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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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- No switching when welding.

- 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 purity of CO, can not less than 99.5%, its water contain not over 0,005%. For gas in the
bottle, it should be stopping using when its air pressure less than 1MPa.

- 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
been installed over a long period or re-operation, which involves as follows:
- Check the welding cable to see if it 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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Model TS-MIG 250TPRO |  TS-MIG 300T PRO
Input power v 3x380
Frequency Hz 50
Rated input current A 14 17,2
Rated input capacitance KVA 9,2 11,5
No-load voltage v 18-35 19-38
Welding current A 40~250 56~300
Rated duty cycle (at 25°C) % 35 35
Wire diameter mm 0,8-1,2 0,8-1,2
Cooling type Fan cooled
Dimension LxWxH cm
Weight kg 75 91

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 semi-automatic gas shielded welder. This series welder uses CO, as
shielded gas and wire as electrode, is an automatic gas shielded arc welder. The main transformer
and control PCB etc. are installed on the right part of machines.

If welding with large current for a long time and exceed the duty cycle, the overload lamp will be on,
the machine will stop working until looking to the stated temperature. When the overload lamp light
you must stop welding and wait about 15 minutes, you can continue.
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4. Environment

Environment to Which the Product Is Subject:

- The surrounding temperature range: when welding: +5 +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 1,000m.

- The wind speed should no more than 1m/s around the operation places.

Requirement for Main Supply:
- The voltage oscillogram should display actual sine wave, the oscillation of the frequency should
not exceed +1% of the rated value.

- The oscillation of the supplied voltage should not exceed £10% of the rated value.
- The three phase power supply unbalance rate <5%.

5. Sign & Pictures lllustration

SIGN NAME
A Current
\Y} Power

Hz Frequency

@ Ground
H Insulation grade

|P21 Protection class

:D E[[>: 3~ 50Hz Power source

U0 Rated open circuit voltage
X Duty cycle
14 Rated input current
I 2 Rated welding current
Welder's structure
U, Rated input voltage
U, Rated load voltage
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6. Connection Power Source

- Connect “Input Power Cable” on the rear board to three phase power net installed breaker.

- Reliably connect “Ground Bolt” on the lower part of welder rear board to power net earth line with
cable which sectional area is not less than that of input power. Please notice power net connect
earth is not means connecting zero.

TS-MIG 250T PRO | TS-MIG 300T PRO
Fuse, A 15 17,4
Knife Switch, A =30 =30
Power Cable, mm? >4 >4

7. Installation

WARNING! The welder must be well grounded before using. No disassembling of earth cable if
welding is not end, otherwise, it will do harm to human body. When several welders or some other
electrical appliances are using a common grounding device, they must be parallel connection,
series connection is forbidden. The welder's ground cable sectional area should not be less than
that of input power cable.

- The welder must be loaded in the place where are less dust, no chemical, erodible, inflammable or
explosive gas and like items around the welding site.

- The welder should 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: -10~40°C.

- There should be atleast 50 cm space for the welding machine.

- Apparatus to exclude wind and smoke should be equipped if the inside aeration is not sound.
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8. Installation and Connection Wire Feeder System

- Select suitable wire according to welding technology. The wire diameter must be matched with
drive roll, wire guide pipe liner and contact tip.

- Install the wire spool to the wire spool axle, and then fix.

- Open the left side board, you can see the wire feeding system.

- Open the wire feed compaction equipment, let the terminal of wire through the wire guide tube,
drive roller and import the wire guide tube of welding torch, and close the impaction equipment,
adjust the compaction nut of drive roller.

1 - Wire spool axle
2 - Compaction equipment
3 - Compaction nut

B R -

9.Connection Torch

The torch is composed by torch stand, connecting cable and handle.

Torch stand is the interface of torch and wire feeding device.

Connecting cable: covered by nylon pipe the liner is loaded in the center of coreless cable. The inner
part of liner is the passage for wire feeding. The space between liner and coreless cable is the
passage for shielded gas. Coreless cable is the passage for current.

Setwith a sensitive switch on the handle to control the welding current.
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Notice:

- Must cut off the power before assemble/disassemble torch or replace the components.

- The nozzle must be replaced in time on the condition that welding quality was influenced when it
burned to some extent. The distributor of torch must be replaced when it ruined.

- The cable of torch must be replaced when it worn out.

NOZZLE CONTACT SHUNT GOOSENECK STAND SWITCH HANDLE
TIP

il

10. Connection Gas System

- Gas regulator in the attached accessories is installed and screwed firmly on the bottle to prevent
airleak.

- Connect and firmly screw the two core plug of heater cable on the gas regulator to “Heater Socket”
onthe rear board of welder.

- Connect the one end of gas pipe in the attached accessories with the outlet of gas regulator and
firmly hold with hoop also in the attached accessories, the other end to “Gas Inlet” (gas valve joint)
on the back of wire feeder device.
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11. Operation

- Cut off power and close valve when finish welding or leave the job site temporary.

- The welding worker should wear canvas suit and mask to prevent arc light and heat radiation.

- There should be set with an arc-shielded screen to prevent the arc light to interfere human body.
- Inflammable or explosive materials are prohibited to access the job site.

- Eachinterface must be connected correctly and reliably.

- Use ground clamp to connect the grounding cable and work piece or connect the metal carriages
(as work table) make sure the clamp has been contacted fully with work piece and clear the rust and
paint.

- According the metal specification, adjust the position of switch.

- Check the position of power switch, position must be on “OFF”, then connect the power supply via
power cord.

- Discharge the nozzle cover and contact tip at the head of welding torch, pull the soft pipe

- Power ON.

- Press (and hold) the torch button until distance between wire and welding torch is 30 mm loosen
torch button.

- Close the power, fix the contact tip and nozzle cover onto the welding torch.(wire must through the
contact tip and nozzle cover).

- Open the power, press the switch spasmodically, adjust the speed by turning the adjusting wire
feed speed knob.

- Orient yourself on the area to be welded ,and then place the face shield over your eyes.

- Press (and hold) the torch button and stroke the area to be welded with the electrode wire to ignite
thearc.

- Once the arcisignited, tilt the electrode wire forward at an angle of approximately 35°

- When the weld is complete, lift the electrode wire clearly away from any grounded object, set the
face shield down and turn off the power switch.
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Attention: If welding with large current for a long time and exceed the duty cycle, the overload lamp
will light. The machine will stop working until locking to the stated temperature. When the overload
lamp lights you must stop welding and wait about 15 minutes , you can continue.

Warning! If the equipment can not work normally, you should stop working at once and check
trouble reason. You must use career man to maintenance ; forbid repairing, you had better to use
commendatory spare parts.

Before any maintenance, make sure the main switch has been cut or remove the fuse.

It can carry stepless change to wire feeding motor speed by means of speed potentiometer. The
feeding speed directly influences the size of welding current. Under matched voltage, the wire
feeding is faster, the currentis larger.

The welder process is as follows:
Start - Pre-send Gas (0,3-0,6 sec) - Turn On Power Source - Feed Wire - Start Welding - Stop Wire
Feeding - Cut off Power - Stop Gas (2-3 sec).

Continuous Welding

Welding will continue when press torch switch and it will stop when loose the switch. Itis suitable for
long welding seam weld.

Its adjustment mode is as bellow:

a) Turn select switch to Continuous Welding position and preset voltage.

b) You should observe the data shown onVand A whether conform to the technical norm when test.

Spot Welding

Welding will begin when press torch switch. It will not stop until spot welding end and arc extinguish.
The spot welding time may be adjusted by means of Spot Welding adjust knob.

Its adjustment mode is as bellow:

a) Turn select switch to Spot Welding position and preset voltage.

b) Preset Spot Welding Time adjust knob. Adjust V and A adjust knob to meet the technical
requirements of welding.

