLIVKY K SIGNALUM NEBEZPECI, PRIKAZUM A ZAKAZUM.

(DE) LEGENDE DER GEFAHREN-, GEBOTS- UND VERBOTSZEICHEN. (SK) VYSVETLIVKY K SIGNALOM NEBEZPECENSTVA PRIKAZOM A ZAKAZOM.

(RU) JNEFEHOA CUMBOJIOB BE30I'IACHOCTI/I OBA3AHHOCTU U 3ANPETA. (SL) LEGENDA SIGNALOV ZA NEVARNOST, ZA PREDPISANO IN PREPOVEDANO.

(PT) LEGENDA DOS SINAIS DE PERIGO, OBRIGA(;AO E PROIBIDO. (HR-SR) LEGENDA OZNAKA OPASNOSTI, OBAVEZA | ZABRANA.

(EL) AEZANTA THMATQN KINAYNOY, YHOXPEQEHS KAI AMAFOPEYSHS. (LT) PAVOJAUS, PRIVALOMUJU IR DRAUDZIAMUJU ZENKLU PAAISKINIMAS.

(NL) LEGENDE SIGNALEN VAN GEVAAR VERPLICHTING EN VERBOD. (ET) OHUD, KOHUSTUSED JA KEELUD.

(HU) A VESZELY, KOTELEZETTSEG ES TILTAS JELZESEINEK FELIRATAL. (Lv) BISTAMIBU PIENAKUMU UN AIZLIEGUMA ZIMJU PASKAIDROJUMI.

(RO) LEGENDA INDICATOARE DE AVERTIZARE A PERICOLELOR, DE OBLIGARE $I (BG) NEFEHOA HA 3HALMUTE 3A ONACHOCT, SAOBIDKUTENHU U 3A 3ABPAHA.
DE INTERZICERE. N N (PL) OBJASNIENIA ZNAKOW OSTRZEGAWCZYCH, NAKAZU | ZAKAZU.

\(S8V) BILDTEXT SYMBOLER FOR FARA, PABUD OCH FORBUD. Yy,

(EN) DANGER OF ELECTRIC SHOCK - (IT) PERICOLO SHOCK ELETTRICO - (FR) RISQUE DE CHOC ELECTRIQUE - (ES) PELIGRO DESCARGA ELECTRICA - (DE)
STROMSCHLAGGEFAHR - (RU) ONACHOCTb MOPAXEHWUS SNEKTPUYECKUM TOKOM - (PT) PERIGO DE CHOQUE ELETRICO - (EL) KINAYNOX HAEKTPOMAHZIAZ - (NL)
GEVAAR ELEKTROSHOCK - (HU) ARAMUTES VESZELYE - (RO) PERICOL DE ELECTROCUTARE - (SV) FARA FOR ELEKTRISK STOT - (DA) FARE FOR ELEKTRISK ST@D - (NO)
FARE FOR ELEKTRISK STQT - (FI) SAHKOISKUN VAARA - (CS) NEBEZPECI ZASAHU ELEKTRICKYM PROUDEM - (SK) NEBEZPECENSTVO ZASAHU ELEKTRICKYM PRUDOM

- (SL) NEVARNOST ELEKTRICNEGA UDARA - (HR-SR) OPASNOST STRUJNOG UDARA - (LT) ELEKTROS SMUGIO PAVOJUS - (ET) ELEKTRILOOGIOHT - (LV) ELEKTROSOKA
BISTAMIBA - (BG) OMTACHOCT OT TOKOB YAAP - (PL) NIEBEZPIECZENSTWO SZOKU ELEKTRYCZNEGO.

(EN) DANGER OF WELDING FUMES - (IT) PERICOLO FUMI DI SALDATURA - (FR) DANGER FUMEES DE SOUDAGE - (ES) PELIGRO HUMOS DE SOLDADURA - (DE) GEFAHR
DER ENTWICKLUNG VON RAUCHGASEN BEIM SCHWEISSEN - (RU) ONTACHOCTb AbIMOB CBAPKM - (PT) PERIGO DE FUMAGCAS DE SOLDAGEM - (EL) KINAYNOZ KATNNQN
ZYFKOAAHEHE - (NL) GEVAAR LASROOK - (HU) HEGESZTES KOVETKEZTEBEN KELETKEZETT FUST VESZELYE - (RO) PERICOL DE GAZE DE SUDURA - (SV) FARA FOR
ROK FRAN SVETSNING - (DA) FARE P.G.A. SVEJSEDAMPE - (NO) FARE FOR SVEISER@YK - (FI) HITSAUSSAVUJEN VAARA - (CS) NEBEZPECi SVAROVACICH DYMU - (SK)
NEBEZPECENSTVO VYPAROV ZO ZVARANIA - (SL) NEVARNOST VARILNEGA DIMA - (HR-SR) OPASNOST OD DIMA PRILIKOM VARENJA - (LT) SUVIRINIMO DUMY PAVOJUS

- (ET) KEEVITAMISEL SUITSU OHT - (LV) METINASANAS IZTVAIKOJUMU BISTAMIBA - (BG) OMACHOCT OT MYLLEKA MPU 3ABAPABAHE - (PL) NIEBEZPIECZENSTWO
OPAROW SPAWALNICZYCH.

(EN) DANGER OF EXPLOSION - (IT) PERICOLO ESPLOSIONE - (FR) RISQUE D’EXPLOSION - (ES) PELIGRO EXPLOSION - (DE) EXPLOSIONSGEFAHR - (RU) OMACHOCTb
B3PbIBA - (PT) PERIGO DE EXPLOSAO - (EL) KINAYNOZ EKPH=HE - (NL) GEVAAR ONTPLOFFING - (HU) ROBBANAS VESZELYE - (RO) PERICOL DE EXPLOZIE - (SV) FARA
FOR EXPLOSION - (DA) SPRENGFARE - (NO) FARE FOR EKSPLOSJON - (FI) RAJAHDYSVAARA - (CS) NEBEZPECI VYBUCHU - (SK) NEBEZPEGENSTVO VYBUCHU - (SL)
NEVARNOST EKSPLOZIJE - (HR-SR) OPASNOST OD EKSPLOZIJE - (LT) SPROGIMO PAVOJUS - (ET) PLAHVATUSOHT - (LV) SPRADZIENBISTAMIBA - (BG) ONACHOCT OT
EKCMNO3MS - (PL) NIEBEZPIECZENSTWO WYBUCHU.

(EN) WEARING PROTECTIVE CLOTHING IS COMPULSORY - (IT) OBBLIGO INDOSSARE INDUMENTI PROTETTIVI - (FR) PORT DES VETEMENTS DE PROTECTION OBLIGATOIRE
- (ES) OBLIGACION DE LLEVAR ROPA DE PROTECCION - (DE) DAS TRAGEN VON SCHUTZKLEIDUNG IST PFLICHT - (RU) OBA3AHHOCTb HAOEBATb 3ALUUTHYIO
OJEXAY - (PT) OBRIGATORIO O USO DE VESTUARIO DE PROTEGAO - (EL) YIIOXPEQZH NA ®OPATE NMPOXTATEYTIKA ENAYMATA - (NL) VERPLICHT BESCHERMENDE
KLEDIJ TE DRAGEN - (HU) VEDORUHA HASZNALATA KOTELEZO - (RO) FOLOSIREA IMBRACAMINTEI DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT ATT BARA
SKYDDSPLAGG - (DA) PLIGT TIL AT ANVENDE BESKYTTELSEST@J - (NO) FORPLIKTELSE A BRUKE VERNETQY - (FI) SUOJAVAATETUKSEN KAYTTO PAKOLLISTA - (CS)
POVINNE POUZITi OCHRANNYCH PROSTREDKU - (SK) POVINNE POUZITIE OCHRANNYCH PROSTRIEDKOV - (SL) OBVEZNO OBLECITE ZASCITNA OBLACILA - (HR-SR)
OBAVEZNO KORISTENJE ZASTITNE ODJECE - (LT) PRIVALOMA DEVETI APSAUGINE APRANGA - (ET) KOHUSTUSLIK KANDA KAITSERIIETUST - (LV) PIENAKUMS GERBT
AIZSARGTERPUS - (BG) 3A0BLINKUTENHO HOCEHE HA MPEAMA3HO OBJEKIO - (PL) NAKAZ NOSZENIA ODZIEZY OCHRONNEJ.

(EN) WEARING PROTECTIVE GLOVES IS COMPULSORY - (IT) OBBLIGO INDOSSARE GUANTI PROTETTIVI - (FR) PORT DES GANTS DE PROTECTION OBLIGATOIRE - (ES)
OBLIGACION DE LLEVAR GUANTES DE PROTECCION - (DE) DAS TRAGEN VON SCHUTZHANDSCHUHEN IST PFLICHT - (RU) OBA3AHHOCTb HAJEBATb 3ALUWUTHLIE
NEPYATKM - (PT) OBRIGATORIO O USO DE LUVAS DE SEGURANGA - (EL) YMIOXPEQZXH NA ®OPATE MPOZTATEYTIKA FANTIA - (NL) VERPLICHT BESCHERMENDE
HANDSCHOENEN TE DRAGEN - (HU) VEDOKESZTYU HASZNALATA KOTELEZO - (RO) FOLOSIREA MANUSILOR DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT ATT
BARA SKYDDSHANDSKAR - (DA) PLIGT TIL AT BRUGE BESKYTTELSESHANDSKER - (NO) FORPLIKTELSE A BRUKE VERNEHANSKER - (Fl) SUOJAKASINEIDEN KAYTTO
PAKOLLISTA - (CS) POVINNE POUZITI OCHRANNYCH RUKAVIC - (SK) POVINNE POUZITIE OCHRANNYCH RUKAVIC - (SL) OBVEZNO NADENITE ZASCITNE ROKAVICE - (HR-
SR) OBAVEZNO KORISTENJE ZASTITNIH RUKAVICA - (LT) PRIVALOMA MUVETI APSAUGINES PIRSTINES - (ET) KOHUSTUSLIK KANDA KAITSEKINDAID - (LV) PIENAKUMS
GERBT AIZSARGCIMDUS - (BG) 3AOBIIXUTENHO HOCEHE HA NPEONA3HU PbKABULIN - (PL) NAKAZ NOSZENIA REKAWIC OCHRONNYCH.

(EN) DANGER OF ULTRAVIOLET RADIATION FROM WELDING - (IT) PERICOLO RADIAZIONI ULTRAVIOLETTE DA SALDATURA - (FR) DANGER RADIATIONS ULTRAVIOLETTES
DE SOUDAGE - (ES) PELIGRO RADIACIONES ULTRAVIOLETAS - (DE) GEFAHR ULTRAVIOLETTER STRAHLUNGEN BEIM SCHWEISSEN - (RU) OMNACHOCTb
YIIbTPA®UONETOBOIO U3NTYYEHUA CBAPKU - (PT) PERIGO DE RADIACOES ULTRAVIOLETAS DE SOLDADURA - (EL) KINAYNOZ YMEPIQAOYZ AKTINOBOAIAZ AMNO
ZYFKOAAHEH - (NL) GEVAAR ULTRAVIOLET STRALEN VAN HET LASSEN - (HU) HEGESZTES KOVETKEZTEBEN LETREJOTT IBOLYANTULI SUGARZAS VESZELYE - (RO)
PERICOL DE RADIATII ULTRAVIOLETE DE LA SUDURA - (SV) FARA FOR ULTRAVIOLETT STRALNING FRAN SVETSNING - (DA) FARE FOR ULTRAVIOLETTE SVEJSESTRALER

- (NO) FARE FOR ULTRAFIOLETT STRALNING UNDER SVEISINGSPROSEDYREN - (FI) HITSAUKSEN AIHEUTTAMAN ULTRAVIOLETTISATEILYN VAARA - (CS) NEBEZPECI
ULTRAFIALOVEHO ZARENIi ZE SVAROVANI i - (SK) NEBEZPECENSTVO ULTRAFIALOVEHO ZIARENIA ZO ZVARANIA - (SL) NEVARNOST SEVANJA ULTRAVIJOLICNIH ZARKOV
ZARADI VARJENJA - (HR-SR) OPASNOST OD ULTRALJUBICASTIH ZRAKA PRILIKOM VARENJA - (LT) ULTRAVIOLETINIO SPINDULIAVIMO SUVIRINIMO METU PAVOJUS -
(ET) KEEVITAMISEL ERALDUVA ULTRAVIOLETTKIIRGUSEOHT - (LV) METINASANAS ULTRAVIOLETA IZSTAROJUMA BISTAMIBA - (BG) ONACHOCT OT YNTPABUONETOBO
OBNbYBAHE MPU 3ABAPSABAHE - (PL) NIEBEZPIECZENSTWO PROMIENIOWANIA NADFIOLETOWEGO PODCZAS SPAWANIA.

(EN) DANGER OF FIRE - (IT) PERICOLO INCENDIO - (FR) RISQUE D’INCENDIE - (ES) PELIGRO DE INCENDIO - (DE) BRANDGEFAHR - (RU) ONTACHOCTb MOXAPA - (PT) PERIGO
DE INCENDIO - (EL) KINAYNOZ MYPKATIAX - (NL) GEVAAR VOOR BRAND - (HU) TUZVESZELY - (RO) PERICOL DE INCENDIU - (SV) BRANDRISK - (DA) BRANDFARE - (NO)
BRANNFARE - (FI) TULIPALON VAARA - (CS) NEBEZPEC| POZARU - (SK) NEBEZPECENSTVO POZIARU - (SL) NEVARNOST POZARA - (HR-SR) OPASNOST OD POZARA - (LT)
GAISRO PAVOJUS - (ET) TULEOHT - (LV) UGUNSGREKA BISTAMIBA - (BG) ONTACHOCT OT MOXAP - (PL) NIEBEZPIECZENSTWO POZARU.

(EN) DANGER OF BURNS - (IT) PERICOLO DI USTIONI - (FR) RISQUE DE BRULURES - (ES) PELIGRO DE QUEMADURAS - (DE) VERBRENNUNGSGEFAHR - (RU) ONACHOCTb
OXOroOB - (PT) PERIGO DE QUEIMADURAS - (EL) KINAYNOX EFKAYMATON - (NL) GEVAAR VOOR BRANDWONDEN - (HU) EGESI SERULES VESZELYE - (RO) PERICOL DE
ARSURI - (SV) RISK FOR BRANNSKADA - (DA) FARE FOR FORBRANDINGER - (NO) FARE FOR FORBRENNINGER - (FI) PALOVAMMOJEN VAARA - (CS) NEBEZPECI POPALENIN

- (SK) NEBEZPECENSTVO POPALENIN - (SL) NEVARNOST OPEKLIN - (HR-SR) OPASNOST OD OPEKLINA - (LT) NUSIDEGINIMO PAVOJUS - (ET) POLETUSHAAVADE SAAMISE
OHT - (LV) APDEGUMU GUSANAS BISTAMIBA - (BG) ONMACHOCT OT U3rAPAHUS - (PL) NIEBEZPIECZENSTWO OPARZEN.

(EN) DANGER OF NON-IONISING RADIATION - (IT) PERICOLO RADIAZIONI NON IONIZZANTI - (FR) DANGER RADIATIONS NON IONISANTES - (ES) PELIGRO RADIACIONES NO
IONIZANTES - (DE) GEFAHR NICHT IONISIERENDER STRAHLUNGEN - (RU) ONACHOCTb HE MIOHU3WUPYIOLLEN PAOVUALIUM - (PT) PERIGO DE RADIAGOES NAO IONIZANTES
- (EL) KINAYNOZ MH IONIZONTQN AKTINOBOAION - (NL) GEVAAR NIET IONISERENDE STRALEN - (HU) NEM INOGEN SUGARZAS VESZELYE - (RO) PERICOL DE RADIATII
NEIONIZANTE - (SV) FARA FOR ICKE JONISERANDE - (DA) FARE FOR IKKE-IONISERENDE STRALER - (NO) FARE FOR UJONISERT STRALNING - (Fl) IONISOIMATTOMAN
SATEILYN VAARA - (CS) NEBEZPECi NEIONIZUJICIHO ZARENI - (SK) NEBEZPECENSTVO NEIONIZUJUCEHO ZARIADENIA - (SL) NEVARNOST NEJONIZIRANEGA SEVANJA
- (HR-SR) OPASNOST NEJONIZIRAJUCIH ZRAKA - (LT) NEJONIZUOTO SPINDULIAVIMO PAVOJUS - (ET) MITTEIONISEERITUDKIIRGUSTE OHT - (LV) NEJONIZEJOSA
1ZSTAROJUMA BISTAMIBA - (BG) ONACTHOCT OT HE NIOHU3UPAHO OBJTbYBAHE - (PL) ZAGROZENIE PROMIENIOWANIEM NIEJONIZUJACYM.

(EN) GENERAL HAZARD - (IT) PERICOLO GENERICO - (FR) DANGER GENERIQUE - (ES) PELIGRO GENERICO - (DE) GEFAHR ALLGEMEINER ART - (RU) OELLAS OTACHOCTb
- (PT) PERIGO GERAL - (EL) FENIKOZ KINAYNOZ - (NL) ALGEMEEN GEVAAR - (HU) ALTALANOS VESZELY - (RO) PERICOL GENERAL - (SV) ALLMAN FARA - (DA) ALMEN

FARE - (NO) GENERISK FARE STRALNING - (FI) YLEINEN VAARA - (CS) VSEOBECNE NEBEZPECI - (SK) VSEOBECNE NEBEZPECENSTVO - (SL) SPLOSNA NEVARNOST -

(HR-SR) OPCA OPASNOST - (LT) BENDRAS PAVOJUS - (ET) ULDINE OHT - (LV) VISPARIGA BISTAMIBA - (BG) O5LLUM OMACTHOCTM - (PL) OGOLNE NIEBEZPIECZENSTWO.

(EN) DO NOT USE THE HANDLE TO HANG THE WELDING MACHINE. - (IT) VIETATO UTILIZZARE LA MANIGLIA COME MEZZO DI SOSPENSIONE DELLA SALDATRICE - (FR)
INTERDIT D’UTILISER LA POIGNEE COMME MOYEN DE SUSPENSION DU POSTE DE SOUDAGE - (ES) SE PROHIBE UTILIZAR LA MANILLA COMO MEDIO DE SUSPENSION
DE LA SOLDADORA - (DE) ES IST UNTERSAGT, DEN GRIFF ALS MITTEL ZUM AUFHANGEN DER SCHWEISSMASCHINE ZU BENUTZEN - (RU) 3AMPELIEHO MOABELUNBATb
CBAPOYHbIW AMMAPAT 3A PYYKY - (PT) E PROIBIDO UTILIZAR A MAGANETA COMO MEIO DE SUSPENSAO DO APARELHO DE SOLDAR - (EL) AMAFOPEYETAI H XPHEH
THZ XEIPOAABHZ ZAN MEZO ANYWQZHZ THZ ZYTKOAAHTHTIKHZ ZYZKEYHZ - (NL) DE HANDGREEP MAG NIET WORDEN GEBRUIKT OM HET LASAPPARAAT AAN OP
TE HANGEN - (HU) TILOS A HEGESZTOGEPET A FOGANTYUJANAL FOGVA FELAKASZTANI - (RO) SE INTERZICE FOLOSIREA MANERULUI CA MIJLOC DE SUSTINERE A
APARATULUI DE SUDURA - (SV) DET AR FORBJUDET ATT ANVANDA HANDTAGET FOR ATT HANGA UPP SVETSEN - (DA) DET ER FORBUDT AT ANVENDE HANDREBET
TIL AT HAEVE SVEJSEMASKINEN - (NO) DET ER FORBUDT A BRUKE HANDTAKET FOR A HENGE SVEISEMASKINEN OPP - (FI) ON KIELLETTYA KAYTTAA KASIKAHVAA
HITSAUSLAITTEEN RIPUSTUSVALINEENA - (CS) JE ZAKAZANO POUZIVAT RUKOJET JAKO PROSTREDEK K ZAVESENI SVAROVACIHO PRISTROJE - (SK) JE ZAKAZANE
VESAT ZVARACI PRISTROJ ZA RUKOVAT - (SL) ROCAJA NE SMETE UPORABLJATI ZA OBESANJE VARILNEGA APARATA - (HR-SR) ZABRANJENO JE UPOTREBLJAVATI
RUCKU ZA PODIZANJE STROJA ZA VARENJE - (LT) DRAUDZIAMA NAUDOTI RANKENA KAIP PRIEMONESUVIRINIMO APARATO SUSTABDYMUI - (ET) ON KEELATUD
RIPUTADA KEEVITUSSEADET KASUTADES SELLEKS KAEPIDET - (LV) IR AIZLIEGTS IZMANTOT ROKTURI METINASANAS APARATA PIEKARSANAI - (BG) 3ABPAHEHO
E [A CE U3MOJNI3BA PbKOXBATKATA KATO CPE[ICTBO 3A OKAUBAHE HA 3ABAPBLYHUSA AMAPAT - (PL) ZABRANIA SIE UZYWANIA UCHWYTU JAKO SRODKA DO
ZAWIESZANIA SPAWARKI.

(EN) EYE PROTECTIONS MUST BE WORN - (IT) OBBLIGO DI INDOSSARE OCCHIALI PROTETTIVI - (FR) PORT DES LUNETTES DE PROTECTION OBLIGATOIRE - (ES)
OBLIGACION DE USAR GAFAS DE PROTECCION - (DE) DAS TRAGEN EINER SCHUTZBRILLE IST PFLICHT - (RU) OBSA3AHHOCTb HOCUTb 3ALUWUTHBIE OYKU - (PT)
OBRIGAGAO DE VESTIR OCULOS DE PROTECGAO - (EL) YNOXPEQZH NA ®OPATE MPOZTETEYTIKA F'YAAIA - (NL) VERPLICHT DRAGEN VAN BESCHERMENDE BRIL - (HU)
VEDOSZEMUVEG VISELETE KOTELEZO - (RO) ESTE OBLIGATORIE PURTAREA OCHELARILOR DE PROTECTIE - (SV) OBLIGATORISKT ATT ANVANDA SKYDDSGLASOGON

- (DA) PLIGT TIL AT ANVENDE BESKYTTELSESBRILLER - (NO) DET ER OBLIGATORISK A HA PA SEG VERNEBRILLEN - (FI) SUOJALASIEN KAYTTO PAKOLLISTA - (CS)
POVINNOST POUZIVANi OCHRANNYCH BRYLI - (SK) POVINNOST POUZIVANIA OCHRANNYCH OKULIAROV - (SL) OBVEZNA UPORABA ZASCITNIH OCAL - (HR-SR)
OBAVEZNA UPOTREBA ZASTITNIH NAOCALA - (LT) PRIVALOMA DIRBTI SU APSAUGINIAIS AKINIAIS - (ET) KOHUSTUS KANDA KAITSEPRILLE - (LV) PIENAKUMS VILKT
AIZSARGBRILLES - (BG) 3AOB/NKUTENHO [IA CE HOCAT MPEAMA3HM OYUIA - (PL) NAKAZ NOSZENIA OKULAROW OCHRONNYCH.

(EN) NO ENTRY FOR UNAUTHORISED PERSONNEL - (IT) DIVIETO DI ACCESSO ALLE PERSONE NON AUTORIZZATE - (FR) ACCES INTERDIT AUX PERSONNES NON
AUTORISEES - (ES) PROHIBIDO EL ACCESO A PERSONAS NO AUTORIZADAS - (DE) UNBEFUGTEN PERSONEN IST DER ZUTRITT VERBOTEN - (RU) 3ANPET A5
[OCTYNA NOCTOPOHHUX UL - (PT) PROIBIGAO DE ACESSO AS PESSOAS NAO AUTORIZADAS - (EL) ANTAFOPEY:H NPO:XBAZHZ XE MH EMITETPAMENA ATOMA - (NL)
TOEGANGSVERBOD VOOR NIET GEAUTORISEERDE PERSONEN - (HU) FEL NEM JOGOSITOTT SZEMELYEK SZAMARA TILOS A BELEPES - (RO) ACCESUL PERSOANELOR
NEAUTORIZATE ESTE INTERZIS - (SV) TILLTRADE FORBJUDET FOR ICKE AUKTORISERADE PERSONER - (DA) ADGANG FORBUDT FOR UVEDKOMMENDE - (NO) PERSONER
SOM IKKE ER AUTORISERTE MA IKKE HA ADGANG TIL APPARATEN - (FI) PAASY KIELLETTY ASIATTOMILTA - (CS) ZAKAZ VSTUPU NEPOVOLANYM OSOBAM - (SK)
ZAKAZ NEOPRAVNENEHO PRISTUPU K OSOB - (SL) DOSTOP PREPOVEDAN NEPOOBLASCENIM OSEBAM - (HR-SR) ZABRANA PRISTUPA NEOVLASTENIM OSOBAMA - (LT)
PASALINIAMS |EITI DRAUDZIAMA - (ET) SELLEKS VOLITAMATA ISIKUTEL ON TOOALAS VIIBIMINE KEELATUD - (LV) NEPIEDEROSAM PERSONAM IEEJA AIZLIEGTA - (BG)
3ABPAHEH E JOCTbNbT HA HEYMbJIHOMOLLEEHU JIULA - (PL) ZAKAZ DOSTEPU OSOBOM NIEUPOWAZNIONYM.

