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WARNING! BEFORE USING THE WELDING MACHINE READ THE INSTRUCTION
MANUAL CAREFULLY! FOR QUALIFIED AND SPECIALLY TRAINED PERSONS
ONLY AFTER PROPER READING OF THIS MANUAL IS ALLOWED TO USE AND TO
MAINTAIN THIS WELDING MACHINE.

The detailed description, safety rules and all required information necessary for proper operation
and maintenance of FUBAG welding machine are provided below. Keep this instruction manual by
machine and refer to it by any doubts concerning safety operation, maintenance storage and
handling of FUBAG welding machine.

1. Safety operation

- Itis highly recommended always to follow the safety rules. Wear protective clothes and
special means to avoid injuries to eyes and skins.

- Use the welding mask or special protective glasses while working with the welding
machine. Only by viewing through the filter lens on the welding mask your eyes are
secured by your operation.

- Prevent the sparks and spatter from harming your body.

- Under no circumstance allow any part of your body to touch the welder's output bipolarity
(torch and work piece).

- Do not operate under water or more humid place.

- Fumes and gases produced when welding are hazardous to health. Make sure to work in
places where there are exhaust or ventilation facilities to keep fumes or emissions away
from the breathing zone.

- Please remember to keep arc rays away from the other nearby people when welding. This
is only due to the interference from arc rays.

- There will be high temperature when welding work piece, so please don't directly touch on it

- No touching on the output connection or any other electrification parts while welding.

- No touching on the electrification parts after turning on the power. Cut off the power supply
after operation or before leaving the welding site.

- No welding in the dangerous site where easily get an electrical shock.

- No welding for the container loaded inflammable or explosive materials.

- Safe measures should be adoptted while operating in high place to avoid accident.

- No entering the welding site for persons not concerned.

- Welders possible have electromagnetism and frequency interference, so keep away people
with heart pace or the articles which can be interfered by electromagnetism and frequency.

WARNING. The welder voltage is always higher, so the safety precaution should be taken
before repair to avoid accidental shock. Switch off the power supply before each type of
maintenance work. The untrained people are not allowed to make maintenance of the
machine.
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- Check the connection of input and output cables and the earth (ground) connection, etc.

- Maintenance should be conducted by the trained personnel.

- The newly installed machine or the welder not in use for some time needs to be checked by
multimeter have the right insulation resistance between each winding and the case.

- When the welder is used outdoors, it should be kept from rain or long exposure to the sun.

- Check is needed from time to time to make sure the welding cable is in good condition if the
welding machine is in frequent use. Check at least once each month if the welder is in
regular use. It is necessary to check when the welder is in mobile use.

- If the welder is not in use either for a long time or temporarily, it should be kept dry and have
good ventilation to free it from moisture, erodible or toxic gas.

- The welder must be installed in the place where it can not be exposed to sun and rain. Also it
must be stored in less humid place with the temperature range at -10 +40°C.

- Dust removal is needed every year. Check the machine's fasteners, moving-iron, current
regulation screws, etc to make sure there are no loose connection problems.

- The dust, acid and erodible dirt in the air at the job site can not exceed the amount required
by the norm (excluding the emission from the welder).

- The welder must be installed in the place where it can not be exposed to sun and rain. Also it
must be stored in less humid place with the temperature.

- There should be 50 cm space about for the welding machine to have good ventilation.

- Make sure that there is no metal-like foreign body to enter the welding machine.

- Electrode must be taken down from holder when no welding.

- No violent vibration in the welder's surrounding area.

- Make sure that there is no interference with the surrounding area at the installation site.

- The welder should be installed on the horizontal surface and if it over 15°, there should be
added some anti-dump set.

- Take measures to prevent wind while operating in the strong wind since the welder is gas
shielded. The wind speed is limited below 1,0 m/s, or the wind shield device must be loaded.

Safety Check:
Eachitem listed below must be carefully checked before operation:
- Make sure that there is no short circuit connection with welder's both outputs.
- Make sure that there is always sound output and input wire connection instead of exposing it
outside.
Regular check needs to be conducted by the qualified personnel after the welding machine has
been installed over along period or re-operation, which involves as follows:
- Check the welding cable to see if it can continue to be used before it is worn out.
- Replace the welder's input cable as soon as it is found to be broken or damaged.
- Make sure whether there is enough power supply to make the welding machine work properly.
Any power source required to access the welding machine must be installed with some
protective equipments.

Please do not hesitate to contact us for technical assistance whenever you come across the
problems you can not work out or you may deem difficult to fix.
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2. Technical Specification

Rated input voltage, V 220
Frequency, Hz 50/60
Rated input current, A 35
Rated input, kVA 7,7
Rated no-load voltage, V 58
MIG min welding current, A 20
MIG max welding current, A 200
MIG output voltage at min welding current, V 15
MIG output voltage at max welding current, V 24
MIG rated duty cycle, % 20
MIG welding current at 100%, A 90
MMA min welding current, A 20
MMA max welding current, A 170
MMA output voltage at min welding current, V 20,8
MMA output voltage at max welding current, V 26,8
MMA rated duty dycle, % 20
MMA welding current at 100%, A 76
TIG min welding current, A 15
TIG max welding current, A 200
TIG output voltage at min welding current, V 10,6
TIG output voltage at max welding current, V 18
TIG rated duty cycle, % 20
TIG welding current at 100%, A 90
Efficiency, % 85
Power factor 0,92
Insulation class H
Enclosure protection 1P21S
Cooling type Fan cooled
Dimension (LxXWxH), mm 550x320x440
Weight, kg 15,4

The manufacturer reserves himself the right to make the manual's content or welder's function
change without any preliminary notification of the users.

3. Description

This welding machine is designed to be used with the advanced IGBT and rapid recovery diode as
its main control and transfer components and assisted with the specially developed control circuit. It
is available to MIG (both CO, gas-shielded welding and flux-cored welding) and stick welding. It
uses arc between wire and work piece as heat source to melt wire and master material metal, and
then sends shielded gas to welding site, which makes the melt pond and master material metal free
from around air’s erosion. The continuous wire can form welding seam metal after melting so as to
connect the wok pieces each other. The melting electrode gas protects the welding district easily, so
itis easy to operate and observe the whole working process.

The highlighted characteristics of Inverter Welder:

- Featured with small volume and light weight, it widely used in upholstering field, repairing field and
fieldwork.

- Undercutfunction make arc-piloting more successful.
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- By various sound protection performance, it can keep the welding machine from overheating, over
voltage, under voltage, over currentand so on.

- High working efficiency. Automatic Wire Feeding can realize high speed welding.

- No special requirements for the welding wire. Both solid and flux-cored wires are available. The
diameter of the wire is between 0,6 at 1,0 mm.

- Convenient connection mode. outer connection make it quick ,safe ,simple and reliable.

- Dual pulse technology, could use 10 mm aluminum wire.

- Unifying control in MIG welding, slow wire feeding, easy arc start.

- TIG Lift-ARC welding, program control, easy arc start, torch anti-sticking.

-MMAfunction is also available. And it also can weld cellulosic electrode.

4. Welder’s Principle & Structures

The welder acquires 220 V single phase industrial frequency DC power source through the power
switch SW 101 and rectify through single phase rectifier bridge B1 and then filtered through
capacitor C1, C2, C3, C4 to getthe DC current. The 20 KHz AC current is got through the IGBT (Q1,
Q2, Q3, and Q4) all-bridge inverter. Then this alternating current, transformed by the intermediate
frequency transformer and rectified by quick recovery diode ( D4, D5, D6, D7), outputs the stable
direct current for the welder immediately after it has been filtered by the reactor L2. The wire feed
speed can be stepless adjusted through the speed adjust knob. The welding current is easily
influenced from the wire feed speed, usually the faster the wire feed speed the bigger the Amp value
under the same voltage.

- B B Inverter B B High
Rectifier Filter Function Transformation Frequency
— 1 B B 1 Rectifier *‘ﬂzﬁa
. Trait .
Drive - Modulate — Control k| Sampling
T
Protection R Process Current
Inspect Control [ Adjustment

MIG series use the movable carton like structures: The upper part in the front is equipped with a
welding current regulation knob, power indicator light (green), abnormal indicator light (yellow),
working indicator (red) while the lower part is furnished with the torch quick connector and “-” quick
connector. The back side is installed with power switch, gas valve connection , cooling fan, power
source lead-in wire, breaker . On the top there is a handle for the convenient of easy transport. When
you open the cover, there is one primary transformer, one piece of printed circuit board. The bottom
part is supplied with output reactor, primary transformer and etc. Installed in the middle part is a
radiator with power elements.
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Environment to Which the Product Is Subject:
- The surrounding temperature range: when welding -10 + 40°C;
During transport or in storage: -25 +55°C
- Relative humidity:
when at40°C: £50%;
when at 20°C: £90%;
- The dust, acid and erodible materials in the air can not exceed the amount required by the norm
(apart from the emissions from the welding process).
- No violent vibration at the job site.
- Altitude no more than 1000 m

Tpe6oBaHUA K 3aNeKTPONUTaAHUIO:
- The oscillation of the supplied voltage should not exceed +15% of the rated value.

5. Sign & Pictures lllustration

SIGN NAME
A Current (A)
Vv Voltage (V)
Hz Rated frequency (Hz)
ARC welder
MIG welder
f TIG welder
Ground
H Hinsulation grade
IP21S Case protection class
— — — DC current
Single phases AC power source
Uo Rated Open Circuit Voltage
X Duty Cycle
I1 Rated Input Current
I2 Rated Welding Current
Single phase stillness transducer-transformer-rectifier
U1 Rated Input Voltage
Uz Rated Load Voltage
b_ Descending
+ “+” electrode
- “-” electrode
P4 Rated Input Power
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6. Installation

Welder’s Placement

- The dust, acid and erosible dirt in the air at the job site can not exceed the amount required by the
norm.

- The welder must be installed in the place where it can not be exposed to sun and rain. Also it must
be stored in less humid place with the temperature range at-10 5o 40°C.

- There should be 50 cm space about for the welding machine to have good ventilation.

- Apparatus to exclude wind and smoke should be equipped if the inside aeration is not sound.

Connection between Welder and Power Source

Connect the power source cable at the back board of the welder into the single phase 220 or 115v
voltage power network with breaker; 380 voltage power sources is strictly prohibited to the welder
which will severely damage the welder, otherwise the user should take the consequences for it.
Notice: The melting current of the fuse is 1,2~1,5 times of its rated current.

| ——power ON/OFF

e | ——power input 220 V

(e} o
o o Input connection Sketch
Item Value
Circuit breaker, A =35
Fuse (Rated current), A 35
Knife Switch, A 40
° Power cord, Mm =25
o o
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Connection of the Welding Cable

It is available to MIG (both CO, gas-shielded welding and flux-cored welding) and stick welding. It
uses arc between wire and work piece as heat source to melt wire and master material metal, and
then sends shielded gas to welding site, which makes the melt pond and master material metal free
from around air’s erosion.

