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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

- It is 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.

- 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.

- When the machine is operating, the temperature must not be higher than +40°C or lower
than -10°C.

- 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.

Safety Check:
Each item 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 a long period or re-operation, which involves as follows:
- Check the welding cable to see ifit can continue to be used before itis worn out.
- Replace the welder's input cable as soon as itis 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 specifications
. Welding current .
Model Rj:g ":ﬂ;'t Welding current, A of duty cycle di:r::tt;’dr:m Welight’
9e, EN 609741(T=40C), %/A ’ 9
IN 176 220 10-160 19/160 (MMA); 24/160 (TIG) 1,6-4,0 4.6
IN 196 220 10-160 (MMAY); 10-190 (TIG) | 28/160 (MMA); 28/190 (TIG) 1,6-4,0 7.9
IN 206 LV 220 10-200 20/200 (MMA); 20/200 (TIG) 1,6-5,0 7,9

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 is a single phase, Inverter, portable welder, for covered electrode and Lift Arc TIG in DC. It
allows welding with rutiles, basic, stainless steel and cast iron electrodes. In TIG, it allows to weld
most of metals except aluminium and alloys. They are over-voltage protected when used on power
180-265V forIN 176 and IN 196, 85-265V forIN206LV.
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1. Display

2. MMA position indicator

3. TIG position indicator

4. Adjust keys 1

5. Adjust keys 2

6. Selector

7. Thermal protection indicator
8. Switch button
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SYMBOLS DECIPHERING
A Amps
\" Volt
Hz Hertz
f Electrode welding (MMA — Manual Metal Arc)
e TIG welding
@ Adapted for welding in environment with increased risks of electrical shock.
|P21 Protected against rain and against fingers access to dangerous parts
ey Welding direct current
]]#} 50+ 60 Hz Single phase power supply 50 Hz
Uo Rated supply voltage
[1max Rated maximum supply current (effective value)
1eff Maximum effective supply current
EN60974-1 The device complies with standard relative to welding units
Single phase inverter, converter-rectifier
X: 45%; 60%; 100% Duty factor at ...%
1,: 160A; 140A; 110A Corresponding conventional welding current
U,: 264V; 25,6V; 244V|  Conventional voltages in corresponding load
c € The device complies with European Directive
@ Conform to standards GOST / PCT (Russia)
OKQ ‘E_f) @ The electric arc produces dangerous rays for eyes and skin (protect yourself !)
é\ Caution, welding can produce fire or explosion
Am Caution! Read the user manual

5. Power supply

- IN 176 is delivered with a 25A plugged on a 220V (50 Hz) socket with earth.

-IN 196 and IN 206 LV is supplied with the in-built power factor correction (PFC)
block to regulate the efficiency of using the current output. Due to this block the
machine could be connected via the 16A-220V plug even in the conditions of

C intensive operation. For the same power machines without PFC, the plug 32A-220V
rowerracror 1S required. This machine is ideal for construction works with the lengthened cable,
CORRECTOR  where the voltage drops are frequent. Also, the exclusive quality of welding is
provided by this machine through the output control circuit, which is controlled by a
microprocessor.

-4-
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- Connect the earth clamp and electrode-holder cables in the quick-plugs. Respect the polarities
indicated on the electrode packaging.
- Starting: switch button.

6. Electrode welding

MMA mode

- Select the MMA position 2 with the selector 6
- Apply the usual welding rules
- Adjust the wished current (display 1) using the keys 4 and 5
- The cooling takes about 2 minutes
- Thermal protection: the indicator lamp 7. The cooling time is about 2 to 5 min according to
external temperature
- Your machine is equipped with 3 specific functions to Inverters:
> Hot start increases the current at the beginning of the welding.
» Arc force increases the current in order to avoid the sticking when electrode enters in
melted metal. Adjustable function.
> Anti-sticking allows you to easily withdraw your electrode without damaging it in case of
sticking.

Adjustable Hot Start and Arc Force

The welding machine Hot Start is adjustable from 0 to 60% for IN 176, from 0 to 100% for IN 196 and
IN206 LV.

®

PRESS 3" To adjust the Hot Start, follow the following steps:

C 4
LN

L horstart 3

1. Press the selector 6 during 3 seconds.
2. The “HS” (Hot Start) display flickers and a number
O "% appears.
3. Adjust the wished percentage (display 1) using the keys
+ ADJUST 4 and 5.
4. Validate the wished value pressing the selector 6.