(EN) WEARING A PROTECTIVE MASK IS COMPULSORY - (IT) OBBLIGO USARE MASCHERA PROTETTIVA - (FR) PORT DU MASQUE DE PROTECTION OBLIGATOIRE - (ES)
OBLIGACION DE USAR MASCARA DE PROTECCION - (DE) DER GEBRAUCH EINER SCHUTZMASKE IST PFLICHT - (RU) OBSA3AHHOCTb MOMNb30BATLCS 3ALUTHON
MACKOW - (PT) OBRIGATORIO O USO DE MASCARA DE PROTEGCAO - (EL) YTOXPEQEH NA ®OPATE MPOXITATEYTIKH MAZKA - (NL) VERPLICHT GEBRUIK VAN
BESCHERMEND MASKER - (HU) VEDOMASZK HASZNALATA KOTELEZO - (RO) FOLOSIREA MASTII DE PROTECTIE OBLIGATORIE - (SV) OBLIGATORISKT ATT BARA
SKYDDSMASK - (DA) PLIGT TIL AT ANVENDE BESKYTTELSESMASKE - (NO) FORPLIKTELSE A BRUKE VERNEBRILLER - (FI) SUOJAMASKIN KAYTTO PAKOLLISTA - (CS)
POVINNE POUZITI OCHRANNEHO STITU - (SK) POVINNE POUZITIE OCHRANNEHO STITU - (SL) OBVEZNOST UPORABI ZASCITNE MASKE - (HR-SR) OBAVEZNO KORISTENJE
ZASTITNE MASKE - (LT) PRIVALOMA UZSIDETI APSAUGINE KAUKE - (ET) KOHUSTUSLIK KANDA KAITSEMASKI - (LV) PIENAKUMS IZMANTOT AIZSARGMASKU - (BG)
3AOBIMKUTENHO U3MON3BAHE HA NMPEAMNA3HA 3ABAPBHYHA MACKA. - (PL) NAKAZ UZYWANIA MASKI OCHRONNEJ.
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(EN) WEARING EAR PROTECTORS IS COMPULSORY - (IT) OBBLIGO PROTEZIONE DELL’UDITO - (FR) PROTECTION DE L’OUIE OBLIGATOIRE - (ES) OBLIGACION
DE PROTECCION DEL OIiDO - (DE) DAS TRAGEN VON GEHORSCHUTZ IST PFLICHT - (RU) OBA3AHHOCTb 3ALUMULLATbL CIYX - (PT) OBRIGATORIO PROTEGER
O OUVIDO - (EL) YNOXPEQZH MNPOZTAZIAZ AKOHZX - B L) VERPLICHTE OORBESCHERMING - (HU) HALLASVEDELEM KOTELEZO - (RO) PROTECTIA AUZULUI
OBLIGATORIE - (SV) OBLIGATORISKT ATT SKYDDA HORSELN - (DA) PLIGT TIL AT ANVENDE HGREVARN - (NO) FORPLIKTELSE A BRUKE HGRSELVERN - (Fl)
KUULOSUOJAUS PAKOLLINEN - (CS) POVINNOST OCHRANY SLUCHU - (SK) POVINNA OCHRANA SLUCHU - (SL) OBVEZNA UPORABA GLUSNIKOV - (HR-SR)
OBAVEZNA ZASTITA SLUHA - (LT) PRIVALOMOS APSAUGOS PRIEMONES KLAUSOS ORGANAMS - (ET) KOHUSTUS KANDA KUULMISKAITSEVAHENDEID - (LV)
PIENAKUMS AIZSARGAT DZIRDES ORGANUS - (BG) 3AABIDKUTEINHO JA CE HOCAT NPEAMNA3HU CPEOCTBA 3A CNYXA - (PL) NAKAZ OCHRONY SLUCHU.

(EN) USERS OF VITAL ELECTRICAL AND ELECTRONIC APPARATUS MUST NEVER USE THE MACHINE - (IT) VIETATO L’'USO DELLA MACCHINA Al PORTATORI
DI APPARECCHIATURE ELETTRICHE ED ELETTRONICHE VITALI - (FR) L’'UTILISATION DE LA MACHINE EST DECONSEILLEE AUX PORTEURS D’APPAREILS
ELECTRIQUES OU ELECTRONIQUES MEDICAUX - (ES) PROHIBIDO EL USO DE LA MAQUINA A LOS PORTADORES DE APARATOS ELECTRICOS Y ELECTRONICOS
VITALES - (DE) TRAGERN LEBENSERHALTENDER ELEKTRISCHER UND ELEKTRONISCHER GERATE IST DER GEBRAUCH DER MASCHINE UNTERSAGT - (RU)
NUCNONb30OBAHUE YCTAHOBKW 3AMPELLEHO JNIMLAM, UCNONb3YIOWUM SNIEKTPOHHYIO U SNIEKTPOANMAPATYPY OBECMNEYEHUA XXUSHEQEATENBbHOCTU

- (PT) E PROIBIDO O USO DA MAQUINA AOS PORTADORES DE APARELHAGENS ELECTRICAS E ELECTRONICAS VITAIS - (EL) AMAFOPEYETAI H XPHZH
TOY MHXANHMATOZ ZE ATOMA MOY ®EPOYN HAEKTPIKEZ KAl HAEKTPONIKEZ ZYZKEYEZ ZQTIKHZ THMAZIAZ - (NL) HET GEBRUIK VAN DE MACHINE IS
VERBODEN AAN DRAGERS VAN ELEKTRISCHE EN ELEKTRONISCHE VITALE APPARATUUR - (HU) TILOS A GEP HASZNALATA MINDAZOK SZAMARA, AKIK
SZERVEZETEBEN ELETFENNTARTO ELEKTROMOS VAGY ELEKTRONIKUS KESZULEK VAN BEEPITVE - (RO) SE INTERZICE FOLOSIREA MASINII DE CATRE
PERSOANELE PURTATOARE DE APARATE ELECTRICE Sl ELECTRONICE VITALE - (SV) FORBJUDET FOR ANVANDARE AV LIVSUPPEHALLANDE ELEKTRISKA
ELLER ELEKTRONISKA APPARATER ATT ANVANDA DENNA MASKIN - (DA) DET ER FORBUDT FOR PERSONER, DER ANVENDER LIVSVIGTIGT ELEKTRISK OG
ELEKTRONISK APPARATUR, AT ANVENDE MASKINEN - (NO) DET ER FORBUDT FOR PERSONER SOM BRUKER LIVSVIKTIGE ELEKTRISKE ELLER ELEKTRONISKE
APPARATER A BRUKE MASKINEN - (FI) KONEEN KAYTTOKIELTO SAHKOISTEN JA ELEKTRONISTEN HENKILONSUOJALAITTEIDEN KAYTTAJILLE - (CS) ZAKAZ
POUZITi STROJE NOSITELUM ELEKTRICKYCH A ELEKTRONICKYCH ZIVOTNE DULEZITYCH ZARIZENI - (SK) ZAKAZ POUZIVANIA STROJA OSOBAM SO ZIVOTNE
DOLEZITYMI ELEKTRICKYMI A ELEKTRONICKYMI ZARIADENIAMI - (SL) PREPOVEDANA UPORABA STROJA ZA UPORABNIKE ZIVLJENJSKO POMEMBNIH
ELEKTRICNIH IN ELEKTRONSKIH NAPRAV - (HR-SR) ZABRANJENO JE UPOTREBLJAVATI STROJ OSOBAMA KOJE IMAJU UGRADENE VITALNE ELEKTRICNE
ILI ELEKTRONICKE UREDAJE - (LT) GRIEZTAI DRAUDZIAMA SU JRANGA DIRBTI ASMENIMS, BESINAUDOJANTIEMS GYVYBISKAI SVARBIAIS ELEKTRINIAIS
AR ELEKTRONINIAIS PRIETAISAIS - (ET) SEADET El TOHI KASUTADA ISIKUD, KES KASUTAVAD MEDITSIINILISI ELEKTRI-JA ELEKTROONIKASEADMEID - (LV)
ELEKTRISKO VAI ELEKTRONISKO MEDICINISKO IERICU LIETOTAJIEM IR AIZLIEGTS IZMANTOT MASINU - (BG) 3ABPAHEHO E MON3BAHETO HA MALUUHATA
OT NUUA, HOCUTENU HA ENEKTPUYECKU U ENIEKTPOHHWU MEOULIMHCKU YCTPOWCTBA - (PL) ZABRONIONE JEST UZYWANIE URZADZENIA OSOBOM
STOSUJACYM ELEKTRYCZNE | ELEKTRONICZNE URZADZENIA WSPOMAGAJACE FUNKCJE ZYCIOWE.

(EN) PEOPLE WITH METAL PROSTHESES ARE NOT ALLOWED TO USE THE MACHINE - (IT) VIETATO L’'USO DELLA MACCHINA Al PORTATORI DI PROTESI
METALLICHE - (FR) UTILISATION INTERDITE DE LA MACHINE AUX PORTEURS DE PROTHESES METALLIQUES - (ES) PROHIBIDO EL USO DE LA MAQUINA A LOS
PORTADORES DE PROTESIS METALICAS - (DE) TRAGERN VON METALLPROTHESEN IST DER UMGANG MIT DER MASCHINE VERBOTEN - (RU) UCMOJIb30BAHUE
MALLUWHBI 3AMNPELWAETCS NIOASAM, UMEIOLMM METANMUYECKUE MPOTE3bI - (PT) PROIBIDO O USO DA MAQUINA AOS PORTADORES DE PROTESES
METALICAS - (EL) AATOPEYETAI H XPHZH THZ MHXANHZ XE ATOMA MOY ®EPOYN METAAAIKEE MPOXOHKEZ - (NL) HET GEBRUIK VAN DE MACHINE IS
VERBODEN AAN DE DRAGERS VAN METALEN PROTHESEN - (HU) TILOS A GEP HASZNALATA FEMPROTEZIST VISELO SZEMELYEK SZAMARA - (RO) SE
INTERZICE FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE DE PROTEZE METALICE - (SV) FORBJUDET FOR PERSONER SOM BAR METALLPROTES
ATT ANVANDA MASKINEN - (DA) DET ER FORBUDT FOR PERSONER MED METALPROTESER AT BENYTTE MASKINEN - (NO) BRUK AV MASKINEN ER IKKE
TILLATT FOR PERSONER MED METALLPROTESER - (FI) KONEEN KAYTTO KIELLETTY METALLIPROTEESIEN KANTAJILTA - (CS) ZAKAZ POUZITI STROJE
NOSITELUM KOVOVYCH PROTEZ - (SK) ZAKAZ POUZITIA STROJA OSOBAM S KOVOVYMI PROTEZAMI - (SL) PREPOVEDANA UPORABA STROJA ZA NOSILCE
KOVINSKIH PROTEZ - (HR-SR) ZABRANJENA UPOTREBA STROJA OSOBAMA KOJE NOSE METALNE PROTEZE - (LT) SU SUVIRINIMO APARATU DRAUDZIAMA
DIRBTI ASMENIMS, NAUDOJANTIEMS METALINIUS PROTEZUS - (ET) SEADET El TOHI KASUTADA ISIKUD, KES KASUTAVAD METALLPROTEESE - (LV) CILVEKIEM
AR METALA PROTEZEM IR AIZLIEGTS LIETOT IERICI - (BG) 3ABPAHEHA E YNOTPEBATA HA MALUMHATA OT HOCUTENMN HA METANTHWA MPOTE3MN - - (PL) ZAKAZ
UZYWANIA URZADZENIA OSOBOM STOSUJACYM PROTEZY METALOWE.

(EN) DO NOT WEAR OR CARRY METAL OBJECTS, WATCHES OR MAGNETISED CARDS - (IT) VIETATO INDOSSARE OGGETTI METALLICI, OROLOGI E SCHEDE
MAGNETICHE - (FR) INTERDICTION DE PORTER DES OBJETS METALLIQUES, MONTRES ET CARTES MAGNETIQUES - (ES) PROHIBIDO LLEVAR OBJETOS
METALICOS, RELOJES, Y TARJETAS MAGNETICAS - (DE) DAS TRAGEN VON METALLOBJEKTEN, UHREN UND MAGNETKARTEN IST VERBOTEN - (RU)
3AMNPELWAETCA HOCUTb METATNIIMYECKUE NMPEAMETbI, YACbl UMM MAFHUTHBLIE MIATBIIO - (PT) PROIBIDO VESTIR OBJECTOS METALICOS, RELOGIOS
E FICHAS MAGNETICAS - (EL) AMIATOPEYETAI NA ®OPATE METAAAIKA ANTIKEIMENA, POAOTIA KAl MATNHTIKEE MAAKETEZ - (NL) HET IS VERBODEN
METALEN VOORWERPEN, UURWERKEN EN MAGNETISCHE FICHES TE DRAGEN - (HU) TILOS FEMTARGYAK, KARORAK VISELETE ES MAGNESES KARTYAK
MAGUKNAL TARTASA - (RO) ESTE INTERZISA PURTAREA OBIECTELOR METALICE, A CEASURILOR Sl A CARTELELOR MAGNETICE - (SV) FORBJUDET ATT
BARA METALLFOREMAL, KLOCKOR OCH MAGNETKORT - (DA) FORBUD MOD AT BARE METALGENSTANDE, URE OG MAGNETISKE KORT - (NO) FORBUDT A
HA PA SEG METALLFORMAL KLOKKER OG MAGNETISKE KORT - (FI) METALLISTEN ESINEIDEN, KELLOJEN JA MAGNEETTIKORTTIEN MUKANA PITAMINEN
KIELLETTY - (CS) ZAKAZ NOSENi KOVOVYCH PREDMETU, HODINEK A MAGNETICKYCH KARET - (SK) ZAKAZ NOSENIA KOVOVYCH PREDMETOV, HODINIEK A
MAGNETICKYCH KARIET - (SL) PREPQVEDANO NOSENJE KOVINSKIH PREDMETOV, UR IN MAGNETNIH KARTIC - (HR-SR) ZABRANJENO NOSENJE METALNIH
PREDMETA, SATOVA | MAGNETSKIH CIPOVA - (LT) DRAUDZIAMA PRIE SAVES TURE TI METALINIY DAIKTY, LAIKRODZIY AR MAGNETINIY PLOKSTELIU - (ET)
KEELATUD ON KANDA METALLESEMEID, KELLASID JA MAGENTKAARTE - (LV) IR AIZLIEGTS VILKT METALA PRIEKSMETUS, PULKSTENUS UN NEMT LIDZI
MAGNETISKAS KARTES - (BG) 3ABPAHEHO E HOCEHETO HA METAITHU NPEOMETU, YACOBHWULIM U MATHUTHU CXEMM - (PL) ZAKAZ NOSZENIA PRZEDMIOTOW
METALOWYCH, ZEGARKOW | KART MAGNETYCZNYCH.
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(EN) NOT TO BE USED BY UNAUTHORISED PERSONNEL - (IT) VIETATO L'USO ALLE PERSONE NON AUTORIZZATE - (FR) UTILISATION INTERDITE AU
PERSONNEL NON AUTORISE - (ES) PROHIBIDO EL USO A PERSONAS NO AUTORIZADAS - (DE) DER GEBRAUCH DURCH UNBEFUGTE PERSONEN IST
VERBOTEN - (RU) UCMOJIb3OBAHUE 3AMNPELLAETCSA NIOAAM, HE UMEIOLLMM PA3PELLEHUA - (PT) PROIBIDO O USO AS PESSOAS NAO AUTORIZADAS

- (EL) ANATFOPEYZH XPHZHZ XE MH EMITETPAMENA ATOMA - (NL) HET GEBRUIK IS VERBODEN AAN NIET GEAUTORISEERDE PERSONEN - (HU) TILOS A
HASZNALATA A FEL NEM JOGOSITOTT SZEMELYEK SZAMARA - (RO) FOLOSIREA DE CATRE PERSOANELE NEAUTORIZATE ESTE INTERZISA - (SV) FORBJUDET
FOR ICKE AUKTORISERADE PERSONER ATT ANVANDA APPARATEN - (DA) DET ER FORBUDT FOR UVEDKOMMENDE AT ANVENDE MASKINEN - (NO) BRUK
ER IKKE TILLATT FOR UAUTORISERTE PERSONER - (FI) KAYTTO KIELLETTY, VALTUUTTAMATTOMILTA HENKILOILTA - (CS) ZAKAZ POUZITI NEPOVOLANYM
OSOBAM - (SK) ZAKAZ POUZITIA NEPOVOLANYM OSOBAM - (SL) NEPOOBLASCENIM OSEBAM UPORABA PREPOVEDANA - (HR-SR) ZABRANJENA UPOTREBA
NEOVLASTENIM OSOBAMA - (LT) PASALINIAMS NAUDOTIS DRAUDZIAMA - (ET) SELLEKS VOLITAMATA ISIKUTEL ON SEADME KASUTAMINE KEELATUD - (LV)
NEPILNVAROTAM PERSONAM IR AIZLIEGTS IZMANTOT APARATU - (BG) 3ABPAHEHO E MON3BAHETO OT HEYMbJIHOMOLLEHU JIULIA - (PL) ZAKAZ UZYWANIA
OSOBOM NIEAUTORYZOWANYM.

(EN) Symbol indicating separation of electrical and electronic appliances for refuse collection. The user is not allowed to dispose of these appliances as
solid, mixed urban refuse, and must do it through authorised refuse collection centres. - (IT) Simbolo che indica la raccolta separata delle apparecchiature
elettriche ed elettroniche. L’utente ha I’obbligo di non smaltire questa apparecchiatura come rifiuto municipale solido misto, ma di rivolgersi ai centri
di raccolta autorizzati. - (FR) Symbole indiquant la collecte differenciée des appareils électriques et électroniques. L’utilisateur ne peut éliminer ces
appareils avec les déchets ménagers solides mixtes, mais doit s’adresser a un centre de collecte autorisé. - (ES) Simbolo que indica la recogida por
separado de los aparatos eléctricos y electronicos. El usuario tiene la obligacion de no eliminar este aparato como desecho urbano sélido mixto, sino
de dirigirse a los centros de recogida autorizados. - (DE) Symbol fiir die getrennte Erfassung elektrischer und elektronischer Gerate. Der Benutzer hat
pflichtgemaR dafiir zu sorgen, daB dieses Gerat nicht mit dem gemischt erfaBBten festen Siedlungsabfall entsorgt wird. Stattdessen muB er eine der
autorisierten Entsorgungsstellen einschalten. - (RU) CumBon, yka3sbiBatowmii Ha pa3fenbHbii c60p 3neKTPUYeCcKOoro U 3eKTPOHHOro o6opyaoBaHus.
Monb3oBaTenk He MMeeT NpaBa BblOGpackiBaTh AaHHOe 06opyAOBaHMe B KayeCcTBe CMeLIaHHOro TBEpPAOoro 6bITOBOro oTxoAa, a o6s3aH obpawarbcsa
B CMeLnanM3nMpoBaHHbIe LEeHTPbI c6opa oTxoaoB. - (PT) Simbolo que indica a reunido separada das aparelhagens eléctricas e electrénicas. O utente
tem a obrigagao de néo eliminar esta aparelhagem como lixo municipal sélido misto, mas deve procurar os centros de recolha autorizados. - (EL)
ZUpBoAo TTou Beixvel ™m 6|u(popo1'rompsvn OUAAOYR TWV NAEKTPIKWY Kia nAsK'rpovmwv ouoKeUWV. O XPNOTNG UTTOXPEOUTAI va PNV Sl1oXeTEVEI auTh
TN GUOKEUN OaV PIKTO OTEPES AOTIKO amoBANTo, aAAd va atreuBuveTal oe eykekpInéva kévipa oulAAoyng. - (NL) Symbool dat wijst op de gescheiden
inzameling van elektrische en elektronische toestellen. De gebruiker is verplicht deze toestellen niet te lozen als gemengde vaste stadsafval, maar
moet zich wenden tot de geautoriseerde ophaalcentra. - (HU) Jeldlés, mely az elektromos és elektronikus felszerelések szelektiv huIIadékgyﬁjtését
jelzi. A felhasznalo koteles ezt a felszerelést nem a varosi tormelékhulladékkal egyiittesen gydijteni, hanem erre engedéllyel rendelkez6 hulladékgydijto
koézponthoz fordulni. - (RO) Simbol ce indica depozitarea separata a aparatelor electrice si electronice. Utilizatorul este obligat sa nu depoziteze acest
aparat impreuna cu deseurile solide mixte ci sa-l predea intr-un centru de depozitare a deseurilor autorizat. - (SV) Symbol som indikerar separat
sopsortering av elektriska och elektroniska apparater. Anvandaren far inte sortera denna anordning tillsammans med blandat fast hushallsavfall, utan
maste vinda sig till en auktoriserad insamlingsstation. - (DA) Symbol, der star for sarlig indsamling af elektriske og elektroniske apparater. Brugeren
har pligt til ikke at bortskaffe dette apparat som blandet, fast byaffald; der skal rettes henvendelse til et autoriseret indsamlingscenter. - (NO) Symbol
som angir separat sortering av elektriske og elektroniske apparater. Brukeren ma oppfylle forpliktelsen a ikke kaste bort dette apparatet sammen med
vanlige hjemmeavfallet, uten henvende seg til autoriserte oppsamlingssentraler. - (FI) Symboli, joka ilmoittaa sdahko- ja elektroniikkalaitteiden erillisen
kerdayksen. Kayttdjan velvollisuus on kdantya valtuutettujen kerdyspisteiden puoleen eika vilittaa laitetta kunnallisena sekajatteena. - (CS) Symbol
oznacujici separovany sbér elektrickych a elektronickych zafizeni. Uzivatel je povinen nezlikvidovat toto zafizeni jako pevny smiSeny komunalni
odpad, ale obratit se s nim na autorizované sbérny. - (SK) Symbol oznacujuci separovany zber elektrickych a elektronickych zariadeni. Uzivatel nesmie
likvidovat’ toto zariadenie ako pevny zmieSany komunalny odpad, ale je povinny doruéit’ ho do autorizovany zberni. - (SL) Simbol, ki oznacuje lo¢eno
zbiranje elektri€nih in elektronskih aparatov. Uporabnik tega aparata ne sme zavreci kot navaden gospodinjski trden odpadek, ampak se mora obrniti na
pooblascene centre za zbiranje. - (HR-SR) Simbol koji ozna¢ava posebno sakupljanje elektri¢nih i elektronskih aparata. Korisnik ne smije odloziti ovaj
aparat kao obican kruti otpad, ve¢ se mora obratiti ovlastenim centrima za sakupljanje. - (LT) Simbolis, nurodantis atskiry nebenaudojamy elektriniy
ir elektroniniy prietaisy surinkima. Vartotojas negali iSmesti Siy prietaisy kaip misriy kietyjy komunaliniy atlieku, bet privalo kreiptis j specializuotus
atlieky surinkimo centrus. - (ET) Stimbol, mis tahistab elektri- ja elektroonikaseadmete eraldi kogumist. Kasutaja kohustuseks on po6rduda volitatud
kogumiskeskuste poole ja mitte kdsitleda seda aparaati kui munitsipaalne segajaade. - (LV) Simbols, kas norada uz to, ka utilizacija ir javeic atseviski
no citam elektriskajam un elektroniskajam iericém. Lietotaja piendkums ir neizmest So aparatiiru municipalaja cieto atkritumu izgaztuve, bet nogadat
to pilnvarotaja atkritumu savaksanas centra. - (BG) CumBon, KOUTO O3HayaBa pa3fenHo cbOupaHe Ha eneKkTpuyeckaTa v ereKTpoHHa anapartypa.
MonsBaTtenAT ce 3aabMkaBa Aa He U3XBBbPIIA Ta3n anapaTypa KaTo CMeceH TBbpA 0TNaabk B KOHTEWHepUTe 3a CMeT, NoCTaBeHU OT obLMHaTa, a TpAbBa
[a ce o6bpHe KbM cneunanusupaHuTe 3a ToBa LeHTpoBe - (PL) Symbol, ktéry oznacza sortowanie odpadow aparatury elektrycznej i elektronicznej.
Zabrania sie likwidowania aparatury jako mieszanych odpadow miejskich statych, obowigzkiem uzytkownika jest skierowanie si¢ do autoryzowanych
osrodkéw gromadzacych odpady.
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BHUMAHUE: NPEOU OA U3MON3BATE ENIEKTPOXXEHA, MPOYETETE BHUMATEJTHO PbKOBOACTBOTO C MHCTPYKLUIUU 3A
NON3BAHE.

AL
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INSTRUKCJE OBSLUGI | KONSERWACUI .......oviiierrinerensse e sssnes str. 129

UWAGA: PRZED ROZPOCZECIEM SPAWANIA NALEZY UWAZNIE PRZECZYTAC INSTRUKCJE OBSLUGI!

A []]:[ INSTRUCTIONS FOR USE AND MAINTENANCE ........cooci it eeeean e pag. 5
] WARNING! BEFORE USING THE WELDING MACHINE READ THE INSTRUCTION MANUAL CAREFULLY!

A IID: ISTRUZIONI PER L’USO E LA MANUTENZIONE ........cocoiiiirreeccrereeeeeae e e eeennes pag. 10
] ATTENZIONE! PRIMA DI UTILIZZARE LA SALDATRICE LEGGERE ATTENTAMENTE IL MANUALE DI ISTRUZIONE!

A [ﬂ]: INSTRUCTIONS D’UTILISATION ET D’ENTRETIEN .....cccoiieeiriirreecireenreennns pag. 15
] ATTENTION! AVANT TOUTE UTILISATION DU POSTE DE SOUDAGE, LIRE ATTENTIVEMENT LE MANUEL D’INSTRUCTIONS!

/\ m:[ INSTRUCCIONES PARA EL USO Y MANTENIMIENTO ....cooceciiimiiiieiiienniennnns pag. 21

! ] ATENCION! ANTES DE UTILIZAR LA SOLDADORA LEER ATENTAMENTE EL MANUAL DE INSTRUCCIONES!

A [[[ BETRIEBS- UND WARTUNGSANLEITUNG ... e ren s sem e s. 27
] ACHTUNG! VOR GEBRAUCH DER SCHWEISSMASCHINE LESEN SIE BITTE SORGFALTIG DIE BETRIEBSANLEITUNG!

A H]:[ MHCTPYKUUU MO PABOTE U TEXOBCITYXUBAHUIO ........cceiimnrieeireeeie, cTp. 33
] BHUMAHMUE! NEPE[ TEM, KAK UCTMONb30BATb MALUUHY, BHUMATESIbHO MPOYUTATb PYKOBOLCTBO MOJIb30BATENS!