Notice: No switching when welding and stop welding before adjust switch.
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Welding Standard (For Reference)

Tmslt(enreizzls, Dia\llr\glzer, %?:r;gg? Liner Specifications, Current, Voltage, Gas F_Iow,
mm mm mm mm A \ I/min
0,8~1,5 20,8 71,4 1,2x1,6 (blue) 50~90 17~18 6
1,0~2,5 20,8 1,4 1,2x1,6 (blue) 60~100 18~19 7
2,5~4,0 20,8 1,4 1,2x1,6 (blue) 100~140 21~24 8
2,0~5,0 @1,0 @1,6 1,2x1,8 (black) 70~120 19~21 9
5,0~10 21,0 1,6 1,2x1,8 (black) 120~170 23~26 10
5,0~8,0 21,2 1,6 1,2x1,8 (black) 110~180 22~24 10
8,0~12 21,2 21,6 1,2x1,8 (black) 160~300 25~38 12
10~16 21,6 @2,0 1,2x2,2 (grey) 140~180 22~24 15
>16 21,6 @2,0 1,2x2,2 (grey) 180~400 34~40 18

9. Maintenance

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

- 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
problemis 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.

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

- Keep torch cable direct when welding.

- 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.

- Use qualified wire, no using inferior or rusty wire.

- 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.

- Power source needs to be cut off before dust removal.

- Never tamper with wire or damage the component parts when cleaning.

-10 -
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BREAKDOWN

ANALYSIS

SOLUTIONS

No wire feeding
function when
press torch switch

Input fuse break down

Change fuse

Power isn’t connected

Check and turn on power

Torch switch break down

Change torch switch

Have open circuit
and gas but no
wire feeding
function

Current adjust potentiometer on wire feeding
device break down

Change potentiometer

Wire feeder cable break down

Close wire feeder power

PCB break down

Change PCB

Have wire feeding
and gas sending
function but no
open circuit voltage

Welding/testing switch in opposite direction

Converter to weld gear

Controlling coil of AC contactor has not power

Close winding power cable

Welding current
maladjustment

Current adjust potentiometer break down

Change potentiometer

PCB has problem

Change PCB

Low open circuit
voltage

Voltage is too low, less than 350V

Increase power supply

Power lack phase

Connect 3 phase power

Main circuit diode break down lead to lacking
phase

Change main circuit diode

Arc is not stable
and splash is large

Welding norm select incorrectly, current doesn’t
match with voltage

Adjust welding standard

Contact tip or wire feeding roller doesn’t match
with wire mode

Change contact tip or roller

Wire feeding resistance is too large

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

Power lack phase

Connect 3 phase power

Main circuit diode break down lead to lacking
phase

Change main circuit diode

Open circuit
voltage and wire
feeding are normal
but can not pilot
arc

Earth cable break

Connect earth cable

Work piece has much greasy dirty or rusty stain

Clean greasy dirty or rusty stain

No shielded gas

Gas system rubber pipe break

Connect gas system and bind firmly

Gas pipe is pressed or blocked up

Check gas system

Electromagnetic valve break down

Repair or change electromagnetic valve

Wire is bent or

even buckling at
the part of roller
and inlet of wire

Contact tip stick with wire

Change the nozzle

Nozzle inner diameter is too small, Wire feeding
resistance is large

Change nozzle

The inlet of liner is far away from roller of wire
feeding, guide is not good.

Short the distance

The roller’s level part and wire guide pipe core are

Adjust and make them on one direct line

guide pipe not in a straight line.
Liner inner diameter is too little or too large, the .
) . L Replace liner
resistance of wire feeding is too large.
Liner block up Clean rubbish in the liner
Others Please connect with service

-11 -
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14. Common Welding Seam Defect

SEAM DEFECT ANALYSIS AND SOLUTIONS

Wire and work piece have excessive oil, rust and water.
Have gas hole CO; is not well shielded (low flow), Silicon & Manganese content are insufficient, gas is not pure
and nozzle is block up.
Wire and work piece have excessive oil, rust and water.
Current and voltage are not matched well.

Crackle Melting depth over large, the carbon content of master material’s welding seam is excessive.
The first welding seam is too little when multi-layer welding, the welding sequence is wrong
and the water content of gas is excessive.

Arc length is too short and welding speed is too fast.

Welding position is not fit, welding current is too little and the impression of pad is too deep.
Melting slag of welding seam in front layer is not well cleaned.

Melting capacity is excessive when low current& speed, welding has over movement.
Welding current and voltage are not matched well.

Bite side

Slag inclusion

Large splash Wire and work piece are not well cleaned.
Contact tip diameter is too little or large, wire stretch too long.
Melting depth is too Welding current is too little, wire stretch too long.
small Groove is not fit; angle and gap are too little.
Others Please connect with our company.
15. 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 + 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.

16. 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.

-12 -
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BHAMAHMUE! NEPEO WUCNOJIb3BOBAHUEM CBAPO4YHOIO AIMAPATA
BHUMATENbHO O3HAKOMBLTECH C AAHHOW UHCTPYKLIMEN.
K wncnonb3oBaHuio 1 06CMNyXMBaHUIO CBapOYHOrO annapara [OMyCKaeTcs TOMbKO
KBanMULMPOBaHHBIN 1 cneumanbHO 00y4eHHbIM NepcoHart, 03HAKOMITEHHbIN C AaHHOM
MHCTPYKUMEN.
B aTton wuHCTpyKUUWM copepXuTca onucaHue, npasuna GesonacHocTu M BcA Heobxogumas
MHpopMauusa Ans nNpaBUNbHOM 3Kcnnyatauum cBapodHoro annapata FUBAG. CoxpaHsiite
OaHHYK0 MHCTPYKUMIO M obpallaitecb K Hel npu BO3HMKHOBEHMM BOMPOCOB MO Oe3onacHom
3KCnnyartaumm, 06Cny>XMBaHWI, XpaHEHMIO U TPAHCNOPTMPOBKE CBapoyHoro annaparta FUBAG.

1. MpaBuna 6e3onacHocTn

- Bcerga cobnogaiite npasuna 6e3onacHocT. HocuTe 3aWwuTHy0 ogexay v cneuunanbHble
cpencTBa 3awWmnThl, YTOObI n3bexaTb NOBPEXAEHUS 11a3 N KOXHbBIX MOKPOBOB.

- Bcerga HageBanTe cBapoO4YHY0 Macky Bo Bpemsi paboTbl CBAPOYHbLIM annapaTom.

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

- N3beraiiTe KOHTaKTOB C OTKPbLITLIMU TOKOBEAYLLUMMU KabensiMm CBapo4YHOro annapara, He
npuKacanTech K ANeKkTpoaoAepKaTento/ropernke n cBapuBaemMoin NOBEPXHOCTH.

- He paboraiitTe noa Bogow Unu B MeCTE C MOBbILLEHHOW BNAXHOCTbLHO.

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

- Y6eauTech, 4TO n3ny4eHne oyri He nonageT Ha Opyrvx Noaen, Haxoaawmxesa nobnmsoctn
OT MecCTa CBapKu.

- NMomHuTe, YTO NpK CBapke TemnepaTypa obpabaTbiBaemMol NOBEPXHOCTU MOBLILLAETCS,
Nno3TOMy CTapanTech He NpukacaTbca k obpabaTbiBaeMbIM AeTansiM BO U3bexaHne 0XOoroBs.

- He npukacavitecb K MECTY NOAKMOYEHUS MUTaHUSE UNK K APYTMM YacTsIM CBApOYHOro
annapara, KoTopble HaxoasiTcs nog TokoM. OTKMYanTe NMTaHNe cpasy Nocne OKOHYaHUs
paboTbl UnK nepeq TeM, Kak OCTaBUTb MecTo paboTbl.