-Ci e

PRESS (OK)

=4 | ET Only for IN 196 and IN 206 LV:
a5 ;i 5. The inscription "AF" (Arc Force) starts blinking then one
7| PRESET figure.
W 0% 6. Set the required percentage Arc Force (display 1) using
4+ ADusT keys 4 and 5.
- 7. Valid the required figure by pressing the selector button
) 6.

PRESS (OK)
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TIG mode with Lift Arc function

The DC TIG welding requires a protective gas (argon).

Follow the steps as below :

- Connect the earth clamp on the positive (+) pole.

- Connecta TIG torch with valve on the negative (-) pole.

- Connect the pipe of the gas bottle and adjust the flow.

- Select the TIG position with the selector 6.

-Adjust the wished current (display 1) using the keys 4 and 5.

- To boot: touch the electrode on the welding part; raise the electrode 2 to 5 mm of the part to be
welded.

-Atend of welding: lever 2 times the arc (up-down-up-down) to trigger the automatic fade (only for
IN 196 and IN 206 LV). This movement must be performed in less than 4 sec, at a height of 5 to
10 mm. Then close the valve to stop the torch gas after cooling of the electrode.

Automatic Arc slope with time adjustable (for IN 196 and IN 206 LV)

Functjon
activation This corresponds to the end of welding time required for the
gradual decline in the welding current until the stop of the arc.

.\J,HJ: This function helps to avoid cracks and craters at end of
PRESS 37 welding.
This function is not activated (timer at 0 sec). To activate it,

4

0 proceed as follow:
1 SETY PRESET - Press 3 seconds on the selector button 6.
v oo - The inscription "dS" (Downslope) starts blinking then one
O @ apust figure appears.
i - Set the automatic arc slope you wish from 0 to 10 sec (display
© 1) using key 4 and 5.
PRESS (OK)
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7. Maintenance

- Referall servicing to qualified personnel.

- Disconnect the generator and wait until the ventilator stopped before working on the unit.
Inside the device, voltages and current are dangerous.

- Regularly blow the welding machine with the pressed air through the ventilation inlets.

8. Troubleshooting

ANOMALIES CAUSES REMEDIES
The device does not deliver Wait for the end of the
any current and the yellow The welder thermal cooling time, around 2
indicator lamp of thermal protection has turned on. minutes. The indicator lamp
defect 7 lights up. 7 turns off.
The display is on but the The cable of the earth clamp
device does not deliver any or electrode holder is not Check the connections.
current. connected to the welder.

When starting, the display The voltage is not within
indicates two horizontal bars the range 180-265 V/ for

during one second and then || 176 and IN 196: 85-265
turns off. for IN 206 LV.

Get the electric installation
checked.

9. Transport & storage

When the welder is in storage and transportation, please try to keep it from being exposed to the
rain. When loading, attach ATTENTION to the welder packing. It is recommended to free it from
moisture, erodible gas and dust in storage where it must be kept dry and have good ventilation. The
tolerable temperature, and the relative humidity.

After the package has been opened, it is suggested to repack the product as per requirement for
future storage and transport.

10. 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 receiptissued 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.

-7-
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\ BHAMAHMUE! NEPEO WUCNOJIb3OBAHUEM CBAPO4YHOIO AIMAPATA
) ' BHUMATENbHO O3HAKOMbLTECH C AAHHOW UHCTPYKLIMEN.
' . K wucnonb3oBaHunio 1 06CAyXMBaHMIO CBapOYHOrO annapaTta [AOrnyckaeTrcs TOnbKo
L ) KBAanNUULMPOBaHHbIV U crieunarnbHO 00yYEHHBIV NepcoHarn, 03HaKOMITEHHbIV C JaHHOW
WUHCTPYKLMEN.
B aTOM WMHCTPYKUUWM copepXuTCa onucaHue, npasBuna GesonacHocTM M BcsA Heobxogumas
MHpopMauusa Ans nNpaBUNbHOW 3Kcnnyatauum cBapodHoro annapata FUBAG. CoxpaHsiite
OaHHYI0 MHCTPYKUMIO M obpaljantecb K HeW Npu BO3HUKHOBEHMW BOMPOCOB Mo Oe3onacHou
3KCnnyaTaumm, 06CNy>XMBaHWI, XpaHEHMIO U TPAHCNOPTMPOBKe CBapoyHoro annaparta FUBAG.

1. MpaBuna 6e3onacHocTn

- Bcerga cobnogaiite npasuna 6e3onacHocT. HocuTe 3aWwuTHy0 ogexay v cneuunanbHble
cpencTBa 3awmnThl, YTOObI n3bexaTb MOBPEXAEHUS a3 N KOXHbBIX MOKPOBOB.