A []]:[ INSTRUGOES DE USO E MANUTENGAO ......cccooeeumririereeesecsaesessesessnssnsssens pag. 39
] CUIDADO! ANTES DE UTILIZAR A MAQUINA DE SOLDA LER CUIDADOSAMENTE O MANUAL DE INSTRUGOES !

A []]:[ OAHIEZ XPHZHZ KAI ZYNTHPHZHEI ... e ss s e s s oeA. 45
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INVERTER WELDING MACHINES FOR TIG AND MMA WELDING DESIGNED FOR
INDUSTRIAL AND PROFESSIONAL USE.
Note: In the following text the term “welding machine” will be used.

1. GENERAL SAFETY CONSIDERATIONS FOR ARC WELDING

The operator should be properly trained to use the welding machine safely
and should be informed about the risks related to arc welding procedures, the
associated protection measures and emergency procedures.

(Please refer to the applicable standard “EN 60974-9: Arc welding equipment.
Part 9: Installation and Use).

/N

- Avoid direct contact with the welding circuit: the no-load voltage supplied by
the welding machine can be dangerous under certain circumstances.

- When the welding cables are being connected or checks and repairs are
carried out the welding machine should be switched off and disconnected
from the power supply outlet.

- Switch off the welding machine and disconnect it from the power supply
outlet before replacing consumable torch parts.

- Make the electrical connections and installation according to the safety rules
and legislation in force.

- The welding machine should be connected only and exclusively to a power
source with the neutral lead connected to earth.

- Make sure that the power supply plug is correctly connected to the earth
protection outlet.

- Do not use the welding machine in damp or wet places and do not weld in the
rain.

- Do not use cables with worn insulation or loose connections.

& W/
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- Do not weld on containers or piping that contains or has contained flammable
liquid or gaseous products.

- Do not operate on materials cleaned with chlorinated solvents or near such
substances.

- Do not weld on containers under pressure.

- Remove all flammable materials (e.g. wood, paper, rags etc.) from the working
area.

- Provide adequate ventilation or facilities for the removal of welding fumes near
the arc; a systematic approach is needed in evaluating the exposure limits for
the welding fumes, which will depend on their composition, concentration
and the length of exposure itself.

- Keep the gas bottle (if used) away from heat sources, including direct
sunlight.

0LO®

- Use electric insulation that is suitable for the torch, the workpiece and any
metal parts that may be placed on the ground and nearby (accessible).

This can normally be done by wearing gloves, footwear, head protection and
clothing that are suitable for the purpose and by using insulating boards or
mats.

- Always protect your eyes with the relative filters, which must comply with UNI

EN 169 or UNI EN 379, mounted on masks or use helmets that comply with UNI
EN 175.
Use the relative fire-resistant clothing (compliant with UNI EN 11611) and
welding gloves (compliant with UNI EN 12477) without exposing the skin to
the ultraviolet and infrared rays produced by the arc; the protection must
extend to other people who are near the arc by way of screens or non-
reflective sheets.

- Noise: If the daily personal noise exposure (LEPd) is equal to or higher than 85
dB(A) because of particularly intensive welding operations, suitable personal
protective means must be used (Tab. 1).

OO IS

EMF
SAFE

- The flow of the welding current generates electromagnetic fields (EMF)
around the welding circuit.

Electromagnetic fields can interfere with certain medical equipment (e.g. Pace-

makers, respiratory equipment, metallic prostheses etc.).

Adequate protective measures must be adopted for persons with these types of
medical apparatus. For example, they must be forbidden access to the area in
which welding machines are in operation.

This welding machine conforms to technical product standards for exclusive
use in an industrial environment for professional purposes. It does not assure
compliance with the basic limits relative to human exposure to electromagnetic
fields in the domestic environment.

The operator must adopt the following procedures in order to reduce exposure

to electromagnetic fields:

- Fasten the two welding cables as close together as possible.

- Keep head and trunk as far away as possible from the welding circuit.

- Never wind welding cables around the body.

- Avoid welding with the body within the welding circuit. Keep both cables on
the same side of the body.

- Connect the welding current return cable to the piece being welded, as close
as possible to the welding joint.

- Do not weld while close to, sitting on or leaning against the welding machine
(keep at least 50 cm away from it).

- Do not leave objects in ferromagnetic material in proximity of the welding
circuit.

- Minimum distance d: 20 cm (Fig. O).

[\

- Class A equipment:

This welding machine conforms to technical product standards for exclusive
use in an industrial environment and for professional purposes. It does not
assure compliance with electromagnetic compatibility in domestic dwellings
and in premises directly connected to a low-voltage power supply system
feeding buildings for domestic use.

EXTRA PRECAUTIONS

- WELDING OPERATIONS:
- In environments with increased risk of electric shock.
- In confined spaces.
- In the presence of flammable or explosive materials.
MUST BE evaluated in advance by an “Expert supervisor” and must always be
carried out in the presence of other people trained to intervene in emergencies.
All protective technical measures MUST be taken as provided in 7.10; A.8;
A.10 of the applicable standard EN 60974-9: Arc welding equipment. Part 9:
Installation and Use”.

- The operator MUST NOT BE ALLOWED to weld in raised positions unless
safety platforms are used.

- VOLTAGE BETWEEN ELECTRODE HOLDERS OR TORCHES: working with

more than one welding machine on a single piece or on pieces that are
connected electrically may generate a dangerous accumulation of no-load
voltage between two different electrode holders or torches, the value of which
may reach double the allowed limit.
An expert coordinator must be designated to measuring the apparatus
to determine if any risks subsist and suitable protection measures can be
adopted, as foreseen by section 7.9 of the applicable standard “EN 60974-9:
Arc welding equipment. Part 9: Installation and Use”.

A RESIDUAL RISKS

- OVERTURNING: position the welding machine on a horizontal surface that is
able to support the weight: otherwise (e.g. inclined or uneven floors etc.) there
is danger of overturning.

- IMPROPER USE: it is hazardous to use the welding machine for any work
other than that for which it was designed (e.g. de-icing mains water pipes).

- Do not use the handle to hang the welding machine.

2. INTRODUCTION AND GENERAL DESCRIPTION

2.1 INTRODUCTION

This welding machine is a power source for arc welding, made specifically for TIG
(DC) (AC/DC) welding with HF or LIFT strike and MMA welding with coated electrodes
(rutile, acid, basic).

The particular features of this welding machine (INVERTER), such as high-speed and



precise adjustment, result in excellent quality welds.

The inverter system of regulation at the power supply input (primary) also leads to a
drastic decrease in the volume of both the transformer and the levelling reactance so
that it is possible to build a considerably smaller, lighter welding machine, highlighting
its advantages of easy handling and transport.

2.2 OPTIONAL ACCESSORIES

3.

Argon bottle adapter.

Welding current return cable complete with earth clamp.
Manual remote control with 1 potentiometer.

Manual remote control with 2 potentiometers.

Pedal remote control.

MMA welding kit.

TIG welding kit.

Self-darkening mask: with fixed or adjustable filter.
Gas connector and pipe for hook-up with Argon bottle.
Pressure reducing valve with gauge.

Torch for TIG welding.

TIG torch with potentiometer.

G.R.A. 4500 water cooling unit.

ARCTIC Trolley.

TECHNICAL DATA

3.1 DATA PLATE (FIG. A)
The most important data regarding use and performance of the welding machine are
summarised on the rating plate and have the following meaning:

1-
2-
3-
4-
5-
6-
7-
8-

Protection rating of the covering.

Symbol for power supply line:

1~: single phase alternating voltage;

3~: three phase alternating voltage.

Symbol S : indicates that welding operations may be carried out in environments

with heightened risk of electric shock (e.g. very close to large metallic volumes).

Symbol for welding procedure provided.

Symbol for internal structure of the welding machine.

EUROPEAN standard of reference, for safety and construction of arc welding

machines.

Manufacturer’s serial number for welding machine identification (indispensable for

technical assistance, requesting spare parts, discovering product origin).

Performance of the welding circuit:

- U, : maximum no-load voltage (open welding circuit).

- 1,/U, : current and corresponding normalised voltage that the welding machine
can supply during welding.

- X : Duty cycle: indicates the time for which the welding machine can supply
the corresponding current (same column). It is expressed as %, based on a 10
minutes cycle (e.g. 60% = 6 minutes working, 4 minutes pause, and so on).

If the usage factors (on the plate, referring to a 40°C environment) are exceeded,
the thermal safeguard will trigger (the welding machine will remain in standby
until its temperature returns within the allowed limits).

- AIV-AIV : shows the range of adjustment for the welding current (minimum
maximum) at the corresponding arc voltage.

Technical specifications for power supply line:

- U, : Alternating voltage and power supply frequency of welding machine (allowed
limit £10%).

-1 : Maximum current absorbed by the line.

1 max

- |, : Effective current supplied.

10--==: Size of delayed action fuses to be used to protect the power line.

1"

- Symbols referring to safety regulations, whose meaning is given in chapter 1
“General safety considerations for arc welding”.

Note: The data plate shown above is an example to give the meaning of the symbols
and numbers; the exact values of technical data for the welding machine in your
possession must be checked directly on the data plate of the welding machine itself.

3.2 OTHER TECHNICAL DATA
- WELDING MACHINE: see table 1 (TAB.1).

- TORCH:

see table 2 (TAB.2).

The welding machine weight is shown in table 1 (TAB. 1).

4.

DESCRIPTION OF THE WELDING MACHINE

4.1 BLOCK DIAGRAM

The welding machine consists basically of power and control modules made on PCB’s
and optimised to achieve perfect reliability and reduced maintenance.

This welding machine is controlled by a microprocessor that allows a large number

of

parameter settings so as to achieve perfect welding in any condition and with any

material. However, to make the best use of its properties it is necessary to be fully
aware of its possibilities.

Description (FIG. B)

1-
2-

3-

8-
O-

Three-phase power supply input, rectifier unit and levelling capacitors.

Transistor (IGBT) switching bridge and drivers; commutes the rectified power
supply voltage to high frequency alternating voltage and adjusts the power
according to the required welding current/voltage.

High frequency transformer; the voltage converted by block 2 powers the primary
winding; its function is to adjust the voltage and current to the values needed for
the arc welding procedure and at the same time to form galvanic separation of the
welding circuit from the power supply line.

Secondary rectifier bridge with levelling inductance; commutes the alternating
voltage / current supplied by the secondary winding into very low ripple direct
current / voltage.

Transistor (IGBT) switching bridge and drivers; transforms the secondary output
current from DC to AC for TIG AC welding (if present).

Control and adjustment electronics; controls the welding current value
instantaneously and compares it with the operator’s setting; modulates the control
impulses from the IGBT drivers that make the adjustment.

Welding machine operation control logic; sets the welding cycles, controls the
actuators, supervises the safety systems.

Settings panel and display of parameters and operating modes.

HF strike generator (if present).

10- Protective gas solenoid valve EV (if present).

"

- Welding machine cooling fan.

12- Remote control.

4.2 CONTROL, ADJUSTMENT AND CONNECTING DEVICES
4.2.1 Rear panel (FIG. C)

1-
2-
3-

4-

Main switch O/OFF - [/ON.

Power cable (2 P + T (Single-phase)), (3 P + T (Three-phase)).

Coupler for connecting the gas hose (bottle - welding machine pressure reducer)
(if present).

Fuse (if present).

5-
6-

Connector for water cooling unit (if present).

Connector for remote control:

Three different types of remote control can be connected to the welding machine

using the relative 14-pole connector at the back. Each device is recognised

automatically and can be used to adjust these parameters:

- Remote control with one potentiometer:
rotating the potentiometer knob varies the main current from minimum to
maximum. The main current can only be adjusted with the remote control.

- Pedal remote control:
the current value is determined by the position of the pedal. When in the TIG
2 STROKE mode, pressing the pedal starts the machine instead of pressing
the torch push-button (if present).

- Remote control with two potentiometers:
the first potentiometer adjusts the main current. the second potentiometer
adjusts another parameter that depends on the welding mode being used.
Rotating this potentiometer displays the parameter being varied (which can
no longer be controlled using the panel knob). The meaning of the second
potentiometer is: ARC FORCE if in the MMA mode and END SLOPE if in the
TIG mode.

- TIG torch with potentiometer.

A It is obligatory to use a 5-pole torch adapter for any TIG TORCH with
an on-board adjustment potentiometer in order to protect the welding machine
from internal breakage.

4.2.2 Front panel FIG. D

1-
2-
3-
4-
5.
6-

Positive (+) fast coupling for connecting the welding cable.
Negative (-) fast coupling for connecting the welding cable.
Connector for connecting the torch push-button.

Coupler for connecting the TIG torch gas hose.

Control panel.

Welding mode selection push-buttons:

6a PULSE - PULSE EASY - BiLEVEL
OON PULSE
AN
Omsy
OBiLEEL
When in the TIG mode, you can choose between pulsed (ON PULSE),
automatic pulse (EASY PULSE), and Bi-LEVEL. None of these processes is
active if the LED is off.
PULSE: manual pulse mode where the following parameters can be
set: MAIN CURRENT (l,), BASE CURRENT (l,), PULSE
FREQUENCY AND BALANCE.
EASY PULSE automatic pulsed mode where only the MAIN CURRENT ()
needs to be set. The other parameters, BASE CURREN
(I,), PULSE FREQUENCY and BALANCE, are adjusted
automatically according to the preset values (I, = 70% 1,
FREQUENCY = 2Hz, BALANCE = 0). These values can be
modified.
The PULSE and EASY PULSE modes are indicated for welding thin material.
Note: “G.R.A. SETTING™:
G.R.A. ON: Operation with G.R.A. management enabled.
G.R.A. OFF: Operation with G.R.A. management disabled, DEFAULT setting.
This specific machine setting can be accessed by holding the right push-
button (6a) down during the switching on and initial test phase (phase that
follows the switching off of the main switch).
6b 2T -4T - SPOT
O
([OL
QO spot
When in the TIG mode, use to select either 2 stroke, 4 stroke or timed spot
welding.
6¢c TIG - MMA
TIG HF
Omngurr
OMMA 7=
Operation mode: welding with coated electrode (MMA), TIG welding with
high frequency arc striking (TIG HF) and TIG welding with arc striking upon
contact (TIG LIFT).
6d AC/DC

o= |

Use to select between direct current welding and alternate current welding
when in the TIG mode (only present in AC/DC models).

Welding parameters that can be adjusted using the encoder knob (9), associated
with the previous setting of 6a, 6b, 6¢, 6d.
To set each parameter:

a) select the parameter to be adjusted (by pressing the knob (9)), which is
indicated by the corresponding lit LED;

b)  rotate the knob (9) and set the required value;

c) press the knob (9) again to adjust the next parameter.

N.B.: The parameters can be set as desired by the operator. There are, however,
value combinations that do not have a practical meaning for welding; in this case
the welding machine may not operate correctly.

7a PRE-GAS/VRD MMA

VRD

MMA

i [sec]

This is the PRE-GAS time in seconds (adjustment from 0 - 5 seconds) when



7b

7c

7d

7e

7f

79

7h

7k

in the TIG/HF mode. Improves welding starting.
When in the MMA mode, use to insert the Voltage Reduction Device “VRD” .

INITIAL CURRENT (I

START)

(e} O O

When in the TIG 2 stroke and SPOT modes it represents the initial current
I; that is maintained for a fixed time with the torch push-button pressed
(adjustment in Amperes).

When in the TIG 4 stroke mode, it represents the initial current I that is
maintained for the whole time during which the torch push-button is pressed
(adjustment in Amperes).

When in the MMA mode, it represents the “HOT START” dynamic overcurrent
(adjustment 0 + 100%). With indication on the display of the percentage
increase as to the pre-selected welding current value. This adjustment
improves welding fluidity.

INITIAL SLOPE (t

START)

(0]
(©) O O

When in the TIG mode this is the initial slope time of the current (from | to I,))
(adjustment 0.1 + 10 s). When at OFF there is no ramp.

The Iy, and tg,.. parameters can be used even with remote commands
given from the pedRaI, but the adjustment must be made before activating the
command.

MAIN CURRENT (l,)
o

e

In the TIG AC/DC or in the MMA mode, |, is the output current; in the PULSED
and BI-LEVEL mode |, is the maximum current. The parameter is measured
in Amperes.

BASE CURRENT - ARC FORCE

e

When in the TIG 4 stroke, Bi-LEVEL and PULSED mode, |, is the current
value that can be alternated with the main one, |, during welding. The value
is measured in Amperes. ’

When in the MMA mode, this is the dynamic “ARC-FORCE” overcurrent
(adjustment 0 + 100%); the display shows the percentage increase as to the
value of the pre-selected welding current. This adjustment improves welding
fluidity and stops the electrode from sticking to the workpiece.

FREQUENCY

=O (e} O O

This is the pulse frequency when in the TIG PULSED mode. For AC/DC
models in the TIG AC mode (with pulsing disabled), it is the frequency of the
welding current.

BALANCE

(ACIDC model) T o

-0 (DCmodel) S o -O- O

When in the TIG PULSED mode, this is the ratio (as a percentage) between
the time during which the current is at its highest level (main welding current)
and the total pulse period. In addition, when the AC/DC models are in the
TIG AC mode (with pulsation disabled), the parameter represents a ratio
between the time with positive current and the time with negative current: if
the parameter value is negative heating and workpiece penetration increase,
if the parameter value is positive surface cleaning is greater and electrode
heat increases, while if the parameter value is null there is balance between
the negative and positive currents during the AC frequency period. (TAB. 4).

SPOT TIME

-O O O
When in the TIG (SPOT) mode it represents the welding duration (adjustment
0.1+ 10 s).

END SLOPE (tgnp)

=
When in the TIG mode it represents the end slope time of the current (from Ig
to I,) (adjustment 0.1 + 10 s). When at OFF there is no ramp.

7

7m

7n

END CURRENT (IgnD)

-0
When in the TIG 2 stroke mode it represents the end current |_but only if the
END RAMP (7k) has been set at a value higher than zero (> 0.1 s).

When in the TIG 4 stroke mode it represents the end current |, for the whole
time during which the torch push-button is pressed.

The sizes are expressed in Amperes.

POSTGAS

i[sec]
=O o) -
When in the TIG mode, it represents the POSTGAS time in seconds
(adjustment 0.1 - 10 s), and protects electrodes and pool welding from
oxidation.

ELECTRODE PREHEATING

e
When in the TIG AC mode, this adjusts electrode preheating to make welding
starting easier (adjustment 2.6 + 53 A-sec.). The higher the value set, the
higher the preheating energy. When at OFF there is no preheating.

8- REMOTE CONTROL LED. Used to transfer control of the welding parameters to
the remote control.

9- Parameter setting (7) encoder knob and parameter selection key (7).

10- Alphanumeric display.

11- Green LED, power on.

12- ALARM signalling LED (the machine is blocked).

Resetting is automatic when the reason for alarm activation stops.

Alarm messages shown on the display (10) FIG. D:

- “AL.1"
- “AL.2"
- “AL.9”

: the primary circuit safety thermal switch has been triggered (if
installed).

. general protection has been triggered (thermal switch or network
overvoltage or network undervoltage).

: protection triggered due to malfunction of the torch water cooling
circuit. Resetting is not automatic.

When the welding machine is switched off, the signal “AL.2” may appear for a few
seconds.

4.2.3 Front panel (FIG. D1)

1- Positive (+) fast coupling for connecting the welding cable.
2- Negative (-) fast coupling for connecting the welding cable.
3- Control panel.

4- Welding mode selection push-button:

MMA - TIG LIFT

Operation mode: welding with coated electrode (MMA), TIG welding with arc strike
upon contact (TIG LIFT).

Welding parameters that can be adjusted using the encoder knob (6), associated
with the previous setting of 4.

To set each parameter:

a)

b)
<)

select the parameter to be adjusted (by pressing the knob (6)), which is
indicated by the corresponding lit LED.

rotate the knob (6) and set the required value.

press the knob (6) again to adjust the next parameter.

NB: The parameters can be set as desired by the operator. There are, however,
value combinations that do not have a practical meaning for welding; in this case
the welding machine may not operate correctly.

5a

5b

VRD MMA

-O—I

O\
A

o

VRD

--O-

When in the MMA mode, it allows to insert the Voltage Reduction Device
“VRD".

HOT START

HOT
START

)
A

©)

LI @ SLTEREREEY

When in the MMA mode, it represents the “HOT START” dynamic overcurrent
(adjustment 0 + 100%). With indication on the display of the percentage
increase as to the pre-selected welding current value. This adjustment
improves welding fluidity.
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an(Opmmmnnnanad ——
When in TIG mode, MMA represents the output current . The parameter is
measured in Amperes.
5d ARC FORCE
I )\
A
A
..O........... [——
[EA\ RUTIL
BASIC
100 % CELLULOSIC

When in the MMA mode, this is the dynamic “ARC-FORCE” overcurrent
(adjustment 0 + 100%); the display shows the percentage increase as to
the value of the pre-selected welding current. This setting improves welding
fluidity and prevents the electrode from sticking to the metal piece.

6-
7-
8-

Parameter setting (5) encoder knob and parameter selection key (5).
Alphanumeric display.

REMOTE CONTROL LED. Used to transfer control of the welding parameters to
the remote control.

ALARM signalling LED (the machine is blocked).

Resetting is automatic when the reason for alarm activation stops.

Alarm messages shown on the display (7) FIG. D1:

-“AL.1” : the primary circuit protection thermal switch has been triggered (if
installed).

-“AL. 2" : the secondary circuit protection thermal switch has been triggered

-“AL. 3" : power line overvoltage protection has been triggered

-“AL.4” : power line undervoltage protection has been triggered

- “AL. 8" : auxiliary voltage out of range

10- Green LED, power ON.

4.3 G.R.A. water cooling unit ENABLING and DISABLING instructions (where

applicable)

Enabling procedure:

1- Press the main switch (1) simultaneously with the right button on the front panel
(6a) to turn the machine on.

2- The code "G.r.a - OFF" will appear on the display after the machine is turned on
(factory settings: cooling unit disabled).

3- Turn the encoder knob (9) until the code "G.r.a - on" appears on the display.

4- Press the encoder button (9) once to confirm the selection.

The cooling unit is now enabled.

Disabling procedure:
Repeat the same sequence confirming the code "G.r.a. - OFF" to disable the unit.

NB: If the welding machine is set to "G.r.a. - on" mode, but no cooling unit has been
connected, the cooling circuit malfunction protection will be triggered after a couple of
seconds of operation (code "AL.9").

5. INSTALLATION

A WARNING! CARRY OUT ALL INSTALLATION OPERATIONS AND
ELECTRICAL CONNECTIONS WITH THE WELDING MACHINE COMPLETELY
SWITCHED OFF AND DISCONNECTED FROM THE POWER SUPPLY OUTLET.
THE ELECTRICAL CONNECTIONS MUST BE MADE ONLY AND EXCLUSIVELY
BY AUTHORISED OR QUALIFIED PERSONNEL.

5.1 PREPARATION
Unpack the welding machine, assemble the separate parts contained in the package.

5.1.1 Assembling the return cable-clamp (FIG. E)
5.1.2 Assembling the welding cable-electrode holder clamp (FIG. E)

5.2 POSITION OF THE WELDING MACHINE

Choose the place to install the welding machine so that the cooling air inlets and
outlets are not obstructed (forced circulation by fan, if present); at the same time make
sure that conductive dusts, corrosive vapours, humidity etc. will not be sucked into
the machine.

Leave at least 250mm free space around the welding machine.

A WARNING! Position the welding machine on a flat surface with
sufficient carrying capacity for its weight, to prevent it from tipping or moving
hazardously.

5.3 CONNECTION TO THE MAIN POWER SUPPLY

Before making any electrical connection, make sure the rating data of the welding
machine correspond to the mains voltage and frequency available at the place of
installation.

The welding machine should only be connected to a power supply system with the
neutral conductor connected to earth.

To ensure protection against indirect contact use residual current devices of the
following types:

- Type A ( ) for single phase machines;

- Type B ( ) for 3-phase machines.

In order to satisfy the requirements of the EN 61000-3-11 (Flicker) standard we
recommend connecting the welding machine to the interface points of the main
power supply that have an impedance of less than:

Zmax = 0.234 Ohm (3P+T 230V)

Zmax = 0.286 Ohm (3P+T 400V)

Zmax = 0.234 Ohm (1/N/PE 230V) 200A AC/DC

Zmax = 0.218 Ohm (1/N/PE 230V) 220A DC

The IEC/EN 61000-3-12 Standard does not apply to the welding machine.

If the welding machine is connected to an electrical grid, the installer or user must
make sure that the machine can indeed be connected (if necessary, consult the
company that manages the electrical grid).

5.3.1 Plug and outlet

Connect a normalised plug (2P + P.E) (1~); (3P + P.E) (3~) - having sufficient capacity-
to the power cable and prepare a mains outlet fitted with fuses or an automatic circuit-
breaker; the special earth terminal should be connected to the earth conductor (yellow-
green) of the power supply line. Table (TAB.1) shows the recommended delayed fuse
sizes in amps, chosen according to the max. nominal current supplied by the welding
machine, and the nominal voltage of the main power supply.

A WARNING! Failure to observe the above rules will make the (Class 1)
safety system installed by the manufacturer ineffective with consequent serious
risks to persons (e.g. electric shock) and objects (e.g. fire).

5.4 CONNECTION OF THE WELDING CABLES

A WARNING! BEFORE MAKING THE FOLLOWING CONNECTIONS MAKE
SURE THE WELDING MACHINE IS SWITCHED OFF AND DISCONNECTED FROM
THE POWER SUPPLY OUTLET.

Table (TAB. 1) gives the recommended values for the welding cables (in mm?)
depending on the maximum current supplied by the welding machine.

5.4.1 TIG welding

Connecting the torch

- Insert the torch current cable into the appropriate quick terminal (-)/~. Connect the
three-pin connector (torch button) to the appropriate socket. Connect the torch gas
pipe to the appropriate connector.

