Operator's Manual

VIHCTpYKUWMA NO aKcnnyarauum

fuliag =
FERNd JU
INVERTER WIRE

WELDING MACHINE

WHBEPTOPHbIW
CBAPOYHbIW MNONYABTOMAT

INMIG 200 PLUS

www.fubag.ru



Operator's manual ﬁﬁ”

www.fubag.ru

/. 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.

- 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:
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
beeninstalled 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.



Operator's manual ﬁﬁ”

www.fubag.ru

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 IP21S
Cooling type Fan cooled
Dimension (LXWxH), 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.

-3-
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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.

-MMAfunctionis 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 get the 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 . Transformation Frequency
- | | Function | | e o
Rectifier TEI:G
Drive ] Modulate — Trait k- Sampling

Control

Protection B 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.

-4-
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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

Tpeb6oBaHUs K 3NeKTPONUTAHMUIO:
- 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
f MIG welder
_f_: TIG welder
@ Ground
H Hinsulation grade
IP21S Case protection class
— — — DC current
I] 3:;; Single phases AC power source
Uo Rated Open Circuit Voltage
X Duty Cycle
I1 Rated Input Current
I2 Rated Welding Current
1~ A== 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 4o 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

/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
o J 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.
- Lead wire into “Wire Guide Pipe” of wire
wire feeder, align wire with roll groove through
“Drive Roll”, re-lead “Socket Tip” and press
feedroller ~ “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

CoOo~NOOOBRWN -~

14
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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 " "‘ "
),

_4
knob, and turning the knob, you can ‘n | : :.:_ \'/
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 L :.:,A.' _—— Vv
Chosen CO,+Ar l. ’-' :‘ '." -
A s ro v

- Foracknowledgementpress a
regulator, on display «-- --». A ——— — \Y)
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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 - e -
the gas. A '-. , ' " '-. . . v
-When showing “Gas OFF”, release the ’- "‘ ’- ’-‘ " "
knob, gas valve will close. A e ,.' .. (X} ’. ’. \Y/
- A -
- When showing “SPt ADJ”, release the ’. n 9 "‘ '
knob, and turning the knob, you can A .. - .. <> '... ¢ \V}
adjust the spot welding time as you - , - ’ ' -’ ‘=
need.
- ) \_4
-Establish demanded value. A ’..:."’. ..: ... \'/
- - -’ =

- 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 MIG wire, the V groove wire roller should be used.

-10 -
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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 atthe 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
wire roller.

- 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 liner in 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.

- Wz G -
- When showing “Gas CH-" release the A 4 ’. ’. 4 ..‘ Y/
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 ” T ™ e
knob, gas valve will open and supply the A Ly ,.' :l L ... = \

gas.

-,
.‘
-,
(|
-,
(|
<

g =Y
- When showing “Gas OFF”, release the A ) ,.' .‘
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.

-UsepureAr.

- 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.

- Setthe 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.

- Setthe 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.

- Ifthe 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 is 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-
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- 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.
- Nevertamper 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

Feedroller 0,8/1,0mm- 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 -
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12. Circuit Chart

u
T+ R
s ®r I
oo
:

[ 1]

MIG 200 PWR

DigiMIG-00

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 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.

-16 -



WNHCTpyKumMs no akcnnyaTtaumm ﬁﬁ”

www.fubag.ru

\ 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 cBapoO4YHyO Macky BO Bpemsl paboTbl CBAPOYHbLIM annapaTom.

- CtapawiTtecb, 4TObbI MCKPbI 1 BPbLI3rM HE nonanu Ha Teno.

- 3BeranTe KOHTaKTOB C OTKPbITLIMU TOKOBEAYLUMMU KabensiMv CBapO4HOro annapara, He
npuKacanTech K 3NekTpoaoAepKaTento/ropernke n cBapuBaemMon NoOBEPXHOCTH.

- He paGoTtaite noa Bogow Mnv B MeCTe C NOBbILLIEHHON BNaXXHOCTbHO.

- Obim v ras, KoTopble NonazatoT B BO3AYX Npu cBapKe, onacHbl Ans 300poBbs. MNepen
Havanom paboT ybeamTech, YTO BbITSXKKA U BEHTUNSALUS ucnpaBHo paboTator.

- Y6eauTech, 4TO N3ny4eHne oyri He nonageT Ha Opyrvx Noaen, Haxoaawmxesa nobnmsocTtn
OT MeCTa CBapKu.

- NMomHuTe, 4YTO NpK CBapke TemnepaTypa obpabaTbiBaemMol NOBEPXHOCTU MOBLILLAETCS,
Nno3TOMy CTapalTech He NpukacaTbca k obpabaTbiBaeMbIM AeTansiM BO U3bexaHNe OXOroB.

- He npukacantech K MECTY NOAKIMHOYEHUS NUTAHUA UMK K APYTMM YacTaM CBapOYHOro
annapara, KoTopble HaxoasiTcs nog TokoM. OTKMYanTe NMTaHne cpasy Nocne OKOHYaHUs
paboTbl UK nepen TeM, Kak OCTaBUTbL MECTO paboTbl.

- Hukorga He pabotaiTte Tam, rge cyLecTByeT OnacHOCTb NOMy4YeHNs ANEKTPOLLIOKA.

- Hukorga He npousBoauTe cBapKy eMKOCTEW, B KOTOPbIX MOTYT cofepXaTbCs
NerkoBoCnNIamMeHsOLLMECS UMW B3pbIBOONACHbIE MaTepuarbl.

- MNpw BbICOTHBIX paboTax Bo n3bexaHne HecyacTHOro cny4vasa cobnogavite npaBnna TEXHUKN
©6e3onacHoCTV paboThbl Ha BbICOTE.

- Cnepgute 3a TeMm, 4ToObl Ha paboyen nnowanke He O6bINo NOCTOPOHHUX NI0OEN.

- CBapouHble annapaTbl M3Ny4aoT ANEeKTPOMarHUTHbIE BOSHbI M CO34at0T NOMEXN Ans
paaMoyacToT, No3TOMy cneauTe 3a Tem, YTobbl B HENnocpeacTBeHHOW 6nnsocTn ot
annapaTta He GbIno NoAen, KOTopble UCNOMb3YHT CTUMYNSTOP cepaua unu apyrue
NPUHAANEXHOCTU, 4TS KOTOPbIX 3NEKTPOMAarHUTHbIE BOMHbI U paano4acToThl CO34aloT
nomMexu.

- 3anpeLleHo ncnonb3oBaTh CBAPOYHbLIN annapar Ans pa3MopaxuBaHus Tpyo.

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

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

4 \. Mepen npoBeaeHneM nobbix paboT Bcerga Heo6XoAMMO OTKIOYaTb UCTOYHUK NMTaHms. K
» paboTam Co CBapOYHbIM annapaToM AOMYCKakTCs TOMbKO CNEeLnanucTbl.
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- MpoBepbTe NoaknYeHNe BXOOHbIX U BbIXOOHbIX kabernen, 3a3eMneHue u T.4.

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

- Ecnu Baw cBapoyHbIvi annapat Obin TOMbKO YTO YCTAHOBMEH MK K paboTe npuctynaet
HOBbIV Oneparop, cneayeT NPOBEPUTL CONPOTUBMEHUE N30NALMM MEXOY 0OMOTKaMM1 U
KOXXYXOM.

- Bpems oT BpemeHu cnegyeT NpoBepsiTb COCTOsIHUME CBapo4Horo kabens. Ecnvn annapat
MCMOonb3yeTCcs PEryrnsipHoO, ero criedyeT NPOBepsiTb HE MEHEE OAHOTO pa3a B Mecsl,.
CocTosiHMe cBapo4HOro kabens Takke criegyeT NPoBepsiTb, €CNY CBAPOYHbIN annapar
MCnonb3yeTcs Kak NepeHOCHON.

- Ecnu cBapoYHbIi annapat BPpEMEHHO He UCMONb3YEeTCst UINN HE UCMOSb3yeTcs
NPOAOIMKUTENBHOE BPEMS, Er0 CNEAYET XpaHUTb B CYXOM, XOPOLLIO NPOBETPMBAEMOM
NomeLLeHNn, He JoMycKas nonagaHnsi Ha Hero Bnaru, KOPPO3NMOHHO-ONACHbIX UK
TOKCWUYHbIX ra3oB.