The installation and connection of MIG Welding

Connection and installation of the wire feeder
- Select suitable wire according to welding technology. The wire diameter must be matched with
drive roll, wire guide pipe liner and contact tip.
- Open the lid of wire reel on the wire feeder
put “Wire Coil” into “Wire Reel” on the wire
front panel feeder. Attention: Wire end under the “Wire
Reel”, opposite wire feeder.
- There is damping screw device in the “Wire
Reel” (hex head screw will be seen when
torch open the lid). Pull the wire reel with hand
when adjust. If resistance is over large, may
adjust damping bolt: screw clockwise will
enlarge the value and vice versa.
T | R — - Lead wire into “Wire Guide Pipe” of wire
wire feeder, align wire with roll groove through
“Drive Roll”, re-lead “Socket Tip” and press
feed roller  “Drive Roll”. (If more welding wire is needed,
it will be done after switching on the power.)
earth cable

Connection between Welder and Torch
- Insert the connector of torch into “Torch Access Hole” on the front panel of the welder and rotate the
screw cap firmly.

Connection of the Connection Cable

- Connect the copper tip of the earth clamp which thread through the wire access hole on the panel
with “-* of the “connecting tip”. The connecting cable must be reliable, or the connecting tip will burn
out.

- In order to reach sound performance when welding with flux-cord wire, it's available that connect
the “+”, “-”in an opposite way, that’s the wire feed motor with “-“ and the connecting cable with “+”.
Notice: Do not use steel plate or the materials alike which are ill conductor to connect between
welder and work piece.
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The installation and Connection of MMA welding

Connection of welder and welding cable
Connect the quick connector of welding cable to the output on front panel, and deasil turn down. The
electrode holder is used for clamp the electrode.

Connection of welder and grounding cable

Connect the quick connector of grounding cable to the output on the front panel, and deasil turn
down. The earth clamp is used for clamp the work piece.

Notice: Do not use steel plate or the materials alike which are ill conductor to connect between
welder and work piece.

7. Operation

ATTENTION: The protection class of INMIG Inverter Welder is IP21S. It is forbidden to put in a
finger or insert a round bar less than 12.5 mm (metal bar in particular) into the welder. No heavy
force can be employed on the welder.

. Protection indicator

. Power indicator

. Current display

. Wire feeding voltage knob
. Welding method switch
. 2T/AT/SPOT change

. Voltage display

. Voltage adjustment

. Electron reactance

10. Welding material

11. Wire diameter

12. Euro torch socket

13. Output socket

14. Gas input

15. Power switch

16. Cable holder

O©CoONOODPhWN -~
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Attention:

- The ‘protection indicator light' will be on after a long time operation, it shows that the inner
temperature is over the permitted data, then the machine should be stopped using for some time to
letit cool down. It can continue using after the ‘protection indicator light'is off.

- The power source should be switched off after the operation or while temporarily leaving job site.

- Welders should dress canvas work cloth and wear welding mask to prevent the hurt from arc and
thermal radiation.

- Light separating screen should be putin the job site to prevent the arc will hurt other people.

- Inflammable or explosive materials are prohibited to access the job site.

- Each connection of the welder should be connected correctly and creditably.

Work Piece cleaning Before Welding
Wire, groove and surrounding 10-20 mm site must be cleaned, no existing rust, greasy dirt, water
and paint etc.

MIG welding steps

a) Debugging before welding

- Install the torch, gas and welding wire, and then turn on the power switch. The power indicator is on
and fan works.

- When showing “Gas CH-” release the ” VT ™ b (
knob, and turning the knob, you can| A 1 ',.' | ) ,.' - \'4
choose the protection gas. - - -

- Turn the gas regulator anticlockwise, loose the wire roller, press down the torch switch, and then
adjust the gas flow to meet the technics requirement, and then repress the wire roller.

Chosen CO, A :. :-: ,:' ——— \Y)
Chosen CO,+Ar X (.
Al | | rom |V

- Foracknowledgement press a
regulator, ondisplay «-- --». A ——— _——— \'/
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- Turn on the gas regulator of gas tank,
the gas pressure is shown on the meter.

- When showing “Gas On-”, release the
knob, gas valve will open and supply
the gas.

-When showing “Gas OFF”, release the
knob, gas valve will close.

- When showing “SPt ADJ”, release the
knob, and turning the knob, you can
adjust the spot welding time as you
need.

-Establish demanded value.

www.fubag.ru
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- Press the torch switch till the wire extends to the nozzle.

- When wire feeding, make the cable straight.

- When wire feeding, make sure the wire is located on the wire roller groove reliably and the feeding
speed should be smooth. If the wire feeding speed is not smooth, please adjust the tension of the

wireroller.

- When using MIG wire, the V groove wire roller should be used.
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b) Welding

- There are five options for wires: 0,6 mm, 0,8 mm, 0,9 mm, 1,0 mm, and SPL. SPL is manual
function, operator needs to set up welding voltage and wire feeding speed. Other four options are
unifying adjustment; operator only needs to adjust wire feeding speed. Welder will match relevant
voltage automatically, and also operator could arrange micro adjustment of voltage to meet better
welding result. Electron reactor could adjust hard and soft character.

- Welding methods: 2 step, 4 step, spot welding.

- Welding material two options: Fe/Ss and Al. AL wire only could be 1,0 mm. (Note: the welding
voltage pre-display will show peak voltage).

- When welding, please adjust the welding current and welding voltage matchable according to the
set-up.

- Aim at the welding line, press down the torch switch, the wire feeds automatically. The arc is started
once the wire is touched the work piece. When welding, the “working indicator” is on.

Flux welding steps

a) Debugging before welding

- Change the polarity on the vertical board, it is, connect MIG torch lead to “-”, the ground cable lead
to “+”.

- Install the torch, gas and welding wire, and then turn on the power switch. The power indicator is on
and fan works.

- Press the torch switch till the wire extends to the nozzle.

- When wire feeding, make the cable straight.

- When wire feeding, make sure the wire is located on the wire roller groove reliably and the feeding
speed should be smooth. If the wire feeding speed is not smooth, please adjust the tension of the
wireroller.

-When using flux wire, the gear type groove wire roller should be used.

b) Welding

- When welding, please adjust the welding current and welding voltage matchable according to the
set-up.

- Aim at the welding line, press down the torch switch, the wire feeds automatically. The arc is started
once the wire is touched the work piece. When welding, the “working indicator” is on.

-11 -
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Aluminum welding steps

a) Debugging before welding

- Change the linerin MIG torch for Teflon liner.

- Connect the torch, gas hose, grounding cable, argon gas tank, work piece and then turn on the
power switch, the power indicator is on, at this time, the fan is working.

- W G -

- When showing “Gas CH-” release the A 4 '.‘ ’. ) ..‘ — Vv
knob, and turning the knob, you can .-’ '

choose the protection gas.

- Turn the gas regulator anticlockwise, loose the wire roller, press down the torch switch, and then
adjust the gas flow to meet the technics requirement, and then repress the wire roller.
-Adjustgas giving.

-When showing “Gas On-", release the »”~ j." j: .-' -
knob, gas valve will open and supply the A LIy Wiyl Vv
gas.

- Wy G -, W W
-When showing “Gas OFF”, release the A : ':.: ’.' : ::. :. \Y/
knob, gas valve will close. -’ - -

- Press the torch switch till the wire extends to the nozzle.

- When wire feeding, make the cable straight.

- When wire feeding, make sure the wire is located on the wire roller groove reliably and the feeding
speed should be smooth. If the wire feeding speed is not smooth, please adjust the tension of the
wire roller.

- When using aluminum wire, the “U” type groove wire roller should be used.

b) Welding

- If choose Al, operator only need to adjust suitable parameter and arc character.

-Use pure Ar.

- When welding, please adjust the welding current and welding voltage matchable according to the
set-up.

- Aim at the welding line, press down the torch switch, the wire feeds automatically. The arc is started
once the wire is touched the work piece. When welding, the “working indicator” is on.

-12 -
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MMA welding steps

a) Debugging before welding

- Set the “welding mode switch” on “stick”, it means the Stick welding can be used.

- Set the welding current via welding current adjustor.

b) Welding

- Take up the electrode holder, install the electrode, aim at the welding line, scratch the work piece to
startthe arc.

The “working” indicator is on.

TIG welding

a) Debugging before welding

- When choose Lift-ARC function, welding torch should connect to negative pole, and work piece to
positive pole.

- Set the welding current via welding current adjustor.

b) Welding

- When choose suitable current, operator could use torch to touch work piece, then lift the torch
could startart.

8. Maintenance

Unlike the traditional welder, the reversible welder belongs to the scientifically sophisticated product
which uses the modern electronic component parts combined with high technology. Therefore the
trained personnels are required for its maintenance. However, due to the fact that there are very few
components to be easily worn out, it doesn’t need regular service apart from usual cleaning work.
Only the qualified people are allowed to be in charge of the repair job. It is strongly recommended
that customers contact our company for the technical back-up or service when they feel unable to
work out the technical hitch or problems.

- The newly installed welder or which haven’t been in use for some time need s to be surveyed the
insulation resistances between each winding and every winding to case with millimeter, which can
not be less than 2.5MQ.

- Keep from the rain, snow and long term exposing to sunlight when welder is used outdoor.

- If the welder is not in use either for a long time or temperature ranges from -25°C ~ +55°C, and the
relative humidity can not be more than 90%.

- The professional maintenance personnel should use dry compressed air (use air compressor or
bellows) to remove the dust inside the machine. The part adhering to grease must be cleaned with
cloth while make sure there are no loosing parts existed in the tightened places and connected
cable. Usually the machine should be cleaned once a year if the dust accumulation problem is not
very serious, while it needs cleaning once or even twice every quarter if the dust accumulation
problem s serious.

- Regularly check the input & output cables of welder to guarantee them right and firmly connected
and avoid them being exposed. Check should be taken once every month when fixed using and
every check taken when removing.

-13 -



Operator's manual

fubag

www.fubag.ru

- Regularly check the seal performance of gas system, whether the fan and feeder motor having
abnormal sound and whether every joint being loose.

- Regularly clean the splash of nozzle (cannot use the way similar to knocking the torch head) and
stick to using splash ointment. Don’t remove the feeder device by means of pulling he torch cable.

- Clean the dust of liner with compressed air after the welder using some time (the dust is
accumulated by friction between wire and liner roll if find it wear and tear to prevent wire uneven
feeding.

- The pressed roll can not be pressed too firm to guarantee smooth wire feeding. (It will lead to wire
deformation, adding the feeding resistance and accelerating the friction of gear if pressed over

firmly.).
WARNING:

- The main loop voltage happens to be a bit higher, so safety precaution should be taken before

repair to avoid accidental shock. The untrained people are forbidden to open the case!
- Power source needs to be cut off before dust removal.
- Never tamper with wire or damage the component parts when cleaning.