Connecting the welding current return cable

- This is connected to the piece to be welded or to the metal bench on which it rests,
as close as possible to the joint being made.

This cable is connected to the terminal with the (+) symbol (~ for TIG machines
designed for AC welding).

Connecting the gas bottle

- Screw the pressure reducing valve to the gas bottle valve, first inserting the special
reduction accessory supplied when argon gas is used.

- Connect the gas inflow hose to the pressure reducing valve and tighten the hose
clamp supplied.

- Loosen the ringnut for adjusting the pressure reducing valve before opening the
valve on the bottle.

- Open the valve on the bottle and adjust the quantity of gas (I/min) according to the
suggestions for use given in the table (TAB. 4); if it is necessary to adjust the gas
flow during welding this should always be done by adjusting the ring nut on the
pressure reduction valve. Make sure there are no leaks in the piping and connectors.
WARNING! Always close the gas bottle valve at the end of the job.

5.4.2 MMA WELDING

Almost all coated electrodes are connected to the positive pole (+) of the power
source; as an exception to the negative pole (-) for acid coated electrodes.
Connecting the electrode-holder clamp welding cable

On the end take a special terminal that is used to close the uncovered part of the
electrode.

This cable is connected to the terminal with the symbol (+)

Connecting the welding current return cable

This is connected to the piece being welded or to the metal bench supporting it, as
close as possible to the join being made.

This cable is connected to the terminal with the symbol (-)

Warnings:

Turn the welding cable connectors right down into the quick connections (if present),
to ensure a perfect electrical contact; otherwise the connectors themselves will
overheat, resulting in their rapid deterioration and loss of efficiency.

The welding cables should be as short as possible.

Do not use metal structures which are not part of the workpiece to substitute the
return cable of the welding current: this could jeopardise safety and result in poor
welding.

6. WELDING: DESCRIPTION OF THE PROCEDURE

6.1 TIG WELDING

TIG welding is a welding procedure that exploits the heat produced by the electric arc
that is struck, and maintained, between a non-consumable electrode (tungsten) and
the piece to be welded. The tungsten electrode is supported by a torch suitable for
transmitting the welding current to it and protecting the electrode itself and the weld
pool from atmospheric oxidation, by the flow of an inert gas (usually argon: Ar 99.5)
which flows out of the ceramic nozzle (FIG. G).

To achieve a good weld it is absolutely necessary to use the exact electrode diameter
with the exact current, see the table (TAB. 3).

The electrode usually protrudes from the ceramic nozzle by 2-3mm, but this may
reach 8mm for corner welding.

Welding is achieved by fusion of the edges of the joint. For properly prepared thin
pieces (up to about 1mm) weld material is not needed (FIG. H).

For thicker pieces it is necessary to use filler rods of the same composition as the base
material and with an appropriate diameter, preparing the edges correctly (FIG. I). To
achieve a good weld the pieces should be carefully cleaned and free of oxidation, oil,
grease, solvents etc.

6.1.1 HF and LIFT strike

HF strike:

The electric arc is struck without contact between the tungsten electrode and the piece
being welded, by means of a spark generated by a high frequency device. This strike
mode does not entail either tungsten inclusions in the weld pool or electrode wear and
gives an easy start in all welding positions.

Procedure:

Press the torch button, bringing the tip of the electrode close to the piece (2 -3mm),
wait for the arc strike transferred by the HF pulses and, when the arch has struck, form
the weld pool on the piece and proceed along the joint.

If there are difficulties in striking the arc even though the presence of gas is confirmed
and the HF discharges are visible, do not insist for long in subjecting the electrode to
HF action, but check the integrity of the surface and the shape of the tip, dressing it
on the grinding wheel if necessary. At the end of the cycle the current will fall at the
slope down setting.

LIFT strike:

The electric arc is struck by moving the tungsten electrode away from the piece to be
welded. This strike mode causes less electrical-radiation disturbance and reduces



tungsten inclusions and electrode wear to a minimum.

Procedure:

Place the tip of the electrode on the piece, using gentle pressure. Press the torch
button right down and lift the electrode 2-3mm with a few moments’ delay, thus striking
the arc. Initially the welding machine supplies a current | ., after a few moments the
welding current setting will be supplied. At the end of the cycle the current will fall to
zero at the slope down setting.

6.1.2 TIG DC welding

TIG DC welding is suitable for all low- and high-carbon steels and the heavy metals,
copper, nickel, titanium and their alloys.

For TIG DC welding with the electrode to the (-) terminal the electrode with 2% thorium
(red band) is usually used or else the electrode with 2% cerium (grey band).

It is necessary to sharpen the tungsten electrode axially on the grinding wheel,
as shown in FIG. L, making sure that the tip is perfectly concentric to prevent arc
deviation. It is important to carry out the grinding along the length of the electrode.
This operation should be repeated periodically, depending on the amount of use and
wear of the electrode, or when the electrode has been accidentally contaminated,
oxidised or used incorrectly. In TIG DC mode 2-stroke (2T) and 4-stroke(4T) operation
are possible.

6.1.3 TIG AC welding

This type of welding can be used to weld metals such as aluminium and magnesium,
which form a protective, insulating oxide on their surface. By reversing the welding
current polarity it is possible to “break” the surface layer of oxide by means of a
mechanism called “ionic sandblasting”. The voltage on the tungsten electrode
alternates between positive (EP) and negative (EN). During the EP period the oxide
is removed from the surface (“cleaning”or “pickling”) allowing formation of the pool.
During the EN period there is maximum heat transfer to the piece, allowing welding.
The possibility of varying the balance parameter in AC means that it is possible to
reduce the EP current period to a minimum, allowing quicker welding.

Higher balance values give quicker welding, greater penetration, a more concentrated
arc, a narrower weld pool and limited heating of the electrode. Lower values give a
cleaner piece. If the balance value is too low this will widen the arc and the de-oxidised
part, overheat the electrode with consequent formation of a sphere on the tip making it
more difficult to strike the arc and control its direction. If the balance value is too high
this will create a “dirty” weld pool with dark inclusions.

The table (TAB. 4) summarises the effects of parameter changes in AC welding.

In TIG AC mode 2-stroke (2T) and 4-stroke (4T) operation are possible.

The instructions for this welding procedure are also valid.

The table (TAB. 3) shows suggested values for welding on aluminium; the most
suitable electrode is a pure tungsten electrode (green band).

6.1.4 Procedure

- Use the knob to adjust the welding current to the desired value; if necessary adjust

during welding to the actual required heat transfer.

Press the torch button and make sure the gas flow from the torch is correct; if

necessary, adjust pre-gas and postgas times; these times should be adjusted

according to operating conditions, the postgas delay in particular should be long
enough to allow the electrode and weld pool to cool at the end of welding without
coming into contact with the atmosphere (oxidation and contamination).

TIG mode with 2T sequence:

- Press the torch button (P.T.) right down to strike the arc with a current of I ...
The current will increase according to the START SLOPE UP setting to the welt ing
current value.

- To interrupt welding, release the torch button so that either the current gradually
decreases (if the FINAL SLOPE DOWN parameter has been enabled) or the arc is
extinguished immediately, followed by postgas.

TIG mode with 4T sequence:

- The first time the button is pressed it will strike the arc with a current equal to I ...
When the button is released the current will increase according to the START
SLOPE UP setting to the welding current value; this value is maintained even with
the button is released. When the button is pressed again the current will decrease
according to the FINAL SLOPE DOWN setting, until it reaches I_,. The I, current
will be maintained until the button is released to terminate the welding cycle and
start the postgas phase. If, on the other hand, the button is released while the FINAL
SLOPE DOWN function is proceeding, the welding cycle will terminate immediately
and the postgas phase will start.

TIG mode with 4T and BI-LEVEL sequence:

- The first time the button is pressed it will strike the arc with a current equal to I,

When the button is released the current will increase according to the START

SLOPE UP setting to the welding current value; this value is maintained even when

the button is released. Now, every time the button is pressed (the time between

pressure and release should be short) the current will change between the setting

for the BI-LEVEL |, parameter and the main current value 1.

When the button is kept pressed down for a longer space of time the current will

decrease according to the FINAL SLOPE DOWN setting, until it reaches I,. The

leno current will be maintained until the button is released to terminate the welding
cycle and start the postgas phase. If, on the other hand, the button is released while
the FINAL SLOPE DOWN function is proceeding, the welding cycle will terminate

immediately and the postgas phase will start (FIG. M).

TIG SPOT mode:

- Welding is carried out by keeping the torch push-button pressed until the pre-set
time has been reached (spot time).

6.2 MMA WELDING

- It is most important that the user refers to the maker’s instructions indicated on the
stick electrode packaging. This will indicate the correct polarity of the stick electrode
and the most suitable current.

- The welding current must be regulated according to the diameter of the electrode in
use and the type of the joint to be carried out: see below the currents corresponding
to various electrode diameters:

Welding current (A)
@ Electrode (mm) -

Min. Max.

1.6 25 50

2 40 80

25 60 110

3.2 80 160

4 120 200

5 150 280

6 200 350

- The user must consider that, according to the electrode diameter, higher current
values must be used for flat welding, whereas for vertical or overhead welds lower

_9-

current values are necessary.
- As well as being determined by the chosen current intensity, the mechanical
characteristics of the welded join are also determined by the other welding
parameters i.e. arc length, working rate and position, electrode diameter and
quality (to store the electrodes correctly, keep them in a dry place protected by their
packaging or containers).
The properties of the weld also depend on the ARC-FORCE value (dynamic
behaviour) of the welding machine. The setting for this parameter can be made
either on the panel or using the remote control with 2 potentiometers.
It should be noted that high ARC-FORCE values achieve better penetration and
allow welding in any position typically with basic electrodes, low ARC-FORCE
values give a softer, spray-free arc typically with rutile electrodes.
The welding machine is also equipped with HOT START and ANTI STICK devices to
guarantee easy starts and to prevent the electrode from sticking to the piece.

6.2.1 Procedure

- Holding the mask IN FRONT OF THE FACE, strike the electrode tip on the workpiece
as if you were striking a match. This is the correct strike-up method.

WARNING: do not hit the electrode on the workpiece, this could damage the
electrode and make strike-up difficult.

- As soon as arc is ignited, try to maintain a distance from the workpiece equal to the
diameter of the electrode in use. Keep this distance as much constant as possible
for the duration of the weld. Remember that the angle of the electrode as it advances
should be of 20-30 grades.

- At the end of the weld bead, bring the end of the electrode backward, in order to
fill the weld crater, quickly lift the electrode from the weld pool to extinguish the arc
(CHARACTERISTICS OF THE WELD BEAD - FIG. N).

7. MAINTENANCE

A WARNING! BEFORE CARRYING OUT MAINTENANCE OPERATIONS
MAKE SURE THE WELDING MACHINE IS SWITCHED OFF AND DISCONNECTED
FROM THE MAIN POWER SUPPLY.

7.1 ROUTINE MAINTENANCE
ROUTINE MAINTENANCE OPERATIONS CAN BE CARRIED OUT BY THE
OPERATOR.

7.1.1 Torch

- Do not put the torch or its cable on hot pieces; this would cause the insulating
materials to melt, making the torch unusable after a very short time.

Make regular checks on the gas pipe and connector seals.

Accurately match collet and collet body with the selected electrode diameter in order
to avoid overheating, bad gas diffusion and poor performance.

At least once a day check the terminal parts of the torch for wear and make sure they
are assembled correctly: nozzle, electrode, electrode-holder clamp, gas diffuser.

7.2 EXTRAORDINARY MAINTENANCE

EXTRAORDINARY MAINTENANCE MUST ONLY BE CARRIED OUT BY
TECHNICIANS WHO ARE EXPERT OR QUALIFIED IN THE ELECTRIC-
MECHANICAL FIELD, AND IN FULL RESPECT OF THE IEC/EN 60974-4
TECHNICAL DIRECTIVE.

A WARNING! BEFORE REMOVING THE WELDING MACHINE PANELS
AND WORKING INSIDE THE MACHINE MAKE SURE THE WELDING MACHINE
IS SWITCHED OFF AND DISCONNECTED FROM THE MAIN POWER SUPPLY
OUTLET.

If checks are made inside the welding machine while it is live, this may cause
serious electric shock due to direct contact with live parts and/or injury due to
direct contact with moving parts.

Periodically, and in any case with a frequency in keeping with the utilisation and with
the environment’s dust conditions, inspect the inside of the welding machine and
remove the dust deposited on the electronic boards with a very soft brush or with
appropriate solvents.

At the same time make sure the electrical connections are tight and check the wiring
for damage to the insulation.

At the end of these operations re-assemble the panels of the welding machine and
screw the fastening screws right down.

Never, ever carry out welding operations while the welding machine is open.

After having carried out maintenance or repairs, restore the connections and wiring
as they were before, making sure they do not come into contact with moving parts or
parts that can reach high temperatures. Tie all the wires as they were before, being
careful to keep the high voltage connections of the primary transformer separate
from the low voltage ones of the secondary transformer.

Use all the original washers and screws when closing the casing.

8. TROUBLESHOOTING

IN CASE OF UNSATISFACTORY FUNCTIONING, BEFORE SERVICING MACHINE

OR REQUESTING ASSISTANCE, CARRY OUT THE FOLLOWING CHECK:

- Check that the welding current is correct for the diamter and electrode type in use.

Check that when general switch is ON the relative lamp is ON. If this is not the case

then the problem is located on the mains (cables, plugs, outlets, fuses, etc.).

Check that the yellow led (ie. thermal protection interruption- either over or

undervoltage or short circuit) is not lit.

Check that the nominal intermittance ratio is correct. In case there is a thermal

protection interruption, wait for the machine to cool down, check that the fan is

working properly.

Check the mains voltage: if the value is too high or too low the welding machine will

be stopped.

- Check that there is no short-circuit at the output of the machine: if this is the case
eliminate the incovenience.

- Check that all connections of the welding circuit are correct, particularly that the
work clamp is well attached to the workpiece, with no interferring material or
surface-coverings (ie. Paint).

- Protective gas must be of appropriate type (Argon 99.5%) and quantity.
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8. MOUCK HEUCMNPABHOCTEM

CBAPOYHbIN AMMAPAT C MHBEPTOPOM 11151 CBAPKM TIG U MMA Ansi
MPOMBILWNEHHOIO U NPO®PECCUOHAITIbHOIO UCMOJIb3OBAHUA.
MpumeyaHue: B npuBeaeHHOM panee TekcTe UCMONb3YeTCS TEPMUH BapOUHbINA
annapart”.

1.

OBLUAA TEXHUKA BE3OMACHOCTM MPU YTOBOW CBAPKE

Pabounii pomkeH ObITb XOpPOLWO 3HaKOM C 6e30MmacHbiM WCMONMb30BaHMEM

c

Bapo4yHOro annapara U O3HaKOMJieH C pUCKaMu, CBsAA3aHHbLIMU C Mnpoueccom

AYroBOW CBapku, C COOTBETCTBYKOLMMW HOPMamu 3aluUTbl U aBapUNHLIMU
cUTyauusiMm.
(Cm. Takxke ctaHaapT “EN 60974-9: O6opyaoBaHue Ans ayroBow cBapku. Yactb

9:

YcTaHOBKa U ucnonb3oBaHue”).

/N

MN36eraTb HenocpeAcTBEHHOrO KOHTAKTa C 3NeKTPUYECKUM KOHTYPOM CBapKM,
TaK Kak B OTCYTCTBUM Harpy3ku HanpsikeHue, nopaBaeMoe reHepaTopom,
BO3pacTaeT U MOXeT GbITb OMacHo.

OTCcoeAMHATb BUMKY MaliMHbI OT 3MIeKTPUYECKON CeTU nepen nNpoBeAeHUEM
nobbIX paboT No coeAuHeHUIo Kabenen cBapku, MeponpuaTUi No npoBepke
M PEMOHTY.

BbikntoyaTb CBapoOYHbIN annapaTt M OTCOeAMHATbL NUTaHME nepen TeM, Kak
3aMeHUTb U3HOLLIEHHbIE AeTanyn CBapoO4YHOIN ropernku.

BbINONMHUTBL 3MEKTPUYECKYI0 YCTAaHOBKY B COOTBETCTBUE C AEWCTBYHOLMUM
3aKoHOAaTeNbCTBOM M NpaBuUiaMy TEXHUKN Ge3onacHoOCTy.

CoeAVHATL CBapOYHYH MaLUMHY TOMBKO C CETbI0 MUTaHWUs C HENTPanbHbLIM
NPOBOAHWUKOM, COEAAMHEHHBLIM C 3a3eMIIEHUEM.

Y6eauTbCcA, 4TO po3eTKa CeTU NpaBUNILHO COeAMHEHA C 3a3eMyieHUeM
3aWnThI.

He nonb3oBaTbcsi annapaToM B CbhIPbIX W MOKPbIX MOMELUEHUsX, U He
npou3BoAuTe CBapKy noA AoXAeM.

He nonb3oBaTbcA kaGenem c MOBPeXAEHHOW WU3ONsiILMEN UNU C MIOXUM
KOHTaKTOM B COE€AUHEHUSIX.

He npoBoauTL cBapo4HbLIX paGoT Ha KOHTeMHepax, eMKOCTSX unu Tpy6ax,
KOTopble coepKanu Xuakue unu razoobpasHbie roproyme BellecTea.

He npoBoaWTb CBapoYHbIX paGoT Ha MaTepuanax, 4YuCTKa KOTOPbIX
npoBoAunacb Xf0poCoAepXalluMy PacTBOPUTENSIMU MW MOGNM3OCTU OT
yKa3aHHbIX BELIECTB.

He npoBoaunTb cBapKy Ha pesepByapax nof AaBrneHUeM.

Y6upartb ¢ paGoyero Mecta Bce roptouue matepuansl (Hanpumep, AepeBo,
Gymary, TpAAINkK U T.4.).

O6ecneunTb AOCTaTOYHYIO BEHTUASILMIO paGoyero MecTa Uy Nonb3oBaThCs
cneunanbHbIMU  BbITSXKKaMU  Ans  yAaneHus AbiMa, o6pasylolierocs B
npouecce cBapku psaom ¢ ayroi. Heo6xoaumo cuctemaTuyecku NpoBepsATb
BO3AeiCTBUE AbIMOB CBapKu, B 3aBUCUMOCTMU OT UX COCTaBa, KOHLEHTpaLummn
1 NPOAOIKUTENBHOCTN BO3AENCTBUS.

- UsberaiTe HarpeBaHua GanroHa pasnMYHbLIMU UCTOYHWKaMK Temnna, B TOM
Yucrne U NPAMbIMU CONTHEYHbLIMU Nly4amMm (ecnu UCNonb3yeTcs).

POLO®

- ObecneysTe [OOMKHYIO JNMEKTPUYECKYH W3OMALUIO  MeXAY TOperkown,
obpabaTbiBaeMoOW AeTanbio U 3a3eMNeHHbIMU MeTannuyeckummn aetansmu,
KOTOpPble MOTyT HaXOANTLCA NOGnM30CcTH (B paanyce AOCATaeMOCTH).

Kak npaBuno, aTo MoXxHo o6ecneynTb, MCMONb3ys NepyaTku, 06yBb, FONOBHbIE
y6opbl M opexay, NpeaycMOTPeHHble ANs 3TUX Uened U NocpeacTBOM
MCNONb30BaHMA U3ONALMOHHBIX NOACTaBOK UM KOBPUKOB.

Bcerpa 3awmwante rnasa, MCMNONb3ys COOTBETCTByloWMe UNLTPSI,
cooTBeTcTBYOWMe Tpe6oBaHuam ctaHaaptoB UNI EN 169 unu UNI EN 379,
yCTaHOBIEHHble Ha Mackax MNWU Kackax, COOTBETCTBYHOLMX TpeGoBaHMAM
ctanaapta UNI EN 175.

Ucnonb3yuTe cneuvanbHyo 3alMTHYO OrHeCTOWKyo oaexay
(cooTBeTcTBYlOWYI Tpe6oBaHusaM ctaHaapta UNI EN 11611) u cBapouHbie
nepyatku (cooTBeTcTBylowMe TpeboBaHusim ctaHpaapta UNI EN 12477),
cneas 3a Tem, 4TOOblI 3anuagepmMuc He noaBeprancs 6bl BO3AeWCTBUIO
ynsTpacmoneToBbiX WM UHGPaAKpPaCHbIX Jy4YyeW, WU3nyvaembix AYron;
HeobGXoAMMO Takke 3alUTUTbL NKoAeNr, HaxoAsWMUXcs BONU3M CBapoOYHOMN
AYTU, UCMONb3ysA HeoTpaxatolmue IKpPaHbl MU TEHTbI.

YpoBeHb wyma: Ecnu BcneacTBue BbINONHEHMA OCOGEHHO MHTEHCUBHOM
CBapKu exeAHeBHbIA YpoBeHb BO3[AeNCTBUA Ha paboTHukoB (LEPd) paBeH
wnu npessbiwaer 85 aob(A), Heo6xoAMMO Mcnonb3oBaTb MHAMBUAYalbHbIE
cpeacTBa 3awmThl (Tab. 1).

(R

EMEF

- MpoxoxpeHue

CBapoYHOro
anekTpomarHuTHbIX nonen (EMF), Haxoaawmxcsa psaoM ¢ KOHTYPOM CBapKu.
OneKTpPOMarH1THbIE MONsi MOFYT OTPUUATeNlbHO BMMATL Ha HeKoTopble

TOKa npuBoguTt K BO3HUKHOBEHUIO

MeAULMHCKMe  annapaTtbl (Hanpumep, BoAuUTEsb
pecnupaTtopbl, MeTannunyeckme nporesbl U T. .D,.).
Heobxoaumo npuHATL COOTBeTCTByHOUIMe 3auuTHbie Mepbl B OTHOLWIEeHUU
nioaen, MerLmx yKa3aHHble annapatbl. Hanpumep, cneayet 3anpeTuTb
AOCTYnN B 30HY paboTbl cBapo4HOro annapara.

3TOT CBapouYHbIN annapar yAoBneTtBopsAeT TeXHUYeCKUM cTaHaapTam
n3genusa Ansi UCMoNib30BaHUS UCKNIOYUTENbHO B MPOMbIWNEHHOW cpeae B
npodeccuoHanbHbIX uUensix. He rapaHTupyeTcsi COOTBETCTBME OCHOBHbLIM
npegernam, kKacaroLMMCs BO34eACTBMA Ha YenoBeKka 3NeKTPOMarHMTHbIX nonewn
B ObITOBbIX YyCnoBu siX.

cepaevyHoro putma,

OnepaTtop AOMKeH UCMONb30BaTh crieaylolue npoueaypbl Tak, YTo6bl

COKpPaTUTb BO3AENCTBUE IMEKTPOMArHMTHbIX None:

- MpuKpenuTb BMecTe Kak MOXHO Gnive ABa kKabernsi cBapku.

[epxaTb ronosy v TyNOBULLE KaK MOXHO Aarblue OT CBapO4HOro KOHTypa.

Hukorga He HamaTbIBaTb CBapoOYHbIe KaGenu BOKpyr Tena.

He BecTu cBapKy, ecnu Balue Terio HaXOAUTCS BHYTPU CBapOYHOro KOHTypa.

OepxaTb 06a kabens ¢ o4HOM U TOM Xe CTOPOHbLI Tena.

- CoeAnHUTbL 06GpaTHLIN Kabenb CBapOYHOro Toka CO CBapvMBaeMoW AeTanbio
KaK MOXHO 6rue K BbINOMHAEMOMY COeAUHEHUIO.

- He BecTu cBapky psiAOM CO CBapoO4YHbLIM annapaToM, CMAsl Ha HEM Wunu

onupasicb Ha CBapoYHbIv annapart (MMHUManbHoe paccTosiHue: 50 cm).

He ocTaBnsTb heppuMarHuTHbIE NpeaMeThI PSAOM CO CBapOYHbIM KOHTYPOM.

- MuHumanbsHoe paccrosinue d= 20 cm (PUC. O).

- OGopypoBaHue knacca A:

9TOT CcBapoYHbLIN annapaT yAOBMNETBOPSAET TeXHUYECKOMY CTaHAapTy
M3genusi Anst UCMONb30BaHUA MWCKIIOYUTENBHO B MPOMbILWEHHOW cpeae B
npodeccroHanbHbIX Uensx. He rapaHTupyetcsa coorBeTcTBUE TpeGoBaHMAM
3MEeKTPOMarHUTHON COBMECTUMOCTU B GbITOBLIX MOMELLEHUSAX U B MOMELLEHUSAX,
NpsAMO COEAMHEHHbIX C 3MEKTPOCETbLIO HU3KOro HanpsbkeHWs, noAalolen
nuTaHue B GbITOBbLIE MOMELLEHUS.

A AOONOJNIHUTENbHBLIE NPEAOCTOPOXHOCTU

- ONEPALMU CBAPKM:

- B MOMeLLEHUN C BLICOKMM PUCKOM 3NEKTPUYECKOro paspsaaa.

- B NOrpaHMYHbIX 30HaX.

- NpPW HanM4Yumn Bo3ropaembiX U B3pbIBYaTbIX MaTepManoB.

HEOBXOOUMO, 4To6bl “OTBETCTBEHHbIN 3KCNEpT” NpeABapuUTeribHO OLEeHUI
PUCK 1 paboTbl AOMKHbLI NPOBOAUTLCS B NPUCYTCTBUM APYTUX NULL, YMEIOLLUX
AelcTBOBaThb B CUTYaLMn TPEeBOTHU.

HEOBXOOUMO ucnonb3oBaTb TEXHUYECKME CPeAcTBa 3alUTbl, ONUCaHHbIe
B paspenax 7.10; A.8; A.10. ctanpapta “EN 60974-9: O6opyaoBaHue Ans
[yroBou cBapku. YacTb 9: YcTaHoBKa M ucnonb3soBaHue”.