- Hukorga He pabotanTte Tam, roe cylecTByeT OnacHOCTb MOMy4YeHNs ANEKTPOLLIOKa.

- Hukorga He npousBoauTe cBapKy €MKOCTEW, B KOTOPbIX MOTYT CoAepXaTbCs
NEerkoBoCNIamMeHsALLMECS UMW B3pbIBOONACHbIE MaTepuarbl.

- Mpwu BbICOTHBIX paboTax BO M3bexaHne HeCHaCTHOrO cny4vas cobntoganTe npaBuna TEXHUKN
©6e3onacHocTy paboTbl Ha BbICOTE.

- CneguTte 3a TeMm, 4ToObl Ha paboyen nnowanke He 6bINo NOCTOPOHHNUX NI0AEN.

- CBapo4Hble annaparbl U3My4atoT 3NEKTPOMArHUTHbIE BOSHbLI M CO3Aal0T PaAMONOMEXH,
noaTomy crneguTe 3a Tem, YTobbl B HENOCPEACTBEHHOW GNM30CTM OT annaparta He 6bino
nofew, KOTopble UCMONb3YIOT CTUMYNATOP cepaua Unu Apyrue NpuHagneXxHocTu, Ans
KOTOPbIX 3MEKTPOMarH1THbIE BOMHbI U PaMOYacToThl CO34a0T NOMEXU.

- He nepemellarite annapat 3a NpoBOz, FOPErKM.

BHUMAHMUE. CsapoyHbIi annapaT HaXoAMTCs Mo HanpshxeHneM, Mo3ToMy npexae, 4em
NPUCTYNUTB K ero oBCny>unBaHuto, cnegyet 06ecTounTb ero Bo 3bexaHue aneKkTpoLLokKa.
Mepen npoBeaeHneM ntobbix paboT Bceraa HeobXxoanMo OTKNoYaTb MCTOYHMK NUTaHms. K
paboTtam co cBapOYHbIM annapaToM A0MNyCKakTCs TONbKO CreumanvcTbl.

-13 -
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- He BbinonHANTEe HUKaKMX NEPEKITIOYEHNA BO BpEMS CBapKu.

- Bpems oT BpemeHu cneagyeT NpoBepsiTb COCTOsIHME CBapo4Horo kabens. Ecnvn annapat
MCMonb3yeTcs PErynsipHO, ero criedyeT NPOBepsiTb HE MEHEE OAHOTO pa3a B Mecsl,.

- Ecnn cBapoyHbIi annapaT BpeMEHHO He UCMOoNb3yeTCst UMK He UCMOoNb3yeTcs
NPOAOIMKUTENBHOE BPEMS, €r0 CrieyeT XpaHUTb B CyXOM, XOPOLLUO NPOBETPMBAEMOM
NnoMeLLieHn, He JornycKkasi nonagaHunsi Ha Hero Bnaru, KOPPO3MOHHO-OMACHbIX UMK
TOKCUYHbIX ra3oB.

- Pa3 B rog cnepyet ounwaTte CBapoYdHbIv annapart oT nbinu. MNpoBepsTe, He ocnabneHbl Nn
AeTanu KpenneHus annaparta, pydku HAaCTPOMKM ToKa U T.4.

- Hannune B Bo3ayxe Mbinu, a Takke eaKMX U KOPPO3UOHHbIX BELLECTB HEe AOIMKHO
npeBbIWaTb AOMYCTUMbIX HOPM.

- CBapouHbIl annapaT AormKeH ObITb YCTAHOBIEH B TaKOM MeCTe, IAe Ha Hero He Oyaet
nonagaTb JOXAb U COMHEYHbIE NMy4Yn. Ero MOXHO XpaHUTb B HAaUMEHEE BIaXXHOM MecTe C
TemnepaTypoii ot -10 go 40°C.

- Heobxoammo obecneunTb AOCTYN BO3Ayxa K CBApOYHOMY annapary, Ans 3TOro BOKpYr Hero
OOMKHO GbITb cBOGOAHOE NPOCTPaAHCTBO He MeHee 50 cMm.

- Y6egutech, YTo Ha MecTe paboTbl CBApOYHOro annapaTta HeT MeTannmM4ecknx unm
MHOPOAHbIX MPeaMETOB BO n3bexaHue ux nonagaHus B annapart. Heobxogumo nsberatb
nonagaHnsl MeTanocoAepKallero oopasvea B CBapO4HbIA annapar.

- He yctaHaBnuBaiTe cBapoyHbI annapaT Ha BUOPMPYIOLLYH0 MOBEPXHOCTb.

- CBapouHbIl annapaT AofKeH ObITb YCTAHOBMEH HA FOPU30HTarIbHOWM MOBEPXHOCTM.
MpuMKTE Mephbl MO 3alUMTe OT BETPA, Tak Kak CBapOYHbIN annapaT paboTaeT ¢ 3aWmUTHbIM
razom. CkopocTb BeTpa AormkHa 6biTb He bonblue 1,0 m/cek B NpOTMBHOM Crnyvae
HeobxoQuMOo MCMnonb3oBaTh YCTPOWCTBO AN1S 3aluUThl OT BETPa.

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

- Yuctorta CO, pomkHa 6bITb He Huxe 99,5%, copepXxaHue Boabl HE JAOIMKHO NpeBbILLaTh
0,005%. Mpw ncnonb3oBaHuu raza u3 6annoHa ceapky HeobxoaMMOo NpekpaTuTb, Korga
AaeneHue B 6annoHe ynaget Huxke 1 Mla.

- Henb3s 3axumatb kabenb cBapovHow ropenku. Crub okpyXHoOCTu kabensi He fomkeH bbITb
MeHbLle 250 MM, B MPOTMBHOM CIlydae MOXHO MOBPEeAUTb BHYTPEHHIOK HaMpaBnsitoLLYO.

- CBapouHbIl annapat criegyeT UCNonb30BaTh TONbKO B pamkax pabodero uukna.
Meperpyska MOXET NPMBECTM K BbIXOQY U3 CTPOS KOMMOHEHTOB CBAPOYHOrO annapara.

- MasoBbI 6GannoH cneayeT 3aduKCUpoBaTh BO n3bexaHne onpoknabiBaHUS.

- MpoBepbTe NoakMYEHNEe BXOOHbBIX U BbIXOOHbIX kabenen, 3a3eMneHue u 1.4.

- TexHuyeckoe obcnyxmBaHme OOMKHbI BbINOMHATb TOMbKO KBANUMULMPOBaHHbIE
crneunanucTsl.

Mepen Hayanom paboThki criegyeT TWaTeNbHO NPOBEPUTDL:
- YTOObI HE ObINO KOPOTKOro 3aMblKaHUst MeXay KabensmMu cBapovHOro annapara;
- MPOYHOCTb COEAMHEHNS pa3beMoB 1 kabenen.
KBanuduumpoBaHHbIN NepcoHan AOMKeH perynsapHo NPOBOAUTL NPOBEPKY CBApOYHOro annapara
B TOM CIy4ae, ecfnv OH UCMONb3yeTCH NOCre ANMUTENbHOrO XpaHeHUs U PEMOHTa. OTU NPOBEPKM
BKITHOYAIOT CrieayHtoLLme npoLeaypbl:
- MpoBepKy cBapo4YHoro kabens. Kabenb agomkeH 6biTe 3aMeHeH npexae, Yem byaet
NOMHOCTbLIO M3HOLLEH. BxogHow kabenb JomkeH ObITb 3aMeHEH B Cryyae NOBPEeXAeHUS;
- MPOBEPKY MOLLHOCTN UCTOYHMKA NUTaHNS. JTlo60M MCTOUYHUK NUTAHUS, UCMONb3YIOLWUIACS
ANsi CBapOYHOro annapara, A0fKeH ObiTb OCHALLEH 3aLUMTHBIMU CUCTEMAMMU.