9. Troubleshooting
BREAKDOWN ANALYSIS SOLUTIONS
Voltage is too high (215%) Switch off power source; Check the
main supply;

Yellow Indicator is on

Voltage is too low (£15%)

Restart welder when power recovers to
normal state

Bad power ventilation lead to
over-heat protection

Improve the ventilation condition

Circumstance temperature is
too high

Using over the rated duty-cycle

It will automatically recover when the
temperature low down

Wire feeding motor don’t work

Potentiometer not in the proper
status

Change potentiometer

Nozzle is blocked up

Change nozzle

Feed roller is loosen

Firm the bolts

Cooling Fan not working
or turning very slowly

Switch broken

Replace the switch

Fan broken

Replace or repair the fan

Wire broken or falling off

Check the connection

Arc is not stable and splash is large

Too large contact tip makes the
current unsteady

Change the proper contact tip or roller

Too thin power cable makes the
power astaticism

Change the power cable

Too low input voltage

Enhance the input voltage

Wire feeding resistance is too
large

Clean or replace the liner and the torch
cable had better in the line direction

-14 -
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BREAKDOWN

ANALYSIS

SOLUTIONS

Arc can’t be pilot

Earth cable break

Connect earth cable

Work piece has much greasy
dirty or rusty stain

Clean greasy dirty or rusty stain

No shielded gas

Torch is not connected well

Connect the torch again

Gas pipe is pressed or blocked
up

Gas system rubber pipe break

Check gas system

Others

Please connect with our company

10. Complete Set Specification

Inverter Welder - 1pcs

Product Certificate - 1pcs
Operator’'s Manual - 1pcs

Electrode holder - 1pcs

Earth Cable (clamp) - 1pcs

Gas pipe - 1pcs
Gas pipe hose - 1pcs

Feedroller0,8/1,0 mm- 1pcs

11. Transport & Storage

- The machines should be free from rain and snow during transportation and storage. Keep notice of
the warning sign on the packing box when load and unload. The warehouse should keep dry &
ventilation and free from corrosive gas or dust. The tolerable temperature ranges from -25°C ~
+55°C and the relative humidity can not be more than 90%.
- After the package has been opened, it is suggested to repack the product as per prior requirement
for future storage and transport. (Cleaning job is required before storage and you must seal the

plastic bag in the box for storage.).

- Users should keep the packing materials with the machine to keep well storage during the long
transportation. If the machine need transfer, the wooden case is required. The sign such as ‘Lift’ and
‘Free of rain’ should be labeled on the case.

-15 -



Operator's manual f”bﬂ!

www.fubag.ru

12. Circuit Chart
T+ +
)
N ’ g ;
PE =
- -
13. Warranty

Warranty refer to defects of materials and components and do not refer to components subject to
natural wear and maintenance work.

Only machines cleaned from dust and dirt in original factory packing fully completed, provided with
instruction manual, warranty card with fixed sales date with a shop stamp factory serial number and
originals of sales and ware receipt issued by salesman are subjects of warranty. Within the warranty
period the service center eliminate free of charge all detected production defects. The manufacturer
disclaims warranty and legal responsibilities if nonobservance of the instruction manual by user,
unqualified disassembling repair or maintenance of the machine as well does not bear responsibility
for caused injury to persons or damages.
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BHUMAHUE! NEPEA WUCMNONIb3OBAHUEM CBAPOYHOIO AMNMAPATA
BHUMATEJIbHO O3HAKOMbTECbHb C JAHHOU UHCTPYKLUIMEW.
K wncnonb3oBaHuio n 06CMyXMBaHUIO CBapOYHOrO anmnaparta AOMyCcKaeTcA TOmMbKO
KBanMduLUMpPOBaHHbIA 1 cneumnansHO 06yYeHHbIN nepcoHarn, 03HaKOMIEHHBIN C AaHHON
WHCTPYKLMEN.
B sTOM WHCTpyKUUKM copepXuTcst onucaHve, npasuna GesonacHocTM M Bcs Heobxogumas
nHopMauma Ans npaBuNbHOW aKkcnnyatauun ceapoyHoro annapata FUBAG. CoxpaHsiite
OaHHYI0 MHCTPYKUMIO M obpaliaiTecb K HelW Npu BO3HWUKHOBEHWM BOMPOCOB No Ge3onacHowm
aKcnnyartaumm, obCny>XKnBaHuIo, XpaHeHMIo M TpaHCNOPTUPOBKe cBapoyHoro annapaTta FUBAG.

1. NMpaBuna 6e3onacHocTn

- Bcerga cobniopaiite npaeuna 6e3onacHocT. HocuTe 3aluTHyto ogexay v cneumarnbsHble
cpeacTBa 3awmThl, YTOObI 36exaTb NOBPEXAEHUS MMa3 U KOXHbIX NMOKPOBOB.

- Bcerna HapeBanTe cBapoyHyo Macky Bo Bpemsl paboTbl CBapOYHbIM annapaToM.

- Ctapawitecb, YTOObI MCKPbI 1 BPbI3rK HE Nonanu Ha Teno.

- N3beraiiTe KOHTAKTOB C OTKPbITHIMU TOKOBEOYLLUMMM Kabensamm cBapoYHOro annaparta, He
npuKacanTech K anekTpogoaepXKaTento/ropenke n cBapuBaemMon NOBEpPXHOCTH.

- He pabGotante nog Bogow Unm B MECTE C NMOBLILLIEHHOW BNAXXHOCTbHO.

- ObIM 1 ras, KoTopble NoNagatoT B BO34YX Npy CBapke, onacHbl Ans 30opoBbs. [Nepen
Havyanom paboT ybeamTech, YTO BbITSXKKa U BEHTUNSALMS UcnpaBHO paboTator.

- Y6equTech, YTO N3nyveHne oyri He NonageT Ha ApYrvx NModen, Haxoaawmxes nobnmsoctu
OT MecTa CBapKMw.

- MomHuTe, YTO NpK cBapke TemnepaTypa obpabaTeiBaemMol NOBEPXHOCTU MOBLILLAETCS,
NnoaToMy cTapanTech He npukacaTbcs kK obpabaTbiBaeMbIM AeTansm Bo U3bexxaHue OXOoroB.

- He npukacavTech K MeCTY NOOKMIOYEHNS MUTaHUS UK K APYTMM YacTsIM CBapO4HOro
annapara, KoTopble HaxogaTcs nog Tokom. OTKMYanTe NMTaHWe cpasy Nocne OKOHYaHus
paboTbl nnu nepeq TeM, Kak OCTaBUTb MECTO paboThl.

- Hukorga He pabotalite Tam, rae CyLecTByeT ONacHOCTb NOMy4YeHUS 3MNeKTPOLLOKa.

- Hukorga He npousBoanTe CBapky eMKOCTEN, B KOTOPbIX MOMYT COAepXaTbCs
NerkoBoCnIameHsIoLLMECS UMW B3pbIBOOMACHLIE MaTepuarbl.

- Mpw BbICOTHBIX paboTax Bo n3bexaHne HecHacTHOro cny4vas cobnoganTe npaBunna TEXHUKU
6e3onacHocTn paboTbl Ha BbICOTE.

- Cnegute 3a Tem, 4To6bl Ha paboyen nnowlaake He 6bINo NOCTOPOHHMX NIDAEN.

- CBapoyHble annapaTbl U3ny4atoT ANeKTPOMarHUTHbIE BOMHbI U CO34al0T NoMexm Ang
pagmnoyacToT, MOSTOMY crieguTe 3a TeM, YTOObl B HEMOCPEeACTBEHHOW OnnM30CTyh OT
annaparta He 6bino nogen, KOTopbie UCNOoNb3YHT CTUMYNATOP CepALa unu apyrue
NPUHAANEXHOCTU, ANsi KOTOPbIX 3NIEKTPOMarHMTHbIE BOSMHbI M paanodacToThl co3gatoT
NoMexu.

- 3anpeLleHo ncnonb3oBaTh CBAPOYHbIV annapar A pa3MopaxuBaHus Tpyo.

BHUMAHME. CBapo4HbIi annapaTt HaXoAMTCA Mo HanpshkeHeM, MO3TOMY Npexae, Yem
NPUCTYNUTb K ero 06CnyXMBaHMIO, crieqyeT 006ecTounTb €ro Bo N3bexaHne SneKTpoLLIoKa.
Mepen npoBeneHnem noodbix paboT Bcerga HE0OX0AMMO OTKMYATh MCTOYHUK NUTaHNUS. K
paboTtam co cBapOYHbIM annapaTtoM JOMYCKakTCS TONbKO CNeLmManucTbl.
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lMpoBepbTe NogkMYeHNe BXOOHbIX U BbIXOOHbIX Kabenew, 3a3eMmneHuve un T.4.

- TexHu4eckoe O6CJ'Iy)KVIBaHVIe OOJMKHbI BbIMONMHATb TOJ1bKO KBaJ'IVI(*)VILl,I/IpOBaHHbIe

cneunanucTsl.
Ecnu Baw cBapoyHbIn annapat 6bIn TONbKO YTO YyCTaHOBMEH nnu K paboTe npuctynaet
HOBBIV orepaTop, criedyeT NPOBEPUTb COMPOTUBMEHWE M30MALMK Mexay obMoTKaMm 1
KOXYXOM.

Bpewmsi oT BpemeHu criegyeT NpoBepsiTb COCTOSIHWE CBApO4HOro kabens. Ecnun annapat
MCMonb3yeTCcs PerynspHo, ero criegyeT NPoBepsATb He MEHee OJHOro pa3a B Mecsl,.
CocTtosiHne cBapoyHOro kabens Takke creayeT NPoBepsTb, ECMM CBAPOYHbIN annapat
MCMONb3yeTCs Kak NepeHOCHON.

Ecnu cBapoyHbIn annapaT BPEMEHHO HE UCMONb3YETCA UNN HE NCMOMNb3YeTCs
NpOAOIMKUTENbHOE BPEMS, €r0 CNIeQyeT XPaHUTb B CYXOM, XOPOLLO NPOBETPMBAEMOM
rnomeLleHnmn, He JonycKas NonagaHus Ha Hero Bnaru, KOPPO3MOHHO-OMACHbIX UK
TOKCWYHbIX rasos.

Pa3 B rog cnepyet ounwaTtb CBapoYHbIA annapat oT nbinu. MNposepsTe, He ocnabneHsbl nn
AeTanu KpenrneHvs annapara, 9reKTPOMarHUTHY0 CUCTEMY, PYYKM HACTPOWKKN TOKa U T.4.
Hanuuue B Bo3gyxe Mbinu, a Takke egKkMx U KOPPO3MOHHBIX BELLECTB HE JOMKHO
npeBbILLaTh JOMYCTUMbIX HOPM.

CBapo4HbI annapar JosmkeH ObiTb YyCTaHOBIIEH B TAKOM MecCTe, rae Ha Hero He byaet
nonagarb AOXAb U COMHeYHble Ny4un. Ero MoxHO XpaHWTb B HaMeHee BraXHOM MecTe C
Temnepatypoii ot -10 go 40°C.

Heobxognmo obecneunTb 4OCTYN BO3dyxa K CBApPOYHOMY annapary, Anst 3Toro BOKpYr Hero
OOMKHO ObITb CBOGOAHOE NPOCTPaHCTBO HE MeHee 50 cm.

- Y6egutecb, 4TO Ha MecTe paboTbl CBAPOYHOrO annaparta HeT MeTanIMyeckux unm

VMHOPOAHbIX NPegMETOB BO n3bexaHve nx nornagaHus B annapar.

He ycTtaHaBnuBainTe CBapOYHbI annapaTt Ha BUOPUPYHOLLYIO MOBEPXHOCTb.