- Pa3 B rog cnegyet ounwaTb CBapOYHbLIN annapat oT nbinu. MNpoBepbTe, He ocnabneHbl nu
AeTanu KpenneHus annapara, 3NekTPOMarHUTHY CUCTEMY, PYYKM HACTPOWKKN TOoKa U T.4.

- Hannune B Bo3gyxe nbinu, a Takke e4kUX 1 KOPPO3UOHHbIX BELLECTB HE AOIMKHO
npeBbILaTh AOMYCTUMbIX HOPM.

- CBapoyHbIvi annapat AormkeH 6biTb yCTaHOBMEH B TaKOM MeCTe, rae Ha Hero He byaeT
nonagatb JOXAb M CONTHEYHbIE NyYn. Ero MOXXHO XpaHUTb B HAMMEHEE BIIaXXHOM MecCTe C
Temnepatypol oT -10 Ao 40°C.

- Heobxoammo obecneunTb AOCTYN BO3AyXa K CBAPOYHOMY annapary, A4S 3TOro BOKpPYr HEro
OOMKHO ObITb cBOGOAHOE NPOCTPaHCTBO He MeHee 50 cm.

- Yb6egutech, YTo Ha MecTe paboTbl CBApOYHOro annapaTa HeT MeTanM4ecknx unm
VMHOPOAOHbIX NPeaMETOB BO U3bexaHue nx nonagaHvsa B annapar.

- He yctaHaBnuBaiTe cBapoyHbIii annapaT Ha BUOPMPYIOLLYHO MOBEPXHOCTb.

- CBapoyHbIV annapat AoKeH OblTb YCTaHOBINEH Ha FOPU30HTANbHONM NOBEPXHOCTU, U €CNn
Yron HakroHa cocTaensieT 6onee 15°, cnegyet co3nartb yCrnoBus A58 NpegoTBpaLLeHnst ero
onpokuabiaHus. NMprMMnTe Mephbl MO 3alimMTe OT BETPA, Tak Kak CBapOYdHbIN annapar
paboTtaeT ¢ 3aWwnTHbIM ra3oM. CKopocTb BeTpa AormkHa 6biTb He Gonblue 1,0 m/cek B
NPOTUBHOM Cry4yae HeobGX0AMMO MCMOoNb30BaTh YCTPOWCTBO AN 3aLUMThl OT BETpa.

- Yb6egutechb, YTO B MECTE YCTAHOBKM CBAPOYHOrO anmnapata OTCyTCTBYHT MOCTOPOHHUE
nomexu.

- Henb3sa 3axnmatb kabenb cBapo4HOW ropenku. Yron cruba kabenst He 4OMmKeH ObiTb
CNULLKOM MarneHbkuM. Paguyc kaHana HanpasnsitoLel He MoOXeT ObiTb MeHbLue 300 Mm
MHa4ye OH MOXET NOBPEeANTb BHYTPEHHMUIN Kabenb U NPMBECTU K HECHACTHOMY Criyyato.

- Mpu pabote YLLUW B6nM3n Heobxoamnmo n3berate nonagaHnst METan10CoAepKaLLero
o6pa3svBa B CBApO4HbIV annapar.

Mepen Hayanom paboTbl crieayeT TWaTeNbHO NPOBEPUTL:
- 4YTOObI He BbINO KOPOTKOrO 3aMbIKaHWA MeXAy kabensmu cBapo4HOro annapara;
- MPOYHOCTb COEAMHEHNSI pa3beMoB 1 kabenen.
KsanunduumpoBaHHbIN NepcoHan AOMKEH perynsapHo NPOBOAUTL NPOBEPKY CBApOYHOro annapara
B TOM CIyyae, ecfiv OH UCNonb3yeTcs Nocne ANMTENbHOrO XPaHeHNs UM peMoHTa. 3TN NPOBEPKM
BKIIO4AIOT crieaytoLue npoueayphbi:
- NpoBepKy cBapoyHoro kabens. Kabenb gomkeH ObITb 3aMeHeH npexae, Yem bygert
NOMHOCTbLIO M3HOLLEH. BxogHow kabenb JomkeH ObITb 3aMeHEH B Cryyae NOBPEXAeHUS;
- NPOBEPKY MOLLHOCTU UCTOYHMKA NUTaHus. J1lo60o NCTOYHUK NMUTaHWSA, NCMOMb3YOLLMACS
ANsi CBapOYHOro annapara, A0fKeH ObiTb OCHALLEH 3aLUMTHBIMU CUCTEMAMMU.

Ecnn Bbl cTOnKkHynuce ¢ npobnemamu, C KOTOPbIMU HE MOXETe CrpaBuTbCH, obpallantecb B
CepBWUCHbIN LIEHTP. -18 -
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BxogHoe Hanpskexue, B 220
YacTtoTa, 'y 50/60
HomuHanbHbIN NoTpebnsemsin Tok, A 35
HomuHanbHasi noTpebnsiemasi MowHoCTb, KBA 7,7
HanpsixkeHne xonoctoro xoga, B 58
MuHMManbHbIN CBapOYHbI TOK B pexxume MIG, A 20
MakcumarnbHbIN CBapoYHbIv TOK B pexume MIG, A 200
HanpsbkeHne npu MMHMManbLHOM CBapO4YHOM Toke B pexume MIG, B 15
HanpsixeHne npu MakcMmanbsHOM cBapo4YHOM Toke B pexume MIG, B 24
B npu makcumansHoM cBapo4HoM Toke B pexume MIG, % 20
CBapoyHblivi Tok B pexume MIG npu B=100%, A 90
MuHMManbHbIN CBapOYHbIv TOK B pexrume MMA, A 20
MakcumarnbHbIn CBapoYHbIv TOK B pexxume MMA, A 170
HanpsixeHvne npn MMHMMansHoOM CBapo4YHOM Toke B pexume MMA, B 20,8
HanpspkeHve npu MakcumanbHOM CBapo4HOM Toke B pexvmve MMA, B 26,8
B npu makcumanbHoM cBapo4HOM Toke B pexume MMA, % 20
CBapoyHblii Tok B pexkume MMA npu NB=100%, A 76
MuHMManbHbIN CBapoYHbIv TOK B pexume TIG, A 15
MakcnmanbHbI CBapoYyHbIv TOK B pexume TIG, A 200
HanpsbkeHve npu MYMHUManbHOM CBapoYHOM Toke B pexume TIG, B 10,6
HanpsbkeHve npu MakcumanbHOM CBapo4HOM Toke B pexume TIG, B 18
B npv makcMManbHOM cBapo4YHOM Toke B pexume TIG, % 20
CBapoyHblii Tok B pexume TIG npu MB=100%, A 90
[MpounssognTensHocTb, % 85
KoadhdpuumeHT moLHoCcTH 0,92
Knacc nsonauyum H
CTeneHb 3alnTbl 1P21S
Tun oxnaxageHusi BosgylwHoe npuHyauTensHoe
"abapwuTtHble pasmepsbl (OxLLUXB), mm 550x320x440
Bec, kr 15,4

npOVI3BO,ElI/ITeJ'Ib MMeeT NpaBo BHOCUTb USMEHEHNA KaK B coaepkaHue ,ElaHHOIZ WHCTPYKUWUU, TaK U B KOHCTPYKLUIO

cBapoyHoro annapara 6e3 npeaBapuTENbLHOTO YBELOMIEHUS NONb30BaATENEN.

3.0nucaHue

NHBepTopHbI annapat ana MIG csBapku cosgaH C MCMOMb30BAHWMEM YCOBEPLUEHCTBOBAHHOW
TexHonorum IGBT. [JaHHbIM annapaTtom BO3MOXHO npoeoanTb MIG ceapky (¢ CO unu cmecun Ar/CO,
B KayecTBe 3allMTHOro rasa M cBapky drocoBoi nposonokon), TIG cBapky HennassLwwmmcs
anektpogoM B cpege Ar 1 MMA cBapky. AnnapaTt MCMomnb3yeT 3NeKTPUYECKyro Ayry mexagy
MPOBOIIOKOW/3NEKTPOAOM W CBapuMBaeMbIM MaTepuanom B KavyecTBe MCTOMHMKa Tenna Ans
nnasneHns NPOBOMIOKW 1 METannNa, npyn 3TOM B 30HY CBaPKW MOAAETCS 3aLLUTHBIN ras.