Ecnn Bbl cTOnkHynuce ¢ npobnemamu, C KOTOPbIMU HE MOXETe CrnpaBuTbCH, obpallantecb B
CepBWUCHbIN LIEHTP.
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2. TexHM4YeCKMne xapakTepucTUKu

Mopenb TS-MIG 250T PRO | TS-MIG 300T PRO
BxonHOe HanpsxeHre B 3x380
YactoTa Iy, 50
HomuHanbHBbIA BXOJHON TOK A 14 17,2
HomuHanbHas BXxogHas MOLLHOCTb KBA 9,2 11,5
HanpsixeHume xonocToro xofa B 18~35 19~38
[lnana3oH CBapo4YHOro TOKa A 40~250 56~300
MNB npy max. paboyem Toke (npu 25°C) % 35 35
JlnameTp CBapOYHOI NPOBOJIOKM MM 0,8-1,2 0,8-1,2
Tun oxnaxpaeHus BO3/1yLUIHOE NPUHYAMTENbHOE
Pasmepb! [xLLIXB CM
Bec Kr 75 91

Mpown3BoanTENb MMEET NPaBO BHOCUTL M3MEHEHWSI KaK B CoAepXaHne AaHHOW MHCTPYKLMK, Tak U B KOHCTPYKLMIO
CBapOo4HOro annapara 6e3 npeBapuTENLHOMO YBEAOMIIEHUS NONb30BaTeNen.

3.0nucaHue

JdaHHbIi cBapo4Hbli annapat npegHasHadeH ans MIG/MAG cBapkum npoBOMOKOW C
ucnons3oBaHneM 3awmTtHoro rasa (CO,, cmecb). CBapo4HbIN annapaT UMeeT ropenky, kabenb
3asemMrnieHns u kabenb anekTponuTaHus. B nesoi YacTy annapata HaXoAUTCA MexaHW3M Noaayu
CBapO4HON NPOBOSIOKM, @ B MPaBoi npeobpa3sosarent v 610K ynpaBneHus.

Ecnu ceapka gnutensHoe BpeMs MPOM3BOANTCS NPU BbICOKOM TOKE U MPEeBbILLAeTCs LK paboTsl,
TO CBApOYHbLIN annapat MOXeT neperpesaTtbes. B 3ToM criyyae 3aropaeTca nHankartop neperpesa,
cpabaTbiBaeT Tepmo3aluTa 1 annapart oTknoyaetcs. Ecnv uHamkatop neperpesa 3aropaercs,
cnegyeT npekpaTuTb CBapo4Hble paboThl M He BbIKMOYas annapar caenartb nepepbis B pabote Ha
15 MUHYT.

@ 1. NHankaTopbl BbIXOAHOMO @ @
@ @ TOKa W HanpsbkeHns @ @
@ 2. EBpopasbem noakntoyeHms @

@ (8 3 Pasuem noncniosenns ® ©

3
kabens macchbl

4. Tymbnep BKMoYeHUs
CBapOo4HOro annapara

5. MNMepekntovatenb pexMMoB

@ paboTbl @
6. VIHOvKaTopbl BKMHOYEHUS U

neperpesa

7. loTeHunomeTp CBapO4HOro
TOKa/CKOpOCTX nogauu
NpPOBOMOKM

8. [NoTeHuMoMeTp BpeEMEHN
cBapku

9. CTyneHyaTblil Nepeknioya-

@ TemNb HanpsKeHUs cBapkn
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4.YcnoBus paboTbl

Heobxoaumble ycnoBus okpyxatoLen cpeabil:

- TemnepaTypa oKpy>aloLLen cpefbl: Npu ceapke ot +5 a0 +40°C;

NPV TPaHCMOPTUPOBKE/XpaHeHuu: oT -25 1o +55°C

- OTHOCUTeNbHas BnaxHocTb: Npn 40°C: £50%, npn 20°C: <90%

- KONMYECTBO MbINN, KUCIOTbI 1 FPsi3v B BO3ayxe B pabo4yen 30He He MOXET NpeBbILLaTh 3HavYeHve,
yKa3aHHOe B HopMaTuBax (3a UCKIoYEeHNEM CBapOYHbIX ra30B, BO3HMKAaLLUX B POLIECCe CBapKN)
- OTCYTCTBME CUIbHON BUOBpaLumm Ha paboyemM mecTe

- BbICOTa Haf ypoBHeM Mops He 6onbLue 1000 m

- CKopOCTb BETpa BOKPYr MECT paboThbl HE A0MKHa NpeBbIwaTh 1 M/c.

Tpe6oBaHUSA K INEKTPONUTAHUIO:
- OTKIMOHEHWE HaMNpPsKeHWs ANeKTPONUTaHMs He AOMKHO NpeBbiwaTh +10%
- OTKIMOHEHWS YaCTOThI HE AOIHKHbI NPEBbILWAaTh +1% HOMUHANBLHOIO 3HaYeHKs

- Nepekoc has NUTaHWs He JOMKeH npesbiwaTth 5%

5. PacwundpoBKka nuKTorpamm

cumBon PACLLUN®POBKA
A Tok (A)
\Y} HanpsikeHue (B)
Hz Yacrora (I'u)
@ 3asemneHve
H Maonsiums
1P21 CreneHb 3aluuTel
:D E[D: 3~ 50Hz XapaKkTepuCTUKN 3NeKTponuTaHns
U, HanpsxeHue xonocToro xoaa
X PaGounit ukn (MB)
4 Tok noTpe6eneHus OT aNeKTpoceT!
| 2 CBapoyHbIii TOK
CTpyKTypa CBapO4HOro annapara
Ui CeTeBoe HanpshkeHne
U, CBapoyHoe HanpsxeHne
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6. MoaknioyeHue anekTponuTaHus

- MoakntounTe BXxogHOW Kabenb NMTaHMA Ha 3adHelr NaHenu cBapoYHOro annaparta kK 3-casHon
CeTW.

- HagexxHo nogcoeauHUTe BUMHT 3a3eMIIEHWs1 CBApOYHOro annapata K JIMHUM 3a3eMI1eHns CeTh
anekTponuMTaHusa kabenem, nnowagb CEeYEeHWs KOTOPOro AOSMKHbI ObiTb HE MEHblUe CeyeHust
kabena BxogHoro nutaHua. OGpatuTe BHMMaHue, YTO MOAKIMYEHME 3a3eMieHuMs — 3TO He
nopakrnoYeHne "Hynesoro" nposoaa.

TS-MIG 250T PRO | TS-MIG 300T PRO
[MpegoxpaHutens (HOMUHaNbHbIN paboynin Tok), A 15 17,4
AsTomart, A =30 =30
CeyeHue CeTeBOro Kabens NUTaHusl, MM~ >4 >4
7.YcTaHOBKa

BHUMAHME! [lepen wucnonb3oBaHMEM CBapOYHbI annapat AOSbkeH ObiTb 3asemnieH. He

oTcoeauHaNTe kabernb 3a3emMneHns BO BPEMS CBapKW, 3TO MOXET CTaTb NPUYMHOW Bbixoda 13

CTPOS CBApOYHOTO annaparta 1 TpaBmbl cBapLuyka. ECnv HeCKONbKO CBapOYHbIX annaparos unm

elue kakme-nmbo anekTpuyeckne ycTporncTea NoacoeanHEHbl K OQHOMY YCTPOWCTBY 3a3eMeHus,

coeflHeHME [OMKHO OblTb napannenbHbIM, MOCNENOBaTENIbHOE COEAMHEHME 3anpeLleHo.