- Bcerga HageBanTe 3alMTHYO MacKy BO BpeMsi paboTbl CBApOYHbLIM annapaTtoM umm
MCNOMb3yNTE OYKM C 3aLUUTHLIM 3aTEMHEHHbIM CTEKIOM.

- CtapawiTtecb, 4TOBbI UCKPbI 1 BPbLI3rM HE nonanu Ha Teno.

- N3berainTe KOHTaKTOB C OTKPLITEIMU TOKOBEAYLLUMMU Kabensimmn cBapo4YHOro annapara, He
npuKacanTech K aNeKkTpoaoAepKaTento/ropernke n cBapuBaeMon NoOBEPXHOCTH.

- He paboraiite noa Bogow unu B MeCTE C NOBbILLEHHOW BNAXHOCTbLHO.

- Obim v ras, KoTopble NonazatoT B BO3AYX NpW cBapKe, onacHbl Ans 300poBbs. MNepen
Hayanom paboT ybeamTech, YTO BbITSXKKA U BEHTUNSALUS ucnpasHo paboTator.

- YBeautech, YTO N3ryyeHne Ayrm He nonageT Ha Apyrux fogen, Haxoaawmxes nodnms3ocTum
OT MecCTa CBapKu.

- NMomHuTe, 4YTO NpK CBapke TemnepaTypa obpabaTbiBaemMolr NOBEPXHOCTU MOBLILLAETCS,
Nno3TOMy CTapalTech He NpukacaTbca k obpabaTbiBaeMbIM AeTansiM BO U3bexaHne 0Xoros.

- He npukacaiitecb K MECTY NOAKMOYEHUS MUTaHUS UMK K APYTMM YacTsIM CBApOYHOro
annaparTa, KoTopble HaxoasiTcs nog TokoM. OTKMYanTe NMTaHNe cpasy Nocrne OKOHYaHUs
paboTbl UnK nepen TeM, Kak OCTaBUTb MeCTo paboTbl.

- Hukorga He pabotanTte Tam, rge cylecTByeT OnacHOCTb NOMy4YeHNs ANEeKTPOLLIOKaA.

- Hukorga He npousBoauTe cBapKy €MKOCTEW, B KOTOPbIX MOTYT COoAepXXaTbCs
NerkoBoCNIamMeHsLLMECS UMW B3pbIBOONACHbIE MaTepuarbl.

- Mpwu BbICOTHBIX paboTax BO M3bexaHMe HeCHaCTHOrO crny4vasi cobntoganTe npaBuna TEXHUKN
©6e3onacHoCTV paboThbl Ha BbICOTE.

- Cnegute 3a Tem, 4Tobbl Ha paboyen nnowanke He GbINo NOCTOPOHHUX NI0AEN.

- CBapouHble annapaTbl M3Ny4aoT ANeKTPOMarHUTHbIE BOMHbI M CO34at0T NOMEXN Ans
paavo4acToT, No3ToMy crneauTe 3a TeM, YTobbl B HENOCPEeACTBEHHOW GNM30CTyH OT
annapaTta He 6bIno NoAen, KOTopble UCNOMNb3YHT CTUMYNSTOP cepaua Unu apyrue
NPUHAANEXHOCTU, AN KOTOPbIX 3NEKTPOMAarHUTHbIE BOMNHbI U pagano4acToThl CO34aloT
nomMexu.

BHUMAHMUE. CsapoyHbIi annapaT HaxoAMTCs Mo HanpshxeHneM, Mo3ToMy npexae, 4em

NPUCTYNUTBL K ero 0BCny>unBaHuto, cnegyet 06ecTounTb ero Bo M3bexaHune anekTpoLLokKa.

. MNepen npoBegeHnem nobbIx paboT Bcerga He06X0AMMO OTKMNOYaTb UCTOYHUK MMTaHMs. K
» paboTam Co CBapOYHbIM annapaToM AOMYCKakTCs TOMbKO CNEeLnanucTbl.
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- MNpoBepbTe NogkntoYeHe BXOAHbIX U BbIXOAHbIX Kabenen, 3a3eMrneHve v T.4.

- TexHn4yeckoe 06Cny>KnBaHWe AOIMKHbI BbIMOMHATL TOMbKO KBanMULMPOBaHHbIE
crneunanucTbl.