OCHOBHbBIMMN XapakTepUCTUKaMnN AaHHOTO MHBEPTOPHOTO annapara SBnsTCs:

- He6GonbLuon obbem 1 nerkvmn Bec, 13-3a Yero annapar LUMPOKO MCMNONb3YeTCA ANs BbIMONHEHNS

PEMOHTHbIX pa60T B MOneBbIX yCNoBUAX.
- BenukonenHoe 3axuraHve ayrmnnnepeHoc metanna.
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- Hannume pasnunyHbix CpeacTB 3almThl NPeaoXpaHsieT annapar oT neperpesa, NepeHanpsikeHus,
nageHust HanpPsPKeHUs!, Ype3MepPHOro Toka U T.4.

- Bbicokass npousBoguTenbHOCTb. brarogaps aBTomaTMyeckon nogadve NPOBOMIOKM MOXHO
OCYLLECTBNSATb CBAPKY B ObICTPOM CKOPOCTHOM PEXUME.

- HeT Hukakmx ocobbix TpeboBaHUii K NPMMEHSEMO CBapOYHO NpoBoroke. MNogxogaT v TBepable
1 chritocoBble NpoBonoku. [inametp nposonoku ot 0,6 4o 1,0 Mm.

- YpobHoe coeguHeHuve. BHelwHne pa3bembl AenatoT coeanHeHnss 6e3onacHbiMy, ObICTpbIMU 1
HaOeXHbIMU.

- Texnonorus Dual pulse, no3sonsieT ncnonb3osaTb antoMUHWEBYO NPOBOIOKY AnameTpom 1,0 Mm.
- CuHepreTunyeckoe ynpasneHve B pexume MIG, no3BonsieT 6bICTPO HACTPOUTL HYXKHBIN PEXUM
CBapKMu.

- ®yHkumsa TIG ceapku ¢ TexHonoruer poaxwura ayrm TIG Lift.

- ®yHkumsa MMA ceapku. BbinonHseTcs pyTUNOBbIMY UMW LLEMITHONO3HBIMU 3NEKTpoAaMuU.

4.YcTpOMNCTBO, NPUHLMUIM U YCIIOBUA paboTbl

CBapoyHbit annapat notpebnsiet ogHodbasHbii Tok 220 B npombIlLneHHONW 4acToTbl Yepes
ceTeBoW Bbikmtodaterns SW101 v BbINpsMNseT ero Yepes ogHodasHbIn BbINpsiMUTENbHbIA MOCT B1
n 3atem uneTpyeT Yepes koHaeHcatop C1, C2, C3, C4 ons nony4eHns nocTostHHOro Toka. Yepes
IGBT (Q1, Q2, Q3 1 Q4) nHBepTOp nomnyyartca nepeMeHHbI Tok ¢ yactoton 20 kl'u. 3atem aToT
nepeMeHHbIN TOK, Npeobpa3oBaHHbIN OCHOBHbLIM TpaHCOPMaTOpPOM 1 BbINPAMITIEHHbBIN ANOAHBIM
MOCTOM C ObICTpbIM BOCCTaHoOBNeHMEM, (D4, D5, D6, D7) obecneumBaet CTabunbHbIN NOCTOSIHHBIN
TOK ANS CBAPOYHOro annapara cpasy e nocne ero punsrpaumm MHOYKTBHOCTbIO L2. CkopocTb
nogady NpPOBOSIOKM MOXHO MOCTENEHHO perynupoBaTb C MOMOLLLIO PYYKM ANS peryrnvpoBKU
ckopocTn. CKOpOCTb MOgaun NPOBOSOKN BNSAET Ha CBAPOYHbIN TOK, YEM BbILLE CKOPOCTb Nogayu
NPOBOJIOKW, TEM BOMbLLIE CMMa TOKa NPY OAMHAKOBOM HaMpPsKeHUN.

. B B | | BbICOKOYACTOTHbIM ¢
BBPAMMTEN, | | oMl | | WHBEPTOP | | TeaHcooPMATOP [ [SPESOCATH
| [ | BLIBOPOYHIIA
MPUBOR [+  PETYIMPOBKA YIPABNEHVE COHTPOIL
|
MPOLIECCOP PEFY/TUPOBKA
SALMTA 1 yiagnenms [ TOKA

BepxHaAs nuuesas YacTb cBapo4HOro annaparta obopyaoBaHa pyvkamu peryrnimpoBKU CBapO4HOro
TOKa, PEerynupoBKN CBapOYHOTO HanpspKeHUs, KHOMKaMu MepekrioYeHns pPexvMMOB CBapku U1
BblbOpa CBapo4yHOro MaTtepuana, UHAMKATOPOM BKIHOYEHUSA MUTaHus (3eneHbin), NHAUKaTopoMm
Henonagok (kenTbli), paboyYnM MHAUKATOPOM (KpacHbI). Ha HKHen YacTn HaxoasiTcs pasbem
ANS NOAKIOYEHNS TOpPenkn 1 pa3beMmbl «+»/«-», AN NOAKMI0YEHNS 3a)XMMa 3a3eMreHns 1 kabens
anekTpogofepxatens/TIG ropenku. Ha 3agHen naHenn pacnofnoXxeH ceTeBoW kabenb, pasbem
ANS ra3oBOro KnanaHa, BEeHTUNATOP OXNaxaeHWs, KOHTaKT nogaym Toka, BblKnioyaTenb.
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Heobxoaumble ycnoBus okpyxatowen cpeabl:
- TemnepaTypa oKpyxaroLLeii cpeapl: npu ceapke -10 + 40°C;
NPV TpaHCMOPTUPOBKE/XpaHeHuu: -25 +55°C
- OTHOCMTENbHAas BNaXXHOCTb!
npn40°C: <50%;
npu 20°C: <90%;
- KONMYECTBO MbIN, KUCIOThI 1 FPSi3v B BO3dyxe B pabo4yen 30He He MOXET NpeBbILLaTh 3Ha4YeHve,
yKa3aHHOe B HopMaTtuBax (3a UCKIo4YeHneM BbIGpOCOB OT CBApOYHOro annapara).
- OTCYTCTBUE CUITbHOM BUOpauum Ha pabovem mecte
- BbICOTa Hag ypoBHeM mops He 6onbLue 1000 m

Tpe6oBaHUSA K INEKTPONUTAHUIO:
- OTKIOHEHWE HanpsKeHWs aNeKTPONUTaHWs OT HOPMbI He AOMKHO NpeBbiwaTh +15%

5. PacuundpoBKka nuKTorpamm

cumBon PACLUN®POBKA
Tok (A)

Hanpspkenne (B)

YacTtoTta ('y)

PyyHas gyrosas ceapka MMA

MonyaBTomaTuyeckas csapka MIG/MAG

Capka Hennaesawwmmcs anektpogom TIG

3asemneHve

Knacc nsonaumm
IP21S CTeneHb 3aLLuThI

CBapKa NOCTOAHHbIM TOKOM

hER=0 XapakTepucTuka aneKTponMTaHns
Uo HomMuHanbHoe HanpsihxeHre XonocToro xoaa
X Pa6ounit Lukr
I4 HomunHanbHbI noTpebnsaemsiit Tok
|2 HoMUWHanbHbIV CBapOYHbIN TOK

1 ~ i AAD-BF== | Crpykrypa cBapouHoro annapara

U, HomuHanbHoe HanpsxeHve NMTaHna annapara
U, HanpspkeHne cBapo4Hon ayru
b_ BonbramnepHasi xapakTepuctuka cBapouHon Ayrv
+ 3aKUM «+»
- 3axum «-»
P4 HomuHaneHas notTpebnsemast MOLHOCTb
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6. YcTaHOBKa

Pa3meLleHme cBapo4YHOro annapara

- KonunyecTBo nbinu, KUCNoThI M rpsidv B BO3gyxe B paboyen 30He He JOMKHO NpeBbILaTh 3HaYeHne,
yKa3aHHOE B HOpMaTuMBax (3a CKIKYeHeM BbIOPOCOB OT CBApPOYHOro annaparta)

- CeapouyHbIn annapaTt AomkeH OblTb YCTAHOBMEH B TakOM MecTe, rAe OH He MNoABepraeTcs
BO3[IENCTBUIO COMHEYHOrO CBETA N AOXAA. Takke ero cnegyet XpaHuTb B HAMMEHee BNaXHOM
mecTe npy Temnepartype ot -10 10 40°C.