CBapoyHbIli annapar AOSPKeH OblTb YCTAHOBIEH HA FOPU3OHTANbHOM NOBEPXHOCTU, N eCrnn
yron HakrnoHa coctaBnsieT 6onee 15°, cnegyert co3aath yCnoBus A NPeAoTBPaLLEHNs ero
onpokuabiBaHus. NMpumrTe Mepbl NO 3almMTe OT BETPa, Tak Kak CBapOYHbIN annapar
paboTaeT ¢ 3aWmTHBIM ra3oM. CKOpOoCTb BeTpa AormkHa ObITb He 6onblie 1,0 m/cek B
NPOTMBHOM cry4ae HeobxoanMo UCMonb3oBaTh YCTPONCTBO ANS 3alluThl OT BETPA.

- Y6eguTtecb, 4TO B MecTe YCTaHOBKK CBapO4YHOro annaparta OTCYyTCTBYHT NMOCTOPOHHME

NOMeXxMu.
Henb3sa 3axnmatb kabenb cBapo4HOW ropenku. Yron cruba kabensi He 4omkeH OblTb
CNULLKOM ManeHbkMM. Pagnyc kaHana HanpasnswoLen He MoxXeT ObiTb MeHbLie 300 mm
MHa4ye OH MOXET NOBPEAUTb BHYTPEHHUI kabenb 1 MPUBECTM K HECHACTHOMY CIy4vato.
Mpu pabote YLLUW BO6NM3M Heobxoanmo nsberaTb nonagaHns MeTansocoaepKallero
obpa3svBa B CBApOYHbIi annapar.

Mepen Hayanom paGOTbI cneayeT TwaTesibHO NPOBEPUTDL:

4YTOObI HEe ObINO KOPOTKOIo 3aMblKaHUA Mexay kabensamu CBapoO4HOro annaparta,
NPOYHOCTb COeaANHEHNA pa3beMoB U kabenen.

KBanuuumpoBaHHbIN NepcoHan AOMKEH PerynspHO NpoBOANUTL MPOBEPKY CBApOYHOro annapara
B TOM CIly4ae, ecriv OH UCNONb3yeTcs Nocie ANUTENbHOMO XpaHeHUs UM PEMOHTA. OTU NMPOBEPKM
BKIHOYAIOT CrieayoLme npoueaypsbl:

npoBepKy cBapoyHoro kabens. Kabenb gormkeH GbITb 3aMeHeH npexae, Yem byaet
MOITHOCTBIO U3HOLLEH. BxogHow kabenb AomkeH ObITb 3aMEHEH B Criyyae NoBpeXOeHUS;
NPOBEPKY MOLLHOCTM UCTOYHMUKA NUTaHUSA. JTI0GON NCTOUHUK MUTaHKS, NCMOMNb3YHLNACA
[Onsi CBapOYHOro arnnapara, A0MKeH ObiTb OCHALLEH 3aLUMTHBIMU CUCTEMAMMU.

Ecnn Bbl cTONKHyNucb ¢ npobrnemamu, C KOTOPbIMU HE MOXETe CrpaBuUTbCH, obpallantechb B
CepBUCHbIN LIEHTP. -18 -
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BxogHoe Hanpsibkexue, B 220
Yacrora, Iy 50/60
HoMuHanbHbIN noTpebnsieMbi Tok, A 35
HomMuHanbHasa noTpebnsiemas MOWHOCTb, KBA 7.7
HanpshxeHune xonoctoro xoaa, B 58
MuvHUManbHbIN CBapOYHbIN TOK B pexxume MIG, A 20
MakcumarnbHbI CBapOYHbIi ToK B pexxnme MIG, A 200
HanpspkeHve npu MUHUMaribHOM CBapo4YHOM Toke B pexume MIG, B 15
HanpshxkeHne npu MakcMmanbHOM CBapoyHOM Toke B pexume MIG, B 24
B npu makcumansHOM cBapo4HOM Toke B pexume MIG, % 20
CBapoyHbliii Tok B pexume MIG npu MNB=100%, A 90
MuHVManbHbI CBapoYHbIN TOK B pexume MMA, A 20
MakcumanbHbIn cBapoYyHbI TOK B pexnme MMA, A 170
HanpshxeHne Npu MMHMManbLHOM CBapo4YHOM Toke B pexume MMA, B 20,8
HanpshxeHne npu MakcMmarnbHOM CBapo4yHOM Toke B pexume MMA, B 26,8
B npu makcumansHOM cBapo4HoM Toke B pexume MMA, % 20
CapouHblivi Tok B pexume MMA npu NB=100%, A 76
MuHUManbHbIN CBapoYyHbIA TOK B pexnme TIG, A 15
MakcumarnbHbIn cBapoYHbI Tok B pexume TIG, A 200
HanpspkeHve npu MMHUMarnbHOM CBapo4HOM Toke B pexume TIG, B 10,6
HanpspkeHve npu MakcumarnbHOM CBapovHOM Toke B pexume TIG, B 18
B npu makcumanbHOM cBapo4HoM Toke B pexume TIG, % 20
CBapoyHbiin Tok B pexxume TIG npu NMB=100%, A 90
[MpounssognTensHocTb, % 85
KoachdpunumeHT MoLHOCTH 0,92
Knacc nsonsiumm H
CTeneHb 3anTbl IP21S
Twn oxnaxaeHust BosgyLiHoe npuHyauTensHoe
"abaputHble pasmepbl (OxLLUxB), mm 550x320x440
Bec, kr 15,4

Mpon3soamnTenb MMEET NPaBO BHOCUTb M3MEHEHUS KaK B COAEPKaHWe AaHHON UHCTPYKLUK, TaK U B KOHCTPYKLIMIO

cBapoyHoro annapara 6e3 npeBapuTeNbLHOO yBegoMIeHusi nonb3osaTenen.

3.0nucaHnue

MHBepTopHbIM annapat ana MIG cBapkvm cosgaH C UCMONb30OBaHWMEM YCOBEPLUEHCTBOBAHHOW
TexHonoruum IGBT. [JaHHbIM annapatom Bo3MoxHO nposoanTtb MIG capky (c CO unu cmecn Ar/CO,
B KayecTBe 3alUMTHOro rasa m ceapky ¢niocoBor nposonokor), TIG cBapKy HennaBsawumcs
anekTtpogoM B cpege Ar 1 MMA cBapky. AnnapaT MCMNonb3yeT 3MNeKTPUYECKylo Oyry Mexagy
NPOBOSOKOW/3NEeKTPOAOM U CBapvBaeMbiM MaTepuanom B KayeCTBe WCTOYHMKA Tenna Ans
nnaeneHunsi NPOBOIOKM U MeTarsa, Npy 3TOM B 30HY CBapKW NOAAETCS 3aLLMTHbIV ras.

OCHOBHbIMU XapakTepucTukamu JaHHOTO MIHBEPTOPHOTO annapara siBfsioTCs:

- HeGonbLuon obbem u nerkvin Bec, n3-3a Yero annapar LLUMPOKO UCNOMNb3yeTCs Ansi BbIMONHEHNS

PEMOHTHbIX pa60T B NOJIEBbIX YCNOBUAX.
- BenukonenHoe 3axuraHve gyru v nepeHoc meTtanna.
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- Hanunune pasnuyHbix CpeacTB 3alumThl NpeoXpaHseT annapar OT neperpesa, nepeHanpsiXeHns,
nageHns HanpsXKeHNs!, Ype3mMepHOro Toka U T.A4.

- Bobicokas npousBoguTenbHOCTb. bnarogaps asBTomMatuM4eckonm nogadve MnpOBOMOKU MOXHO
OCYLLECTBMATb CBAPKY B 6bICTPOM CKOPOCTHOM peXMME.

- HeT Hukakunx ocobbix TpeboBaHMii kK NpMMEHsIEMON CBapOYHON npoBosoke. NoaxoasaT u TBepable
1 hntocoBble NpoBosokn. duameTtp nposonokn ot 0,6 4o 1,0 Mm.

- YpobHoe coedvHeHne. BHellHne pa3beMbl AenarT coeguHeHus 6e3onacHbiMu, ObICTPbIMU U
HaAEeXHbIMW.

- TexHonorust Dual pulse, nossonsieT MICnonbL3oBaTh antoMMHUEBYIO MPOBONOKY AnameTpom 1,0 Mm.
- CuHepreTtnyeckoe ynpaerneHve B pexume MIG, no3Bonser 66ICTPO HACTPOUTb HYXXHBIN PEXUM
CBapKw.

- ®yHkuma TIG ceapkm ¢ TexHonornew posxwura ayrm TIG Lift.

- ®yHKkuma MMA csapku. BeinonHaeTcs pyTUnoBbIMY UK LEMIIONO3HBIMUY 3MeKTpoAaMu.

4.YcTpOMNCTBO, NPUHLUN U YCNOBUSA paboTbl

CBapouHbIli annapart notpebnser ogHodasHbin Tok 220 B NpOMBILNEHHON 4acToTbl Yepes
ceteBon Boikntoyatens SW101 1 BeInpaMnseT ero Yepes ogHodasHbIN BbINPAMUTENbHbBIN MOCT B1
1 3ateM cunsTpyeT vepes koHageHcartop C1, C2, C3, C4 ons nony4yeHus NOCTOAHHOMO Toka. Yepes
IGBT (Q1, Q2, Q3 1 Q4) nHBepTop nony4vaTca nepemMeHHbIn Tok ¢ Yactotomn 20 kl'u. 3atem aTtoT
nepeMeHHbIN TOK, NPeobpa3oBaHHbIN OCHOBHbLIM TPaHCOPMaTOPOM M BbINPSIMITEHHbIA AVOAHBLIM
MOCTOM C ObICTpPbIM BOcCTaHOBMNeHNeM, (D4, D5, D6, D7) obecneumBaeT cTaburnbHbIA NOCTOSIHHBIN
TOK 41151 CBApOYHOro annapara cpasy e nocre ero ounsrpaumm nHayKTMBHocTbio L2. CkopocTb
nofayn NpPOBOJIOKM MOXHO MOCTEMEHHO PerynMpoBaTb C MOMOLLbIO PYYKM ONS PErynmpoBKu
ckopocTu. CKOpOCTb NoAaYM NMPOBOMOKK BNMSIET HA CBAPOYHbIN TOK, YEM BhbILLIE CKOPOCTb NoAaYM
NPOBOJIOKW, TEM DOMbLLIE CMNa TOKa NPV OAMHAKOBOM HarMpsXXeHnK.

o—] | | | | e A
BbICOKOYACTOTHbIN
o BBIMPAMUTEND | | OUNLTP | | WHBEPTOP | | TPAHCOOPMATOP | | BLIPSMATENL
BbIBOPOYHbI/
MPUBOA «{ PEMVIUPOBKA [~  YMPABMEHUE KOHTPOT
NPOLIECCOP PETYNUPOBKA
SALTA | veaeneHas [ TOKA