Mnowaab nonepeyHoro ceyeHus kabensi 3asemneHnss AomkHa ObiTb HE MeHbLUe nnowaan

nornepeYHoro ce4eHnst BXogHoro kabensi nuTaHus.

- KonnyecTBo nbinu, KACMNOTblI U TPsid3n B Bo3gyxe B paboyelt 30He He [OMKHO MpeBbiaTb

3HayeHue, ykazaHHOE B HOpMaTMBaX (3a UCKITIOYEHNEM CBapOYHbIX ra3oB)

- CBapouHbIvi annapat AoMmKeH ObiTb yCTaHOBMNEH B TAKOM MeCTe, IAe OH He NoABepraeTcs
BO3[ENCTBUIO CONHEYHOrO CBETa M JOXASA. Takke ero criegyet XpaHuTb B HAMMEHEE BNaXHOM
mecTe npw Temneparype ot -10 go +40°C.

- Onst obecneveHns 4OCTAaTOYHOM BEHTUNSALMU cBOOGOAHOE NPOCTPAHCTBO Haj CBAPOYHbIM
annapaToM JOMKHO ObITb He MeHee 50 cm

- Ecnv BHYTpeHHEN BEHTUNSALMKN HEe JOCTaTO4HO, CreayeT YyCTaHOBUTL 0bopyaoBaHmne Ang
yoaneHus abiMa u JOMOMHUTENbHON BEHTUNALMN.
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8. YcTaHOBKa cBapO4HOM NPOBOJIOKU

- BbiGeprTe NpoOBOMOKY, COOTBETCTBYIOLLYIO TEXHOMOMMM CBApKW. [JuameTp MpPOBOMOKU AOMKeH
coBMagatb C YCTAHOBMEHHbIMW pONMKaMu, HanpaBnsiloWen ropernku U KOHTaKTHbIM
HaKOHEYHVKOM.

- OTkpounTe neByto GOKOBYHO NaHenb, rae HaxXoAMTCS MEXaHW3M Nofady NPOBOOKU U
YCTaHOBWTE KaTyLLKy C MPOBOIOKON Ha OCb U 3aKpenuTe ee.

- OcBoboauTe urKcaTop MNPUKMMHOIO POMUKa, MNPOMYCTUTE KOHEL, MPOBOMIOKM Yepes
HanpaBsnsoLLY TPYOKy 1 BEAYLLUIA PONWK 1 BBEAUTE €€ B Hanpaensowui kaHan. MNepemectuTe
doukcaTop NPKMMHOTO POMKa B BEPTUKANbHOE MOMOXEHWNE M OTPETYNUPYIATE Er0 HATSKEHME.

)

1 - Ocb KaTyLLKM C NPOBOSIOKOW
2 - MNopatoLee ycTpONCTBO
3 - dukcatop

9.lopenka

lopenka COCTOUT M3 eBpopasbema, coeauHWUTENbHOro Kabenss M pykosiTku. EBpopasbem
npeacTaensieT coboi YyCTPOMUCTBO COMPSKEHUS TOPESTKW U YCTPOMCTBA AJ151 NoAa4uu NPOBONOKU.
CoeauHUTENbHbI  Kabenb: MOKPbITHIA HEWUNIOHOM HanpaBMsoOWWUA KaHan MOMELLeH BO
BHYTPEHHIOKO MOMOCTL 3MeKTpuyeckoro kabensi. BHyTpeHHss yacTb kaHana npegHasHadeHa ans
nogaun npoeonoku. CBo6oAHOE MPOCTPaHCTBO MeEXAY HanpaensiowuM KaHamoM W MosbiM
kabenem npegHasHavyeHo Ans nojayu 3awuTHoro rasa. Cam kabernb npefHasHadyeH ansa nogayu
TOKa.

BkntoueHme npouecca ceBapku OCyLecTBnAeTCA C NOMOLLbIO 6bICTpO}J,el7ICTBy}OLLI,eI'O BblKIo4YaTend
Ha PYKOATKE.
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BHumaHue:

- MNepen cbopkoit n pa3bopkow ropenku nu nepes 3ameHon KOMMOHEHTOB HEOBXOAMMO OTKMIOUYNTL
nogavy a11eKTponuTaHns

- Cnepyet BOBpeMs 3aMEHSATb COMIO M KOHTAKTHbIN HAKOHEYHMK, TaK KaK NX M3HOLLEHHOCTb BNMseT
Ha Ka4eCcTBO cBapku. Pacnpegenvtens ropenku Takke cnegyeT MEHATb B CryYae ero NornoMKu.

- N3HoweHHbIN kabenb ropenku HeobxoaAMMO CBOEBPEMEHHO 3aMEHUTb.

KOHTAKTHBI/
COMJO HAKOHEYHWK ABAMTEP TYCAK EBPOPA3BEM BbIKI-JIb PYKOATKA

L

J KABEJIb

10. MoaknovyeHus rasa

- [a30BbIi 6annoH UKCMpPYeTCst Ha NOACTABKE KENe3HON LIEeNOYKOMN.

- Bo n3bexaHne yTeyku yCTaHOBUTE U HAAEXHO MPWBUHTUTE K ra3oBoMy GansfoHy perynstop
OaBIeHus.

- MNoaknounTe OBYXNPOBOAHYK BUIKY ANSA MOAOrPeBa perynsartopa OaBreHus ra3a K 3agHen
naHenu cBapo4Horo annapara (ecnu nogorpes eCTb B 4aHHON MOAEenu).

- lMopgkniounTe 0aMH KOHeL rasoBor TPyOku K BbIXOQY perynsitopa AaBreHusi ra3a u HagexHo
3acuKCHpynTe ee XoMyTOM, a APYror KOHeL, K ra3oBrnyCkHOMY NaTpybKy HaxoAasiLeMycsi OKOno
yCTpOWCTBa Nogauyy NpoBOSIOKU.

-19 -



NHCTpyKumMs no akcnnyaTtaumm /.”ba!

www.fubag.ru

11. CBapo4Hbie paboThbl

- MNocne 3aBepleHns paboTbl UK NP BPEMEHHOW OCTAaHOBKE OTKIYaANTE 3MNEKTponuMTaHue
CBapOYHOro annapara.

- Ceapwukam crnegyeT HajeBaTb 3alUMTHYIO OAeXAy M Macky ANns 3awuTbl OT BPEAHOro
N3NyYeHus.

- B paboyeli 30He crieayeT yCTaHOBUTbL 3aLUMTHbIN 3KpaH AN 3aWwmUTbl APYrnX Nogen.

- 3anpeLaeTcs xpaHuTb B paboyeri 30He B3pbIiBYaTHIE UKW NIErKOBOCMITAMEHSIIOLLMECS BELLECTBA.

- Bce noacoeamHeHns K cBapovHOMY annapaty AOMKHbI 6biTb BbINOMHEHbI NMPaBUMBLHO U HAAEXHO.

1. Vcnonb3yiite 3axum 3a3eMneHuss Ans coeguHeHuss kabensi 3asemneHus u pabouen
NoBepXHOCTU. YBeanTecb, YTO 3aXMM WUMEET XOPOLUMI KOHTaKT ¢ paboyeirt MOBEPXHOCTLIO,
yOoanuTe pXxaBuMHY M KpackKy C MECTa KOHTaKTa.

2. CornacHo xapakTepucTukam MeTarnsa HacTponTe NepeknodaTens/perynsaTop CBapo4HOro Toka.
3. MpoBepbTe MONoOXeHWe BbIKNOYATENSA 3MEKTPONUTAHMS CBAPOYHOrO annapata, OH [OJDKEH
HaxoauUTbCA B Mo3vuum «Bbikm.», nocne SToro nmogknwoumMTe annapat K NUTalroLen ceTu npu
MOMOLLM CETEBOrO Kabensi.