- Ecnu Baw cBapoyHbIvi annapat Obin TONbKO YTO YCTAHOBMEH Mnu Kk paboTte npuctynaet
HOBBIN onepaTop, cregyeT NPOBEPUTL CONPOTMBIEHVE N30NALUKM Mexay 0OMoTKaMum u
KOXYXOM.

- Korga cBapo4HbIi annapat ncnonb3yercst npyu pabotax BHe NOMELLEHUI, ero cnegyet
Gepeyb OT JOXAS U NPENOXPaAHSATL OT AMUTENBHOMO BO3AENCTBUS COMHEYHbIX MyYeEN.

- Temnepatypa oKpyatLLe cpeabl Mpu akcnnyataumn annapara gormkHa 6eite ot -10°C go
+40°C.

- Bpems ot BpemMeHu criegyeT npoBepsATb COCTOsIHNE CBapoyHoro kabens. Ecnv annapar
UCNonb3yeTcs PerynspHo, ero criegyeT NpoBepsATb HE MEHEE OJHOTO pa3a B Mecsl,.
CocTosiHne cBapoyHOro kabens Takke criefyer NPOBEPSATb, ECNN CBAPOYHbIN annapar
MCMNonb3yeTcs Kak NepeHOCHON.

- Ecnu cBapouHbIi annapaT BpeMeHHO He UCMOoNb3yeTCs Unn He MCNonb3yeTcs
NpOAOIMKUTENBbHOE BPEMS, €ro CrneayeT XpaHuTb B CYXOM, XOPOLLIO MPOBETPMBAEMOM
nomeLLeHnn, He Jonyckas nonagaHnsi Ha Hero Bnaru, KOPpPO3NMOHHO-ONACHbIX UMK
TOKCUYHbIX Fa30B.

- PerynsipHo cnenyet ouniatb cBapOYHbI annapart oT nbinu. MNMposepbTe, He ocnabnexbl N1
AeTanu KpenmneHus annapara, 9NeKTPOMarHUTHY0 CUCTEMY, PYYKM HACTPOWKN TOKa U T.4.

- Hannune B Bo3gyxe nbinu, a Takke €KX N KOPPO3MOHHBIX BELLECTB HE OMKHO
npeBbILLaTh 4OMNYCTUMbIX HOPM.

- CBapoyHbIVi annapat AoMmKeH ObiTb yCTaHOBMNEH B TAKOM MeCTe, rae Ha Hero He byaet
nonazatb JOXOb M CONTHEYHbIE JTy4N.

- Heobxoammo obecneunTb AOCTYN BO3AyXa K CBapO4HOMY annapary, Ans 9TOro BOKPYr Hero
OOMKHO GbITb cBOGOAHOE NPOCTPaHCTBO He MeHee 50 cMm.

- Y6eauTech, 4TO Ha MecTe paboTbl CBAPO4YHOro annapara HET MeTanmM4eckmx unm
WHOPOAHbIX NPeaMETOB BO n3bexaHue nx nornagaHus B annapar.

- Ecnn annapart He akcnnyaTtupyeTcs, anekTpoa crneayeT BbIHUMATb U3 AepxXaTens.

- He yctaHaBnuBaiTe cBapoyHbI annapaT Ha BUOpMPYIOLLYHO MOBEPXHOCTb.

- Y6eauTech, YTO B MECTE YCTAaHOBKM CBAapOYHOrO annaparta OTCYTCTBYIOT MOCTOPOHHUE
nomexu.

Mepen Hayanom paboTbl creayeT TWaTeNbHO NPOBEPUTDL:
- 4TOObI He BbINO KOPOTKOrO 3aMblkaHWA MeXAy kabensmu cBapovHOro annapara;
- NPOYHOCTb COeAMHEHNS pasbeMoB 1 kabenen.
KBannuumpoBaHHbIN NepcoHan AOoMKeH perynsipHo NpoBOAWTL MPOBEPKY CBapOYHOro annapara
B TOM CIyyae, ecfiv OH UCNonb3yeTcs Nocne ANMTENbHOro XpaHeHNs UM peMoHTa. OTW NPOBEPKM
BKIIO4AIOT CrieaytoLue npoueayphbl:
- NpoBepKy cBapoyHoro kabens. Kabenb gomkeH 6biTb 3aMeHeH npexae, Yem byaert
MOSIHOCTbIO M3HOLWEH. BxogHon kabenb fomkeH 6biTb 3aMEHEH B CrlyYae NoBPeXAeHWs;
- MPOBEPKY MOLLHOCTN MCTOYHMKA NMUTaHWs. JTloGoM MCTOMHUK NUTaHUSA, NCMONb3YIOLWUIACS
Ansi CBapOYHOro annapara, A0fKeH ObiTb OCHALLEH 3aLUMTHBIMU CUCTEMAMMU.