BepxHss nuueBas YacTb CBAapOYHOro annapara obopyaoBaHa pyykamu perynmpoBKyM CBapOYHOIO
TOKa, PEerynvpoBKU CBApOYHOIO HanpsiKeHWsl, KHOMKaMW MEepeKioYeHNs PEXMMOB CBapku u
BblbOpa CBapOYHOro Martepuana, MHAMKAaTOPOM BKIIOYEHUS MUTaHUS (3eMeHbln), MHAMKaTOpOM
Henonagok (>kenTbin), paboyM MHAMKATOPOM (KpacHbIv). Ha HKHeWn YacTn HaxoasiTca pa3bem
ONsi NOAKIOHMEHUS TOPENKU 1 pa3beMbl «+»/«-», AN NOAKIIONEHUS 3a)KnMa 3a3emreHuns u kabens
anektpoagonepxatensa/TIG ropenku. Ha 3agHen naHenu pacnonoxeH ceTeBon kabenb, pasbem
ANsi ra3oBOro knanaHa, BEHTUNATOP OXNaKAEeHUs, KOHTaKT NoAaym Toka, BbiknodaTensb.
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Heo6xopnmble ycnoBusi OKpyxaloLen cpeabl:
- Temneparypa okpyxatoLen cpeabl: npu ceapke -10 +40°C;
NPV TPaHCMNOPTUPOBKe/XpaHeHuu: -25 +55°C
- OTHOCUTENbHAs BNaXXHOCTb:
npn40°C: <50%;
npn 20°C: £90%;
- KONMYECTBO MbINK, KUCIOThI U FPSA3K B BO3AyXe B paboyelt 30He He MOXET NpeBbILLAaTh 3Ha4YeHne,
yKka3aHHOe B HopMmaTuBax (3a UCKMoYeHeM BbIOPOCOB OT CBApOYHOro annapata).
- OTCYTCTBUME CUNbHON BUBpauum Ha pabovem mecTe
- BbICOTa Haz, ypoBHeM Mopsi He 6onbLue 1000 m

Tpe6oBaHUs K ANeKTPONUTAHUIO:
- OTKITOHEHWE HaMNPSPKEHVS ANEKTPONUTaHMS OT HOPMbI He [LOMKHO NpeBbiwaTth +15%

5. PacwumndpoBKa nukrorpamm

cumBOn PACLUN®POBKA
A Tok (A)
\" HanpsixeHue (B)
Hz YacToTa (')
PyyHasi gyroBas cBapka MMA
MonyaBTomaTuyeckas ceapka MIG/MAG
_f_: Csapka HennaesawmmMcs anektpogom TIG
3asemneHve
H Knacc nsonaumm
IP21S CTeneHb 3auThl
— CBapka NoCTOSIHHbIM TOKOM
XapakTepucTrKa anekTponuTaHus
Uo HomuHanbHoe HanpsikeHne XonocToro xoaa
X Pa6ounii umkn
I4 HomuHanbHbIN noTpebnsemblii TOk
I HoMuHanbHbIN CBapOYHbIN TOK
CTpyKkTypa cBapo4HOro annapara
U, HomuHanbHoe HanpsikeHue nNuTaHus annapara
Uz HanpsihxeHve csapo4Hon Ayru
b_ BonbramnepHas xapaktepucTuka CBapoYHON Ayru
+ 3axum «+»
- 3axum «-»
P1 HomuHanbHas notpebnsieMas MOLLHOCTb
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6. YcTaHOBKa

Pa3melLeHune cBapouYHOro annaparta

- KonnyecTso Nbiniu, KMCNOTLI U FPsi3n B BO3AyXe B paboyeii 30He He 0MKHO NpeBbILIaTh 3HaueHue,
ykasaHHOe B HopMaTuBax (3a MCKMioueHeM BLIBpPOCOB OT CBApPOYHOro annapara)

- CBapouHblii annapaT AomkeH BbiTh YCTAHOBNEH B TakOM MecTe, re OH He MoaBepraeTcs
BO3AECTBUIO COMHEYHOrO cBeTa M AoXas. Takke ero crieqyeT XpaHuTb B HaUMeHee BMaXKHOM
mecTe npu Temnepatype ot -10 70 40°C.

- ins obecneyeHns AOCTATOYHON BEHTUMSALMM PACCTOSIHIE Haf CBAPOYHBLIM annapaToM [0MKHO
6b1Tb 50 cM

- Ecnu BHYTpeHHel BEHTUNAUMW He A0CTaTouHO, CriedyeT yCTaHoBUTL oBopyaoBaHue Ans
yCTpaHeHUs AbiMa 1 NpefoXpaHeHuns oT BeTpa.

MopcoeanHeHWe K UCTOYHUKY NUTaAHUA

MoacoeouHnTe anekTpokabenb k ogHodasHo ceTn anekTponuTaHus 220 B ¢ BbikntovaTenem.
HanpsikeHune 380 B 3anpeLueHo ncnonb3oBaTth, Tak kak OHO MOXET Cepbe3HO NoBpeanTb annapar u
MMETb CEpPbEe3HbIE NOCNEACTBUSA Ans onepaTopa.

BHumaHue: Tok npegoxpanutens s 1,2 ~1,5 pasa npeBbllaeT ero HOMUHabHbIV TOKOMM.

4 ™

| BbIKIlOYaTeNb ANEKTPONNTaHNA

/op,HocbasHoe anektponutaxHue 220 B

(e} o
° ° KoHdurypaums anekTponuTaHus Afsi CBapo4HOro annapara
MapameTp 3HayeHue
MpepbiBaTens uenu, A =35
MnaBk1in NnpegoxpaHnTens (HOMUH. TOK), A 35
PybunbHuk, A 40
CeTeBoli kabenb, MM~ >25
o
o o
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MoacoeauHeHne cBapo4vHbIX Kabenen

[aHHbIN cBapOYHbIM annapat npegHa3HaveH kak Ans CBapku NpoBOSIOKOW B Cpeae 3alUMTHOrOo rasa
Tak n camo3alluTHOW npoBornokon (drtoc, 6e3 rasa). Korga cBapovHasi ropernka noacoeanHeHa K
NONOXMUTENbHOM KNEMME, a 3a3eMIIeHne K OTpuuaTenbHON, annapat UCMoNb3yeTcsl A1s CBapku
metogom MIG/MAG B cpege 3awwmTHoro raza. ObpaTtHas NonsipHOCTb UCNOMb3YETCA NpU CBapKe
CaMO03aLLMTHON NPOBOIOKOMN, rae He TpebyeTcs 6oMbLLIOro HarpeBa B MPoLIecce CBapKW.

YcTaHOBKM M coeAMHEeHUSA ANns NpoBeaeHUs cBapku B pexxnme MIG

MoacoenunHeHne M ycTaHOBKa YCTPOWCTBA ANA NoAayYm NpOBOSIOKU
- MNopGepute HeobxoouMyio MPOBOSIOKY B COOTBETCTBMM C TEXHOMOrnewn ceapku. [Ouamertp
NMPOBONOKA [OMKEH COOTBETCTBOBATb MPVMBOAHOMY POSINKY, HanpaensloweMy KaHamny |
KOHTaKTHOMY HAKOHEYHWKY.
- OTkponTe BOKOBYHO KPbILLKY Ha YCTPONCTBE
ans nogaym nposonoku. llomectute
KaTyllKy C mnpoBonoko B 6GapabaH Ha
nogatwowiem yctponcrtse. BHumanume: KoHel
NPOBOMIOKM [AOJKEH HaXOAWTbCS NofA
6apabaHoM, HanpoTuB nogatLwero
YyCTPONCTBA.
- Ha GapabaHe umeeTcs GNOKMPOBOYHLIN
BVHT (NpW OTKPbLITON Kpbiwke OyaeT BuaeH
BWHT C LUECTUrpaHHON ronoskown). MNoTaHute
GapabaH pykow Ans perynupoBku . Ecnu
conpoTtuBneHue cnuwkom 6Gonbloe,
BO3MOXHO HeobxoaMMO OTperynMpoBarb
ONOKNMPOBOYHBIA BUHT: HaTAXeHUue
yBENUUMBaETCA NpW BpaLleHUM MO YaCcoBOW
cTpenke, U Hao6opoT.
- MomecTnTe NpoBONOKY B HaNpaBnsoLni
KaHan nofatoLLero yCTponcTBa, BbIPOBHAWTE NPOBOIOKY B KaHare NPYBOAHOIO ponvka, NoMectTuTe
NMPOBOMOKY B KaHan pasbemMa CBapO4YHOW TFOPEerku M HaXMUTE Ha MpuBOAHOW ponuk. (Ons
NPOTArMBaHUsi NPOBOSIOKM B pyKaB CBAPOYHOM roperku He06X0aUMOo BKITHOYEHMWE SMEKTPONUTaHNS.)

MoacoeanHeHue ropenkun
-MomecTtute COeQNHUTENbHYIO BTYJIKY FOPESIK1 B OTBEPCTUE OJ14 KpeneiKa ropenikm Ha nepegHemn
naHenu cBapo4HOro annapaTta v NII0THO 3aKpyTUTE HaKUAHYIO rariky Ha pa3beMe ropernku.

NoacoennHeHune kabens saseMneHns

- lMogcoeguHuTe GanoHETHBIN pa3bem kabens 3a3eMrneHVs K BbIXOOHOMY pasbeMy «-» Ha
nepegHey naHenu annaparta M MoBepHUTE MO 4YacoBoi cTpenke. CoednHeHne OOMKHO ObITb
HageXHbIM, B MPOTUBHOM Cly4Yae COeANHUTENbHbIN pa3beM CropuT.

- [Ana [ocTwKeHns Xopoluew Npou3BOAMTENLHOCTM MPU cBapke (OrtOCOBOWN NPOBOMOKOW €CTb
BO3MOXHOCTb W3MEHWUTb MOMNAPHOCTb Takum ob6pa3oM, 4TOObI CBapoyvHas ropenka Obina
NOAKIOYEHa K «-», a kabernb 3a3eMNeHns K «+».

BHumaHue: He uncnonb3ynte BMecTo Kabensi 3aseMneHusi, CTanbHyl0 MNacTuHy unu apyrve
nodobHble MaTtepuanbl, KOTOpble SBMASIOTCA MMOXMMM NPOBOAHMKaMW, AN COeAWHEeHUs
CBapOYHOro annaparta co CBapuBaeMbIM U3LENUeM.
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CoeavHeHus u yctaHoBku anst MMA cBapku

MoacoeanHeHne cBapoO4YHOro kabens

MopcoeanHnTe GamoHETHbIN pa3bemM CBapoO4HOro kabens k BbIXOOHOMY CO€JMHEHUIO Ha nepegHen
naHenun u NoBEepHUTE MO 4acoBOW CTPESKe. 3neKTpo;:lonep>KaTenb ncnonb3yeTca Ond 3axXuma
anekTpoaa.

MoncoeaunHeHue kabena s3azeMneHus

MopcoeamnHuTe 6GaioHETHLIV pasbem kabens 3asemneHns K BeIXOAHOMY pa3beMy Ha nepegHen
naHenu v NoBepHMTE NO YaCOBOWN CTPenkKe. 3aXnM 3a3eMIeHNs NCNonb3yeTcs A NOAKNI0YEeHUS
CBapuBaemoro Matepuvarna B Liefb CBapO4HOro ToKa.

BHumaHue: He vcnonb3yiiTe BMecTo kabens 3asemneHusi, CTanbHyl0 NNacTuHy unu gpyrue
nogobHble MaTtepuanbl, KOTOpble SBASKOTCS MNMOXMMU MPOBOAHWKAMW, ANS COEAVHEHWS
CBapO4YHOro annapara Co CBapuBaeMblM U3AeNneM.