HEOBXOAUMO 3anpeTuTb cBapKy, koraa pabounit npMNoaHAT HaA NosoMm, 3a
WCKIlOYeHneM criy4yaeB, Korga ucnonb3yroTcs nnatgopmMbl 6e3onacHocTy.
HANPSAXEHUE MEXAOY OEPXATENAMU 3NEKTPOAOB UMW FOPENKAMM:
paboTasi ¢ HECKONIbKMMM CBapOYHbIMM annapaTtamMu Ha OAHOW AeTanu unu
Ha COeAMHEeHHbIX 3NEeKTPUYeCcKUM AeTansx BO3MOXHa reHepauusi onacHow
CYMMbI “XONOCTOro” HanpsXKeHUA MeXAay ABYMS pas3NUyHbIMU AepKaTensimm
3NeKTPOAOB UNU ropenkamMu, A0 3HAYEHUs, MOTYLLEero B AiBa pa3a NpeBbICUTb
AONYyCTUMBINA Npeaen.

KsanuduunpoBaHHoMy cneuuanucty Heo6xoauMMo nopyuuTb npuGopHoe
“3MepeHue ANns BbISBNEHUs1 PUCKOB U BbIGOpa NoAXOAALMUX CPeACTB 3alUThI
cornacHo pasgeny 7.9. craHaapta “EN 60974-9: O6opyaoBaHue AN AyroBow
cBapku. YacTb 9: YcTaHOBKa M Mcnonb3oBaHue”.

A ICTATOYHbIA PUCK

- OMPOKUObLIBAHUE: pacnonoXxuTb CBapo4HbIi annapaT Ha rOpu3oHTarbHOMU

NOBEepPXHOCTU Hecyu.leﬁ cnoco6HocTH, COOTBeTCTByIOLI.leﬁ mMacce; B NpOTUBHOM
cny4ae (Hanp., nor nop HakNMoHOM, HEPOBHbIN U T. D,..) cyuiecTByeT OonacHoCTb
onpokuabiBaHUA.
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NPUMEHEHUE HE MO HA3HAYEHMIO: onacHO nNpuMeHsITb CBapoO4HbIW
annapart ansA nobbix paboT, oTNUYaWMXCA OT NPeAyCMOTPEHHbIX (Hanp.
Pa3mopaxwuBaHue Tpy6 BogoONpoBOAHO ceTh).

3anpelleHo NoaBelnBaTL CBapOYHbINA annapar 3a pyuky.

2. BBEOEHMUE U OBLLEE ONMUCAHUE

2.1 BBEAEHUE

OTOT CBapoyHbli annapat SBMSeTCs WCTOYHMKOM TOKa ANs OYroBOW CBapku,
cneuvanbHO U3rOTOBMEHHbIN AN BbinonHeHus ceapku TIG (DC) (AC/DC) c
Bo30OyxaeHnem HF wunu LIFT gna ceapkm MMA anektpogjamu € MOKPbITUEM
(pyTUnoBble, KNCNOTHbIE, LLENOYHbIE).

OcobbiMy  xapakTepucTkamy  fJaHHoro csapoyHoro annapata (MHBEPTEP),
ABMSIOTCS BbICOKAsi CKOPOCTb W TOYHOCTb PErynupoBaHus, KoTopble obecneunsaiot
npekpacHoe Ka4yecTBO CBapKU.

PerynvpoBaHve cuctemon "wHBepTep” Ha BXOAe B NWHWIO MUTaHWS (NMEPBUYHYIO)
npMBOAMT K pe3KoMy CokpalleHuio obbema, Kkak TpaHcdopmaTtopa, Tak U
BbINPAMIIAIOLLEro COMPOTMBMEHUS, MO3BOMSS CO3A4aTb CBAPOYHbIA annapaTt ouveHb
HebonbLoro Beca n obbema, noayepknMBasi kadyectsa MOABWMXHOCTU U NErkocTn B
pabore.

2.2 NPUHAANEXHOCTW, NOCTABNAEMBIE MO 3AKA3Y
- ApanTep 6annoHa c aproHom.
- O6paTHbIi kKabenb Toka CBapKX, YKOMMNIIEKTOBAHHbIN 3a>KMMOM 3a3eMIeHust.
- PyyHoe AncTaHUMOHHOE ynpaBneHue npu nomoLuy 1 noteHuMomeTpa.
- PyyHOoe AucTaHuMOHHOE ynpaBneHune 2 noTeHUMoMeTpamu.
- AuncTtaHumMoHHOe ynpasrneHve npy NoMoLLM neaanm.
- Ha6op ans ceapku MMA.
- Ha6op ans ceapku TIG.
- Camo-3aTeMHsioLLasicst Macka: ¢ (OMKCMPOBaHHbLIM UMK perynnpyembiM unsTpoMm.
- MaTtpy6ok Ans ra3a v rasoBasi Tpy6ka Ans coeauHeHus 6annoHa ¢ aproHom.
- PenykTop faBneHns ¢ MaHOMETPOM.
- lopenka ans ceapku TIG.
- Topenka TIG ¢ nOTEHUMOMETPOM.
- Yaen BoasaHoro oxnaxaenunsa G.R.A. 4500.
- Tenexka ARCTIC.

3. TEXHUWYECKUE JAHHbIE

3.1 TABJIUYKA OAHHBIX (PUC. A)

TexHunyeckne pAaHHble, xapakTepusylolme paboTy W nonb3oBaHWe annapaTtom,

npvBeaeHbl Ha cneuuanbHon Tabrnuyke, UX pasbsCHEHUEe AAEeTCs HUKe:

1- CTeneHb 3almThbl KOpryca.

2- CuMBON NUTaoLLER ceTu:

OpHodhasHoe nepemMeHHoe HanpshxeHue;
TpexdasHoe nepemMeHHoe HanpsxxeHue.

3- CuvmBON S : ykasblBaEeT, YTO MOXHO BbIMOMHSTb CBAPKY B MOMELLEHUM C MOBbILLEHHbIM
PWCKOM 3M1EKTPUYECKOTO LLoka (HanpuMep, PSAOM C MeTanMyeckumM Maccamm).

4- CumBON NpeaycMOTPEHHOrO TUna CBapKu.

5- BHyTpeHHsIA CTPYKTypHasa cxema CBapO4HOro annapara.

6- CootBetcTByeT EBponeiickum Hopmam Ge3onacHOCTM U TpeGoBaHUAM K
KOHCTPYKLIMM [YroBbIX CBApPOYHbIX annapaTos.

7- CepuiiHbii Homep. WpoeHTudumkauus mawwmHbl (Heobxogum npu obpalueHunn
3a TEXHUYECKOW MOMOLLbIO, 3anacHbIMU YacTsAMU, MPOBEPKE OPUIMHANbLHOCTU
nagenus).

8- [MapameTpbl CBApPOYHOTO KOHTYpa:

- U_: makcumanbHoe HanpspkeHne 6e3 Harpysku.

- 1/U, : Tok 1 HanpsbkeHne, COOTBETCTBYIOLLME HOPMaNM30BaHHbLIM MPOU3BOAMMbIE
annapaTom BO BPEMsI CBapKu.

- X': KoathhuLmMeHT NnpepbIBUCTOCTM paboThbl.
MokasbiBaeT BpemMsi, B TeYEHWU KOTOPOro annapat MoxeT obecneunTb
yKa3aHHbIi B 3TOW e KomnoHke Tok. KoadpcpuumeHT ykasbiBaetcsd B % K
ocHOBHOMY 10 - MWUHYTHOMY UuKny. (Hanpumep, 60% paBHseTcs 6 MUHyTaMm
paboTbl c nocnegyoWwmUmM 4-x MAHYTHBIM nepepbiBom, U T. [.). B Tom cnyyae,
ecnu akTopbl UCNOMb30BaHUSA (MPUMEHUTENBHO K TemnepaType oKpy>KatoLen
cpeabl 40°C) npeBbIWatoTCs, 3TO NPUBEAET K cpabaTbiBaHNIO TeMnepaTypHOu
3alWMTbl (CBApPOYHbIA annapaTr OCTaHEeTCsi B COCTOSIHWM MOKOS, Moka ero
TemnepaTtypa He BepHeTCA B JONyCTUMblE Npeaernb).

- AIV-A/V : ykasblBaeT AvanasoH perynmpoBKM Toka CBapki (MUHMManbHbIA/
MaKCVMasbHbI) NPy COOTBETCTBYIOLLEM HaNPSHXKEHUN Ayru.

9- TMapameTpbl aNEKTPUYECKO CeT NUTaHNS:

- U, : nepemeHHOoe HanpsbkeHue W 4acToTa nuTaloleil ceTu annapata
(MakcmmaanbM ponyck = 10 %).
I1 ware ! MaKCUManbHbIV TOK, NOTPebnsiemMbii oT ceTu.
Lo s acb(peKTMBHbM TOK, NOTPE6nseMblii OT ceTy.

10-== : BenuuuHa nnaBKkMX nNpefoxpaHWTenen 3aMeaneHHoro [AencTBus,
npegycMaTpvBaeMblX A4S 3aLUTbl NHUN.

11- CvimBOnbI, COOTBETCTBYIOLLME NpaBuiam 6€30nacHOCTH, Ybe 3Ha4YeHNe NPMBEAEHO
B rmaBe 1 “O6Lwas TexHWka 6e3onacHOCTW Ans AyroBov cBapku’.

Mpumevanue: Mpumep naeHTUUKaLMOHHON Tabnnykn SBMSETCA ykadaTenbHbIM ANs1
0ObSACHEHNS1 3HAYEHNSI CUMBOJIOB U LIMPP: TOYHbIE 3HAYEHWUS TEXHUYECKUX AaHHbIX
BalLero annapara npuesefeHbl Ha ero Tabnuuke.

3.2 APYTUE TEXHUWYECKUE OAHHbIE

- CBAPOYHbIN AMMAPAT: cmoTpy Tabnuuy 1 (TAB.1).
- FOPEJIKA: cmoTpu Tabnuuy 2 (TAB.2).
Bec cBapouHoro annapara ykasaH B Tabnuue 1 (TAB.1).

4. ONMUCAHUE CBAPOYHOI'O AMMNAPATA

4.1 BNOK-CXEMA

CBsapoyHbIi annapart B OCHOBHOM COCTOUT U3 CUIOBbIX GrOKOB 1 GNOKOB ynpasneHus,
M3roToBMEeHHbIX Ha 6ase neyarHbIX NnaT U ONTUMMU3MPOBAHHBLIX Ana obecneveHns
MaKCMMaribHON Hai@XHOCTU W CHKEHNA TEX0BCnyXnBaHus.

OTOT CBApPOYHOrO annapat ynpasnseTcst MMKPONpOLIECCOPOM, NO3BOMNAILLIMM 3aAaBaTh
6onbLIOe KOMMYEeCTBO NapameTpoB ANA TOro, 4ToBbl 0BecneynTb OnTUManbHYH
cBapKy B MOBbIX ycrnosusx v Ha nbom matepuane. [ina Toro, YTobbl NOMHOCTLIO
MCMONb30BaTh XapakTepUCTUKK, HEOBX0AMMO 3HaTb paboune BOSMOXHOCTY.

Onucaxue (PUC. B)

1- TpexdasHbl MMHENHbIN BXOA NUTAHWS, BbINPAMASIOWMIA y3en U CrnaxusatoLime
KOHAEHcaTopbl.

2- MocT nepeknioyeHnst Ha TpaHauctopax (IGBT) v npuBoabl; nepekntovaeT
BbINPSIMIIEHHOE HaMPsKEHNe NUHWU Ha NepeMeHHOe HanpsbkeHWe C BbICOKON
YacTOTON, a TakXke BbIMOMHSAET perynMpoBaHne MOLLHOCTW, B 3aBMCUMMOCTU OT
TpebyeMoro Toka/HanpsiKeHUst CBapKu.

3- TpaHcdopmaTtop C BbICOKOW 4acTOTOW; nepBuYHasi obMoTka monyyaeT nutaHue
B BuAe npeobpas3oBaHHOrO HanpsikeHust oT Brioka 2; oH BbINOMHAET hyHKLUMIO
apanTaummn HanpsbkeHWst U Toka K BenMunHam, HeobXxoaMMbIM ANSt BbINONHEHUS!

8-
9-

[lyroBo¥i CBapKv 1 OAHOBPEMEHHO ANSA ranbBaHU4YECKOM N30MNALMUM Lieny CBapku oT
TIMHAN MUTaHUSA.

BTopuyHbIf MOCT-BbINPAMUTENb co CrnaxuBatoLLmm MHOYKTUBHbBIM
COMpOTUBMEHNEM; NepekniodaeT HanpshkeHne / nepemMeHHbI Tok, nogaBaeMble
Ha BTOPUYHYIO OBMOTKY, Ha MOCTOSIHHbLIA TOK / HanpsbkeHWe C OYeHb HU3KUMU
konebaHuamm.

MocT nepekntodeHnss Ha TpaHauctopax (IGBT) u npusoabl; npeobpasyer
BTOPUYHbIN BbIXOAHOW TOK C MOCTOSIHHOTO Ha NepemMeHHbIi, anst ceapku TIG AC
(ecnu nmetoTcs).

OnekTpoHHoe obopyAoBaHMe ANs KOHTPOMS W PerynupoBaHusi; MrHOBEHHO
KOHTPONMUPYET BENUYMHY TOKa CBapKV U CPaBHUBAET ee C 3aaHHON onepaTtopoM
BEMUYMHOW; MoZynupyeT ynpaensiowye umnynbcbl npuBoaoB IGBT, koTopble
BbINOMHSIIOT perynupoBaHue.

Jlorvka ynpaBneHus paboToii CBapOYHOrO anmnapaTta: ycTaHaBnMBaeT LWKMb
CBapku, ynpaensieT WCMOSHWUTENbHLIMU MexaHu3mamu, BefeT HabniogeHve 3a
cucteMamm 6e30MacHoOCTU.

MaHenb ycTaHOBKM 1 BU3yanu3aLmy NapameTpoB N PEXUMOB (OYHKLMOHVPOBaHWS.
lenepatop 3axwuranmna HF (ecnu nmetotes).

10- OnekTpoknanaH 3awuTtHoro rasa EV (ecnv umetorcs).

11-

BeHTUNATOp OXNaXaeHWs CBapoYHOro annapara.

12- InctaHUMOHHOE perynmpoBaHue.

4.2 YCTPOWCTBA YMNPABIEHUSA, PETYJIMPOBKA U COEOUHEHUA
4.2.1 3apHana naHenb (PUC. C)

1-
2-

3-
4-

5-
6-

masHbI Bbikntovatens O/OFF - [/ON.

Kabenb nutaHus (2 koHTakTa + 3emnsi (ogHodasHbiin)), (3 KOHTakTa + 3emns

(TpexdpasHebin)).

CoeavHeHve ons NoAKMYeHUst ra3oBon Tpybku (pegyKTop AaBneHus G6annowHa -

CBapOYHbIN annapar) (ecnv uMeroTcs).

MpenoxpaHutens (ecnu MMeLTCS).

CoeanHnTenNb y3na BOASHOIO OXNaxAeHNs BOAb! (€CNv NMELOTCS).

CoefuHWTENb AN NYNLTOB AUCTAHLIMOHHOIO yNpaBlieHNs:

Mpy nomowm 14-KOHTAKTHOrO COeAMHUTENS K 3a4Hel YacTu CBapO4HOro annapara

MOXHO MOAKMIOYNTL 3 Pa3NUYHbIX TUMOB NyNLTOB AMCTAHLIMOHHOIO YrpaBrieHus.

Bce ycTpoicTBa pacnosHalTCA aBTOMAaTMHECKM M MO3BOMAKT perynMposaTb

crepyoLine napameTpsbil:

- [AMCTaHLUMOHHbIN NYNbT yNpaBneHus ¢ OAHUM NOTEHLIMOMETPOM:
npu NOBOPOTE PYYKM NOTEHLMOMETPA M3MEHSIETCS [MaBHbIA TOK OT MUHUMYMa
[0 Makcumyma. PerynmpoBKy rmaBHOroO Toka MOXHO OCYLLECTBMSATb TOMbKO C
[OVCTaHUMOHHOIO MyrnbTa YnpaBneHns.

- [OucTaHuMoHHasA neganb ynpaBneHus:
3HayYeHne Toka onpeaenseTca nonoxeHmem neganv. Kpome Toro, B pexvime
2-OTAMHOIO TIG, HapaBnuBaHWe Ha neganb NPUBOAWT K 3arycKy annaparta
BMECTO HaXaTusl KHOMKM FOpesiku (eCrnv MMetTcs).

- [OncTaHUMOHHbIN NYSLT yNpaBrneHusi ¢ ABYMs MOTEHLMOMeTpamMm:
nepBbI MOTEHUMOMETP perynupyeT rmaBHbI TOK. BTopoi noteHumomeTp
perynupyeTt Apyroii mapameTp, KOTOpbI 3aBUCUT OT aKTUBM3MPOBAHHOIO
pexuma capku. [pu noBopoTe 3TOro MOTeHUMOMeTpa oTobpaxaercs
M3MeHsieMbli  napameTp (KOTopbli  Gonblue Henb3si  perynupoBsaTtb C
NOMOLLbIO PYYKM Ha maHenu). Brtopow noteHumometp perynupyer: ARC
FORCE, ecnu BkntoyeH pexum MMA, n 3ABEPLUAIOLLAA KPUBAA, ecnn
BKIoYeH pexum TIG.

- lFopenka TIG c noTeHUMOMeTPOM.

A Y7061 M3GexaTb BHYTPEHHUX MOBPEXAEHMI CBapo4yHOro anmnapara,
nonb3oBatento co Bcemu [OPEJIKAMU TIG Heobxogumo wucnonb3oBaTb
5-KOHTaKTHbLIA  ajanTep TrOpPeniku €O  BCTPOEHHbIM  PerysiMpoBOYHbIM
NOTeHLNOMETPOM.

4.2.2 NepepHsas naHens PUC. D

1-
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MonoxuTtenbHbI  ObICTPOAEUCTBYIOWMIA — 3aXUM  (+) AN NOACOeAVHEHUS
cBapoyHoro kabens.

OTpuuatenbHbli  BbICTPOAEVCTBYIOLMIA  3aXuUM  (-)  AnNS  noAcoeaviHeHust
cBapoyHoro kabens.

CoeanHnTens ANs noakntoyYeHUst kabens KHOMKW ropesiku.

CoeanHuTenb ANs NOAKMIOYEHUS ra3oBon Tpyoku ropenku TIG.

MaHenb ynpaeneHus.

KHonku BbIGOpa pexuma cBapku:

6a PULSE - PULSE EASY - BiLEVEL

OBiLEVEEm

B pexume TIG nossonsier BbiOpaTe MMnynbcHbI pexum (ON PULSE),

aBTOMaTUYECKUA UMNYNbCHBIA pexxum (EASY PULSE) u pexwvm BI-LEVEL.

MMoka CBETOAMOAB! BLIKMIOUYEHDI, HN OAWH U3 STVX PEXVUMOB HE BKITIOHEH.

PULSE: PYYHOW UMMYMbCHBIV PEXUM, B KOTOPOM MOXHO HacTpouTb
cnenyrolme napametpsl: [MABHbBIA TOK (I.), BASOBbIV
TOK (I,), HACTOTA NYNbCALNN 1 BANAH

EASY PULSE: aBTOMaTtuyeckuii  MMMYNbCHBIA  PEXUM, B KOTOPOM
HeoBxoaUMo  ycTaHoBUTb Tombko [JTIABHBIA TOK (1,)-
Mpoune napameTpbl, Takne kak BA3OBbIA TOK (I, )
YACTOTA MNYNbCAUMWN wn BANAHC perynupytotcs
aBTOMaTUYECKN COrMacHO NPeayCTaHOBMNEHHbIM 3HAYEHUSIM
(I, =70% 1,, HACTOTA = 2I'u, BAJIAHC = 0). 3711 3HaueHuns
MOXHO U3MEHUTb.

Pexumbl PULSE n EASY PULSE npedycmoTpeHbl Ansi CBApKM TOHKMX

maTepuarnos.

Mpumeyanme: “HACTPOMKA G.R.A.”:

G.R.A. BKN: ®yHKUMOHNPOBaHWE C BKMOYEHHbIM yripaBneHnem G.R.A.

G.R.A. BbIKJ1: ®yHKLMOHMPOBaHWE C BbIKMOYEeHHbIM ynpasneHnem G.R.A.,

yctaHoska MO YMONYAHUIO.

[na poctyna K aToM HACTPoOWKe annaparta yaepXuBanTe HaXKaTon npasyto

KHOMKy (6a) BO Bpemsl BKIMIOYEHWUS 1 HavarnbHOW NPoBepKK (3TO HavarnbHas

dhasa nocne BKMIOYEHUSA IMABHOTO BbIKMOYaTenNs.

6b 2T - 4T - SPOT

B pexwume TIG no3sonsiet BblbpaTh 2-3TanHoe, 4-atanHoe ynpasneHve unm
1cnonb3oBaHve Tanmepa TodeyHoln ceapku (SPOT).



6c

6d

TIG - MMA

Pexum pabotbl: cBapka anektpogom c nokpeitnem (MMA), csapka TIG
C BbICOKOYAcTOTHbIM BO3byxxaeHnem ayrm (TIG HF) un ceapka TIG c
BO30OYyxaeHnem ayru kacanuem (TIG LIFT).

AC/DC
ow= |

B pexume TIG nossonsieT BbIGpaTe CBapKy MOCTOSHHbIM Tokom (DC) un
cBapKy nepemeHHbIM TokoM (AC) (byHKLMS, UMEeIOLLasiCst TONbKO B MOAENsX
AC/DC).

MapameTpbl CBapku, KOTOpble MOXHO PErynvpoBaTth C MOMOLLbIO PyYku AaTumka
nonoxexus (9), COOTBETCTBYOLLME YKa3aHHbIM Bbillie HacTpoiikam 6a, 6b, 6¢, 6d.
[Insi HACTPOWIKM Kaxaoro 13 NapameTpoB, BbINOMHUTE crieayloLine AencTBIs:

a)

b)
c)

BbibepuTe perynupyembii napameTp (Haxas pyyky (9)), 0603HaYEHHbI
COOTBETCTBYIOLLVM FOPSILLVIM CBETOANOAOM;

nosepHUTe pyyky (9) 1 yctaHoBUTE HEOBXOAMMOE 3HAYEHNE;

NOBTOPHO HaXMUTE PyyKy (9), YTOObLI NepeiiTi K perynmpoBke cneaytoLero
napamertpa.

MpumeyaHune: Hactpolika napameTpoB siBrisieTcs cBoboaHol. TeM He MeHee,
HeKoTopble KOMOWMHALMW 3HaYeHU He NPEeACTaBMSOT HUKAKOrO NpakTU4ecKoro
CMbICNa Ansi CBapku; B 3TOM Clyyae BO3MOXHa HeuncnpaBHas pabora cBapo4HOro
annapara.

7a

7b

7c

7d

7e

NPEOBAPUTENBHAA MNOOAYA FA3A / VRD MMA

VRD

.MMA
Asec)
B pexume TIG/HF cooteetcTByeT BpemeHu MPEOBAPUTENIBHOW NMOOAYM
A3A B cekyHaax (perynupoBka 0 + 5 c). Ynyywaer Ha4ano cBapku.

B pexxume MMA nossonsieT BkntoumnTb ycTporcTBo Voltage Reduction Device
“VRD” (yCTPOWCTBO CHIDKEHUS HANPsHXKEHNS).

HAYATBHBIV TOK (1

START)

(©) O O

B pexume 2-atanHoro TIG n SPOT cooTseTCTBYyeT HavanbHOMY TOKy |,
yOoepuBaemoMmy B TeuyeHue (UKCMPOBAHHOrO BPEeMEeHW, Moka Haxata
KHOMKa ropesku (perynvpoBeka B amnepax).

B pexume 4-sranHoro TIG cooTBeTCTBYyeT HavanbHOMYy Toky |,
yaepXuBaemMoMy B TeYeHMe BCero BPeMEeHW, Noka HaxaTta KHOMka ropenku
(perynupoBka B amnepax).

B pexume MMA cooTBeTCTBYeT AnHaMuyeckoi neperpyske no toky “HOT
START” (perynupoBka 0 + 100%). C ykasaHuem Ha gucnnee npoLeHTHOro
YBENWYEHNs OTHOCUTENbHO MPeABapUTENlbHO  BbIGPAHHOMO  3HaYeHus
CBapOYHOro Toka. OTa perynMpoBKa NoBbILLAET NaBHOCTb CBapKU.

HAYAJIbHAA KPUBAA (t,

START)

ts [sec]

(0]
=O (e} O O

B pexvume TIG cooTBeTCTBYET ANMTENBHOCTU HAaYanbHOrO JMHENHOro
nameHeHus Toka (oT Ig ao 1,) (perynuposka 0,1 + 10 ¢). B cnyyae yctaHoBku
Ha OFF kpvBasi He ncnonb3yeTcs.

Mapametpbl lg,or W to,.r MOXHO MCMONb3oBaTb Takke C Meaansio
[OVCTaHLMOHHOTO YrpaBneHusi, Ho peryriMpoBKy B 9TOM Cryyae HeoGXoanMOo
OCYLLECTBUTL NEepeA UCNONb30BaHNEM 3TOW (hYHKLWN.

FMABHbIV TOK (1,)
o

-O o O O

B pexume TIG AC/DC ynu MMA, |, cOOTBETCTBYeT BbLIXOOHOMY TOKY; B
pexume VMMNYNbCHBLIN n BI-LEVEL |, cooTBeTCTBYET MaKkcumasibHOMy
YPOBHIO ToKa. [apameTp BbipaxeH B amnepax.

BA30BbIV TOK - ARC FORCE

e

B pexwume 4-atanHoro TIG BI-LEVEL wn NMMNYNbCHbIN, I, cootBeTcTBYET
3HaYeHWIo ToKa, Ha KOTOPOEe MOXHO NepekntodaTh rMaBHbIA TOK |, BO Bpems
CBapku. 3HaYeHvie BbIpaXXeHO B amnepax.