Ecnn Bbl cTOnkHynuce ¢ npobnemamu, ¢ KOTOPbIMU HE MOXETe CrpaBuTbCH, obpallantecb B
CepBUCHbIV LIEHTP.
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HomMuHanbHoe CBapouHLIi Tok Ouamer
Mogenb CBapoYHbI TOK, A npu NMB % no EN 609741 (T=40C), P Bec, kr
HanpsixeHue, B WA 3MeKTPoAoB, MM
IN 176 220 10-160 19/160 (MMA); 24/160 (TIG) 1,6-4,0 4.6
IN 196 220 10-160 (MMA); 10-190 (TIG) | 28/160 (MMA); 28/190 (TIG) 1,6-4,0 7.9
IN 206 LV 220 10-200 20/200 (MMA); 20/200 (TIG) 1,6-5,0 7,9

MpounssoguTenb UMeeT NpaBo BHOCUTL M3MEHEHWSI KaK B cofepXaHne AaHHOW MHCTPYKLMK, Tak U B KOHCTPYKLIMIO
cBapoyHoro annapara 6e3 npeBapuTENbLHOrO YBeAOMIEHUS NONb30BaTENEN.

3.0nucaHue

[aHHbI cBapo4HbIM annapaTt sBnseTcs OoAHOda3HbIM WMHBEPTOPOM, NpegHa3HavyeHHbIM Ans
py4YHOW AYroBOW 1 aproHOAYrOBOW CBapKW HEMMaBsLMMCS 3reKkTpoaom (¢ nogxurom Lift Arc) Ha
NMOCTOSIHHOM Toke. [1o3BonsieT NMpou3BOAUTbL CBApPKY PYTWUIMOBBLIMU, OCHOBHBIMW 3reKTpogamu,
anekTpodaMu AN HepxaBewwwux cranen v uyryHa. [pu aroHogyrosoun ceapke (TIG), ato
NO3BOMSET CBapMBaTh BCE METanNIbl KDOME antoMUHUA U €ro CNaBoB..
Annapat aganTMpoBaH K POCCUACKUM YCIOBUSIM 3KCMyaTaummn, UMeeT 3alnTy U npeaHasHayveH
Ans paboTbl OT ceTeBoro HanpsikeHus: 180-265B ansaIN 176 nIN 196, 85-265B ans IN 206 LV.

MMA

O ©° 0 ' ©
9/ ~_g_’

1. Ancnnen

2. Nngukatop MMA pexnma

3. MHaukaTtop pexuma TIG

4. KHoMKa yMeHbLLUEHMWS CBAapOYHOro TOKa
5.
6
7
8

KHonka yBennyeHus cBapo4yHOro Toka

. CenexTop pexnMoB cBapKu
. Mnpgnkartop TepmosalumTel
. KHonka BknioveHuns

-10 -
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4. PacwumcpoBKa NMKTOrpamMm 1 npeaynpeauTesibHbIX 3HaKOB
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cumBon PACLLUM®POBKA
A Amnep
\Y) BonbT
Hz lepu
E PyuHasa gyroeas ceapka MMA
_52' ApronHoayrosasi TIG cBapka
@ Mpuroaex Ans paboT B cpeae C NOBbILLEHHBIM PUCKOM 3N1IEKTPOLLIOKA
1P21 CreneHb 3aluuTel
T TTTT CBapka NoCTOSIHHLIM TOKOM
]]{) 50.16; Hz XapaKkTepuUCTUKN 3NeKTPoNMTaHus
U, HanpshkeHre anekTpoceTn
l[1max MakcumanbHbIf ceTeBoii Tok
11eff MakcumanbHbIn 9heKTUBHBIN CeTeBO TOK
EN60974-1 CoOTBETCTBME €BPONEiCKAM CTaHaapTam
CTpykTypa cBapO4HOro annapara