- Ina obecneyeHns 4OCTAaTOYHON BEHTUMALMM PAcCTOSHME Haf, CBApOYHbIM annapaTtom OOMKHO
6bITb 50 cm

- Ecnu BHYTpEHHEN BEHTUNAUMM He [OCTaTOuHO, crneayeT YCTaHoBWUTb obopyaoBaHve Ans
yCTpaHeHus AbiMa 1 NpeaoxpaHeHns oT BeTpa.

BNEKTPONMTAHVE

—=) 0] R

*, MAHOMET P

s | 1
‘e) s L0, ArCO,
s [ [ rhaosen

WNAHT

BLEMIOUATENL MOPENKA
TOPE/KA N |

MOBEPYXHOCTE BAIEMNEHMA

MoacoeavHeHMe K UCTOYHUKY NMUTaHUSA

MopcoenuHnTe anekTpokabenb kK ogHodasHow ceTn anekTponutaHusa 220 B ¢ BbikntovaTenem.
HanpspkeHune 380 B 3anpeLleHo ncnonb3oBaTth, Tak Kak OHO MOXET Cepbe3HO NOBPeANTL annapar 1
MMEeTb Cepbe3Hble NOCNeAcTBMSA A5 onepaTopa.

BHumanwue: Tok npegoxpanutens B 1,2 ~1,5 pasa npeBbIlaeT ero HOMUHarbHbIA TOKOMNM.

4 o \/ BbIKJTHOYaTES1b ANEKTPONMNTAHUA

/op,Hoq)aaHoe anekTponuTtaHue 220 B

° ° KoHdurypauus anekTponuTaHns Ans CBapo4HOro annapara
MNapameTtp 3HauyeHue
MpepbiBaTens uenu, A =35
[MnaBku NpegoxpaHuTensb (HOMUH. ToK), A 35
Py6unbHuk, A 40
J CeTeBoli kabernb, MM~ >25
o
o o
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MNoacoeanHeHne cBapo4HbIX kKabenen

[aHHbIV CBapOYHbIM annapat npeaHa3HayeH Kak Ans CBapky NPOBOSIOKON B Cpee 3alLMTHOrO rasa
Tak 1 camo3alLMTHOW NpoBonokon (cprtoc, 6e3 rasa). Korga ceBapoyHas ropenka nogcoegmHeHa K
NONMOXWUTENBLHOW KNEMME, a 3a3eMJIEHME K OTpMUaTENbHON, annapaTt UCMonb3yeTca AN CBapKu
metogoM MIG/MAG B cpege 3awwmTHoro raza. O6paTHas NonaApHOCTb NCMOMb3yeTCs Npu CBapke
CaM03aLLMTHOM NPOBOMOKOW, rae He TpebyeTcs 60MbLLIOro Harpesa B NpoLecce CBapKu.

YcTaHOBKM U coeAnHEeHUs Ansa npoBeAeHUsA cBapku B pexxume MIG

NoacoennHeHune n yctaHOBKa yCTPOWCTBA ANA NoAa4v NpoBOOKU
- lMogbepnte HeobGxoOMMYIO MPOBOMOKY B COOTBETCTBMM C TEXHOMorvew csapku. OuameTp
NPOBOMOKN [OMMKEH COOTBETCTBOBATb MNPMBOAHOMY POMMKY, Hanpasnslowemy KaHany u
KOHTaKTHOMY HaKOHEYHUKY.
S—— - OTKponTE BOKOBYHO KPbILLKY HA YCTPONCTBE
URER Ana nogayn nposoniokn. llomectute
KaTylwKky C mnposonokon B GapabaH Ha
nogatoilem yctponcrtee. BHumanue: KoHey,
NPOBOMIOKN [AOJKEH HaXOAUTbCA NOA
6apabaHoM, HanpoTuB noJarkLwero
yCTpONCTBA.
- Ha GapabGaHe umeeTcsi GrNOKMPOBOYHbLIN
BWHT (NpW OTKPbLITOW Kpbllke OydeT BuaeH
BVHT C LUECTUIPaAHHOW ronoskon). MNotaHuTe
6apabaH pykon ans perynuposku . Ecnn
\rposonoks COMPOTUBIMEHME cnuwkom 6Gonblioe,
BO3MOXHO HeobxoguMMo oTperynuposaTb
g ~ponky  ONOKMPOBOYHbBIA BUHT: HaTsxeHue
D ) yBenu4mMBaeTcs Npy BpaLleHUn o YacoBow
O\ KABETL cTperke, n HaobopoT.
SAIEMIEHA - MomecTnTE NPOBOMOKY B HaNpaBnsAoLLMIA
KaHan nogatoLLero ycTponcTaa, BbIPOBHANTE MPOBOMOKY B KaHane NpuBOAHONO POnnKa, momMecTuTe
NPOBOSIOKY B KaHall pa3bema CBapO4YHOW FOpPEenku M HaXmuTe Ha npuBogHoOW ponuk. (Ons
NpOTArMBaHNS MPOBOSIOKW B PyKaB CBapO4HOM ropenkv He0BX0ANMO BKIIOYEHNE 3MNEeKTPOoNUTaHus. )

TOPENKA

MopcoeanHeHWe ropernkm
- NomecTuTe coeanHUTENBHYIO BTYIKY rOPEnkv B OTBEPCTME AN Kpenexa ropenku Ha nepegHen
naHenv cBapo4HOro annapara 1 NII0THO 3aKPYTUTE HAKUAHYIO ranky Ha pasbeme ropernku.

MoacoeauHeHne kabens 3azemneHust

MopcoeouHuTe GaiOHETHLIN pasbeM kabens 3a3zemneHusl K BbIXOAHOMY pasbemy «-» Ha
nepegHen naHenu annaparta v NoBepHUTE No 4YacoBow cTpenke. CoeguHeEHWe A0MKHO ObiTb
HaAeXHbIM, B MPOTUBHOM Cly4Yae COEANHUTENbHbIV Pa3beM CropuT.
- Ins pocTkeHus xopoller NpOou3BOAMTENBHOCTM MpPU CBapke (niocoBoW NPOBOMOKON eCTb
BO3MOXHOCTb W3MEHWUTb MOMSPHOCTb TakMM 06pa3om, 4TOObl cBapodHas ropenka Obina
NOAKIOYEHA K «-», @ Kabernb 3a3eMIeHNS K «+».
BHumaHue: He wvcnonb3yiite BMecTo kabens 3a3eMreHusl, CTanbHyl MNacTuHy wunu gpyrve
nogobHble MaTepuanbl, KOTOpble SBASTCA MNMNOXMMU MPOBOAHMKAMW, ANS COeQUHEHUS
CBapOYHOro annaparta co CBapMBaeMbIM U30enmem.
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CoeavHeHus u yctaHoBku anst MMA cBapku

MopcoeanHeHne cBapo4HOro Kabens

MopcoeguHnTe GanoHETHBIV pa3beM CBapOYHOro kabensi K BIXOAHOMY COEANHEHUIO Ha NepeaHeNn
naHenu 1 NOBepHUTE MO YacoBOW CTpenke. OnekTpoaodepXarenb UCMoNb3yeTcsa Ansa 3axuma
anekTpoaa.

MoacoeauHeHue kabens 3azeMneHuA

MopcoeamHuTe GanoHETHI pa3beM kaberns 3a3eMreHuUst K BbIXOQHOMY pa3beMy Ha nepefHei
MaHernm 1 NoBepPHUTE Mo YaCOBOW CTPerKe. 3aXMM 3a3eMIIEHUS UCMONb3YETCs AT1s NOAKMIOYEHMS
CBapviBaeMoro Matepuana B Liefb CBapO4HOro TOKa.

BHumaHue: He vcnonb3ylite BMecCTO kaGens 3asemreHusl, CTarlbHyl MnacTuHy Wnu apyrue
nogoGHble MaTtepuarnbl, KOTOpble SBAAOTCH MAOXMMM MPOBOAHUKAMW, AN COeauHeHUs
CBapOYHOro annapara Co CBapMBaeMbIM U3LenueM.

7.CBapouHble paboTbl

BHUMAHMUE: Knacc 3awuTbl AaHHOTO MHBEPTOPHOro annapata IP21S yto obecneynBaet 3awuty
OT NPOHMKHOBEHWS TBEPABLIX NPEAMETOB pa3mepom bornee 12,5 mm.