B pexxume MMA cooTBeTCTBYeT AMHaMuyeckon neperpyske no Ttoky “ARC-
FORCE” (perynupoBka 0 + 100%) ¢ ykas3aHMeMm Ha Aucrnee npoLeHTHOro
yBENUYEHNs  OTHOCUTENbHO MpeABapuTENnbHO  BbIOPaHHOTO  3HAYeHWs
CBapO4HOrO TOKa. OTa perynMpoBka MOBbILIAET MMaBHOCTb CBApkn WU
noseonseT n3bexarb NPUNUNaHWs ANeKTpoaa K AeTanu.

7f  YACTOTA

e

B pexume MMMNYNIbCHBIM TIG cooTeetcTByeT 4acToTe WMNynbcoB. B
cnyyae mogeneii AC/DC, B pexume TIG AC (c oTkntoveHHow nynbcauven),
COOTBETCTBYET YacTOTe CBAPOYHOrO TOKa.
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B pexume VIMMYTbCHbIV TIG cooTBETCTBYET COOTHOLLEHNIO (MPOLIEHTHOMY)
BPEMEHW, KOTOpPOoe TOK HaxoauTcs Ha Gornee BbICOKOM ypoOBHE (FMaBHbIV
CBapoOYyHbIA TOK) M obLiero nepvopa nynecauun. Kpome Toro, B crnyyae
mopenei AC/DC, B pexume TIG AC (C BbIKIIOYEHHON MNynbcauuen), aToT
napameTp XxapakTepusyeT OTHOLUEHVWEe [ONUTENbHOCTU MONOXUTENbHOTO
Toka M OTpULATEeNbHOTO TOKa: €CMU 3HayeHWe napameTpa SBnsieTcs
oTpuuaternbHbIM, obecneynBaeTcsi GOMblUWIA HarpeB U MNPOHWUKHOBEHWE
B AeTaNnb, €CMM 3HayeHWe napameTpa SBMSETCA MONOXWTENbHbIM,
NOBEpPXHOCTb OcTaeTcs Goriee YMCTON, a ANeKTpoA HarpeBaeTcsl CUnbHee,
B CBOIO O4Yepeab, ecnv 3HaveHne napameTpa Hynesoe, To obecneynBaeTcs
paBHOBECME MeXOy OTpuLaTenbHbIM W MOMOXUTENbHBLIM MOMynepuosoM
TOKa B nmepuoge YactoTbl nepemeHHoro Toka. (TAB. 4).

7h  ONWUTENbHOCTb TOYEYHOW CBAPKU

== O
B pexwume TIG (SPOT) cooTBeTCTBYET ANMUTENBHOCTY CBAPKM (pPerynvposka
0,1+ 10 c).
7k  3ABEPLUAIOLLASA KPUBAA (t.,,)
== O

B pexvme TIG cooTBeTCTByeT ANMUTENBLHOCTY 3aBepLualoLero NMHenHoro
nsmeHeHus Toka (ot |, o |.) (perynuposka 0,1 + 10 c). B cnyqae yctaHoBkm
Ha OFF kpuBas He UCNonb3yeTcs.

71  KOHEYHbIV TOK (I

END)

-0
B pexvme 2-atanHoro TIG cooTBETCTBYET KOHEYHOMY TOKY | , HO TOMbKO B
ToMm cnyyae, ecnu napametp SABEPLUAIOLWAA KPMBAA (7fk) yCTaHoBIEH
Ha 3HayeHwe, bonbluee Hyns (>0,1 c).

B pexxume 4-atanHoro TIG cooTBETCTBYET KOHEUHOMY TOKY |, yaepknsaemomy
B Te4EHNe BCEero BpeMeHM, Noka Haxata KHOMKa roperku.

3HaveHus BbipaxeHbl B aMnepax.

7m [ononHutenbHas nogaya rasa (POSTGAS)

fsec

=0 (0]

B pexume TIG cooTBeTCTByeT BpemMeHW [OOMOMHWUTENbHOW nogaun rasa
POSTGAS B cekyHpax (perynupoBka 0,1 = 10 ¢) Ans 3awuTel anekTpoaa n
NNaBuIbHON BaHHbI OT OKUCNEHUS.

7n  MPEABAPUTENbHbIA HAIPEB 3NEKTPOOA

=0 (0]

B pexume TIG AC perynupyeT npeaBapuTenbHbli HarpeB anekTpoda
ANs YyNpoLUeHNs Havana csapku (perynuposka 2,6 + 53 A«c). Yem Bbille
yCTaHOBMNEHHOE 3Ha4YeHne, TeM Bbile IHEPrUsi MpeBapuTENbHOrO Harpesa.
B cnyyae yctaHoBku Ha OFF, npeaBaputenbHbIi HarpeB He OCYLLECTBIAETCS.

8- Ceetoguog [OUNCTAHUMOHHOIO YMNPABNEHWA. TMossonseTr nepenaBatb
KOHTPOIb NapaMeTpoB CBapKW MynbTy AUCTAHLMOHHOMO yrpaBneHus.

9- Pyudka partuvika nonoKeHus Anst yCTaHOBKM NapameTpoB (7) v knasuwia Bbibopa
napamertpa (7).

10- BykBeHHO-LIMPOBOI AnCNEN.

11- 3eneHbln cBETOAMOM, MMTaHUE BKIHOYEHO.

12- CBeTOANOAHBIV MHANKATOP CUTHANOB TPEBOIM (CBApOYHbIV annapat 6roknpoBaH).
Bo3obHoBneHve paboTbl OCYLUECTBNSETCH aBTOMATMYeCKM MpU yCTpaHEHWUK
NPUYMHBI BO3HUKHOBEHWSI CUrHana TpeBoru.

CoobLeHunst o curHanax Tpesoru, otobpaxaemble Ha aucnnee (10) PUC. D:

- “AL.1” : cpabaTbiBaHMe TennoBoOW 3aluTbl MNEPBUMYHOrO KOHTypa (ecnu
npeaycMoTpEH).

- “AL.2” : cpabatbiBaHne oOLer 3awuTbl (TEPMUYECKON WM CRINULLIKOM
BbICOKOIO UM HU3KOTO HanpshKeHWs!).

- “AL.9” : BKM4YeHWe 3aluuTbl WU3-3a HEenonagkm B CUCTEME BOASHOMo
oxnaxaeHus ropenku. BosobHoBneHne paboTbl He MNPOUCXOAUT
aBTOMaTUYECKU.

Mpw BbIKMIOYEHUM CBAPOYHOIO annapaTa Ha HECKOSbKO CEKYH MOXET NOSIBUTLCS

coobuleHune “AL.2".
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4.2.3 NepeaHnas navens (PUC. D1)

1- TMonoxutenbHbll  ObICTPOAEWCTBYIOLIMIA  3axuUM  (+) AnNsS  noAcoeAnHeHust
cBapoyHoro kabens.
2- OTpuuatenbHbId  ObICTPOAEWCTBYIOWMIA  3aKMM  (-) AN NOACOeAMHEeHUs

CBapOYHOro kabens.

3- [MaHenb ynpaeneHus.

4- KHorka BblGopa pexuma cBapku:
MMA - TIG LIFT

Pexxum pabotbl: cBapka anektpogom ¢ nokpeituem (MMA), ceapka TIG c
BO30OYxAeHnem ayru kacanuem (TIG LIFT).
5- [MapameTpbl CBapku, KOTOPble MOXHO PEerynmpoBaTb C MOMOLLbIO PyYKM AaTymka

nonoxexus (6), COOTBETCTBYIOLLME YKa3aHHbIM BbilLie HAacTpoikam 4.

[INa HacTpOMKK KaXKaoro U3 napameTpoB, BbIMOMHUTE criedylowme AeNCTBUS:

a) Bblbepute perynupyemblii napameTp (HaxaB py4ky (6)), 0603HauYeHHbIN
COOTBETCTBYHOLLMM FOPSLLVM CBETOAVIOAOM.

b)  noBepHWTe pyuKy (6) M ycTaHOBUTE HEOOXOANMOE 3HaYeHMe.

C) MNOBTOPHO HaXMmWTe pyyky (6), YTOObI NepenTn K perynmpoBke criedyloLlero
napamertpa.

MpumeyaHue: Hactpolika napameTpoB siBnisieTcs cBobogHon. TeM He MeHee,

HekoTopble KOMOMHaLUMN 3HaYeHUn He NpeACTaBMsioT HUKAKOro MnpakTU4eckoro

CMbICNa A5 CBApKMW; B 3TOM Crlyvae BO3MOXHA HeucrnpaBHas paboTa cBapo4HOro

annapara.
5a VRD MMA
| O—0
A
VRD
MMA
mnQmmmmnnnnad I

B pexxume MMA nossonsieT BkntoumnTb ycTporcTBo Voltage Reduction Device
“VRD” (yCTPOWCTBO CHIDKEHUS HANPsHXKEHWS).
5b HOT START

HOT
START

Oo—0

mn(Omnmmnnnna

B pexume MMA cooTBeTCcTByeT AMHaMn4eckon neperpyske no toky “HOT
START” (perynupoBka 0 + 100%). C ykasaHuem Ha gucnnee npoLeHTHOro
yBENUYEHNs OTHOCUTENbHO MpPeABapuTENbHO  BbIOPaHHOTO  3HAYeHWs
CBapOYHOro Toka. OTa perynupoBKa NoBbILLAET NMaBHOCTb CBAPKK.

5¢  TABHbI TOK (1)

Lo

an()mannnnnnn

B pesxume TIG, MMA cooTBeTCTBYeT BbIXOAHOMY TOKY |,. [lapameTp BbipaxeH
B amnepax.

5d ARC FORCE

m=(mmmmmman

CELLULOSIC
| o

B pexxume MMA cooTBeTCTBYeT AMHaMuyeckon neperpyske no toky “ARC-
FORCE” (perynupoBka 0 + 100%) ¢ ykaszaHueMm Ha Aucrnee npoLeHTHOro
YBEMNWYEHUS] OTHOCUTENbHO MPEABapUTENIbHO  BbIGPAHHOMO  3HaYeHus
CBapO4HOrO TOKa. JOTa perynMpoBka MOBbILIAET MNaBHOCTb CBApkM WU
no3BonseT n3bexarb NPUNUNaHNS ANeKTpoaa K AeTanu.

6- Pyuyka gaTtuvka nonoxeHus Ans yctaHoBkv napameTpos (5) n knaeuwa Bbibopa
napamertpa (5).

7- ByKBeHHO-LMMpPOBOW AMCTNEN.

8- Ceetoguog IONCTAHUWMOHHOIO YIMPABNEHWA. TMo3eonseT nepenaBaTtbh
KOHTPOMb NapaMeTpoB CBapKW NynbTy AUCTAHLMOHHOTO yNpaBneHus.

9- CBeToavoAHbIN MHAVKATOP CUrHaNoOB TPEBOrU (CBApOYHBbIN annapat 6rokvpoBaH).
Bo3obHoBneHve paboTbl OCYLUECTBMSIETCH aBTOMATUYECKW MpU  yCTPaHeHUn
NPUYMHBI BO3HUKHOBEHWSI CUrHana TpeBoru.

CoobLueHunst o curHanax Tpeeoru, otobpaxaemble Ha aucnnee (7) PUC. D1:

-“AL.1” : cpabaTbiBaHMe TeMnnoBOW 3aluTbl MNEPBUYHOTO KOHTypa (ecnm
nNpeaycMOoTPEH).

-“AL.2” : cpabaTbiBaHWe TENMOBOW 3aLUUTLI BTOPUYHOTO KOHTYpa

-“AL. 3" : cpabaTblBaHMe 3aliMTbl OT CMMLIKOM BbICOKOrO HanpsikeHus Ha
TIMHUW MUTaHWS

-“AL. 4" : cpabaTbiBaHWe 3aLUMTbl OT CIIMLLKOM HU3KOrO HampsiKeHUst Ha NMUHUN
nuTaHus

- “AL. 8" : BcnomoraTenbHOe HanpsbkeHWe BbILLNO 3a A4OMNYCTUMbIN Anana3oH

10- 3eneHbiin cBeTOAMNOA, MUTAaHNE BKIHOYEHO.

4.3 Pexxum BKNIOYEHUA n BbIKIMIOYEHUA y3na oxnaxaeHusa Boabl G.R.A.
(ecnu npeaycMoTpeHo)

Mpoueaypa BKoYeHUs:

1- BkouMTe MalluMHy Mpu NOMOLUM TMaBHOro Bbikntoyatens (1), OAHOBPEMEHHO C

3TUM yAepXuBasi B HaXaTOM COCTOSIHUM MpaBylo KHOMKY Ha nepeaHein naHenu
(6a).
2- Ha pucnnee, nocne BbINOMHEHWS NOCMEA0BaTENIbHOCTI BKIIOYEHMS, NOSIBIAETCA
Hagnuck "G.r.a - OFF" (3aBogckas KOHUrypaums: y3en oxnaxaeHus BoIKIoYeH).
3- ToBepHuTE pyyKy perynatopa (9), 4ToObl Ha Aucnee BbICBETUNOCH COObLLeHne
"G.ra-on"
4- ToaTtBepauTe BbIGOP, OAMH pa3 HaxaB KHOMKY perynsitopa (9).
B pesynbraTe y3en oxnaxaeHus BKIIOYNTCS.

Mpoueaypa BbIKNIOYEHUS:
MoBTopuTe 3Ty npouenypy, Y4Tobbl BbicBETUNOCL cooblieHne "G.ra - OFF", ecnu
XOTWUTE BbIKMIOYNTL y3er.

MpumeuaHue: Ecnn cBapoyHblii annapar ycTaHoBrneH B pexum "G.r.a - on", Ho y3en
OXNaAKAEHUS He MOAKMIOYEH, Yepe3 HeCKONMbKo CekyHA paboTbl BKMIOYMTCS 3aluuTa
n3-3a cbosi B KOHType orpaxaeHus (ko "AL.9").

5. YCTAHOBKA

BHMMAHME! BbINONMHUTL BCE OMNEPAUMKA NO YCTAHOBKE
W  INEKTPUYECKOE COEOMHEHUME CO CBAPOYHbIM AMNMAPATOM,
OTKNKYEHHBLIM U OTCOEAUHEHHBIM OT CETU NMUTAHWUA.
ONEKTPUYECKUE COEOWMHEHUA [OOJMXHbI BbINONMHATLCA TONbKO
ONbITHbIM U KBATTUGULIMPOBAHHbLIM MEPCOHATIOM.

5.1 CBOPKA
CHATb CO CBapO4YHOrO annaparta YnakoBKy, BbIMOMHUTL COOPKY OTCOEAMHEHHbIX
YacTen, UMEeIOLLIMXCS B YNaKoBKe.

5.1.1 Coopka kabens BosBpara - 3axuma (PUC.E)
5.1.2 Coopka kabens/cBapku - 3axuma gepxartens anekrpoaa (PUC.F)

5.2 PacnonoxeHue annapara

Pacnonaraiite annapar Tak, 4Tobbl He NepekpbIBaTb NPUTOK M OTTOK OXNaxJatoLLero
BO3Ayxa K annaparty (MpuUHyAuTenbHasi BEHTUNsALMS Mpu MOMOLUM BeHTUNATopa):
criefute Takke 3a Tem, YTOObl HE MPOMCXOAWIIO BCachiBaHWe NpOBOASALLEN MbIny,
KOPPO3VBHbIX NapPOB, BNarm U T. 4.

Bokpyr ceapoyHoro annapara crieflyet octaBuTb CBOGOAHOE NPOCTPAHCTBO MUHUMYM
250 mMm.

A BHUMAHUE! YctaHOBWUTbL CBapo4Hbli annapar Ha NIOCKY
NOBEPXHOCTb C COOTBETCTBYIOLUE Tpy30NOoAbLEMHOCTLIO, 4YTOGbI U3GexaTb
onacHbIX CMeLleHUi N oNpoKNAbLIBaHUS.

5.3 NOOACOEAWHEHMUE K ANNEKTPUYECKOU CETU NUTAHUA

- lNepep noacoeanHeHeM annapara K 351eKTPUYECKOM CETU, TPOBEPLTE COOTBETCTBUE
HaNPSHKEHWS N 4acCTOThl CETU B MECTE YCTAHOBKM TEXHUYECKMM XapakTepucTikam,
npYBEeAEHHbLIM Ha Tabnuyke annapara.

- CBapouHbIi annapar JOSPKEH COEANHATLCS TONBKO C CUCTEMO MUTAHUSI C HYNIEBLIM
NPOBOAHUKOM, NMOACOEANHEHHBIM K 3a3EMIEHMIO.

- Ona  obecneyeHuss  3aWmUTbl  OT  HEMPSIMOTo
andepeHUmMancHbie BbIKOYaTeny Tuna:

- TunA( ) ANs ogHoasHbIX MaLUWH;

- Tun B ( ) AN TpexdasHbIX MaLLUvH.

- YTtobbl o0bGecneuntb cooTBeTcTBME TpeboBaHuAM craHgapta EN  61000-3-11
(Flicker), cBapoyHbIi annapat pekoMeHAyeTcs MOACOeAMHSATb TOMbKO K TakvuMm
TOYKaM CETU NUTaHUS, MMNeAaHC KOTOPbIX HUXKeE:

Zmax = 0.234 Om (3P+T 230V)

Zmax = 0.286 Om (3P+T 400V)

Zmax = 0.234 Owm (1/N/PE 230V) 200AAC/DC
Zmax = 0.218 Om (1/N/PE 230V) 220A DC

- CpapoyHbli annapat He cooTBeTCcTBYeT TpeboBaHuam ctaHaapTa IEC/EN 61000-3-
12.

KOHTaKTa ncnonb3oBaTb

Mpy NogcoeanHeHNM CBAapOYHOTO annapara k GbITOBOWM 3MeKTPOCETU, MOHTaXHUK
1Ny nonb3oearerb 0653aH Y6eAnTLCS, YTO K HEM MOXHO MOACOEAVHSATL CBAPOYHbIe
annapatbl (B Crydyae HeObXOOAMMOCTU CBSXKUTECH C MpeacTaBUTEneM KOMMaHuu,
3aBefyloLLelt pacnpesenuTensHoN CeTbio).

5.3.1 BUJITIKA U PO3ETKA

coeuHWTL kabenb MUTaHUs CO CTaHAApTHOW BWIMKOW (2rontoca + 3a3emneHue
(1~)), (3nontoca + 3asemneHve (3~)), paccunTaHHoON Ha noTpebnsiemblii annapaTom
Tok. Heobxoaumo nopkntodatb K CTaHAApTHOW ceTeBoi poseTke, o6opynoBaHHOW
nnaBkUM WM aBTOMAaTUYECKUM NpPefoxpaHuTeneM; cneuuansHas 3asemnsiolas
Knemma AomkHa GblTb CoeiMHeHa C 3a3eMIISOLLIMM NPOBOAHNKOM (KENTO-3eNeHoro
uBeta) nMuHMM nuTaHus. B Tabnuue (TAB. 1) npvBeaeHbl 3HayeHus B amnepax,
pekomeHayeMble Ans NPeaoxpaHuTene NMMHUN 3aMeaeHHOro AeNCTBYS, BbIGPaHHbIX
Ha OCHOBE MakC. HOMWHaNbLHOrO TOoKa, BblpabGaTbiBAEMOro CBApOYHbLIM annapaTom, 1
HOMUHAIILHOTO HaMNPSHKEHWS MUTaHWS.

BHUMAHME! HecoGniogeHne ykasaHHbIX Bbile NpaBui CyLeCTBEHHO
CHMXaeT 3(P(PeKTUBHOCTL 3MEKTPO3aLMThbI, NPeAYCMOTPEHHON M3roTOBUTENEM
(knacc 1) n MoxeT npuBeCTU K cepbe3HbIM TpaBMam Yy ngen (Hanp.,
3INEeKTPUYECKU LLIOK) U HAHECEHUIO MaTepuanbHoro ywep6a (Hanp., noxapy).

5.4 COEOUHEHUE KOHTYPA CBAPKU

BHMUMAHUE! NEPEQ TEM, KAK BbINOJIHATL COEOWHEHUA,
NMPOBEPUTb, YTO CBAPOY4YHbIN AMMNAPAT OTKNMIOYEH U OTCOEAUHEH OT
CETU NUTAHUA.

B tabnuue (TAB. 1) nmeloTca 3HayeHusi, pekoMeHayemble Ans kabenen ceapku (B
MM?) B COOTBETCTBME C MaKCHMMarnbHbIM TOKOM CBApO4HOro annapara.

5.4.1 CBapka TIG

CoepaunHeHne ropenku

- BcraButb kabernb, Mo KOTOPOMY MOCTyNaeT TOK, B COOTBETCTBYHOLLYIO GbICTpytO
knemmy (-)/~. CoeauHUTb CoeaunHUTENb C TpeMs nomcamMu (KHoMKa ropenku) c
cooTBeTCTBYyOLLe po3eTkon. CoeanHnTb TPyOy rasa ropenku co crneumanbHbIM
naTpyokom.

CoepuHeHns obpaTHOro kabens Toka cBapku

- CoepavHsieTcs CO CBapuBaeMmoii AeTanbio WM C MeTannMyeckum CTOMoM, Ha
KOTOPOM OH NEXWT, Kak MOXHO Brivke K BbINONTHAEMOMY COeNHEHWIO.
OT1O0T Kabenb coeauHsieTCA C KNeMMoW C cumBonom (+) (~ Ana mawuH TIG,
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npepycMarpusatoLmx ceapky npu AC).

CoeanHeHuUs ¢ ra3oBbIM GannoHom

- TpUBMHTUTL penyKTOp AaBreHus K knanaHy rasoBoro 6GannoHa, ycTaHOBMB
NOCTaBNEHHbI B KAYECTBE NMPUHAANEXHOCTU pedyKTop, KOraa Mcnonb3yeTcs ra3
aproH.

- CoepnHuTb TpyGY BXOAA rasa ¢ pefyKTOpOM U 3aTsHYTb npunaraemblii B KOMMNeKkTe
XOMYT.

- Ocnabutb perynvpoBoYHOE KOMbLIO pefykTopa AaBneHus nepes Tem, kak OTKpbITh
knanaH 6annoHa.

- OTKpblTb GannoH u oTperynupoBaTb KOMMYECTBO rasa (n/MWH), CcornmacHo
OPWEHTUPOBOYHBIM AaHHbIM, cMOTpU Tabnuuy (TAB. 4); BO3MOXHbIe perynmpoBaHust
noToka rasa MoryT ObiTb BbINOSIHEHbI BO BPEMSi CBapKW, BO3AENCTBYS Ha KOMbLO
penykTopa AaBneHust. NpoBepuTb repMeTUYHOCTb TPYOGbI 1 NaTpyOKoB.
BHUMAHME! Bcerpa 3akpbiBaTh KnanaH ra3oBoro 6anfoHa B KOHUe pa6oThbl.

5.4.2 ONMEPALIUK CBAPKU NPU NOCTOAHHOM TOKE

Moyt BCe aneKTpoAbl C NOKPLITUEM COEAUHSIOTCA C MOMOXUTENbHBIM MOMCOM (+)

reHepaTtopa; 3a UCKIIoYEHNEM 3MNEKTPOLOB C KACIMOTHLIM MOKPbITUEM, COeANHAEMbIX

C oTpuuaTeribHbIM NOCOM (-).

CoeAunHeHne kabens cBapku AepxaTtens anekrpoaa

Ha koHUe wvMeeTcsi creumarnbHbli 3aXWM, KOTOPbIA HYXXeH ANsi 3aKpyyvBaHus

OTKPbITOW YacTu anekTpoaa.

OT0T Kabenb HeO6XOAMMO COeANHUTL C 3aXUMOM, 0603HAYEHHBIM CUMBOSIOM (+).

CoeaunHeHne kabens Bo3BpaTa TOKa CBapku

CoeamHsieTcsi co cBapyBaeMon AeTasbio Unu C METanNIMYeckMm CTOSNIOM, Ha KOTOPOM

OHa NEXWT, Kak MOXHO Brnvike K BbINMOMHAEMOMY CBapHOMY COEAMHEHUIO.

3T0T Kabenb HeO6XOAMMO COeANHUTL C 3aXUMOM, 0603HAYEHHBIM CUMBOSIOM (-).

PekomeHpauun:

- 3aKpyTuTb [0 KOHLA CoeauHuTenmn kabenei ceapku B BbICTPbIX COeAMHEHUsX (ecrnn
nmetoTcst), Ans obecneveHnst XOpoLLIEro 3MeKTPUYECKOTO KOHTaKTa; B NPOTUBHOM
cny4yae Npov3oiAeT Neperpes camux COeaNHUTENEN C UX NOCNeayoLMM BbICTPbIM
MN3HOCOM U notepen appeKkTBHOCTN.

- Vcnonb3oBaTh kak MOXHO Gornee KopoTkue kabenu cBapku .

- W3beraTb MNonb3oBaTbCsl METANNMYECKAMU CTPYKTYpPaMu, He OTHOCSLLMMUCS K
obpabaTbiBaeMol feTanu, BMecTo kabensi Bo3BpaTta Toka CBapKu; 3TO MOXET ObiTb
onacHo ans 6e30MacHOCTM 1 AaTh Nnoxue pesynsraTthl NpW CBapke.

6. CBAPKA: ONMUCAHME NMPOLIEAYPLI

6.1 CBAPKA TIG

Ceapka TIG ato npoueaypa cBapku, Ucnosb3ytolias Temnepartypy, rnpou3BoanMYHo
arieKTpUYecKkon Ayroil, kotopas BO3DyXAaeTcs W MOAAepXKUBaeTcs,  Mexay
HennaeAWMMCs  9nekTpodoM  (BonbdpamoBbIM  3MEKTPOAOM) W cBapuBaemMoun
netanbto. BonbtpamoBbii  anekTpoa noaaepXKvMBaeTCs rOpenkow, NoaxoasLlen
ANst nepefayy Toka CBapku W 3allMTbl CAMOTO 3MIeKTpoAa W pacrinaBa CBapku OT
aTMOCEPHOro OKUCIEHMS, NPU NMOMOLLM NOTOKa MHEPTHOrO ra3a (06bluHO, aproHa: Ar
99.5 %), BbIxogsLero n3 kepamuyeckoro conna (PUC.G).