POWER FACTOR
CORRECTOR

X: 45%; 60%; 100%

MpoaomKUTENBHOCTL BKIOYEHWS

I,: 160A; 140A; 110A

ToK, COOTBETCTBYHIOLLMI CBAPOYHOMY LIMKIY

U,: 26,4V; 25,6V; 24,4V

HanpsbxeHne, cooTBeTCTBYIOLLEE CBAPOYHOMY LIMKITY

CooTBeTCTBME €BPOMNECcKMM HopMam

CooTBeTCTBME POCCUICKMM CTaHAapTam

Heobxoaumo npyMeHeHne 3alLuUTHON OAEXAbI, NEPYATOK U OYKOB

OnacHoCTb noxapa unu B3pbisa

BHuMaTenbHO YnTanTe MHCTPYKLMIO MO SKCnnyaTaumm

5. MoaknoyeHue NnUTaHnA

- CeapouHbivi annapart IN 176 Heobxogmmo noaknioyats k posetke 25A cetn 220B (50
1) c 3azemneHunem.
- CapouHbiit annapat IN 196 unu IN 206 LV cHabxeH BCTPOEHHbIM 6r1oKoMm

koppekuun mowHoctu (PFC), perynupytownm adpeKTMBHOCTb UCMOMNb30BaHWS
TOKa Ha Bbixoae. bnarogaps atomy 6rnoky annapart MOXHO MOAKIMKYaTh OT BUMKN
16A-220B pgaxe B yCnoBUAX MHTEHCUBHOW aKcnnyatauun. [ins annapaTtoB TOW xe

MoLLHOCTM 6e3 Brioka Koppekumm MmoLHocTn Tpebyertcsa Bunka 32A-220B. Annapat
naearneH Ans UCnonb30oBaHWs Ha CTPOMKaX C yANMHEHHbBIM LLUHYPOM, rA4e YacThbl
crnagbl HanpsHKEHUs.
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- MoacoeauHUTe 3akMm Macchl U 3rekTpodoaepKaTeslb K CBapoyHOMY annapaTty B 3aBUCMMOCTY
OT NONSAPHOCTW, COOTBETCTBYHOLLEN NCMONb3yeMoMy TUMNy arekTpoaa.
- BkntoueHve ceapoyHOro annapara Npon3BOAMTCSt HaXaTUeM KHOTMKU BKITHYEHUS.

6. CBapo4Hble paboTbl

Pexum MMA

- Bbibepute MMA nosuuuio 2 cenektopom 6

- Cobniogarite obLenpuHATLIE MpaBMa CBapKU

- PerynupoBka Toka (nokasbiBaeTcst Ha gucnnee 1) npom3BognTcs kHonkamu 4 n 5

- OcTaBbTe annapat BKIYEHHbIM NMOCre CBapky Ha 2 MUHYTbI, YTOObI OH JOCTAaTOYHO

oxnaguncs

- Ecnu 3aropencs xentbii ntHamkaTop 7 3HauuT cpaboTtana TepmosalumTa. Bpems
oXNnaxaeHwWs CBapOYHOro annapara cocTaBnseT oT 2 40 5 MUHYT B 3aBUCUMOCTU OT
TemnepaTypbl OKpy>KatoLLen cpeapl.
- JaHHbIN cBapOYHbIN annapat cHabxeH 3 yHKUUSIMU, CBOWNCTBEHHLIMU MHBEPTOPAM:
» Hot start (ropsunin ctapTt) obecneunBaeT NopeBbILLEHVE (MMMYNbC) CBapOYHOrO ToKa B
HayanbHbIi MOMEHT NS YNyYLeHUs Nnompkura ayru.
> Arc force BblJaéT cepuio UMMNYNbCOB B MOMEHT MOIPY>XEHWUs1 SNeKTPOoAa B CBAPOYHYHO
BaHHY, BO n3bexaHun npununaHusa anektpoaa. PyHkuns perynupyemas.
> Anti-sticking no3sonsiet nerko otopsaTb 3NeKTPOA, HE Bbl3blBasd €ro NpokanveBaHus B

Cny4ae 3annmnaHuA.

PerynupoBka Hot Startu Arc Force

[aHHbIN cBapOYHbIN annapaTt UMeeT BO3MOXHOCTb perynupoBku dyHkumm Hot Start ot 0 go 60%
ansa N 176|/|0T0/:1_o ‘_IOO%,qnﬂ IN196 1IN 206 LV.
)

PRESET
40%

ADJUST
PRESIS.IOKI
v
ARC FORCE BE
v
L M| PRESET
Ly 40%
v
— 4 ADJUST

PRESS (OK)

Ins perynuposku Hot Start Heobxoammo caenatb
cnegymwoulee:

1. Haxatb Ha kHOMKy 6 B TevyeHun 3 cek.

2. Mocne TpoekpaTHOro MOpraHus Ha Avcniee cumBona
“HS” (Hot Start) nosBnsieTcst YiCneHHoe 3Ha4YeHne
dyHkumm Hot Start B npoueHTax.