1. hgukatop TepmosamThbl

2. Nngukatop nutaHus

3. Oucnnew 3Ha4yeHs1 CBapO4HOrO TOKa

4. Perynsatop CKOpOCTU Nogayn CBapo4HON
NpPOBOSIOKN

5. KHonka Bbibopa cnocoba cBapku

6. KHonka Bbibopa pexvma ynpasneHus
CBAPOYHOM roOpenku (2-x TakTHbIN, 4-X
TakTHbIN, SPOT pexum)

7. Oucnner 3HayeHnst CBapO4HOrO
HanpskeHus

8. PerynaTtop cBapO4HOro HanpspkeHust

9. PerynaTtop uHAyKTUBHOCTH

10. KHonka BbliGopa cBapvBaemMoro
maTtepuvana

11. KHonka BbIOOpa AnameTpa cBapo4HOM
NPOBOSIOKN

12. PasbeM NogKnioyeHnst CBapo4HOM
ropenku

13. Pasbembl nogkntoyeHns kabenen
anekTpoaoAepXarens u 3axuva
3a3emneHus

14. WTyuep nogcoeanHeHns nogadn
3aLLMTHOrO rasa

‘ 15. BblkntovaTernb NMTaHus

: 16. Kabenb anekTtponutaHus

14
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BHumaHue:

- ViHgukaTop Tepmo3almTbl 3aropuTcs Mocre Aofroro nepvofda paboTbl, YTO O3HAYaEeT, YTO
BHYTPEHHSIA TemnepaTypa MpeBblllaeT AOMYyCTUMOE 3Ha4yeHue, B TakOM Cly4vae cregyer
0CTaHOBUTL paboTy annapaTt Ha HEKOTOPOE BPEMS 1 JaTb EMY OCThITb. PaboTy MOXHO NPOaOMKUTL
nocrne Toro, kak UHAUKaTOP 3aLLMTbl NOracHeT.

- MNocne 3aBeplieHns paboTbl UNM Npu BPEMEHHOW OCTaHOBKEe paboTbl criefyer OTKMoYaTb
arieKkTponuTaHue.

- Ceapwimkam crnegyeT HadeBaTb XOSLLIOBYI 3alUTHYO OAEXAY W Macky Ans 3awuTbl OT
N3nyyeHusa ayru.

- B pabouei 30He cnegyeT yCTaHOBUTbL CBETO3ALLMUTHBIN 3KpaH ANS 3aLMTbl APYrX fogen.

- 3anpeLuaetca xpaHuTb B paboyeit 30He B3pbIBYATbIE UMW NTErKOBOCMNIAMEHSIIOLLIMECS BELLECTBa.
-Bce noacoennHeHusa K ceapoyYHoOMy annapaty A0S KHbI ObITb BbIMOMHEHbI npaBUIIbHO N HAEXXHO.

3auncTka cBapMBaemMoro Matepuana nepes BbinosIHEHUEM CBapku
Metann Ha pacctosiHim 10-20 MM OT LWBa AOMKHbI OblTb OYMLLEHbI OT PXKaBYMHbI, MACNSIHUCTON
Nbinx, BOObI M Kpacku n T.4.

OnucaHne oCHOBHOro npouecca cBapku B pexume MIG

a) PerynvnpoBka nepeg npoBeAeHNEM CBapKu

- YctaHOBUTE TOPErnKy, ra3 M CBapOYHYl0 MPOBOMIOKY WM 3aTeM BKIOYWTE 3MEKTPOonuTaHue.
MHankaTop BKIOYEHWS ropuT M BEHTUNSATOp paboTaerT.

- BblGepute BMA 3alMTHOrO rasa,
KoTopblii ByZete wucnonb3oBaTb. [ns
3TOr0 HaXMuTe U yaepxusante
perynsiTop CBapOYHOrO HanpsPKEHUs,
no3.8, Ao Tex nop, noka Ha Aucnseun
nosiButcs Hagnucb « GAS CH-»

A GRS| [ CH- v

- Bpawasi perynstop cBapoO4HOrO HarnpshKeHWst U Perynstop CBapo4HOro Toka, BbibepeTe Tun
3aLLMTHOrO ra3a AJ1si CBapKu.

Bei6paH CO, A L '.:,A.' —— \V/
BbiB6paHa cMeck CO,+Ar "™ ™ :l '." -
" A s Xl v

Mocne Bbibopa TUNa 3alMTHOrO rasa
HaXXMUTE Ha perynsitop nos.8 eule pas
Onst NoATBepXxAaeHus Bbibopa, Ha A —— — _————— V
3KpaHe NOABUTCH HAAMUCh «-- --».
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- OTkponTe rasoBbil peoykTop Ha
6annoHe, Ha MmaHomeTpe Oypert

nokasaHo JaBneHune rasa
- [lMoBepHuTe rasoBbI perynaTop ’- ." ’. ’-'
NpPOTUB YacoBoOW CTpenkn. HaxmunTe Ha A L ,.' .' 1) ... — \Y)
perynaTop CBapOYHOrO HanpshKeHns - - -

no3.8 Ha auncnnen noaBuUTcA Haanucb
«GAS ON».

- HaxmuTe Ha BbIKnoYaTerb ropenku n
C NOMOLLLIO pedyKTopa OTperynmpyinTe
nogadyy rasa B COOTBETCTBUM C

TEXHUYeckMMKn TpeGoBaHuaMuK. [Ons ’- "‘ ’v ’-' " 'v
npekpaLleHnss nogayn rasa Haxmute A ) .,.' .‘ ) .’. ’. \V/
Ha perynaTop CBapoYHOro HanpskeHus! - - -

no3.8 ewe pas, Ha AWCNIen NOSIBUTCS
Hagnucb «GAS OFF».

- Ecnn TexHonormyeckunm npouecc
cBapkn TpebyeT AONONHMTENbHOMN
npoayBKN 3alUMTHOrO rasa B 30HY
CBapoO4YHOro LBa, Mocre OKOHYaHusi

cBapku, HeoBXOAMMO HacTpOUTb

BPEMSI BbINOMHEHMS 3TON onepauun. "™ M ¢ ¢

[ns aTOro HaxmuTe W yaepxvBanTe A ..,. .. ’.' '... P V
PErynaTop CBapOYHOrO  HanpshKEeHUst - - =’ ‘e

no3.8 oo Tex nop, noka He MNosIBUTCSA

Hagnucb «SPt ADJ».

Bpawasa perynatop cBapoO4YHOro - -

HanpsXxeHus, yctaHosute Tpebyemoe el x(J) N B
3HaueHne BpemeHu npoayskn | A ..’. g ". | \Y)
3alMTHOrO raza. - - - § -

[nsa BbixoAa M3 pexuMa HACTPONKN HaXMWUTE Perynatop CBAPOYHOrO HamnpshkeHus nos.8 tem
camMbliM noaTBepanB Bbl6paHHoe 3Ha4yeHune.

-,El,ep>|<V|Te BbIKntoYaTernb ropesiku HaXxatblM 10 TEX MOopP, NOKa 13 consia He NoABUTCA NPOBOJIOKa.

- MNpwv nogaye NnpoBonoku, BeinpamnTe kabens.

- Mpn nogaye npoBonoku ybeanTech, YTO OHA HAAEXHO PacMonoXeHa B KaHane nogatoLlero
pornvMka M CKOpPOCTb Modayn paBHOMepHas. Ecnu ckopocTe nogayn HepaBHOMEpHa,
oTperynvpyvTe HaTsKeHve NoAatoLLEro PonuKa.

- [Ina ycKkopeHus MpOTArMBaHWSA CBApPOYHOW NPOBOMOKM Yepe3 MOAAoLUMIN pyKas CBapPOYHOW
rOpesnikn, HaXMUTe U yaepXuBanTe HaxaTblM, Perynstop ckopocTu nogaun nos.4. Mpu aTom
CKopoCTb nogaym byaeT mMakcMmanbHO BO3MOXHOW. [ns BbixoAa U3 pexuma MakcrMarbHOW
CKOPOCTW NOAa4u NPOBOSIOKM, OTMYCTUTE PEryNATOp nogayn nos.4.