[ns xopollen CBapky He3aMeHVMO WCMOMb30BaTb TOYHbIV AMAMETP anekTpoaa ¢
NPUMEHEHVNEM TOYHOWN BEMUYMHBI TOKa, cMoTpy Tabnuuy (TAB. 3).

HopmanbHbI BbIXOA HapyXXy anekTpoaa U3 KepamMmyeckoro consa coctasnser 2-3 MM
1N MOXeT focTuratb 8 MM A5 YrroBOW CBapKK.

Csapka NnpovncxoauT Ans pacnnasrieHns kpaes coeguHeHus. Ans HebonbLunx TONLmH
C COOTBETCTBYHOLLEW NOArOTOBKO (40 1 MM Kaxz.), He TpebyeTca matepuan npunos
(PUC. H).

[ns 6onbLuMX TONWWH TPeByTCA Nanoyky ¢ TakUM e COCTaBOM MaTepuarna OCHOBbI
1N COOTBETCTBYIOLLEro AvameTpa, ¢ agekBaTHou nogrotoBkow kpaes (PWUC. 1). Ons
XopoLuero peayrnbsrata CBapku criedyeT TLaTernbHO OYUCTUTL AeTanu, YTobbl Ha HuX
He 6blno OKMCK, Macna, KOHCUCTEHTHOW CMasku, pacTBOPUTENEN, U T. 4.

6.1.1 Bo3oyxaeHue HF u LIFT

Bo36yxaeHue HF :

Bo3byxaeHve anekTpuieckon ayri npomcxoaut 6e3 KoHTakTa Mexay BofibdpaMoBbIM
3reKTPoAOM U CBapuBaeMoii Aetarnbto, NocpeACcTBOM OAHOM UCKPbI, reHepupyemon
YCTPOWUCTBOM C BbICOKOW 4acToTon. IJTO crnocob BO3OYKOEHUS He MpUMBOAUT K
BKIIIOYEHMsIM BoMbdpama B pacniaB CBapku, a Takke He CnocobcTByeT W3HOCY
anekTpogda u obecrnevmBaeT NPOCTON NycK B JI06OM NOMOXEHUN CBaPKK.

MNpouenypa:

HaxaTb KHOMKy ropenku, npubnuave Kk AeTanu HaKOHEYHWK anekTpoda (2-3 mm),
nogoxaare Bo30yxaeHus ayru, nepegasaemon nmnynscamv HF u, npy Bo36yxaeHHon
nayre, obpasoBaTb pacnnae Ha AeTanu 1 NPoAoIKaTk CBapKy BAOMb LUBA.

Ecnun BO3HUKHYT TPyAHOCTU Mpu BO3OYXAEHWW Oyrn, Jaxe ecnv Obino npoBepeHo
Hanuuue rasa, M BuAHbl paspsabl HF, He MbiTaTbca OOMrO noasepraTb 3MEKTPOA
fenctantio HF, HO NpoBepUTb MOBEPXHOCTHYIO LIENIOCTHOCTb M (hOPMY HaKOHEYHWKa,
npy Heo6Xx0AMMOCTH, 3aTOYMB €ro Ha LnMdoBanbHoM gucke. o 3aBepLueHun umkna
TOK aHHYNMPYETCA € 3aaHHON pammnon cnycka.

Bo36yxaeHue LIFT

BkntoveHve anekTpu4eckom Ayrv NMpPOUCXOAWT, OTAansst BONb(gPamoBbIN 3NeKTpos
OT cBapvBaemol petanu. 3TOT pexum BO3OYXOEHWS Bbl3blIBAaeT MeHbLUe
3MeKTPomUsNyYatLmnx MoOMeX W CBOAUT K MWHVMMYM BKMIOMEHWs Bonbdpama un
M3HaLLVBaHWe anekTpoaa.

0 .

[MomecTUTb HaKOHEYHUK 3neKkTpoda Ha AeTanb, OKkasbiBas Nerkuii Haxum. [Jo KoHua
HaXaTb Ha KHOMKY roperkv 1 NOAHATb ANeKTPoA Ha 2-3 MM C HECKOMbKUMM CEKyHAAMM
onosgaHus, AoO6MBLUMCE TakuM obpa3om Bo3OyxaeHust Ayrn. CBapoyHbl annapar B
Havane Npou3BOAMT TOK | ., CNYCTS HECKOMbKO CeKyHA OyAeT noaaH 3afaHHbii Tok
cBapku. o okoHYaHWUM LMKNa TOK OTKMoYaeTcst, No 3aJaHHoW pamne crycka.

6.1.2 Ceapku TIG DC

Ceapka TIG DC nogxogut pAns nobov yrnepoaucTonl HU3KONMErMpoBaHHOW W
BbICOKOMETMPOBaHHON CTanu 1 Ans TsHKenbiX MeTannoB: Meau, HUKeNs, TuTaHa u ux
CNnaBoB.

insa ceapku TIG DC anekTpogoM Ha nontoce (-) 06bIYHO NPUMeEHSIeTCS anekTpos ¢ 2 %
Topus (nonoca KpacHoro LeTta) unu anekTpog ¢ 2 % uepus (nonoca ceporo LseTa).
Heobxoaumo 3aTounTb BOMb(MPAMOBbLIA 3MEeKTPOA MO OCU Ha  LNMdoBaribHOM
aucke, cmoTpy PUC. L, 4TOObI HaKOHEYHWK Gbll COBEPLUEHHO KOHLEHTPUYECKUM, BO
n3bexxaHne oTKNoHeHW Ayrn. HeobxoarMo BbINOMHNTL LWNMOBaHWE B HanpaseHnn
ANWHbI - anekTpoga. 3Ta onepauus [OMmKHa Nepuoanveckn MoBTOPATLCS, B
3aBMCMMOCTM OT pexuma paboTbl U CTENeHN U3HOca INEeKTpoAa WNn koraa oH Bbin
Cny4YainHo 3arpsi3HeH, OKUCIEH UMK Mcnonb3oBarcs HenpaeuibHo. B pexume TIG DC
BO3MOXHO (pyHKLMOHMPOBaHMe 2 umkna (2T) n 4 umkna (4T).

6.1.3 Ceapka TIG AC

3TOT TVN cBapku NO3BOMSIET NPOBOAWTL CBapKy Ha TakuxX MeTannax, kak anoMuHUn
N MarHui, OPMUPYIOLLMX Ha MOBEPXHOCTW 3alUUTHLIA WM U3OMUPYIOLLMIA OKCUA,.
M3MeHas nonsipHOCTb Toka CBapku ydaetcs “pa3buTb’ MOBEPXHOCTHbIA Cron
okcuaa, npyv  MOMOWM  MexaHW3Ma, Ha3blBaeMoro “MOHHasi MeckocTpyiHas
obpaboTka”. HanpsbkeHne Ha BOnbPamMOBOM 3MEKTPOAE MEHSIETCS MooYepesHo
Ha nonoxwuTensHoe (EP) n otpuuatensHoe (EN). Bo Bpemsi EP okcup yaansietcs ¢
noBepxHocTu (“ouncTtka” unu “TpasneHue”), no3sonss cpopmmposatb pacnnas. Bo
Bpems EN npoucxoaut makcumarnbHasi nogaya Temnepatypbl K AeTanu, no3sonss

npoBecTu ee cBapKy. BO3MOXHOCTb M3MeHATb 6anaHc napameTpoB Npu NepeMeHHOM
TOKe M CHU3NTb Bpemsi Toka EP o MuHMMyMma nossonsiet nposoanTh 6onee BbicTpyto
CBapKy.

BonbLune BenuuuHbl 6anaHca no3sonstoT 6onee BbICTPyto cBapkKy, 6onbLUyo rMyGuHYy
NPOHWKHOBEHUS, Gonee KOHLEHTPUPOBaHHyo Ayry, bonee yskuit GacceiiH cBapku,
N orpaHuyeHHbI HarpeB oanekTpoaa. MeHblune uUMdpbl NO3BONSAOT Gonbluyo
yucToTy Aetanu. Vicnonb3oBaHWe CIULLIKOM HWU3KOWM BenuuuHbl 6anaHca npusBoaut
K pacluvMperuio ayrm n Yactu 6e3 okcupa, neperpeB dnekTpoaa ¢ hopMupoBaHuem
cepbl Ha HakOHeYHWKe W Aerpajauusi nerkoctu Bo3byxAeHWe U HanpaBneHus
Ayrn. Vicnonb3oBaHue CULLKOM HU3KOW BEMUYMHBLI GanaHca NpUBOANT K «rPA3HOMY»
pacnnaBy CBapkvi C TEMHbIMMW BKITHOHEHUSIMU.

Tabnuua (TAB. 4) o6o6waeT addekTbl M3MEHEHUs NapameTpoB CBapku Mpu
nepemMeHHOM TOKe.

Mpu pexume TIG AC BO3MOXHO hyHKLIMOHMPOBaHWe B 2 umkna (2T) u 4 umkna (4T).
Takke AeACTBUTENbHbI MHCTPYKLMW, KacatoLmecst npoLeaypbl CBapKu.

B tabnuue (TAB. 3) npvBeAeHbl OPUEHTUPOBOYHbBIE AaHHbIE ANs CBapKy antoMUHUS;
Haunbornee NoaxoAsLLMiA TUN 3NEeKTPoAA 3TO YMCTO BoNb(PaMOBhIi anekTpog (nonoca
3erneHoro Leta).

6.1.4 Npouepnypa
- OTperynupoBaTb TOK CBapku Ha Tpebyemyio BenuuuMHy Npu MOMOLUM PYYKM;
npy HeobxoOAMMOCTM BO BpPeMsi CBapku aganTupoBaTb K pearibHOW BennymHe
Temneparypsbl.

- HaxaTb Ha KHOMKY ropesikv Afs nonyYyeHusl NpaBUibHOMO NOTOKa rasa U3 ropenku;
npy HeoBGXOOMMOCTU OTKanubpoBaTb BPeMsi MpedBapuUTENbHOW Mofjayn rasa u
nocregyoLlei Nofaym rasa; 3To Bpemsi JOIMKHO PErynupoBaThCs B 3aBUCMMOCTU
oT paboumx ycroBuiA, B YaCTHOCTU 3afepxka rasa nocrie CBapkv JOMmKHa ObiTb
TaKoBOW, YTOGbI MO3BONMUTL B KOHLE CBApKM OXMaAuTb 3MeKTpos M pacnnas, 6e3
TOro, YToObl OHM BCTYNanu B KOHTAKT C aTMOCHEPON (OKUCNEHNE 1 3arpsi3HeHne).

Pexxum TIG c nocnegoBaTtenbHocTbio 2T:

- HaxaB go koHua Ha kHonky ropenku (P.T.) npMBoaMT K po3Xury ayrn ¢ Tokom |
B panbHelwem Tok Bo3pacTaeT, B 3aBUCMMOCTM OT doyHKLmn HAYATNIbHAA PAl\ﬁﬁi\,
[0 AOCTUXXEHWS 3HAYEHWUS TOKa CBapKy.

- [Ons npepbiBaHUs CBapku HeobxoauWMoO OTMYCTUTb KHOMKY FOpenku, npueoas K
nocTeneHHOMY aHHYNMpoBaHuio Toka (ecnu BkmodeHa dyHkums KOHEYHAA
PAMIA) unu K HemeaneHHOMY NpepbIBaHWIo Ay C NocneayoLwmM ra3om.

Pexum TIG ¢ nocnegoBaTenbHoOCThIO 4T:

- lNepBoe HaxaTue Ha KHOMKY MPUBOAWT K BO3BYXAEHWIO Ayrn C TOKOM g v
OTMyCKaHUM KHOMKW TOK BO3pacTaeT B COOTBETCTBUM C (PyHKLUMEN HAUYRTTEHOM
PAMIbl, A0 BenuuMHbl Toka CBApKW; 3Ta BEMWYMHA COXPAHAETCS Takke npu
OTMyLIEeHHON KkHonke. lpy MOBTOPHOM HaXaTWM Ha KHOMKY TOK YMeHbLUaeTcs
B COOTBETCTBUM C (PYHKLMEN KOHEYHOW PAMIbI, po leno: OTa  BeNuYMHa
NnoaAepXMBaeTcs 4O MOMEHTa OTMYCKaHWSI KHOMKW, NMpepbiBaloLLen LMK CBapKu,
HauynMHas nepuof nocneaywowlero rasa. Haobopor, ecnu Bo Bpems yHKLMK
KOHEYHOW PAMIb! oThycKaloT KHOMKY, LIMKN CBapK NpekpaLlaeTcs HeMeaneHHo
1 HaYMHaeTCs neproa nocneayoLlero rasa.

Pexum TIG ¢ nocnegoBaTenbHocTho 4T u BI-LEVEL:

- lNepBoe HaxaTne Ha KHOMKY MPUBOAWT K BO3GYXAEHWIO AyrM C TOKOM g v
OTMNyCKaHUM KHOMKW TOK BO3pacTaeT B COOTBETCTBUWU C (DyHKLMeEN HAH/{/ﬁbHOM
PAMIbIl, oo BenuuMHbl TOKa CBapku; 3Ta BeNMYMHA COXPAHSIETCA Takke npu
OTMNyLUEeHHOW KHomke. [lpy KaXgom MNOBTOPHOM HaxaTWM Ha KHOMKY (Bpems,
NPOXOAsiLLIEEe MEXAY HaXaTNeM W OTNyCKaHnem, AOIMKHO GbiTb KOPOTKMM) TOK ByAeT
MBMEHATLCA MeX/y 3afjaHHbIM 3HaveHneM B napametpe BI-LEVEL |, u BenuunHoi
rnaBHoro Toka .

- [lepxa HaxaTOW KHOMKY B TeYEHMEe AUTENIbHOrO BPEMEHMW, TOK YMeHbluaeTtcs
B COOTBETCTBUMU C (DYHKLMEN KOHEYHOW PAMIbI fo lewo: OTa BENMUMHa
NnoaAepXKMBAETCS O MOMEHTa OTNYCKaHWSI KHOMKW, MpepbiBaloLLen LMK CBapKu,
HauynMHas nepuof nocneaylowero rasa. Haobopor, ecnu Bo Bpems yHKLMK
KOHEYHOW PAMIbI OTMYCKatoT KHOMKY, LIMKIN CBapKu1 NpekpaLlaeTcss HemeaneHHo
1 HauMHaeTcsa nepwop nocneaytoiero rasa (PUC. M).

Pexum TIG SPOT:

CBapka OCyLUeCTBNSIETCA HaxaThuemM W yAepXUBaHWEM KHOMKW ropenku [o
[OCTUXKEHUS! YCTaHOBNEHHOTO BPpEMEHW (AIMTENBHOCTb TOYEYHON CBapKM).

6 2 OMNEPALMU CBAPKU NPU NOCTOAHHOM TOKE
- PekomeHayem Bcerja untatb WHCTPYKLMIO MPOW3BOANTENS SMIEKTPOAOB, Tak Kak
B HEN yKasaHbl W MOMAPHOCTb MOACOEANHEHUS WU ONTUMAanbHbIA TOK CBapKWU Ans
[aHHbIX 3NEKTPOAOB.

- Tok cBapKu AOMKEH BbIGMPaTLCA B 3aBMCUMOCTM OT AvameTpa anekTpoaa v tuna
BbINOMHAEMbIX CBapOYHbIX paboT. Huxe npueoanTca Tabnuua A0nyCTUMbIX TOKOB
CBapKu1 B 3aBUCMMOCTY OT ANaMeTpa 3MeKTPOA0B:

Tok cBapkm, (A)
@ NnameTp anekTpoaa (Mm)

Mu. Mak.

1.6 25 50

2 40 80

2.5 60 110

3.2 80 160

4 120 200

5 150 280

6 200 350

- ToMHWTe, Y4TO MexaHn4eckre XxapakTepUCTUKN CBAapOYHOTO LLBA 3aBUCAT He TOMbKO
OT BENUYMHBI BbIBPAHHOTO TOKa CBapku, HO 1 APYrMx napameTpoB CBApPKM, Takux kak
[AnameTp v kKa4yecTBO ANEKTPOAOB.

- MexaHuyeckne XapaKkTepUCTUKM CBapOYHOro LUBa OMPEeAensTcs, MoMUMO
MHTEHCMBHOCTW BbIOPAHHOrO TOKa, APYrMMW napameTpamyt CBapKu: ANVHOWM ayru,
CKOPOCTbIO U MOMOXEHUEM BbINOMHEHUs, ANaMEeTPOM U KavyecTBOM 3MeKTpOAoB
(Ans nyywen CoOXpaHHOCTU XPaHWUTb SNEKTPOAb! B 3alLMLLEHHOM OT Brarv MecTe, B
crneumanbHbIX YnakoBKax Unn KoHTeHepax).

- XapaKTepuCTUKUN CBapKu 3aBUCAT Takxe oT BenuumHbl CUNbI YN (anHamuyeckoe
noBefeHVe) CBapoOYHOro annapara. JTOT napameTp 3aJaeTcs Ha NaHenu unu npu
NMOMOLLM AVCTAHLMOHHOTO YNpaBneHus:, ¢ 2 NoTeHUMoMeTpamMu.

- Cnepyer 3ameTuTb, 4TO BbicokMe 3HadeHuss CUIbl OYIU patot 6Gonbluee
NPOHUKHOBEHME W MO3BOMSIOT MPOBOAWUTL CBApPKy B NMHOGOM MOMNOXEHUU 0BbIHHO
LIEeMOYHbIMM  3rekTpodamu, a Huskve 3HaveHuss CUIbl OYIWN paot Gonee
nnaBHylo Ayry u 6e3 6pbi3r, 0GbIYHO C PYTUMOBLIMU 3nekTpogamu. CBapoYHbIN
annapat gononHuTenbHo obopyanosaH yctpoiictBamu HOT START u ANTI STICK,
obecneynBatoLLMMM NErkuid Nyck U OTCYTCTBUE NPUKIIENBAHUS ANEKTPOAA K AeTanu.

6.2.1 BbinonHeHue

- [Oepxa macky MNEPE[ NWLIOM, npukocHUTECh K MECTY CBapKWN KOHLIOM 9MEeKTPoAa,
[OBVDKEHVE BaLLEeN pyku OOIMKHO ObITb MOXOXE Ha TO, KakKUM Bbl 3aXKMUraeTe Crnyky.
370 1 ecTb NpaBUmbHbIN METOZ 3aXUraHusi oyru.
BHumaHue: He cTyunTte anekTpodoM Mo AeTanu, Tak kKak 3TO MOXET MPUMBECTU K
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NOBPEXAEHUIO NOKPBLITUS N 3aTPYAHUT 3axuraHue Ayru.
Kak Tonbko nosiBUTCS anekTpuyeckas ayra, nonbiTanTech yaepxuBaTb paccTosiHue
[0 WBa paBHbIM AMaMETPy WCMonb3yemoro anekTpoaa. B npouecce cBapku
yAepXvBaiTe 3TO pacCTOsiHWEe MOCTOSIHHO /NSt MOMy4YeHWsi pPaBHOMEPHOro
wea. MOMHWTE, YTO HAKIOH OCY 3NEeKTpofa B HanpaBreHWW ABWXEHUS [OIDKeH
cocTtaBnATh okono 20-30 rpagycos.

3akaHuMBast LIOB, OTBEAWTE SMEKTPOA HEMHOro Hasad, MO OTHOLIEHWO K
HanpaeneHnio CBapku, YTOObl 3arnonHWUICS CBapOYHbIA KpaTep, a 3aTeM pes3ko
NOAHMMWUTE 3NEeKTpoA W3 pacnnasa [Ana ucdesHoseHus ayrm (MapameTpbl
CBapoYHbIX WBOB - Puc. N).

7. TEX OBCNY>XXUBAHUE

BHUMAHMUE! NEPEQ NPOBEOEHUEM OMEPALIUA
TEXOBCNYXWUBAHUA NPOBEPUTb, YTO CBAPOYHbIU AMMAPAT OTKNIOYEH
W OTCOEOMHEH OT CETU NUTAHUA .

7.1 NNMAHOBOE TEXOBCINY>XWUBAHUE
ONEPALIU NIAHOBOIO TEXOBCNYXUBAHUA BbIMONHAIOTCA
OMEPATOPOM.

7.1.1 lopenka

- He octaBnsiite ropenky unum eé€ kabenb Ha ropsuMx npegmertax, 310 MOXeET
NPVBECTU K pacnnaseHnio U3oMnsiLMm v CAenaeT ropenky 1 kabenb HenpurogHbIMu
K paborte.

PerynsipHo npoBepsiiTe kpenneHue Tpy6 1 naTpyGkoB nogayu rasa.

AKKypaTHO COeOVHUTL 3aXWM, 3aKpyYMBalOLLMKA SNEKTPOA, WNUHAENb, HECYLUnA
3aXWUM, C AMaMeTPOM 3NeKTpoAa, BbibpaHHbIM Tak. YTobbl n3bexaTtb neperpesa,
NNOXoro pacnpeaeneHns rasa v COoTBETCTBYHOLLEN Noxol paboTbl.

MpoBepsTb, MUHMMYM pa3 B [eHb, CTeNeHb U3HOCa W NPaBWUNbHOCTb MOHTaxa
KOHLIEBbIX YacTel ropenku: conna, anekTpoaa, AepXaTensi anekTpoga, rasoBoro
Andbcpysopa.

7.2 BHENJIAHOBOE TEXOBCIY>XUBAHUE

BHEMJIAHOBOE TEXOBCITY>KUBAHUE JOMMKHO OCYLLUECTBNATLCA TONIbKO
ONbITHbIM UNN KBANNTU®ULUWPOBAHHBLIM B 3JIEKTPOMEXAHWYECKOWU
OBJIACTU TMEPCOHAJIOM COIMACHO TMOJNIOXEHUAM TEXHUYECKOU
HOPMbI IEC/EN 60974-4.

A BHUMAHME! HUKOTOA HE CHUMAWTE MAHENb U HE NMPOBOAUTE
HUKAKUX PABOT BHYTPU KOPMYCA AINMAPATA, HE OTCOEOWHMB
NPEOBAPUTENBHO BUJIKY OT ANEKTPUYECKOU CETHU.

BbinonHeHne NpoBepok Nog HanpsKeHMeM MOXeT NPUMBECTU K Cepbe3HbIM
3NeKTPOTpPaBMaM, TaK Kak BO3MOXEH HeMnoCPeACTBEHHbIA KOHTaKT C
TOKOBeAYyLMMM YacTAMM annapaTa u/unu noBpexaeHnam BCreAcTBMe KOHTaKTa
C 4acTAMU B ABWKEHUU.

- lMepuoanyeckm € 4acToTOW, 3aBUCSLLEN OT MCMOMb30BaHWUS M Hanuuust Nbian

oKpy>atoLei cpefbl, CneayeT NpoBepsiTb BHYTPEHHIO YacTb annapata cBapku

ONst yaaneHus nbinu, OTKNaabIBatoLwencsl Ha 3NEKTPOHHbIX nnaTtax, npu nomoLm

O4eHb MSATKOW LLETKM UMK crieumarbHbIX pacTBOpUTENei.

MpoBEpUTbL NPU OYUCTKE, YTO ANEKTPUYECKNE COEAVHEHNSI XOPOLLIO 3aKpyYeHbl U Ha

KabenenpoBoaKe OTCYTCTBYIOT NOBPEXAEHUS U30MSALMN.

- MNocne okoHYaHUA onepauuy TexoBCnyXuBaHWs BEpHWUTe MaHenu annapata Ha

MECTO U XOPOLLIO 3aKpyTUTE BCE KPEMEXHbIE BUHTbI.

Hwvikorga He npoBoaMTE CBapKy NpW OTKPbITOM MaLLuHe.

- MNocne BbINONHEHUA TEXOOCNYXWBAHWUS UMW pEMOHTa MOACOeAUHUTE 0BpaTHO
coefiMHeHust 1 kabenu Tak, Kak OHW ObiMu MOACOEAMHEHbI M3HaYanbHoO, creas
3a TeM, 4YTobObl OHM He conpuKacanucb C MOABWKHBIMY YacTAMU UMW YacTsMK,
Temneparypa KOTOpbIX MOXET 3HaunUTENbHO NOBLICUTLCA. 3akpenuTe Bce NpoBoda
CTsKKaMK, BEPHYB VX B NepBoHaYanbHbli BUA, CNeas 3a Tem, YTobbl coeauHeHus
nepBUYHOV 0BMOTKM BbICOKOTO HanpsixeHust Gbinn Gbl AOMKHLIM 06pa3om oTaeneHb!
OT COefIMHEHUI BTOPUYHOV OBMOTKM HU3KOTO HaMpshKeHUs!.

[Insi 3aKpbITUS METANNOKOHCTPYKLMM YCTaHOBKUTE 06paTHO BCE raiku 1 BUHTbI.

8. MOUCK HEMCIMPABHOCTEN

B cnyvasx HeygosnetsopuTenbHon paboTbl annapata, nepen MPOBEJEHVEM

CUCTEMATUYECKOW NPOBEPKW A obpalueHnem B CepBUCHbIV LIEHTP, NpoBepbTe

cnegyioliee:

- Y6eanTbCs CO CCbINKOW Ha rpagyvMpoBaHHYl B aMnepax Lukasny, COOTBETCTBYeT
AnameTpy 1 TUMy UCNOoNb3yemMoro anekTpoaa.