3. PerynupoBka Heobxoammoro npoueHTa pyHKkumnm Hot Start
(nokasbiBaeTcA Ha aucnnee 1) nponssBoguTcs kKHonkamu 4
ns.

4. CoxpaHuTe 3HaveHue, yCcTaHOBNeHHON dyHKuun Hot
Start, HaxxaB Ha KHOMKy 6.

Tonbko ansa IN 196 n IN 206 LV:

5. Muraet Hagnuck "AF" (Arc Force), n nossnsieTcs umcro.

6. PerynupoBka Heobxoammoro npoueHTa yHKLmMmn Arc
Force (nokasbiBaeTcs Ha avcnnee 1) nponssoguTtcs
KHonkamun 4 n 5.

7. CoxpaHnTe 3HayeHne, yCTaHOBIEHHOW DYHKLMM HaxaB
Ha KHOMKy 6.
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Pexxum aproHogyroeomn TIG cBapku ¢ dpyHkumen Lift Arc

Cgapka TIG DC (npu noctositHHOM Toke) TpebyeT UCnonb30BaHUSA MHEPTHOIO 3aLLMTHOrO rasa

(Apron).

[Ons ceapku B pexume TIG:

- NoacoeanHute kabenb Macchbl K MONOXUTENBHOW KnemmMe (+) cBapo4HOro annapara u K

CcBapMBaeMou NOBEPXHOCTH.

- NMoacoeanHute TIG ropenky ¢ BEHTUNEM K OTpULiaTENbHOM KneMmme (-) CBapoyHOro

annaparta.

- MoacoegunHuTe rasoBblil LWAHT OT FOPENKN K rasoBomy 6ann0Hy, 4yepes peaykTtop, n

OTperynupyiTe nopavy rasa.

- BoibepuTe pexum TIG cenektopom 6.
- OTperynupynTe cBapOYHbIN TOK (NOKa3biBaeTca Ha gucnree 1) Npy NoOMoLmM KHOMoK 4 n 5.
- lns nogxwvra Ayrm KOCHUTECh AeTany aneKkTPoAOoM, a 3aTeM NOAHUMUTE 3MeKTpod Ha 2-5 MM

OT cBapuBaeMon getanu

- [INs OKOHYaHWe CBapKM HY>XHO YBENUUYUTL ANVHY Ayrn B 2 pa3a 4Ttobbl cnpoBoLMpoBaTh
aBToMaTmnyeckoe 3atyxaHue (Tonbko ans IN 196 u IN 206 LV). 1o gencrene gOmKHO
3aHATb MMHUMYM 4 cekyHAbl Ha BbicoTe OT 5 Ao 10 Mm. 3aTeM 3aKkporTe BEHTUIb FOPEernku
4YTOObI NPEKpPaTUTL AOCTYN ra3a nocne oxnaxaeHus anekTpoaa.

ABTOMaTM4ecKoe 3aTyxaHue Ayru ¢ perynupyemon anutenbHoctbio (Ans IN 196

n IN 206 LV)

Akmusauyusi

J}"J

PRESS 3"
v

vl
-
w4

— 2

PRESS

4 0«0

[y

(0K)

PRESET
00"

ADJUST

[aHHoe pJencTBMe COOTBETCTBYET BpeMeHW HeobxoauMomy
ANs NOCTEMNEHHOro CHMXEHUS CBapO4yHOro TOKa Mpu
OKOHYaHWM CBapku ANs 3atyxaHus ayrnm. 3T1a yHKUMS
no3sonseT n3bexarb 06pa3oBaHNS TPELLUH U KpaTepos Npu
OKOHYaHWMN CBapKM.

Mo ymonyaHwmio ata dyHKUmMsA HeakTneHa (= 0 cek).

[na aktuBauum npogenanTe cneayollee:

- HaxxmuTte Ha kHonky 6 B TedeHun 3 cek

- Bamvraet Hagnucs "dS" (Downslope) n nossuTca Yncno.

- OTperynupynTe xenaemoe Bpems 3atyxaHus ot 0 go 10
cek (nHgukaTop 1) ¢ nomoLLbto KHOMOK 4 1 5.
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7. TexHn4yeckoe ob6cnyxnBaHume

- O6Cﬂy>KVIBaHVIe annaparta MoXeT Npon3BoANTbLCA TONbKO KBaﬂMd)I/ILI,VIPOBaHHbIM nepcoHanom.
- Bcerga oTkntoyanTe annapaT u OXMAaNTECh OCTAHOBKM BEHTUNATOPA. BHyTpVI annaparta
CyLLEeCTBYHOT BbICOKME HaMpPsAXeHNA U TOKK, onacHble ONA XU3HW.