4. CH/AMUTE COMMO M KOHTaKTHbI HAKOHEYHWK C FOPEnkKu.

5. Bkniounte nutaHue.

6. HaxkmnTe n epxxnute KHOMKY Ha pyyKe roperku, noka NpoBoroka He BbIAeT Ha pacctosHue 30
MM, 3aTE€M OTMYCTUTE KHONKY.

7. OTknounTe nuTaHve, HafeHsTe HaKOHEYHUK M commno Ha ropernky. ([MpoBonoka porkHa
NPOXOAMNTb CKBO3b KOHTAKTHbIV HAKOHEYHWK U COMJI0).

8. Bknounte anekTponuTaHuWe, MPEpbIBUCTO HaXMMasi Ha KHOMKY TFOpenku, OTperynupymre
CKOPOCTb NpY NOMOLLM PErynsaTopa CKOPOCTM NOA4AYM MPOBOSTOKN.

9. OnpepenuTe obnacTtb CBapKu U HAAEHLTE CBAPO4HYIO Macky.

10. Haxxmute (1 gepxute) KHONKY ropenkn. KocHMTecb cBapO4HOM NPOBOSIOKOW CBapuMBaemoro
martepvana s nogxura ayru.

11. Korga nosiButbCst Ayra, HaknoHWTe ropenky rnog yrnom npumepHo B 35° u npuctynaiTe K
cBapke.

12. Korga cBapka okOH4YeHa, ybeguTech, YTO CBapoOYHasi NPOBOSIOKA He KacaeTcs KaKux-rmbo
3a3eMJ1eHHbIX MOBEpPXHOCTEN. OTKINIOYUTE NUTAHNE.
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BHumaHue:

- MHoukatop TepmosawmTbl 3aropaeTcsi nNocre ANUTeNbHOro nepuoga paboThbl, YTO O3Ha4aeT
NpeBbIlLEHNE [OMYCTUMbBIX 3HAYEHUI BHYTPEHHEN TemnepaTypbl, B TakOoM crnydae cregyet
OoCTaHOBUTb paboTy annapata Ha HeKOTopoe BpemMs U AaTb €My OCTbiTb. PaboTy MOoXHO
NPOAOIKUTL MOCIE TOro, Kak MHAMKATOP 3aLUThbl MOracHET.

- Ecnn cBapoyHbIv annapaT yHKUMOHUPYET HE HOpMarbHO, CrieayeT cpasy NpekpaTtuTb paboTty 1
YCTaHOBUTb MPUYUHY MOMOMKMK. TexHM4Yeckoe obCcnyxuBaHue OOIMKHO OCYLLECTBNATLCSA TOMbKO
00y4YeHHbIM NepcoHanom nNpy UCMoNb30BaHUN PEKOMEHAOBAaHHbIX 3anacHbIx Yacten. MNpexae yem
HaunHaTb 06CnyXMBaHWE NN PEeMOHT, ybeauTeck, YTo annapat 06eCcToYeH.

AnnapaTt nogaepXvBaeT MnaBHOE W3MEHEHME CKOPOCTM MO4adnM MPOBOSIOKM C MOMOLLLIO
noteHunomeTpa ckopoctn. CKopocTb nogayum HanpaMyr BIA€T Ha TOK CBapKW. Mpwn
COOTBETCTBYHOLLEM HAaNMPsAXeHUN, 4em 6bICTpee nogaeTcd NpoBOJ1OKa, TEM fonbLue ToK.

Mpouecc paboTbl cBApOYHOro annapara BbIrMAauT CreayoLwmm oopasom:

Myck - MpenBapuTenbHas nogaya rasa (0,3-0,6 cek) - BknioyeHne CBapOYHOrO HanpshkeHus -
Mopava npoBonoku - Havano ceapku - [NpekpallieHne nogayn npoBornoku -  OTKYEeHUe
CBapOYHOro HaNpshkeHus - [pogyBka ra3om (ANUTENbHOCTLIO 2-3 cek).

HenpepbiBHas cBapka

CBapka npofomkaeTtcs, MoKa HaxaT nepekntodaTenb ropenku, U oOCTaHaBNyMBaeTCs, KOrga 31oT
nepeknoYaTens OTNyLEH. OTOT pEXUM NOAXOANT ANSA NONyYeHUs ANTMHHOIO CBapHOIo LLBA.

Pexvm HacTpavBaeTca cneayoLmm obpasom:

a) YctaHoBMTe Mnepeknovatenb PEeXWMOB B MOMOXEHWE HEMNPEpPLIBHOW CBapku W 3ajante
HanpsbkeHue.

b) [Onsa HacTpoWiku HanpsKeHUs UCMomb3yeTcst nepeknoYaTens rpyboi/TouHon perynuposku V,
ONs HacTPOMKM TOKa WCMOMb3yWTe PYYKy HAcTpouku Toka cBapku A. Cnegute 3a gaHHbIMU
BONbTMETPa M amnepmMeTpa Ha NnpnbopHON NaHenw.

ToyeyHas cBapka

Ceapka HauyMHaeTCa C HaxaTus nepekniodatens ropenkn. OHa npogornkaeTcs COormacHo
YyCTaHOBMEHHOMY BPEMEHM ANUTENBHOCTY TOYEYHON CBapPKU.

Pexvm HacTpanBaeTcs cnegyoLmm obpasom:

a) YcTaHoBMWTE NepekntovaTenb PEXUMOB B MOMOXEHME TOYEHYHON CBapPKM U 3aanTe HanpsiXeHue.
b) YcraHoBuTe perynatop BpeMeHW cBapku B HyxHoe nornoxeHue. [pu HeobxoammocTu
OTperynupynTe napaMeTpbl CBapku perynsiTopom HanpsikeHnst V u perynsitopom Toka cBapku A .

MpumeyaHue. He nepekntoyanTe perynatopbl BO BpemMda npolecca CBapKu.
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OpuveHTUpOBOYHas Tabnuua peXXMMoB CBapKu

TonwwmHa Hnametp BryTperHmit XapakTepucTukm
ANMeTp o Tok, Hanpskenune, | [MoTok rasa,
maTepuana, NpOBOOKM, . HanpasnswLen,
HanpasnsioLen, A B n/MUH
MM MM v MM
0,8~1,5 20,8 21,4 1,2x1,6 (cunuin) 50~90 17~18 6
1,0~2,5 20,8 21,4 1,2x1,6  (cunuin) 60~100 18~19 7
2,5~4,0 20,8 21,4 1,2x1,6  (cuHuin) 100~140 21~24 8
2,0~5,0 @1,0 21,6 1,2x1,8 (YepHbIN) 70~120 19~21 9
5,0~10 @1,0 21,6 1,2x1,8 (4epHbIn) 120~170 23~26 10
5,0~8,0 1,2 21,6 1,2x1,8 (YepHbIN) 110~180 22~24 10
8,0~12 1,2 21,6 1,2%x1,8 (4epHbIn) 160~300 25~38 12
10~16 1,6 22,0 1,2x2,2 (cepsblit) 140~180 22~24 15
>16 1,6 22,0 1,2x2,2 (cepblit) 180~400 34~40 18

12. TexHn4yeckoe ob6cnyxnBaHme

- Sawmwarite annapat OT AOXAS, CHera U ANUTENbHOIO BO3OEWCTBUSA COMHEYHOro cBeta npu
MCMONb30BaHUM Ha ynuLe.