- Mpwu cBapke cTanbHOM NPOBOMOKON HEOGXOQMMO MCMNONb30BaTh MogarLllee YCTPOWUCTBO € V-
0o6pa3HoNn KaHaBKOWN.
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b) Ceapka
- Buibepute gnameTtp cBapoYHOW NPOBONOKM KOTOpyto ByaeTe ncnonb3oBaTh C MOMOLLBK KHOMKM
BbliGopa no3.11. CyLiecTByto NsiTb BO3MOXHbLIX BApMaHTOB Ansi Bbibopa guametpa: 0,6mm, 0,8Mm,
0,9vm, 1,0mm 1 SPL. B pexxume SPL oTkntovaroTcs npeasaputenbHO YCTaHOBIIEHHbIE HA 3aBOAE
nporpamMMbl nog6opa CBapo4HOro Toka M HanpsiXKeHsi 1 ornepaTopy HEOOXOAMMO YCTaHOBUTL 3TW
napamMeTpbl Bpy4YHyto. [Ansi ocTanbHbIX BapuaHTOB B annapate npeaBapuTeNibHO YCTaHOBIEHbI
OonTUMarbHbIE XapaKTEPUCTUKM CBAPOYHOrO mpouecca, U He0OXOAMMO TONbKO OTPEerynmpoBathb
BENMUYMHY NOAa4M CBapOYHOWN MPOBOSOKM A5 AOCTUXKEHUS TpebyeMor CKOPOCTM CBapKM.
- Bpawasa perynatop WHOYKTMBHOCTM No3. 9 MOXHO OTPErynMpoBaTh XapakTep nepeHoca
HanNaBNAEeMOro Matepumara B CBapO4HYH BaHHY.
- Beibepute cnocob ynpasneHus cBapOvHOW ropenkow KHOMKoM nos.6. BoamoxHbl crnepytowne
BapUaHTbI: 2-X TaKTHbIN PEXUM, 4-X TAKTHbIN pexum, pexxum SPOT.
- BbibepuTe cBapvBaeMbIi Matepuan ¢ nomoLbto kHomnku no3. 10. [locTyneH BeiGop ctanu unm
antomuHus. Mpu BbIBope antoMmnHUA cBapky Heo6XoauMo NPOM3BOAWTL NPOBOSIOKON ANaMeETPOM
1.0 mm.

Mpn BLINONHEHMM CBapkW, MoXanywncra, OTpPerynupynte nogady CBapOYHOM MPOBOSIOKM B
COOTBETCTBUU C TPEOYEMOW CKOPOCTL NMPOBEAEHNSI CBAPKU.
- HaxxmuTe BbIKIIO4aTENb ropernku, nogada npoBosiokn 6yayT ocyLecTBAATLCS aBTOMATUYECKU.
Oyra Bo3byxgaeTcs, Kak TOMNbKO MPOBOSOKa KacaeTcs cBapvMBaeMoro matepuwana. lNpu cBapke
pabo4nin NHAMKATOP ropUT.

OnucaHue npouecca cBapku ¢pritocCoOBOW NPOBOSIOKOMN

a) PerynupoBka nepes npoBegeHeM CBapKu

- N'ameHuTe nonspHOCTL Ha BepTUKanbHOM NaHenu, T.e. NOACOeAVHUTE NMPOBOA FOPENKM K KOHTaKTY
«-», kabenb 3a3eMNeHNs K KOHTaKTY «+».

- YcTaHOBWTE rOperKy U CBapOYHYH NMPOBOJIOKY U 3aTEM BKITHOUUTE anekTponuTtaHue. NHavkartop
BKITHOYEHUSA TOPUT U BEHTUNSTOP paboTaer.

- lepxuTe BbIKNoYaTenb ropernky HaxaTtbiM 40 TeX Mop, NoKa U3 Conna He NOsiIBUTCHA NPOBOSIOKA.

- MNpwv nogaye NnpoBonoku, BeinpamnTe kabens.

- lMpun nopaye npoBonoku ybGeamTecb, YTO NPOBOMOKa HAAEXHO pacrnofoxeHa B KaHane
noJatoLLero ponmka 1 cKopocTb nogayvn paBsHoMepHasi. Ecnu ckopocTb nogayn HepaBHOMEPHa,
OTperynupynTe HaTskeHue NoAatoLLEero posvka.

- [Mpu ncnonb3oBaHMK rIOCOBOM NPOBOSIOKN HEOOXOANMO NCMOMNb30BaTh NOAALLEE YCTPONCTBO
C KaHanom LecTepeHHOoro Tuna.

b) CBapka

- Mpun BbINOMHEHMM CcBapkwu, MOXanynucTa, OTPErynMpymte CBapO4YHbIA TOK U CBapO4HOE
HanpshKkeHne B COOTBETCTBUM C YCTaHOBKaMMU.

- HaxkmuTe BbIkMo4aTenbs ropenku, nogada npoBonoky byaeT ocyLLeCTBNATLCH aBTOMAaTUYECKM.
[lyra Bo3byxpaaeTcs, kak TOMbKO NPOBOMOKa KacaeTcs cBapuBaeMoro Matepuana. lNpu cBapke
pabounii MHaMKATOpP ropuT.
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OnucaHme npoLecca cBapku antoMUHNA

a) PerynupoBka nepeg npoBegeHuem cBapku

- CMeHunTe KaHan B ropernke Ha TedroHOBbIN.

- MNopcoennHuTe ropernky, rasoBblvi LWMaHr, Kabenb 3a3emMreHusi, ra3oBbln 6anoH ¢ aproHom 1
3aTeM BKIounUTe anekTponutaHme. IHaMKaTop BKNOYEHWS FOpUT M BeHTUNATOp paboTtaer.

- BbiBepuTe BuMA 3aWUTHOrO rasa,

KoTopbll GyaeTe ucnonb3oBaTtb. Ons P — -
3TOr0 HaxXMuTe W yaepxusanTe A 4 L". [ ..‘_ Y/
perynsiTop CBapOYHOTO HanpspKeHus, LIy L N |

no3.8, 4o Tex mop, Noka Ha Aucnneu
nosiButcs Hagnucb « GAS CH-».

- Bpawas PerynaTop CBapO4HOro Hanps>XXeHusa n perynatop cBapO4HOro TOKa, Bb|6epeTe T™nN
3allMTHOIO rada Anda CBapKun.
- OTperynleylZTe C NOMOLLbIO ra30BOIro peayKkTopa pacxon rasa.

- [loBepHUTe rasoBbIM perynatop

MPOTMB 4acoBOi CTpenku. HaxmuTe Ha D ™ e

perynatop CBapO4HOro HanpskeHus A L.,.' ..j ... - \Y)
no3.8 Ha aucnneu nosiBUTCA Hagnucb

«GAS ON».

- HaxmuTe Ha BbIkntoYaTerb ropenki n
C NOMOLLbIO peayKTopa oTperynmpyinTe

nogayy rasa B COOTBETCTBUM C ’- ""- ’-“"v
TEXHUYECKMMU TpeGoBaHusMK. [Ons A Lo - .. L < N \V/
npekpaLieHnss nogadyn rasa Haxmurte (L - )y )

Ha perynaTop cBapo4HOro HanpsHXXeHus
no3.8 ewe pas, Ha Aucnnen NosBUTCA
Hagnuck « GAS OFF».

- llepxnTe BbIKMoYaTeNb ropernku HaxkaTbliM 40 TeX Nop, Noka U3 conna He NosIBUTCS MPOBOIIoKa.

- Mpu nogaye NpoBONOKM, BbINPsAIMUTE Kabenb.

- MNpwn nopgaye npoBonoku ybeanteck, YTo NPOBOIOKA HAAEXHO PAcMONoXeHa B kKaHane
NoAatoLLEero pornuka v CKopocTb Nogayvun paBHoMepHas. Ecnv ckopocTb nogayn HepaBHOMEPHa,
OTPErynupymnTe HaTsbkeHe NoAatoLLLEero pornuka.

- Mpu ncnonb3oBaHUK arntOMUHUEBOW MPOBOSTOKM HEOOXOAUMO UCMONb30BaTh NOAAoLLIEE
ycTporicTBo ¢ U-06pa3Hon kaHaBKOW.

b) CBapka

- BoibepuTe cBaprBaeMbIi MaTepumarn ¢ NTOMOLLbO KHOMkK no3. 10.

- Bbibepute avameTp cBapoyHoW npoBonoku. lMpu Bbibope antoMUHMS CBapky HeobxoaMmo
NPOn3BOLMTb NPOBOSIOKON AnameTpom 1.0 MM 1 NCNOMNb30BaTb YNCTLIN Ar.