- PerynﬂpHo npouyBaVlTe annapart CXaTblM BO31yXOM 4Yeped BEHTUNALMOHHbIE OTBEPCTUA.

8. HeucnpaBHOCTM U UX yCcTpaHeHUe

HEUCIMPABHOCTb NMPUYNHA YCTPAHEHUE
Annapat He nogaet Mopoxante oxnaxaeHus B
CBapO4HbI TOK, NpY 3TOM TeyeHne NpubnmanTenbHO 2

Cpabotana Tennosas 3awuTa

ropuT Xenrasi namna MUWHYT, [0 BbIKIIOYEHNUS
MHOuKaTopa Tepmo3sawuTbl 7 namnbl MHavkatopa 7
Kabenb maccbl unm

Ovcnnen annapata cBeTuTCs, areKTpoAoAepxaTenb He [MpoBepbTe noakno4eHne

HO annapar He nogaeT TOoK COEAMHEHbI UMW NII0XO0 CBapOo4HbIX kabenen
CoeAMHEHbI C annapaTom

Mpu crapte aucnnen HanpsikeHne nutaHus

nokasbIBaeT aBe HaxoguTcs BHE Npeaernos MpoBepbTe HanpsxeHie

ropu3oHTarnbHble NUHUAN B ananasona 180-265 B ans

TeyeHne 1-01 CekyHabl 1 IN 176 n IN 196; 85-265 B enekTpocetv

3aTeM racHet ansa IN 206 LV.

9. XpaHeHue 1 TpaHCNOpPTUPOBKaA

Bo BpeMsi TpaHCMOPTMPOBKM M XPaHEHUs CBapOYHOro annapara cTapaiTecb Gepeyb ero ofT
nonagaHua Bnaru. PekomeHoyeTcsa XpaHUTb CBapoYHbI annapar B CyXOM, XOPOLLO
NpOBETPMBAEMOM MOMELLEHUMN W He MOABepraTb ero BO3OEVCTBMIO MOBLILEHHON BMAXHOCTH,
KOPPO3NOHHO-OMACHbIX ra30B U Nbifn. Mocne BCKpbITUS YNaKoBKM PEKOMEHAYETCS CHOBa yrnakoBaTb
CBapOYHbIN annapar, eCriv NpearnonaraeTcs NepeBosnTb ero K MecTy paboThl UM Ha XpaHEeHNe.

10. FapaHTUMHLIE 06s3aTenbCTBA

[apaHTWIHBI cpok Ha 060pyaoOBaHUE yKa3biBAETCS B NpUiaraeMom CEPBUCHOM TarloHe.

lapaHTVsa oTHocKTCA K AedbekTaM B MaTepuanax v yanax v He pacrnpocTpaHseTCsl Ha KOMMOHEHTbI,
noaBePKEHHbIE ECTECTBEHHOMY M3HOCY M paboThbl MO TEXHUYECKOMY 06CMYXUBAHUIO.

[apaHTUHOMY PEMOHTY noanexar TONMbKO OYMLLEHHbIE OT MbIMW M IPS3n annapartbl B 3aBOACKON
YMaKOBKe, MOMHOCTbI YKOMMMEKTOBAHHbIE, MMEIOLLIME NHCTPYKLIMIO MO SKCNyaTaumm, rapaHTUAHbBINA
TanoH C yKasaHuem fAaTbl NpoAaxu, NPy HanMyMu LTamna marasvHa, 3aBOACKOro HoMepa M
OpVrMHanoB TOBapHOIO U KACCOBOTO YEKOB, BblAAHHbIX MPOAABLIOM.

B TeyeHnve rapaHTuiiHOrO cpoka CepBMCHBIN LEHTP YCTpaHAeT 3a CBOW CYHET BbISIBIEHHbIE
NpOU3BOACTBEHHbIE AedekThl. [ponsBoauTens CHUMaeT CBOW rapaHTUMHble obs3aTtenbcTBa WU
HOPUONYECKYIO OTBETCTBEHHOCTb NPY HECOOMNAEHNM NOTpebrTENEM MHCTPYKLMIA MO 3KCnnyaTaumm,
CaMOCTOATENbLHOM pa3bopkn, PEMOHTA 1 TEXHUYECKOro 06CnyXMBaHMA annapara, a Takke He HeceT
HWKAKOWN OTBETCTBEHHOCTY 3@ MPUYNHEHHbIE TPaBMbl U HAHECEHHBIN yLLepO.
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