- MNMpodeccunoHanbHbIN paboTHUK CEPBUCHON CNy>XObl OOMKEH PErynsipHO OYULLATb CBApPOYHbIN
annapaT OT NbIfn CXaTbiM CYXMM BO3[4YyXOM (BO3AYLUHbLIA KOMMPECcop unu gpyroe nogobHoe
YCTPOWCTBO). [leTanu CKNOHHbIE K 3aMacnvBaHmio AOMKHbI O4MLLEATLCSA TPAMKOW Y OAHOBPEMEHHO
MOXHO TakKke MpOBOAMTb OCMOTP Ha Hanuune HEMnOTHO 3aKpemnmneHHbIX AeTanei BHyTpu
annapata. B cnydae oGHapyXeHusi CKOMMeHUs Mbiu Heobxoguma HemearneHHas odnctka. B
HOPMarsbHbIX YCITOBUAX O4YUCTKY HeOGXO,EWIMO npoBoAnTb OAWH pa3 B rod. B cny4dae 4ype3mMepHoro
nblneobpasoBaHnsa O4UCTKY criedyeT NpoBOAUTL pas B KBapTan.

- Heobxoammo perynsipHo npoBepsiTb BCe kabGenu cBapoYHOro annaparta, Anst Toro, 4tobbl
rapaHTUpoBaTb UX NPaBUbHOE U MPOYHOE COEAMHEHUE U LIENOCTHOCTb. MpoBepky Heobxoaumo
NpoOBOAWTb OAMH pa3 B MECSIL, M KaXablli pa3 nepes Tem kak yompaTb annapar Ha XpaHeHue.

- PerynspHo npoBoguTe NpoBEepKy repMETUYHOCTM CUCTEMbl ra3a, He Habniwopgaetca nm y
BEHTUIATOPA UMW ABUraTensi NogaroLLEero yCTpoicTBa HEHOPMaIbHbIX LUYMOB U HET NI HEMMOTHBIX
COeaVHEHUN.

- Nicnonb3yinTe TONbKO KAa4eCTBEHHYHO NPOBOSIOKY. HMKOrga He NCnonb3ynTe pXxaByt MPOBOITOKY
NI NPOBOJIOKY NJI0XOro Ka4ecTea.

- CHMU.I,aVITe MNblf1b C POJIMKOB CXKaTblM BO3AYXOM Mnocrie ANMNTeNbHOro NCnofib3oBaHUA CBapoO4HOro
annapata. HakannueaHue nbinu NpPouCXoauT M3-3a TPEHUS Mexay MPOBOMIOKOW W POMMKOM U
yoansiTb ee He06XoaUMO A TOro, YToObl 06ecne4nTs paBHOMEPHYHO NoAavy NPOBOSIOKU.

- MNepen npoBegeHMEM O4UCTKM OT MblNM HE0HXOAMMO OTKIOYNTE UCTOYHMK MUTAHKS.

- Hukorga He maHunynvpyiTe NpoBoAamMu 1 HE NOBPEXAanTe AeTanu Npu NPOBeAEHNN OUYNUCTKN.
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HEUCNPABHOCTb

NMPUYMHA

YCTPAHEHUE

Mpu HaxaTun
nepeknoyaTens ropenku
He paboTaeT nogava
NpOBOJIOKU

CpaboTan BXogHOM NpeaoxpaHnTesb

3ameHuTe npegoxpaHuTens

MuTtaHne He NoaknYeHo

MpoBepbTe 1 BKNOYNTE NUTaHNe

Criomarcsi nepeknoyaTers ropenku

3ameHuTe nepeknoyaTerns ropenku

EcTtb cBapoyHoe
HanpshkeHve, nogaeTcst
ras, Ho nofaya NpPoBOJIOKK
He paboTaeT

CriomaH NOTEHLMOMETP PerynvpoBku Toka
YCTPOWCTBA NoAa4u NPOBOMOKU

3ameHute noTeHunomeTp

MoBpexaeH kabenb Noaayn NPoOBOMOKY

ObecneybTe NUTaHMe noaaTymka
NpOBOJIOKU

CriomaHa nevaTtHas nnara

3ameHuTe NnevyarTHyr nnaty

Pab6otaet nogaua
NPOBOSIOKY U rasa, Ho
OTCYTCTBYET HanpsikeHne
CBapKu

MepekntovaTtenb cBapku/TeCTUPOBaHUS B
NPOTMBOMNONOXHOM MONOXEHWUN

MoBepHWTe 3BE3004KY B MOMOXEHUE
CcBapku

OTCyTCTBYET NMUTAHNE KOHTPOMBHOM KaTYLLKM
nyckaTensi nepeMeHHoro Toka

3ameHuTe kabenb NUTaHNS KaTyLLUKK

HenpaBunbHoe 3agaHve
TOKa CBapku

Monomka NoTeHUMoMeTpa perynmpoBku Toka

3amenute noTeHumomeTp

Mpobnembl neyatHomn nnatbl

3ameHuTe ne4yaTHyro nnaty

Huskoe HanpsixeHve
cBapku

CnuLLIKOM HM3Koe HanpshkeHve, MmeHblue 350 B

MpoBepbTe HanpshXeHWe NUTaHus

OtcytcTBYE hasbl NMTaHKs

Mopknioyute 3-hasHoe nuTaHne

CriomaH OCHOBHOW AVOA Lenu, YTo NPUBOAUT K
OTCYTCTBUMIO (hasbl

3ameHUTe OCHOBHOW Anoa uenu

HeycTonumnsas ayra n
cnuwkom GonbLune
6pbIarn

HenpaBwnbHO BbIGpaHbl NapameTpbl CBapKu, TOK
He OTBETCTBYET HaMPsHKEHUIO

HacTpoiiTe cBapKy B COOTBETCTBUM CO
cTaHaapTom

KOHTaKTHbI HaKOHEYHWK UK PONUK nodatymka
NPOBOJSIOKM HE COOTBETCTBYET ANaMeTpy

3ameHUTe KOHTaKTHbI HAKOHEYHWUK Unn

oK
NPOBOJIOKN P
Crmwukom 60osibLLIOE CONPOTUBEHWE NoAaYN OumnCTUTE UNN 3aMEHNTE HanpaBnsoLLY!Ho,
NpPOBOJIOKMN 1 obecneysTe NPAMOTY kabens ropenku.

OtcyTcTBME hasbl NUTaHUS

Mopknioumte 3-hasHoe nuTaHme

CnomaH OCHOBHOW A1of, Lenu, YTo NpuBOAUT K
OTCYTCTBUIO (hasbl

3ameHUTe OCHOBHOW AnopA Lenu

HanpsixeHne cBapku 1
nogava npoBosioku
HOpMaJsibHbl, HO ayra
otcyTcTBYeT

OTCyTCTByeT KOHTaKT kabens 3asemneHus

MopxkntounTe kabenb 3asemneHus

O6pa6aTb|Baemaﬂ AeTanb CNULLKOM rpAasHaa unu
B pXaBbIX NATHaX

OuncTute rPA3b UK pXXaBble NATHa

OTCyTCTBYET 3aLUMUTHBIN
ras

PazopBaHa pe3vHoBasi Tpybka rasoBon cuctembl

MoaknioymnTe rasoByto CUCTEMY U HAAEXHO
3aTAHUTE XOMYTbI

lasoBas Tpy6a cxara unu BrnokuposaHa

MpoBepbTe ra3oByto CUCTEMY

CnomaH 3MEeKTPOMarHUTHbLIN KnanaH

OTpEMOHTUPYITE UK 3aMeHUTe
3MEKTPOMArHUTHbIN KranaH

MpoBonoka corHynace unu
Aaxe 3acTpana Ha pornuke
1 Ha BXoge

B KOHTaKTHOM HaKOHEYHUKe 3acTpsia NpoBOSioKa

3amMeHNTe HaKOHEYHUK

CrvLwKOM ManeHbKUin AuameTp HakOHEeYHUKa.
BonblLuoe conpoTuBneHve nogayu npoBooKn

3amMeHUTe HaKOHEYHUK

Bxoa HanpasnsioLlen CA1LLKOM Janeko oT
PonmnKa nogadu NnpoBOSIOKKU, MoxXas nogaya.