7.CBapoU4Hblie paboTbl

BHUMAHMUE: Knacc 3almTbl AaHHOIO MHBEPTOPHOro annapata IP21S yto obecneumBaeTt 3awmTy
OT NPOHUKHOBEHWS TBEPAbIX NPeaMeToB pa3Mmepom 6onee 12,5 mm.

/
) ! ﬁ@ 3 1. HankaTop TepmosalumTbl

Q 2. HgmkaTop nuTaHus
L 9 3. Oucnnew 3Ha4yeHnsi CBApOYHOrO TOKa
4 e 4. Perynstop CKOPOCTM MOAa4n CBapoO4HOM
e A o= 7& MPOBOMOKM
5 | 2eop-EEss | 5. KHonka Bbibopa cnocoba cBapku

11 6. KHonka Bbibopa pexvma ynpasneHust
5 ~—— CBapOYHOM ropernku (2-x TakTHbINA, 4-x
: TakTHbIN, SPOT pexum)
7. Oucnnen 3HaYyeHns cBapoOYHOro
HanpsKeHus

8. Perynatop cBapo4HOro HanpsxeHus

9. Perynatop MHOYKTMBHOCTM

10. Knonka Bbibopa cBapuBaemoro
MaTepuana

11. KHonka BblGopa AnameTpa cBapo4HOM
NpPOBOJIOKU

12. PasbeM NoaknoyeHns cBapoyHom
ropenkmu

13. Pasbembl nogkntoveHns kabenemn
anekTpoAao4epXarTens v 3axuva
3a3eMrneHus

14. ltyuep nogcoeanHeHns nogayn
3alUMTHOrO rasa

15. Bbikntoyartenb nutaHus

16. Kabenb anekTponutaHus

14
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BHumaHue:

- ViHgukaTtop Tepmo3aluTtbl 3aropuTcs mocre Aofroro nepvoga paboTbl, YTO O3HAYaeT, yYTo
BHYTPEHHSIA TemnepaTypa npeBbillaeT [OMyCTUMOE 3HayeHue, B TakOM cly4vae cregyer
0CTaHOBMTb paboTy annapart Ha HEKOTOPOE BPEMS M aTb EMY OCTbITb. PaboTy MOXHO NpOaOMmK1Tb
nocre Toro, Kak UHANKaTop 3aLLMTbl MOracHeT.

- MNocne 3aBepweHns paboTbl MMM NpyY BPEMEHHOW OCTaAHOBKEe paboTbl crnegyer OTKM4YaTb
anekTponuTaHue.

- Ceapwukam cnegyeT HageBaTb XOSLIOBYI 3alUTHYIO OAEXAYy M Macky Ans 3awuTbl OT
N3NyYeHns oyru.

- B pabouyeii 30He cnegyeT yCTaHOBUTb CBETO3aLLUTHbIV 3KpaH AN 3aLLMThl ApYruX Noaei.

- 3anpeLyaertcs xpaHnTb B paboyei 30He B3pbIBYATbIE UMM NTETKOBOCTIIaMEHSIIOLLMECS BELLLeCTBa.

- Bce nogcoegnHeHnst K cBapoYHOMY annapary AOMKHbI ObITb BbIMOHEHb! MPaBUIBHO U HAOEXHO.

3auucTka cBapMBaemMoro MaTepuara nepea BbinofIHEeHUEeM CBapku
Metann Ha pacctoaHun 10-20 MM OT LWBa AOMKHbI ObITb OYMLLEHbI OT PXKaBYUHbI, MACNSHUCTOMN
Nbiny, BOAbI M Kpacku n T.4.

OnuncaHmne OCHOBHOrO nNpouecca cBapku B pexume MIG

a) PerynupoBka nepes npoBeeHEM CBapKu

- YcTaHOBMTE TOpErNKy, ra3 M CBapOYHYl0 MPOBOSIOKY WM 3aTeM BKIIIOYWUTE 3rNEKTPONUTaHue.
MHOnkaTop BKMIOYEHMS rOpUT M BEHTUNATOP paboTaerT.

- Bbibepute BMA 3awuMTHOrO rasa,

KoTopbii OyaeTe wucnonb3oBatb. [Ans

3TOr0 HaXMWUTe W yaepxuBanTe ” VT ™ b (

perynstop ceapouHoro Hanpsokenus, | A ) '," | ) ,’ \Y}
- A (N

no3.8, 4o Tex Mop, noka Ha Aucnneu

nosiButcsa Hagnucb « GAS CH-»

- Bpawas perynaTop CBapO4YHOIo HanpaXeHuda n peryndatop cBapO4HOro TOKa, Bbl6epeTe T™n
3aLlMTHOIO ra3a anAa cCBapKu.

BeibpaH CO, A :. :-: ,:' _————— \Y)
Bbi6paHa cmeck CO,+Ar "l ] :' .." -
Al g AL v

Mocne BbiGopa TUNa 3alUMTHOrO rasa
HaXMUTe Ha perynsitop no3.8 ewue pa3
ONs NOATBepXAeHus Bblbopa, Ha A — e — ——— V
3KpaHe NosiBUTCSA HaOMnUCh «-- --».
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- OTKponTe ra3oBbli peaykTop Ha
6annoHe, Ha maHomeTpe Oyger
nokasaHo JaBreHue rasa

- [NoBepHuTe rasoBbIi perynatop ’- "‘ ’. .-'
NpOTMB 4YacoBOW CTpenkn. HaxmuTe Ha A (X} <> .. (1} S \Y/
perynaTop CBapOYHOrO HanpsxXeHus - , " - . '

no3.8 Ha Aucnnen nosiBUTCA Hagnucb

«GAS ON».

- HaxxmuTe Ha BbIKNtoYaTens ropenkm 1

C NMOMOLLIbIO peayKTopa oTperynupymnTe

nogady rasa B COOTBETCTBUM C

TeXHWYeckuMu TpebosaHusamu. [ns '- ." " '-' " "
npekpalieHusa nogayu rasa Haxmute A 9 ',.' .. ) ‘,. ’. v
Ha perynsaTtop cBapo4HOro HanpsxeHns - ot -

no3.8 ewe pas, Ha AMCNNen NosABUTCA

Hagnucb «GAS OFF».

- Ecnn TexHonormyeckunm npouecc

cBapku TpebyeT [OMOMHMTENbHOW

NpoayBKM 3alUMTHOrO rasa B 30HY

CBApOYHOro LWIBa, MNOCMEe OKOHYaHWUs

cBapku, HeobxoAuMmo HacTpouTb

BpeMS BbINOMHEHUSA 3TOW onepauuu. 'vi-" 'v‘ ¢«

[ns aToro HaxMmuTe U yaepxusanTe A ..,. .. ,.' ..‘. P \Y)
perynaTop CBapOYHOrO HarnpshxeHus - - -’ ‘e

no3.8 fo Tex nop, rnoka He MnosiBUTCA

Haganuce «SPt ADJ».

Bpawasa perynatop CBapO4HOrO - - p—
HanpsKeHusi, ycTaHoBuTe Tpebyemoe A g L' [N ... .. Vv
3Ha4yYeHMe BpPEMEHWN NpoayBKWU ', ) (]
3alLMTHOro rasa. - - -l -

[nsa BbixoAa M3 pexuma HaCTPOMKN HAOXMWUTE PerynaTop CBAPOYHOrO HanpshxeHus nos3.8 Tem
camblM NOATBEPAMB BbibpaHHOe 3HaveHMe.

- AlepxuTe BbIKMOYaTENb ropernkn HaxaTbiM 40 TeX MOp, MOKa U3 COMMa He NOSBUTCS NMPOBOIIOKA.

- Mpu nogaye NpoBonoky, BuINpAMUTE kKabernb.

- MNpwn nogadve npoBonokn ybegutechb, YTO OHa HaAEXHO pacrionioXeHa B KaHane nogatoLiero
ponuka M CKOPOCTb nodayn paBHOMepHad. Ecnmn ckopocTb nopayn HepaBHOMEpPHA,
OTperynupynTe HaTs>keHue NofaloLwero ponvka.

- [Ans yckopeHus npoTArMBaHUS CBApOYHOW NPOBOMIOKM Yepe3 nodaroluin pykaB CBapO4HOWM
ropenku, HaxXmMuTe W yaepXuBawTe HaxaTblM, Perynatop ckopocTu nogayn nos.4. Mpu atom
CKOpOCTb nogayn ByaeT mMakcMmanbHO BO3MOXHOW. NS Bbixoda U3 pexuma MakcrmMarbHOW
CKOPOCTU NOAAYM MPOBOSIOKK, OTMYCTUTE PerynaTop nogayn nos.4.

- MNpwn cBapke cTanbHON MPOBOSIOKON HEOBXOAMMO MCMOMb30BaTh Nogarollee YCTponcTeo ¢ V-
oOpa3HoN KaHaBKOWN.
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b) Ceapka

- Bbibepute gnameTp cBapoyHON NPOBOMOKN KOTOPYIO ByAeTe MCMOMb30BaTh C MOMOLLbIO KHOMKK
Bblbopa no3.11. CyLecTByto NSATb BO3MOXHbLIX BApMaHTOB Ans Bbibopa anamerpa: 0,6mm, 0,8mm,
0,9vm, 1,0mm 1 SPL. B pexxume SPL oTknto4atoTcs npeaBaputenbHO YCTaHOBINEHHbIE HA 3aBOAe
nporpamMMbl NoAGopa CBapO4HOro TOKa U HanpsXXeHnst 1 onepaTopy HeoOXoAMMO YCTaHOBUTL 3TU
napameTpbl BpyYHylo. [INA ocTanbHbIX BapuaHTOB B annapare npeaBapuTenibHO YCTaHOBIEHbI
onTUMarnbHble XapaKTepUCTUKX CBApOYHOIO npouecca, U HeobxoAMMO TOMNbKO OTPerynMpoBaTtb
BEMNWYMHY NOAa4un CBapO4HOI NPOBOSIOKM A5 AOCTWKEHUs TpebyeMoli CKOpPOCTY CBapKK.

- Bpawas perynatop WHAYKTMBHOCTM MO3. 9 MOXHO OTPEerynupoBaTb Xapakrtep nepeHoca
HannaensemMoro matepuana B CBAapO4HYH BaHHY.

- Bbibepute cnocob ynpaBneHnss CBapOYHOM FOPENnKov KHOMKOW Mno3.6. Bo3aMoXHbI crnegytowmne
BapWaHThbl: 2-X TAKTHbIN PEXWM, 4-X TaKTHbIN pexum, pexxum SPOT.

- BoibepuTe cBapvBaeMbIvi matepuan ¢ nomoLbto kHonku nos. 10. flocTyneH BbIGOp cTanu unm
antomuHug. Mpu Beibope antomMmnHMA cBapKy HE06X0AUMMO NPOM3BOAWTL NPOBOMOKON ANaMeTPOM
1.0 MMm.

- MNpwn BbINONHEHUM CBapku, Noxanyncra, OTperynupymte nogayvy CBapO4YHOW MPOBOSIOKU B
COOTBETCTBUM C TpebyeMmon CKOpOCTb NPOBEAEHUS CBAPKM.