- MNpy BbINONHEHUWM CBapkW, OTPErynUpyrWTe CBapoOYHbIA TOK U CBApOYHOE HanpsikeHue B
COOTBETCTBUWM C yCTaHOBKaMMU.

- Bpawas perynatop MHOYKTMBHOCTM M03. 9 MOXHO OTperynupoBaTtb XapakTep nepeHoca
HannaBNAEMOro Matepuarna B CBapOYHYIO BaHHY.

- HaxxmuTe BbIKIIO4aTenNb ropernku, nogada npoBoriokn 6yaeT OCyLLeCTBNSATLCA aBTOMATUYECKM.
[yra Bo30yxaaetcs, Kak TONbKO MPOBOSIOKA KacaeTcsl cBapvBaemoro marepuana. Npu ceapke
pabo4nin NHAMKATOP ropwuT.
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Onucanue npouecca MMA csapku

a) PerynupoBka nepeg npoBeaeHuem CBapku

- YcTaHoBuTe pexum ceapku MMA.

- OTperynupyiTe CBapo4HbIl TOK.

b) Ceapka

- Bo3bmuTe anekTpogogepxaternb, yCTaHOBUTE 9NEKTPOA, KOCHUTECH NEKTPOAOM CBapMBaeMoro
maTtepwuana ans sosbdyxaerus gyru. [Npu ceapke pabounii nHaUKaTop ropur.

Onucanume npouecca TIG cBapku

a) PerynupoBka nepeg cBapkom

- YctaHoBuTe pexum ceapku TIG.

- MoakntounTe CBapOYHYIO rOPEsKy K 3aXKUMY «-», @ 3aKNM 3a3eMINEHNS K «+».

- OTperynupyiTe CBapO4HbIl TOK.

b) CBapka

- Ins Bo3GYy>XOEeHUSI CBApOYHOW Ayrv, KOCHUTECH 3NEeKTPOAOM CBapuBaeMbIi Matepuan u 3atem
nogHMMuTE anekTpog. MNpw cBapke pabounii UHAMKATOP rOpUT.

8. TexHu4yeckoe ob6cnyxnBaHue

B oTtnuume oT cTaHOapTHOrO CBApOYHOro annapaTa, AaHHbI CBapouYHbIA annapart siBrnsieTcst
YCOBEPLUEHCTBOBAHHLIM, B KOTOPOM WCMOMb3YHTCSi COBPEMEHHbIE 3NIEKTPOHHBLIE KOMMOHEHTbI 1
coBepLUeHHas TexHonorus. NMoatomMy NpoBefeHe TEXHUHECKOTO 06CyXMBaHMSA Takoro annapara
cnenyeT NpoBOAWTL TOMbKO KBanuduumpoBaHHOMY nepcoHany. OgHako, B cuny Toro, 4To B
AaHHOM arnnaparte NpUCyTCTBYET OYEHb Marioe Konm4yecTBo ObICTPO M3HalIMBaeMbIX AeTanem, OH
He TpebyeT nNpoBeOeHUsA PErynspHOro CEPBUMCHOrO OGCNY>XMBAHMSA, 3@ UCKITIOYEHWEM O4YMCTKM.
OTBeuaTb 3a BbINOMHEHNe AaHHOW paboTbl MOTYT TONMbKO KBanMULUMpPOBaHHble paboTHUKN. Mbl
HaCTOSATENbLHO PEKOMEeHAyeM MOKynaTensm B Cryvae BO3HWKHOBEHWS Npobrem, KoTopble OHU
HecnocobHbl pelwnTb CO6CTBEHHBIMM cunamu obpallarbca K HaMm Ansi NonyYeHUst TEXHUYECKON
NOAAEPXKKN.

- Y HOBOro CBapO4YHOro annapata Wnu annaparta, KOTOpbld He WCMoNb30Bancs B TeveHue
HEKOTOPOro BPEMEHW, HeobXOQUMO MpOBEPUTHL COMPOTUBIIEHUE W3ONSALUU MEXAY Kaxaown
0OMOTKOMN, KOTOPOE He OOMKHO ObITb MeHee 2,5 MOwm.

- 3awmwanTe annapart OT AOXAS, CHera u ANUTENbHOIO BO3OEWCTBUS CONMHEYHOro CBeTa Mnpu
MCMNONb30BaHUM Ha yruue.

- Ecnn cBapouHbIl annapaTt He WCMonb3yeTcs AONroe BpeMmsi, ero criegyeT XpaHuTb npu
Temneparype o1 -25°C 4o +55°C 1 oTHOCUTENbHAas BNaXHOCTb HE MOXET BbITb 6onee 90%.

- MNMpodeccunoHanbHbIn paboTHUK CEPBUCHON CNY>XObl OOMKEH PErynsipHO O4YULLATb CBApPOYHbIN
annapaT OT NbIfn CXaTbiM CyXMM BO3[4YXOM (BO3AYLUHbLIA KOMMPEeccop unu gpyroe nogobHoe
yCTPOWCTBO). [leTanu CKMoHHbIE K 3aMacnuBaHnio LOMKHbI O4MLLATLCS TPSNKON U OQHOBPEMEHHO
MOXHO TakKxe MpOBOAMTb OCMOTP Ha Hanuune HEMOTHO 3aKpernmneHHbIX AeTanei BHYTpu
annapata. B cnyyae obHapyXeHus cKOMneHus nbinv Heobxoouma HemenneHHas ovucTka. B
HOpMarbHbIX YCMOBUSX OYMCTKY HeobxoOMMO NpOBOAUTL TONMbKO OAMH pa3 B rod. B cnydae
Ype3MepHOro nblneobpasoBaHnsa O4YUCTKY CriegyeT NpoBOANUTL pas B KBapTar.

- Heobxogumo perynsipHo NpoBepsaTb BXOAHbIE U BbIXOAHbIE kabeny cBapo4YHOro annapara, ansi
TOro, 4TOObI rapaHTMpoBaTb WX NPaBWUMbHOE W MPOYHOE coefuHeHune. lMposepky Heobxoanmo
NpoBOAWTbL OAMH pa3 B MECSILL M Kaxablli pa3 nepes TeM kak yompaTb annapar Ha XpaHeHue.
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- PerynapHo npoBoguTe NpoBEpKy repMEeTUYHOCTM CUCTeMbl ra3a, He Habniojaetcda nm y
BEHTUNATOPA UNW ABUraTens nogaroLLEero yCTporncTBa HEHOPMaribHbIX LUYMOB U HET NN HEMMOTHbIX
coeguHEHUN.

PerynsipHo ouuwante comno W MPYTOK NpU MOMOLLM CheuuanbHOW Masu Ans yaaneHus
pacnnasneHHoro metanna. He cHumariTe nogaroLlee yCTponCcTBO, NOTSHYB 3a Kabernb ropesnku.
- Vicnonb3yinTe TONbKO Ka4yeCTBEHHY NPOBOMOKY. Hukoraa He ncnonb3ynTe pXxaByto NPOBOOKY
UM MPOBOJIOKY MIIOXOTO KayecTsa.
- CymwanTe NbiNb C POMMKOBOIO KaHara cXaTbiM BO34YyXOM Nocne ANUTENbHOro NCNoMNb30BaHWSA
CBapoyHoro annapata. (HakannveaHue nbinv NpoOUCXOAMT M3-3a TPEHUS MEXAYy MPOBOMOKON U
POMKOM 1 yAansaTb ee Heo6Xo0AUMO AN TOro, 4To6bl 06ecneynTs POBHYHO NoAaqy NPOBOIOKM).
- [ina poBHOW NOAayn NPOBOSIOKM HE PEKOMEHAYETCH CIMULLKOM MfOTHO MPpUXMMaTb POIWK.
(Cnuwkom nnoTHoe npuxaTue npuBedeT K Jedopmauuu NPOBOMOKK, YBENUYEHUIO
COMPOTUBIEHMWS NPU NOAAYE N YBENUYEHNS TPEHUSI MeXaHU3Ma).
BHVUMAHWE:
- Mpu npoBeaeHUn o4YMCTKU annapata, cnegyer NpUHATb BCe Mepbl MPEAOCTOPOXHOCTH, YTOObI
nsbexartb CrMy4anmHoro ygapa 3nekTpuyeckuMm TOKOM. HeksanuduumpoBaHHbIM paboTHMKaMm
3anpeLLeHo OTKpbIBaTb KOpnyc annapara!
- MNepen npoBegeHMeM O4MCTKM OT MbINM HE0BXOANMO OTKIOYNTb UCTOYHVK MUTaHKS.
- Hukorpa He nepernbaite npoBoAa v He NoBpexaanTe AeTany Npu NpoBeAeHNM OYUCTKN.