CokpaTtute pacctosiHue

Mnockas YacTb ponvka n cepaeyHuK
HanpaensoLLen NPOBOIIOKN HAXOAATCA He Ha

OTperynupyiTe KOMNOHEHTbI, YTOBbI OHU

HanpasnsioLen MM NHMN HaxXoAUINUCb Ha OAHOW NPsSIMON
NpOBOSIOKU = - _
Cnukom 601bLIOW UK CANLIKOM ManeHbK1n
BHYTPEHHWI AVaMeTp HanpasnsioLLEN, CIIULLKOM 3ameHnTe HanpaensoLLyo
6orbLUOEe CONPOTMBMEHNE NOAAYM NPOBOMOKM.
BrokupoBaHue HanpasnsioLei QunCTUTE HanNPaBSIOLLYI0 OT Mycopa
Mpoyee O6paTutecb B CEPBUCHBIN LEHTP
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14. TunoBble AedeKTbl CBApOYHOro WBa

OE®EKT WWBA NPUYNHA N YCTPAHEHUE

Ha npoBonoke v o6pabatbiBaeMoii AeTaniv CAMULWLKOM MHOMO Macna, pXaBivHbI Y BOAbI.
la3soBble Mopb CO; nnoxo 3almLiaeT (HU3KWiA MOTOK), HEAOCTATO4HOE COAePKaHNe KPeMHMS U MapraHua,
HeOoCTaTo4yHO YUCTbIV ra3 unmn 6J'IOKI/IpOBaH HaKOHEYHUK.
Ha npoBonoke 1 o6pabaTbiBaeMol AeTanu CIMLKOM MHOTO Macra, pXXaB4vHbl 1 BOAbI.
[noxoe cooTBETCTBME TOKA U HanpsXeHns.
Cruwwkom Gonbluas rny6uHa nnaeneHns, U3BLITOHHOE COAepXaHue yrnepoaa B CBapHOM LUBE

TpeLlumnHbl
OCHOBHOrO MaTepuana.
[MepBbIi CBAPHOW LLOB NP MHOTOCITOMHON CBapKe CIULLKOM Marsl, HenpaBuibHas
nocnefoBaTeslbHoCTb CBAPKW UK 36bITOMHOE codepXaHue Boabl B rase.
Moapes wea CnuLikom KopoTKast Ayra U CiULLKOM 6osibLuas CKopoCTb CBApPKK.

Hecoomemmyrou.l,ee NnonoXxeHne ceBapku, CIULLIKOM HU3KMUIA TOK U CIIMLLKOM I'J'IyGOKaH BblEMKa.
Mnoxo ouMLLEH LUMaK pacnnasa CBapHOro LUBA HA BEPXHEM CII0€.
3arpsi3HeHHbIi MaTepuars, Heka4ecBeHHas NPOBOSIOKa.

HecooTBeTcTBME TOKA U Hanps>XXeHns CBapKu.

Mnoxo oyuLLeHbI NpoBonoka 1 obpabaTbiBaeMas geTansb.

Crwkom 6onbLUIO UNK ManeHbKWii AnameTp KOHTAKTHOTO HAKOHEYHWKA, CIIMLLKOMas AnvHa
aym

MosiBneHuve wnaka

Bonblune 6pbiaru

CnuwkoMm marneHbkasi rny6v|Ha CrWLLIKOM HU3KWIA TOK CBapKu, CIULLIKOM 6ornblioe pacTtdarmBaHne nNpoBOJIOKU.
nponsnasneHns HeﬂOﬂ,XOﬂﬂLLlaﬂ KaHaBkKa, CIULLKOM MalrieHbKue 3Ha4YeHUs yrna u npoMexyTKa.
[pouee Obpatntech B CEPBUCHbIN LEHTP.

15. XpaHeHuMe U TpaHCNoOpPTUPOBKa

- Annapar cnegyet 6epeyb OT nonagaHns Boapl U cHera. ObpaTtunte BHUMaHve Ha 0603HaYeHns Ha
ynakoBke. Tapa Ans xpaHeHus JormkHa ObiTb Cyxol 1 co cBoboaHON LMpKynsuven Bo3ayxa 1 6e3
HanMuKs KOPPO3UIMHOTO rasa Ui nbinu. [lnanasoH gonyckaembix TeMnepatyp ot -25°C go +55°C, n
OTHOCUTENbHas BrnaxHocTb He 6onee 90%.

- lMocne TOro, Kak ynakoBka Oblna OTKpbITa, pekOMeHAyeTcs Ofs AanbHEeMWwero XpaHeHus u
TPaHCNOpPTUPOBKM NepeynakosaTb annapart. (lMepea xpaHeHeM pekoMeHayeTCs MPOBECTU O4UCTKY
1 3aneyaTaTtb NNacTUKOBbIN NAKET, B KOTOPbIN HEO6X0AMMO NOMECTUTL annapar nepes noMeLLeHem
B KOPOOKY).

- Y nonb3oBatene JOMkHbI ObiTb BCerga B Hanuuuy ynakoBOYHble mMatepuanbl ANsi XpaHeHust
annapata. Ecnn annapar 6yger nepemeLuatbca BO BpeMs TPAHCMOPTUPOBKW, TorAa Heobxoanm
OepeBsHHbIN AWKK. Ha sawmk Heobxogumo nomectutb Hagnuck «LIFT» munu «lMpepoxpaHats ot

noxasi».
16. MapaHTUIHbIE 06s3aTenbCTBa

apaHTUIHBIN CPOK Ha 06opyAOBaHVE YKa3blBaETCS B NpuiaraeMoM CEPBUCHOM TaroHe.

lapaHTna oTHoCKTCA K AedeKTam B MaTepuanax 1 yanax v He pacrnpoCTPaHSAETCS Ha KOMMOHEHTI,
noaBeP>KeHHbIe eCTECTBEHHOMY M3HOCY M paboTbl MO TEXHUYECKOMY 06CMYXUBAHUIO.

[apaHTVMHOMY PEMOHTY noanexar TONbKO OYMLLEHHbIE OT MbIK U FPSA3K annapaTtbl B 3aBOACKON
ynakoBKe, MOMHOCTbI0 YKOMMNIEKTOBAHHbIE, UMEIOLLE NHCTPYKLIMIO MO 3KCNIlyaTaumm, rapaHTUAHbIA
TanoH C ykasaHuem AaTbl MPOAAXW, MPU HanMMyMKM LWITaMna marasuHa, 3aBOACKOro Homepa Wt
OpWrMHanoB TOBapHOIO U KACCOBOIO YEKOB, BbiAaHHbIX MPOAABLIOM.

B TeyeHve rapaHTuHOrO cpoka CepBMCHBIN LEHTP YCTpaHAeT 3a CBOW CHET BbISIBIEHHbIE
Npon3BOACTBEHHbIE AedekTbl. [Mpon3BoanTenb CHUMAET CBOWM rapaHTUHble obs3atenscteBa U
IOPUANYECKYIO OTBETCTBEHHOCTL NPW HECOONIOAEHNN NOTPebUTENeM MHCTPYKLMIA NO SKChnyaTauum,
CaMOCTOATENbHOW pa3bopkW, PEMOHTA 1 TEXHUYECKOro 06CnyXrMBaHMA annapara, a Takke He HeceT
HMKaKOoW OTBETCTBEHHOCTY 3a MPUYNHEHHbIE TPaBMbl M HAHECEHHBIV yLLepb.
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