- HaxxmuTe BbIkntoyaTens ropesnku, nogada npoBonoky 6yayT ocyLLeCcTBNSTLCA aBTOMaTUYECKN.
[yra Bo3byxaaercs, Kak TOfbKO MPOBOMIOKa KacaeTcsa cBapuBaemoro martepuana. pu csapke
paboynin HAMKaTOpP ropuT.

OnucaHune npouecca cBapku ¢pnocoBOW NPOBOSIOKON

a) PerynupoBka nepeg npoBeAeHeM CBapku

- NameHnTe NONAPHOCTb Ha BepTVIKaﬂbHOVI naHenu, T7.e. noacoegnHUTe NpoBoad ropesikiu K KOHTaKTy
«-», Kabernb 3a3eMIeHNS K KOHTaKTY «+».

- YcTaHOBWTE FrOPENKY M CBapOYHYH NPOBOSIOKY M 3aTEM BKIIOUUTE anekTponutaHme. NHavkatop
BKITHOYEHUWS TOPUT U BEHTUNSITOP paboTaeT.

- [lepxxuTe BbIKNoYaTeNb rOpErky HaxaTbIM 10 TeX Mop, NoKa U3 cona He NosIBUTCS NPOBOJIOKa.

- MNpwv nogaye NpoBoNoku, BeINpsMUTE kKabensb.

- Mpu nogave npoBonokM ybeguTecb, UYTO NPOBOSIOKA HAAEXKHO pacrnornoXeHa B KaHane
NoatoLLEero ponmka 1 cKopocTb Nofgayn paBHoMepHasi. Ecnv ckopocTb Nnogayn HepaBHOMEPHa,
OTpErynuMpymnTe HaTsbkeHne NoAatoLLEero pornvka.

- MNpw ncnonb3osaHum nrOCOBOM NPOBOOKM HEOOXOANMO UCNONb30BaTh NoAatoLLee yCTPOUCTBO
C KaHaInom LLecTepEeHHOro Tuna.

b) Ceapka

- lMpu BbINOMHEHWMU CBapkW, MOXanyhcTa, OTPErynMpymte CBapoO4YHbIA TOK W CBapoOvHOE
HanpsbkeHWe B COOTBETCTBUM C YCTaHOBKaMMU.

- HaxkmuTe BbIkNo4aTens ropenku, nogada npoBonoku 6yaeT OCyLLEeCTBNATLCH aBTOMaTUYECKN.
[yra Bo3byxxgaeTcs, Kak TONbKO MPOBOSIOKA KacaeTcs cBapvBaeMoro marepuana. lNpu cBapke
pabo4unin MHAMKAaTop ropuT.
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OnucaHue npouecca cBapku anioMUHUs

a) PerynupoBka nepe npoBeAeHNeM CBapKu

- CMeHWTe kaHan B roperke Ha Te(rOHOBBIN.

- MoacoenuHWTe roperky, rasoBbIv WaHr, kKabenb 3a3emneHus], ra3oBblii GannoH ¢ aproHoM U
3aTeM BKIOYUTE anekTponuTaHme. IHamMKaTop BKIOYEHWS ropUT M BEHTUNATOP paboTaer.

- Bbibepute BMA 3awmTHOrO rasa,

KoTOpbIA OydeTe wucnonb3oBaTb. [ns N p— p— .
3TOro HaxmuTe W yaepxuBante A 4 '.“. 4 .‘_ \V
perynsitop CBapO4YHOrO HampspKeHus, '.., ". .-’ '

no3.8, 4o Tex nop, Nnoka Ha Aucrreun
nosiButca Haanucb « GAS CH-».

- Bpawas perynstop CBapOYHOro HanpsbKEHWUs] U PErynaTop CBapoO4YHOro Toka, Bbibepere Tun
3aLUMTHOrO rasa ans CBapku.
- OTperynupynTte c NOMOLLbIO ra30BOro peyKTopa pacxof rasa.

- [loBepHuTe rasoBbIi perynaTop

NpOTMB 4acoBOW CTPenku. HaxmuTe Ha A '- j." j: .-' - Vv
perynsaTtop CBapOYHOrO HanpsKeHWs -

n03Y8 Ha aucnnen nosiBUTCA Haanucb .." ". ...' '

«GAS ON».

- Haxxmute Ha BblkntoyaTens ropenku 1

C NOMOLLLbIO peayKTopa OTperynupynte

nogady rasa B COOTBETCTBUM C '- ." ’- '-' " "
TEXHWYeckMMM TpeboBaHusmMu. [ns A - e - = \V/
npekpaLleHns nodavn rasa Haxmute .-', "' ..‘, ’

Ha perynaTop CBapoO4HOro HanpsXXeHns

no3.8 elle pas, Ha AMUCNIEN NOSIBUTCS
Hagnucb «GAS OFF».

- [lepxuTe BbIKNtoYaTenb ropernky HaxaTtbiM 40 TeX Mop, NoKa U3 conna He NOSIBUTCHA NPOBONOKa.

- MNpwv nogaye npoBonoku, BeiNnpamMnTe kabens.

- Mpwv nopgaye npoBonoku ybeautecs, 4To NPOBOSIOKA HAAEXKHO pPacronoXeHa B kaHane
noatoLLEero ponmka u CKopocTb Nogayun paBHoMepHas. Ecrniv ckopocTb nogayn HepaBHOMEpPHa,
OTperynupynTe HaTsbkeHue NoLaloLLEero ponuvka.

- MNpwv ucnonb3oBaHUM antoMMHNEBON NMPOBOITOKM HEOOXOAMMO UCMONB30BaTh NogatoLLee
ycTponcTeo ¢ U-06pasHoi kaHaBKOW.

b) CBapka

- BeibepuTte cBapmBaembin Matepuan ¢ NOMOLLbIO KHOMkK no3. 10.

- Bbibepute amameTtp cBapoyHon nposonoku. lMpu BbiGope antoMuHMA CBapky HeobxoaMmo
Npov3BOAMTL NPOBOMOKON AnameTpom 1.0 MM 1 UCNONb30BaTh YNCTLIN Ar.

- Mpy BbINONMHEHUWM CBapkW, OTPErynUPYMWTE CBApOYHbLIA TOK U CBApOYHOE HanpsikeHue B
COOTBETCTBUM C yCTaHOBKaMMU.

- Bpawas perynatop WMHOYKTMBHOCTM NOo3. 9 MOXHO OTperynupoBaTb XapakTep nepeHoca
HannaBnNseMoro Mmatepuana B CBapoyHYyo BaHHY.

- HaxkmuTe BbIKMNo4aTens ropenku, nogada npoBonoku 6yaeT OCyLLEeCTBNATLCH aBTOMaTUYECKN.
[yra Bo30yxgaeTcs, Kak TONbKO MPOBOSIOKA KacaeTcsl cBapyMBaemoro marepuana. Npu ceapke
pabo4nin MHaMKaTop ropuT.
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Onucanune npouecca MMA cBapku

a) PerynupoBka nepeg npoBegeHeM CBapKu

- YcTaHoBuTe pexum ceapkm MMA.

- OTperynupyiTe CBapO4HbIl TOK.

b) CBapka

- BosbmuTe anekTpogoaepxatens, yCTaHOBUTE 3NEKTPO, KOCHUTECh SNEKTPOAOM CBapMBaeMOro
mMaTtepuana ans sosbdyxaeHus gyru. [pu ceapke pabo4mmn MHANKaTop ropuT.

Onucanue npouecca TIG cBapku

a) PerynupoBka nepep cBapko

- YctaHoBuTE pexum ceapku TIG.

- MNoaxknoumTe CBapOYHYHO FOPErKY K 3aXKNMY «-», @ 3aXKUM 3a3EMIEHNS K «+».

- OTperynupyiTte CBapO4HbIl TOK.

b) CBapka

- [lna BO30yXaeHUsA CBApOYHON Ayrv, KOCHUTECh 3MIEKTPOAOM CBapMBaeMbI MaTepuan 1 3atem
noaHMMUTE anekTpog. MNpu ceapke pabounin UHAMKATOpP ropuT.

8. TexHuyeckoe obcnyxxusaHume

B otnuume oT cTaHgapTHOrO CBapOYHOro annapaTta, AaHHbI CBapouYHbIA annapart sBnseTcs
YCOBEPLLEHCTBOBAHHbLIM, B KOTOPOM WCMOSb3YHTCS COBPEMEHHbIE 3TEKTPOHHbLIE KOMMOHEHTbI 1
coBepLUeHHasi TexHonorus. MoaToMy NpoBefeHne TEXHUYECKOro 06CnyXMBaHNS Takoro annaparta
crnenyeTt NpoBOAWUTb TOMbKO KBanudumuupoBaHHOMY nepcoHany. OgHako, B cuiy Toro, 4To B
JaHHOM annapaTte NpUCyTCTBYET O4EHb Maroe KonM4ecTBO BbICTPO N3HaIMBAEMbIX AeTanew, oH
He TpebyeT NpoBeaeHUs PErYNSPHOrO CEPBUCHOMO OOCNY>XMBAHMWS, 3a UCKMYEHWEM OYUCTKM.
OTBeyatb 3a BbINONHEHNE AaHHOW paboTbl MOryT TONBKO KBanMguuupoBaHHble paboTHUKNU. Mbl
HaCTOATENbLHO PEKOMEHAYEeM MOKynaTensm B Cyvyae BO3HWKHOBEHWsI Npobrem, KoTopble OHU
HecnocobHbI pelwnTb COBCTBEHHBIMM CUNaMm obpallatbCst K HaMm A1 NOMyYeHUss TEXHNYECKOW
NoAaEPXKKN.

- Y HOBOro CBapO4YHOrO annapata Wnu annaparta, KOTOpbli He WCMOoNb30Bancsi B TeveHue
HEKOTOPOro BPEMEHU, HeoBXoAUMO MpPOBEPUTb COMPOTUBIIEHWE U3ONSALUMN MEXAY Kaxaown
0OMOTKOI, KOTOPOE HE OOMKHO ObITb MeHee 2,5 MOm.

- 3awuwanTe annapart OT AOXAs, CHera u ANUTENbHOIO BO3AEWCTBUSI CONMHEYHOrO CBETa Mpu
MCMONb30BaHUN Ha ynuLe.

- Ecnn cBapouHbli annapaT He WCMofb3yeTcsi OOnroe BpeMsi, ero cregyeT XpaHuTb npu
Temnepatype ot -25°C o +55°C 1 oTHoCUTENbHASA BNaXHOCTb He MOXeT BbiTb 6onee 90%.

- MpodeccuoHanbHbI PabOTHUK CEPBUCHOW CNYXObl JOMKEH PEryrsipHO O4MLLaTb CBapOYHbIN
annapaT OT NblfK CKaTbiM CYXMM BO3A4YXOM (BO3AYLUHbLIA KOMMpeccop unu apyroe nogo6Hoe
YCTPOMCTBO). [leTanu CKNOHHbIE K 3aMacnMBaHWI0 AOMKHbI O4MLLATLCSA TPSANKOW U OQHOBPEMEHHO
MOXHO TakKke MpPOBOAMTb OCMOTP Ha Hanuuue HEMMOTHO 3aKpenneHHbIX AeTanei BHYTpW
annapata. B cnyyae obHapyXeHusi cKOMneHus Mbinv Heobxoguma HemeaneHHasi ovmcTka. B
HOpMarbHbIX YCIMOBUSIX OYMCTKY HeobxoOMMO NpoBOAUTbL TONbKO OAMH pa3 B rod. B cnydae
Ype3MepHOro NnblreodpasoBaHWsa O4YUCTKY CriegyeT NPOBOAUTL pa3 B KBapTar.