- Y6eanTbCs, YTO OCHOBHOW BbIKMOYaTeNb BKIIOYEH W FOPUT COOTBETCTBYlOLLAS
namna. Ecnun a1o He Tak, TO HanpsbkeHue CeTU He JOXOAMT O annapara, noaTomy
npoBepbTe NUHWI0 NUTaHWS (kabenb, BUNKY W/WNu po3eTKy, NPEeAOXPaHUTENb U T. A4.).

- lMpoBepuTb, He 3aropenacb NW XenTas WHOMKATOpPHas namna, Kotopas
cUrHanuampyet o cpabaTtblBaHUM 3aLLMTbI OT NEPEHANPSXKEHNS NN HEAOCTATO4HOIO
HanpsHKEeHWS UMW KOPOTKOTO 3aMblKaHUs.

- OAns oTAenbHbIX PEXMMOB CBapku Heobxoaumo cobnogaTb  HOMUHAMbHbINA
BPEMEHHOW pexuM, T. e. AenaTtb nepepbiBbl B paboTe Ans oxnaxaeHus annapara.
B cnyyasx cpabatbiBaHUs TepMO3aLLMThl NOAOXKAUTE, MOKa annapaTt He OCTbIHET
ecTecTBeHHbIM 06pa3oMm, 1 NPOBEPLTE COCTOSHWE BEHTUNATOPA.

- lMpoBepuTb HanpsbkeHne ceTn. Ecnn HanmpsbkeHue OBCNYXVBaHWS CRMLLKOM
BbICOKOE MITN CIIMLLIKOM HU3KOe, TO annapat He byaeT paboTatb.

- TpoBepuTb HanpshxeHUe NIMHUU: eCIN 3HAYEHWNE CILLKOM BbICOKOE MU CIIULLKOM
HU3KOe, CBapOYHbIi annapat ocTaeTcs 3abrokvpoBaHHbIM.

- YBeanTbCs, YTO Ha BbIXOAE annaparta HeT KOPOTKOro 3amblkaHusi, B Cryyae ero
Hanuyus, yctpaHuTe ero.

- lMpoBepuTb Ka4yecTBO W MNPaBUMbHOCTb COEAMHEHU CBApPOYHOrO KOHTypa, B
0COBEHHOCTU 3aXmMM Kabens maccbl OoMmKeH ObiTb coeauHeH ¢ aertanbio, 6e3
HanoXeHus 3oNMpytoLLEero Matepuana (HanpumMep, Kpacok).

- 3awuTHbIA ra3 gomkeH GbiTb MpaBuribHO nogobpaH Mo TUNy U MPOLEHTHOMY
cneumanbHbIX YNakoBKax Ui KOHTeHepax). cogepxxanmio (AproH 99.5%).
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TAB. 1
DATI TECNICI SALDATRICE - WELDING MACHINE TECHNICAL DATA
MODEL | +— DD | =\ @
I, max (A) | 230V | 400V | 230V | 400V | mm? | kg | dB(A)
200 (AC/DC) | T20A | - | 32Aa | - 25 1.3 | <85
220(DC) | T20A | - | 32a | - 25 98 | <85
220(DC) | T16A | - | 16A | - 25
270 (DC) - | T6A| - | 16A | 35 -y
250 (DC) - | TI0A| - | 16A | 25 113 | <85
250(AC/DC) | - | TI0A| - | 16A | 25 | 145 | <85
220(DC) | T16A | - | 16A | - 25
300 (DC) - | T6A| - | 16A | 35 AT
TAB. 2 DATI TECNICI TORCIA - TECHNICAL SPECIFICATIONS FOR THE TORCH

0= VOLTAGE CLASS: 113V

I max (A) X (%) é %
(N 2mm

—-—= 140 35
~_ 100 35 Argon 1+1.6
—-—= 180 35
~ 125 35 Argon 1+24
—== 320 R.A. 100
M\ 225R.A. 100 Argon 1724
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SUGGESTED VALUES FOR WELDING - DATI ORIENTATIVI PER SALDATURA

D'APPORT EVENTUELLE - BEDARFSWEISE
EINGESETZTER  SCHWEISSSTAB  MIT
ZUSATZWERKSTOFF - EVENTUAL VARILLA
DE APORTE - EVENTUAL VARETA DE
ENCHIMENTO - EVENTUEEL STAAFJE
VAN TOEVOER - EVENTUEL TILSATSSTAV
- MAHDOLLINEN  LISAAINESAUVA _ -
ST@TTEPINNE - EVENTUELL STAV FOR
PASVETSNING - ENAEXOMENH PABAOS
EISAFQrHE - BO3MOXHAST MAMOYKA AN
MPUMOSA. . )
NOZZLE - UGELLO - TUYERE - DUSE -
BOQUILLA - BICO - SPROEIER - DYSE
- SUUTIN - SM@RENIPPEL - MUNSTYCKE -
MMEK - COMNO.

DRUKKNOP - TRYKKNAP - PAINIKE - TAST -
KNAPP - MAHKTPO - KHOIKA.

4- GAS - GAS - GAZ - GAS - GAS - GAS - GAS -

GAS - GAS - GASS - GASEN - AAPANEX AEPIO
- TAS.

5- CURRENT - CORRENTE - COURANT - STROM -

CORRIENTE - CORRENTE - STROOM - STRGM
- STROM - STROM - PEYMA - TOK.

6- TORCH BUTTON CABLES - CAVI PULSANTE

TORCIA-CABLES POUSSOIR TORCHE - KABEL
BRENNERKNOPF - CABLES DEL PULSADOR
SOPLETE - CABOS BOTAO TOCHA - KABELS
DRUKKNOP TOORTS - BRANDERKNAPKABEL
- PURISTIMEN PAINONAPIN KAAPELIT -
KABLER TIL SVEISEBRENNERENS TAST -

mm [ 1
|, % Q
N —lLmm
(mm) (A) (mm) (mm) (Vmin) (mm)
0.3-05 5-20 0.5 6.5 3 -
0.5-0.8 15 - 30 1 6.5 3 -
1 30 - 60 1 6.5 3-4 1
@ 1.5 70 - 100 1.6 9.5 3-4 1.5
2 90 - 110 1.6 9.5 4 15-2.0
3 120 - 150 2.4 9.5 5 2-3
4 140 - 190 2.4 9.5-11 5-6 3
TIG DC 5 190 - 250 32 11-12.5 6-7 3-4
0.3-0.8 20 - 30 0.5-1 6.5 4 -
@ 1 80 - 100 1 9.5 6 15
15 100 - 140 1.6 9.5 8 15
2 130 - 160 1.6 95 8 15
1 30 - 45 1-1.6 6.5 4-6 12-2
TIG AC 15 60 - 85 1.6 9.5 4-6 2
2 70- 90 1.6 95 4-6 2
3 110 - 160 2.4 11 5-6 2
TORCH BRANDER
TORCIA POLTIN
TORCHE SVEISEBRENNER
BRENNER SKARBRANNARE
SOPLETE AAMMA
TOCHA FOPEJIKA
TOORTS
1- FILLER ROD IF NEEDED - EVENTUALE 3- PUSHBUTTON - PULSANTE - BOUTON KABEL KNAPP PA SKARBRANNARE - KAAQAIA
BACCHETTA D'APPORTO - BAGUETTE - DRUCKKNOPF - PULSADOR - BOTAO - NAHKTPOY AAMMAS - KABEMW KHOMKM

FOPEJIKW.

PIECE TO BE WELDED - PEZZO DA SALDARE
- PIECE A SOUDER - WERKSTUCK - PIEZA A
SOLDAR - PECAA SOLDAR - TE LASSEN STUK
- EMNE, DER SKAL SVEJSES PA - HITSATTAVA
KAPPALE - STYKKE SOM SKAL SVEISES -
STYCKE SOM SKA SVETSAS - METAAAO MPOZ
>YTKOAAHZH - CBAPUBAEMASA NETATb.
ELECTRODE - ELETTRODO - ELECTRODE -
ELEKTRODE - ELECTRODO - ELECTRODO
- ELEKTRODE - ELEKTRODE - ELEKTRODI
- ELEKTROD - ELEKTROD - HAEKTPOAIO -
ONEKTPOL.
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- Zr:t;:ilsfif)n of thel folded ledg']es fo.r welding without weld \(6_003/ |
- Zraet%?igaélzpaeppgﬁ; . lembi rivoltati da saldare senza | Y4L |

Préparation des bords relevés pour soudage sans f
matériau d’apport. 3mm
Herrichtung der gerichteten Kanten, die ohne
Zusatzwerkstoff geschweilt werden.

Preparacion de los extremos rebordeados a soldar sin
material de aporte.

Preparagéo das abas viradas a soldar sem material de

Preparation of the edges for butt weld joints to be welded with weld material.
Preparazione dei lembi per giunti di testa da saldare con materiale d’apporto.
Préparation des bords pour joints de téte pour soudage avec matériau d’apport.

entrada. o - Herrichtung der Kanten fir StumpfstoRe, die mit Zusatzwerkstoff geschweil’t
- Voorbereiding van de te lassen omgekeerde randen werden.

zonder lasmateriaal. . - Preparacion de los extremos para juntas de cabeza a soldar con material de
- Forberedelse af de foldede klapper, der skal svejses uden aporte.

tilfert materiale.

I t - . . . . Preparagéo das abas para juntas de cabega a soldar com material de entrada.
Hitsattavien kaannettyjen reunojen valmistelu ilman Voorbereiding van de te lassen randen x kopverbindingen met lasmateria.
lisdmateriaalia. ) ) Forberedelse af klapperne til stumpsgmme, der skal svejses med tilfart
Forberedelse av de vendte flikene som skal sveises uten materiale.

ekstra materialer. Hitsattavien liitospaiden reunojen valmistelu lisdmateriaalia kayttamalla.

- Forberedelse av de vikta kanterna som ska svetsas utan - Forberedelse av flikene for hodeskjayter som skal sveises med ekstra materialer.
pasvetsat material. ] ’ - Forberedelse av kanter for stumsvetsning med pasvetsat material.

- Mpoetoipacia 7wy yupiopévwy  xelAov  TTou  Ba - TpoeToigacia Twv XEIAWV yia CUVOEDEIG KEQAARG TTOU Ba GUYKOAANBOUV pe UNIKO
OUYKOAANBOUV Xwpig UAIKO Tpo@odoaiag. TPOYOBOTIAG.

- logroToBka NOABEPHYTHIX CBapuMBaeMbix kpaes 6e3 - TNogroToBka CBapMBaeMbIX KpaeB Anst TOPLEBbLIX COEAVHEHUI C MaTepuanom
martepuarna npunos. npunos.

FlG L - CHECK OF THE ELECTRODE TIP
—»‘ ‘q—g - CONTROLLO DELLA PUNTA DELL’ELETTRODO

- CONTROLE DE LA POINTE DE L'ELECTRODE
- KONTROLLE DER ELEKTRODENSPITZE
- CONTROL DE LA PUNTA DEL ELECTRODO
TIG DC - CONTROLO DA PONTA DO ELECTRODO
- CONTROLE VAN DE PUNT VAN DE ELEKTRODE
- KONTROL AF ELEKTRODENS SPIDS

- ELEKTRODIN PAAN TARKISTUS
i - KONTROLL AV ELEKTRODENS SPISS
L - KONTROLL AV ELEKTRODENS SPETS
} - EAEMXOZ AIXMHZ HAEKTPOAIOY
- KOHTPOIlb HAKOHEYHUKA 3NEKTPOOA
- CORRECT - INSUFFICIENT CURRENT - EXCESSIVE CURRENT L=@ IN DIRECT CURRENT
- CORRETTO - CORRENTE SCARSA - CORRENTE ECCESIVA IN CORRENTE CONTINUA
- COURANT - COURANT INSUFFISIANT - COURANT EXCESSIF EN COURANT CONTINU
- EXACT - ZU WENIG STROM - ZU VIEL STROM BEI GLEICHSTROM
- KORREKT - CORRIENTE ESCASA - CORRIENTE EXCESIVA EN CORRIENTE CONTINUA
- CORRECTO - CORRENTE INSUFICIENTE - CORRENTE EXCESSIVA EM CORRENTE CONTINUA
- CORRECTO - WEINIG STROOM - EXCESSIEVE STROOM IN CONTINUE STROOM
- CORRECT - FOR LAV STREOMSTYRKE - FOR H@J STROMSTYRKE VED JAEVNSTRGM
- KORREKT - LIIAN VAHAN VIRTAA - LIIKAA VIRTAA TASAVIRRASSA
- OIKEIN - DARLIG STR@M - ALTFOR H@Y STR@ MED LIKSTR@M
- KORREKT - FOR LAG STROM - FOR HOG STROM | LIKSTROM
-ZQXTO - ANEMAPKEZ PEYMA - YNEPBOAIKO PEYMA YE ZYNEXOMENO PEYMA
- NMPABUNBHO - HEOQOCTATOYHbIV TOK - N3BbITOYHbIV TOK MNPV MOCTOAHHOM TOKE
NEGATIVE BALANCE’S VALUE | - MAX PENETRATION - MAX PENETRACION
\\/,':tgss gﬁtﬁ:gg uggﬁﬂzg A:\ . m glbi/\sﬁsﬁow OF TUNGSTEN ELECTRODE . m IélgﬁlsEuzn//To ELECTRODO DE TUNGSTENO
VALOR DE BALANCEINEGATIVO _ - MAX EFFICIENCY (FAST WELDING) - MAXIMO RENDIMIENTO (SOLDADURA RAPIDA)
BALANCE-WERT NEGATIV, EP4 - MAX PENETRAZIONE - HOCHSTES DURCHDRINGEN
BANAHC OTPULIATESIbHbBIN - MIN PULIZIA - GERINGSTE REINIGUNG
> Time - MIN CONSUMO ELETTRODO TUNGSTENO - GERINGSTER VERBRAUCH VON WOLFRAM ELEKTRODE
’ - MAX RENDIMENTO (SALDATURA VELOCE) - HOCHSTE LEISTUNG (SCHNELLES SCHWEISSEN)
EN- - MAX PENETRATION - MAKC. MPOHVIKHOBEHVE
' - MIN NETTOYAGE - MUH. Y/CTOTA
- MIN CONSOMMATION D'ELECTRODE DE TUNGSTENE - MUH. NOTPEBNEHVIE BOMb®PAMOBOTO 3MIEKTPOIA
- MAX RENDEMENT (SOUDAGE RAPID) - MAKC. MPOU3BOMMTESIBHOCT (BbICTPASI CBAPKA)
- STANDARD VALUE (RECOMMENDED) - STANDARD WERT (EMPFOHLEN)
VALORE ) f - BEST BALANCE BETWEEN EP+ AND EN- (50-50) - SEHR GUTE AUSGLEICH ZWISCHEN EP + UND EN- (50-50)
BALANCE 0 - VALORE STANDARD (RACCOMANDATO) - CTAHLOAPTHOE 3HAYEHUE (PEKOMEHOYEMOE)
- OTTIMO BILANCIAMENTO TRA EP+ E EN- (50-50) - BENMKONEMHAS! BANIAHCUPOBKA MEXLY EP+ 1 EN- (50/50)
EP+ - VALEUR STANDARD (RECOMMANDE)
» Time - EQUILIBRE OPTIMAL ENTRE LE EP+ ET EN- (50-50)
W - VALOR ESTANDAR (RECOMENDADO)
EN- - SALDO OPTIMO ENTRE EL EP + Y EN- (50-50)
Standard
POSITIVE BALANCE'S VALUE A * MIN PERETRATION ~ MIN DE PENETRACION
‘\llﬁll'_gﬁg gﬁtﬁngg ::ggmy,g 4 - MAX CONSUPTION OF TUNGSTEN ELECTRODE - MAX CONSUMO ELECTRODO DE TUNGSTENO
VALOR DE BALANGE POSITIVO - MIN EFFICIENCY (SLOW WELDING) - MIN RENDIMIENTO (SOLDADURA)
BALANCE-WERT POSITIV | EP+ - MAX PULIZIA - HOCHSTE REINIGUNG
BAINAHC MONOXMUTENbLHbIVA - MIN PENETRAZIONE - GERINGSTES DURCHDRINGEN
» Time - MAX CONSUMO ELETTRODO TUNGSTENO - HOCHSTER VERBRAUCH VON WOLFRAM ELEKTRODE
> - MIN RENDIMENTO (SALDATURA LENTA) - GERINGSTE LEISTUNG (LANGSAMES SCHWEISSEN
A — - MAX NETTOYAGE - MAKC. YACTOTA
EN- - MIN PENETRATION - MUH. MPOHWKHOBEHVIE
—_— - MAX CONSOMMATION D'ELECTRODE DE TUNGSTENE - MAKC. NIOTPEBJIEHUE BOJIb®PAMOBOTO 3MIEKTPOSIA
- MIN RENDEMENT (SOUDAGE LENT) - MUH. MPOU3BOAUTENBHOCTb (MEATIEHHAS CBAPKA)
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Corrente |,

Corrente I,

Corrente I,

Corrente I .,

A

EV=ON EV=ON EV=ON EV=ON EV=ON EV=ON EV=ON EV=ON EV=OFF  EV=OFF
HF=OFF  HF=ON HF=OFF ~ HF=OFF = HF=OFF = HF=OFF = HF=OFF = HF=OFF  HF=OFF  HF=OFF
INIZIO INIZIO | CORRENTE ;| RAMPA | CORRENTE | CORRENTE | CORRENTE | RAMPA | CORRENTE | INIZIO FINE
CICLO PRE-GAS | INIZIALE | INIZIALE | SALDATURA :SALDATURA ! SALDATURA FINALE FINALE | POST-GAS | CICLO
(BI-LEVEL)
0
P.T.ON P.T.ON P.T. OFF P.T. OFF P.T. ON/OFF P.T. ON/OFF P.T.ON P.T. ON P.T. OFF P.T. OFF

LEGENDA:

EV = Elettrovalvola
PT = Pulsante torcia
HF = Alta frequenza (se attiva)

el

i

b

(EN) ADVANCEMENT TOO SLOW
(IT) AVANZAMENTO TROPPO LENTO

(FR) AVANCEMENT TROP FAIBLE

(ES) LASSNELHEID TE LAAG

(DE) ZU LANGASAMES ARBEITEN

(RU) MEANEHHOE NEPEMELLE HUE
JNEKTPONA

(PT) AVANCE DEMASIADO VELOZ

(EL) TIOAY APIO TIPOXQPHMA

(NL) AVANGO MUITO LENTO i
(HU) AZ ELOTOLAS TULSAGOSAN LASSU
(RO) AVANSARE PREA LENTA

(SV) FOR LANGSAM FLYTTNING

(DA) GAR FOR LANGSOMT FREMAD

(NO) FOR SAKTE FREMDRIFT

(FI) EDISTYS LIIAN HIDAS

(CS) PRILIS POMALY POSUV

(SK) PRILIS POMALY POSUV

(SL) PREPOCASNO NAPREDOVANJE
(HR-SR) PRESPORO NAPREDOVANJE

(LT) PER LETAS JUDEJIMAS

(ET) LIIGA AEGLANE EDASIMINEK

(LV) KUSTIBA UZ PRIEKSU IR PARAK LENA
(BG) NPEKANEHO BABHO NPEABWXBAHE
HA ENEKTPOLIA

(PL) POSUW ZBYT WOLNY

(EN) ARC TOO SHORT
(IT) ARCO TROPPO CORTO

(FR) ARC TROP COURT

(ES) LICHTBOOG TE KORT

(DE) ZU KURZER BOGEN

(RU) CIMLLKOM KOPOTKASI AYFA
(PT) ARCO DEMASIADO CORTO
(EL) TIOAY KONTO TOZO

(NL) ARCO MUITO CURTO

(HU) AZ iV TULSAGOSAN ROVID
(RO) ARC PREA SCURT

(SV) BAGEN AR FOR KORT

(DA) LYSBUEN ER FOR KORT
(NO) FOR KORT BUE

(FI) VALOKAARI LIIAN LYHYT
(CS) PRILIS KRATKY OBLOUK
(SK) PRILIS KRATKY OBLUK
(SL) PREKRATEK OBLOK
(HR-SR) PREKRATAK LUK

(LT) PER TRUMPAS LANKAS
(ET) LIIGA LUHIKE KAAR

(LV) LOKS IR PARAK ISS

(BG) MHOIO KbCA TbrA

(PL) LUK ZBYT KROTKI

(EN) CURRENT TOO LOW
(IT) CORRENTE TROPPO BASSA

(FR) COURANT TROP FAIBLE

ES) LASSTROOM TE LAAG

DE) ZU GERINGER STROM

RU) CNULIKOM CNABbIN TOK CBAPKU
PT) CORRIENTE DEMASIADO BAJA
EL) OTOAYT XAMHAO PEYMA

NL) CORRENTE MUITO BAIXA

HU) AZ ARAM ERTEKE TULSAGOSAN
RO) CURENT CU INTENSITATE PREA
SCAZUTA

(SV) FOR LITE STROM

ALACSONY

DA) FOR LILLE STROMSTYRKE

NO) FOR LAV STROM

FI) VIRTA LIAN ALHAINEN

CS) PRILIS NiZKY PROUD

SK) PRILIS NizKY PRUD

SL) PRESIBEK ELEKTRICNI TOK
HR-SR) PRESLABA STRUJA

LT) PER SILPNA SROVE

ET) LIGA MADAL VOOL

LV) STRAVA IR PARAK VAJA

BG) MHOIO HUCHK TOK

PL) PRAD ZBYT NISKI

Y
Y prrrerrd,

V2222277777

),

),

(EN) ADVANCEMENT TOO FAST

(IT) AVANZAMENTO TROPPO VELOCE
(FR) AVANCEMENT EXCESSIF

(ES) LASSNELHEID TE HOOG

(DE) ZU SCHNELLES ARBEITEN

(RU) BbICTPOE NEPEMELLEHVUE
JMEKTPOAA

(PT) AVANCE DEMASIADO LENTO

(EL) TIOAT PHTOPO TTPOXQPHMA

(NL) AVANGO MUITO RAPIDO

(HU) AZ ELOTOLAS TULSAGOSAN GYORS
(RO) AVANSARE PREA RAPIDA

(SV) FOR SNABB FLYTTNING

(DA) GAR FOR HURTIGT FREMAD

(NO) FOR RASK FREMDRIFT

(FI) EDISTYS LIIAN NOPEA

(CS) PRILIS RYCHLY POSUV

(SK) PRILIS RYCHLY POSUV

(SL) PREHITRO NAPREDOVANJE
(HR-SR) PREBRZO NAPREDOVANJE

(LT) PER GREITAS JUDEJIMAS

(ET) LIIGA KIIRE EDASIMINEK

(LV) KUSTIBA UZ PRIEKSU IR PARAK ATRA
(BG) MPEKAMNEHO Eb30 MPEABWKBAHE
HA ENEKTPODA

(PL) POSUW ZBYT SZYBKI

(EN) ARC TOO LONG

(IT) ARCO TROPPO LUNGO

(FR) ARC TROP LONG

ES) ARCO DEMASIADO LARGO
DE) ZU LANGER BOGEN

RU) CNULIKOM ANMHHASA AYTA
PT) ARCO MUITO LONGO

EL) TIOAY MAKPY TOZO

NL) LICHTBOOG TE LANG

HU) AZ iV TULSAGOSAN HOSSZU
RO) ARC PREA LUNG

SV) BAGEN AR FOR LANG

DA) LYSBUEN ER FOR LANG
NO) FOR LANG BUE

FI) VALOKAARI LIIAN PITKA
CS) PRILIS DLOUHY OBLOUK
SK) PRILIS DLHY OBLUK

SL) PREDOLG OBLOK

(HR-SR) PREDUGI LUK

(LT) PER ILGAS LANKAS

(ET) LIIGA PIKK KAAR

(LV) LOKS IR PARAK GARS
(BG) NPEKANEHO ABLATA brA
(PL) LUK ZBYT DLUGI

(EN) CURRENT TOO HIGH
(IT) CORRENTE TROPPO ALTA

(FR) COURANT TROP ELEVE

ES) SPANNING TE HOOG

DE) ZU VIEL STROM

RU) CNULIKOM BOJIbLLOWN TOK CBAPKU
PT) CORRIENTE DEMASIADO ALTA
EL) TIOAT YWHAO PETMA

(NL) CORRENTE MUITO ALTA

(HU) AZ ARAM ERTEKE TULSAGOSAN
MAGAS

(RO) CURENT CU INTENSITATE PREA
RIDICATA

SV) FOR MYCKET STROM

DA) FOR STOR STROMSTYRKE

NO) FOR H@Y STROM

FI) VIRTA LIIAN VOIMAKAS

CS) PRILIS VYSOKY PROUD

SK) PRILIS VYSOKY PRUD

SL) PREMOCAN ELEKTRICNI TOK
HR-SR) PREJAKA STRUJA

LT) PER STIPRI SROVE

ET) LIIGA TUGEV VOOL

(LV) STRAVA IR PARAK STIPRA

(BG) MHOTI'O BUCOK TOK

(PL) PRAD ZBYT WYSOKI

(EN) CURRENT CORRECT
(IT) CORDONE CORRETTO
(FR) CORDON CORRECT
(ES) CORDON CORRECTO
(DE) RICHTIG

(RU) HOPMATbHbI LLIOB
(PT) CORRENTE CORRECTA
(EL) Q%TO KOPAONI

(NL) JUISTE LASSTROOM
(HU) AZAROVONAL PONTOS
(RO) CORDON DE SUDURA CORECT
(SV) RATT STROM

(DA) KORREKT STROMSTYRKE
(NO) RIKTIG STROM

(F1) VIRTA OIKEA

(CS) SPRAVNY SVAR

(SK) SPRAVNY ZVAR

(SL) PRAVILEN ZVAR
(HR-SR) ISPRAVLJENI KABEL
(LT) TAISYKLINGA SIOLE
(ET) KORREKTNE NOOR

(LV) PAREIZA SUVE

(BG) NPABUNEH LUEB

(PL) PRAWIDIOWY $CIEG
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