9. HeucnpaBHOCTU U UX yCTpaHeHUe

YCTPAHEHME
OTKntouMTe anekTponuTaHue.
[MpoBepsTe ceTb. MNoBTOPHO
3anycTvTe CBapOYHbIN annapar Korga
HanpspkeHne JOCTUrHeT
HOpPMarbHOro YPOBHS

HEUCNPABHOCTb NPUYNHA

HanpsixeHve cnuiikom Bblcoko (215%)

HanpsbxeHve cnuiwkom Huskoe (£15%)

[opuT xenTbii nHaukaTop

[Mnoxas BeHTUNALMSA NpuBena K
CpaGaTbIBaHMIO 3allmnTbl OT Nneperpesa

yJ'Iy‘-ILIJVITe yCJ'IOBVIFI BEHTUNALNN
annapara

Temnepatypa okpyxatoLuen cpeabl
CINWLLKOM BbICOKa

Mcnonb3oBaHue cBepx paboyero Unkna

Mpu NOHWKeHWN TemnepaTypbl
VHAMKATOp aBTOMAaTUYeCKy NnoracHeT

[Buvratenb ycTponcTea ans
noAayn NpoBOMOKN He
pabotaet

CriomaH perynstop

3ameHuTe perynsitop

Conno 3abnokvpoBaHo

3ameHuTe consno

Mopatowmin PONUK HENJIOTHO 3aKpenyieH

3ataHute 6onThbl

BeHTUnATOp oxnaxaeHus
He paboTaeT unm
BpallaeTca CriuKkom
MeaneHHo

Bbikntovartens crnomaH

3ameHuTe BblkMoYaTenb

BeHTI/II'IﬂTOp criomaH

3ameHuTe Unn OTPEMOHTMPYITE
BEHTUNSTOP

MospexaeH nnu ocnab nposog

MpoBeptTe coeanHeHve

[lyra He cTabunbHa n
Habniogaetcs GonbLuoe
Konu4yecTso 6pbI3r

CnuLwKom GOnbLLON KOHTAKTHBbIV
HaKOHEYHWK AienaeT CBapOYHbIA TOK
HecTabusibHbIM

3amMeHNTEe KOHTaKTHbIA HAKOHEYHUK
Ha noaxoaaLmn

CruLKOM TOHKUIA ceTeBoN kabenb
enaeT MOLLHOCTb HecTabuibHON

3ameHuTe ceTeBol kabenb

Crnu1LIKOM HM3KOE BXOZHOE Hanps>keHne

YBenunyste BXogHoe Hanps>xeHue

COI'IpOTMBJ'IeHMe nogayu npoBOJIOKK
CIMLUKOM BEJTMKO

OuuncTnTe UnNn 3ameHuTe
Hal'lpaBJ'Iﬂ}OUJ,VIVI KaHaln B roperke
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HEUCNPABHOCTb NMPUYUHA YCTPAHEHUE
MoBpexaeH kabenb 3a3eMneHus MopcoeauHute kabenb 3a3emnexHns
[yra He Bo3byxaaeTcs MecTo cBapKu NOKPLITO PXKaBUYMHOW UMK 3auncTTe MECTO CBapKM 1
CUMNbHO 3arpsisHeHo obe3xupbTe ero
MpoBepbTe coeaMHeHUe ropenku ¢

[noxo nogcoeanHeHa ropernka

annapaTom
OTcyTCcTBME 3aLWUTHOIO =
rasa [a30BbIN WNaHr 3axar nnm
3abnokvpoBaH MpoBepbTe cucTeMy Nogayn rasa
[MoBpeXaeH rasoBbliii LUNAHT
[pyroe Ob6paTtnTeCh B CEPBUCHbIV LIEHTP

10. Komnnekrauus

MHBepTOopHbIM annapar - 1wt

Ceptudpmkar - 1wt

PykoBoacTBo no akcnnyatauum - 1wt

Kabenb anektpogonepxarensi - 1wt

Kabenb 3a3emMneHus (C 3aXnmMoM 3asemrneHust) - 1t
[a30BbIN WnaHr - 1wt

XOoMyT Ans ra3oBoro wnadra - 1wt

CwmeHHbI ponunk 0,8/1,0mMMm - 1T

11. XpaHeHune n TpaHCNopTUpPOBKA

- Annapart cneayet 6epeyb OT nonagaHust Bogpl U cHera. Obpatute BHUMaHWE Ha 0603HaYeHUs Ha
ynakoBke. Tapa Ansi XxpaHeHusi AormkHa GbiTb CYXOM U co CBOGOAHON LMpKynsumen Bosayxa u 6es
HanMUYMs KOPPO3WIAHOIO rasa Ny NbInu. [nanasoH Aonyckaembix Temnepatyp ot -25°C go +55°C,
M OTHOoCUTEnNbHas BNaxHocTb He bonee 90%.

- Mocne TOro, KakK ynakoBKa Obina OTKpbITa, pekoMmeHayetTca And ,qaaneVlLuero XpaHeHna un
TpaHCNopTUPOBKN nepeynakoBaTe annapart. ([leped xpaHeHnem pekoMeHAyeTCcs MpoBecTy
OYMCTKY W 3aneyartaTtb NNacTUKOBLIV NakeT, B KOTOPbIM He0bxoaMMO MOMECTUTL annapar nepeg
romeLLeHem B KOPoOKy).

- Y nonb3oBaTenei fOMmkHbl BbiTb BCErga B HaMMuMM yrnakoBOYHble MaTepuansl Ans XpaHeHus
annapata. Ecnu mawwunHa Gynet nepemelLatbcs BO BPEMSI TPaHCMOPTMPOBKY, Toraa Heobxoaum
OEePEBSIHHbIN AWMK. Ha awmk Heobxogumo nomectuTb Hagnucb «LIFT» unn «MpegoxpaHsTb oT

OOXOSA».
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12. Cxema aneKkTpu4veckas npuHuMnuanbHas

ALYIEY

MIG 200 PWR

o1wifra

00"

DigiMIG-00]

13.NapaHTUnHbIe 06sA3aTenbLCTBA

apaHTUIiHBIN CpoK Ha 06opyAOBaHVE YKa3blBaETCS B NpuiaraeMoM CEPBUCHOM TanoHe.

lapaHTna oTHocKTCA K AedeKTam B MaTepuanax 1 yanax v He pacrnpoCTPaHSAETCS Ha KOMMOHEHTHI,
noaBePKeHHbIE eCTECTBEHHOMY M3HOCY M paboThbl MO TEXHUYECKOMY 06CMYXUBAHUIO.

[apaHTVHOMY PEMOHTY nognexar TONbKO OYMLLEHHbIE OT MbIK M PS3K annapaTtbl B 3aBOACKON
ynakoBKe, MONHOCTbI0 YKOMMNIEKTOBAHHbIE, MEIOLLME NHCTPYKLIMIO MO KCNIlyaTaumm, rapaHTUAHbIA
TanoH C ykasaHuem AaTbl MPOAAXW, MPU HanMMYMKM LWITaMna marasuHa, 3aBOACKOro Homepa U
OpWrMHanoB TOBapHOIO M KACCOBOTO YEKOB, BbiAAHHbIX MPOAABLIOM.

B TeyeHve rapaHTuHOrO cpoka CepBMCHBIN LEHTP YCTpaHAeT 3a CBOW CHET BbISBIEHHbIE
Npon3BoACTBeHHblEe AedekTbl. [pon3BoanTens CHUMAET CBOWM rapaHTUiHble obsizatenscrtea U
IOPUANYECKYI0 OTBETCTBEHHOCTL NPU HECOOMIOAEHNN NOTPebUTENeM MHCTPYKLMIA NO SKChnyaTauum,
CaMOCTOATENbHOW pa3bopkn, PEMOHTA Y TEXHNYECKOro 06CnyXMBaHMA annapara, a Takke He HeceT
HMKaKOW OTBETCTBEHHOCTM 3a MPUYMHEHHbIE TPaBMbl 1 HAHECEHHBLIN yLLep6.
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