- Heobxoanmo perynspHo npoBepsiTb BXOAHbIE U BbIXOAHbIE Kabenu cBapo4yHOro annapara, Ans
TOro, YTo6bl rapaHTUpPOBaTb WX MPaBUIbLHOE M MPOYHOEe coeauHeHwe. MNpoBepky HeobxoanMo
NpPOBOANTbL OAVH pas3 B MECSIL, M KaXabli pa3 nepen TeM kak yompaTb annapar Ha XpaHeHuve.
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- PerynapHo npoBoauTe NpoBepKy repMeTM4HOCTM CUCTeMbl rasa, He Habniopgaerca nvm y
BEHTUIMATOPA UNW ABUraTens nogaroLLero yCTpormcTsa HEHoOpMarbHbIX LUYMOB U HET N HEMMOTHbIX
COEOVHEHUN.

- PerynapHo ouuvwanTte commo M NpPyTOK MpW MOMOLLM CreuuanbHOW Masu Ansd yaaneHus
pacnnasneHHoro Mmetanna. He cHumanTe nogatoLlee yCcTponcTBo, NOTSHYB 3a Kabernb ropenku.

- Nicnonb3yinTe TONbKO Ka4yeCTBEHHYIO NPOBOMOKY. Hukoraa He NCnonb3ynTe pXxaByto NPOBOOKY
U NPOBOIOKY NIIOXOro Ka4yecTsa.

- CymwianTe NbiNb C PONMKOBOIO KaHarna cxaTbiM BO34yXOM Nnocne AfMTENbHOro NCnonb3oBaHnA
CBapo4YHoro annapata. (HakannveaHue Nbinn NPOUCXOAUT U3-3a TPEHWUS Mexady NPOBOMOKON U
PONMKOM U yAansATb ee HeoBXOANMO ANs TOro, YTo6bl 06ecneynTb POBHYHO NOAAYY NPOBOMOKMK).

- [Ana poBHOW nofayn NpPOBOSIOKM HEe PEKOMEHOYETCH CIMLLKOM MIIOTHO MPUXUMaThb POSUK.
(Cnuwkom nnNoTHOe npuxaTve npuBeneT K pedopmauvmy NPOBOJIOKW, YBEMUYEHUIO
CONPOTMBIEHNS NPU NoAaYe N yBENUYEHNSA TPEHUS MEXaHN3Ma).

BHMMAHME:

- MNpwn npoBegeHnn o4nCTKM annaparta, cneayeT NpUHATL BCE MepPbl NPeaOCTOPOXHOCTH, YTOObI
nsbexarb Cry4yanHoOro ygapa 9nekTpuyeckuM TOKOM. HekBanuduumpoBaHHbIM paboTHMKaM
3anpeLleHo OTKpbIBaTL Kopryc annaparal

-Nepen npoBeaeHNEM OYUCTKM OT MbII HEOOXOANMO OTKIIOYNTB MCTOYHUK NMUTaHUS.

- Hukorga He nepernbarite npoBoga v He NoBpexaanTe AeTany npy NPOBEAEHUN OYNCTKU.

9. HeucnpaBHOCTU M UX yCTPaHEHUE

HEUCNPABHOCTb

NPUYUHA

YCTPAHEHUE

[opuT xenTbii nHANKaTop

HanpseHne cnuiikoM BblCoko (215%)

HanpsixeHne cnuwwkom Huskoe (£15%)

OTKIo4MTE rekTponuTaHue.
MpoBepbTe ceTb. MNoBTOPHO
3anycTuTe CBapoYHbIi annapar korga
HanpshkeHue JOCTUrHET
HOPMasIbHOrO YPOBHS

Mnoxas BeHTUNALMS npueena K
cpa6aTb|Baano 3allNUTbl OT Neperpesa

yﬂy‘-ll.l.IVITe YyCnoBusa BEHTUNALUN
annapara

TemnepaTtypa okpyatoLlen cpeabl
CIULLKOM BblCOKa

Vcnonb3oBaHue cBepx pa6oqero Unkna

Mpw NOHWXEHUM TeMMepaTypbl
VHAMKaTOp aBTOMATUYECKV MOoracHeT

[Bwuratenb ycTponcTBa Ans
noaayu NpoBOOKM He
pabortaet

CromaH perynatop

3ameHwuTe perynarop

Conno 3abnokMpoBaHo

3ameHuTe conno

MogatoLwmin ponuk HENOTHO 3aKpeneH

3ataHuTe 6onThbl

BeHTunaTop oxnaxaeHus
He paboTaet unm
BpaLLaeTcs CrMLLKOM
MeASIeHHO

BblkntoyaTtens cnomax

3ameHuTe BblkNoYaTens

BeHTunsatop cnomaH

3amMeHuTe Unu OTPEMOHTUPYITE
BEHTUNSATOP

MoBpexaeH unu ocnab nposog

MpoBepkTe coeanHeHve

[Oyra He cTabunbHa n
Habntoaaetca 6onbLioe
Konun4ecTBo GpbI3r

Crnuwkom 60nbLUOW KOHTaKTHbIN
HaKOHEYHVIK AernaeT CBapOYHbIii TOK
HecTabunbHbIM

3aMeHUTE KOHTaKTHbIN HAKOHEYHUK
Ha noaxoasaLmn

CrLWKOM TOHKMIA ceTeBon kabernb
[enaeT MOLLHOCTb HecTabunbHom

3ameHuTe ceteBol kabenb

CrnuvLIKOM HU3KOE BXOZHOE Hanps>xeHue

YBenuyste BXOAHOE HanpsKeHne

COI'IpOTVIBJ'IeHVIe nogadv npoBOJIOKN
CITULLKOM BEJNKO

OuuncTnTe unu 3ameHuTe
HanpaensaoLWUi KaHan B ropenke
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HEUCNPABHOCTb NPUYUHA YCTPAHEHUE
MoBpexaeH kabenb 3a3eMneHus MNoacoeanHnTe kKabenb 3a3eMneHns
[yra He Bo3byxxgaeTcs MecTo cBapKku MNOKPbLITO PXKaBYUMHOW MNn 3ayncTTe MEecTo CBapKnN 1
CUIbHO 3arpsi3HeHo obe3xupbTe ero
[MpoBepbTe coeanHeHVe ropernkm ¢
noxo nogcoeanHeHa ropernka
annapaTom
OTcyTCcTBME 3aLUMUTHOIO =
rasa [a30BbIN LWNAHT 3a)xaTt unu
3abnokupoBaH MpoBepbTe cucTeMy nNoaaym rasa
[NoBpexaeH rasoBbli LWUNAHr
Opyroe O6paTtnTech B CEPBUCHBIV LIEHTP

10. Komnnektauus

VHBepTOpHbIM annapart - 1wt

CepTtudmkar - 1wt

PykoBoacTBo no akcnnyaraumu - 1wt

Kabenb anektpogonepxarensi - 1wt

Kabenb 3a3eMneHus (C 3aXnmMom 3asemnenns) - 1wt
[a3oBbIN WnaHr - 1wt

XoMyT Ans ra3oBoro wnaxra - 1wt

CwmeHHbI ponuk 0,8/1,0mMm - 1wt

11. XpaHeHue 1 TpaHCNOPTUPOBKA

- Annapart cnepgyet 6epeuyb OT nonagaHus Bogdbl U cHera. ObpaTuTe BHMMaHVe Ha 0603HaYeHns Ha
ynakoBke. Tapa Anst xpaHeHus JOMmKHa ObITb Cyxon 1 co CBOGOAHON LupKynaumen Bo3ayxa n 6e3
HanUYUs KOPPOIUIMHOIO rasa Unu Nbinu. [uanasoH gonyckaemblx Temnepatyp ot -25°C go +55°C,
N OTHOCMTerNbHas BNaxHocTb He 6onee 90%.

- MNocne Toro, kak ynakoBka Oblfia OTKPbITA, PEKOMeHAYeTCA AN AalbHeWLlero XpaHeHus u
TPaHCMOpPTMPOBKN NepeynakosBaTb annapar. ([leped xpaHeHMeM pekoMeHAyeTCs MpOoBeCTU
OYMCTKY U 3anevartartb MNacTUKOBbLIN NakeT, B KOTOPbIN HEOBXOAMMO NMOMECTUTb annapar nepeq
nomMeLleHnem B KOpoobky).

- Y nonb3oBarenen AomkHbl ObiTb BCErga B HanmM4Mn ynakoBOYHbIE MaTtepuanbl ANS XpaHeHus
annapata. Ecnu mawuvHa 6yget nepemeluaTbCa BO BpEMS TPAHCNOPTUPOBKW, TOraa HeobXxoanm
OepeBsHHbIN AWK, Ha awmk Heobxogumo noMmectuTb Haanucb «LIFT» unu «lMpegoxpaHsaTe oT

OOXKOA».
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12. Cxema aneKkTpuyeckasi npMHumMnuanbHas
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13. MapaHTUHbIE 06sI3aTenbCTBa

apaHTMIHLIN CPOK Ha 06OPYAOBaHME YKa3bIBAETCS B NpUiaraeMoM CEPBMCHOM TarloHe.

[apaHTMA oTHOCUTCA K AedpeKkTaM B MaTepmarnax v y3nax n He pacnpoCTPaHsAETCsl Ha KOMMOHEHTbI,
noaBePKEHHbIE ECTECTBEHHOMY U3HOCY 1 paboThbl MO TEXHUHYECKOMY 0BCMYXMBAHUIO.

[apaHTUNHOMY PEMOHTY Noanexart TOMbKO OYULLEHHBbIE OT MbINU 1 IPsi3M annapaTtbl B 3aBOACKON
yNakoBKe, MOMHOCTBIO YKOMMMEKTOBaHHbIE, UMEILLME MHCTPYKLMIO MO KCMyaTauum, rapaHTUAHbBIN
TanoH C yKasaHvem JdaTbl NpoAaXu, NMpW HanMyMu LWTamna marasuHa, 3aBOACKOro Homepa u
OpWrMHanoB TOBapHOIO M KACCOBOIO YEKOB, BblAAHHbIX NMPOAABLIOM.

B TeyeHve rapaHTuiiHOrO cpoka CepBUWCHBIN LIEHTP YCTpaHSET 3a CBOW CYET BbISIBIEHHbIE
NPOU3BOACTBEHHbIE AedekThl. [pon3BoauTeNnb CHUMAET CBOWM rapaHTUrHble obs3aTenbcTtBa MU
IOPUAMNYECKYI0 OTBETCTBEHHOCTb NpU HecobrniogeHnn NnoTpebutenemM MHCTPYKLUMIA MO AKCNyaTaumm,
CaMOCTOSTENbHOM pa3bopku, PEMOHTA 1 TEXHUYECKOTO 06CNyXMBaHWSA annapara, a Takke He HeceT
HMKaKOW OTBETCTBEHHOCTM 38 MPUYMHEHHbBIE TPaBMbl Y HAHECEHHbIN yLLEepO.
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