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

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

1. Safety operation

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

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

- Prevent the sparks and spatter from harming your body.

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

- Do not operate under water or more humid place.

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

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

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

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

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

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

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

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

- No entering the welding site for persons not concerned.

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

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

- Maintenance should be conducted by the trained personnel.

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

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

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

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

- 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
been installed over a long period or re-operation, which involves as follows:
- Check the welding cable to see ifit can continue to be used before itis worn out.
- Replace the welder's input cable as soon as itis found to be broken or damaged.
- Make sure whether there is enough power supply to make the welding machine work properly.
Any power source required to access the welding machine must be installed with some
protective equipments.

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

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

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

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

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

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

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

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

4. Welder’s Principle & Structures

The welder acquires 220 V single phase industrial frequency DC power source through the power
switch SW 101 and rectify through single phase rectifier bridge B1 and then filtered through
capacitor C1, C2, C3, C4 to 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.
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MIG series use the movable carton like structures: The upper part in the front is equipped with a
welding current regulation knob, power indicator light (green), abnormal indicator light (yellow),
working indicator (red) while the lower part is furnished with the torch quick connector and “-” quick
connector. The back side is installed with power switch, gas valve connection , cooling fan, power
source lead-in wire, breaker . On the top there is a handle for the convenient of easy transport. When
you open the cover, there is one primary transformer, one piece of printed circuit board. The bottom
part is supplied with output reactor, primary transformer and etc. Installed in the middle part is a
radiator with power elements.
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Environment to Which the Product Is Subject:
- The surrounding temperature range: when welding -10 + 40°C;
During transport or in storage: -25 +55°C
- Relative humidity:
when at40°C: <50%;
when at 20°C: <90%;
- The dust, acid and erodible materials in the air can not exceed the amount required by the norm
(apart from the emissions from the welding process).
-No violent vibration at the job site.
- Altitude no more than 1000 m

Tpe6oBaHUs 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
MIG welder
_f_: TIG welder
Ground
H Hinsulation grade
1P21 S Case protection class
DC current

Single phases AC power source

Uo Rated Open Circuit Voltage
X Duty Cycle

I1 Rated Input Current

I2 Rated Welding Current

Single phase stillness transducer-transformer-rectifier

U1 Rated Input Voltage
Uz Rated Load Voltage
b_ Descending

+ “+” electrode

- “-” electrode

P4 Rated Input Power
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6. Installation

Welder’s Placement

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

- The welder must be installed in the place where it can not be exposed to sun and rain. Also it must
be stored in less humid place with the temperature range at-10 1o 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
L o J Power cord, M’ >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
feed roller  “Drive Roll”. (If more welding wire is needed,
it will be done after switching on the power.)
earth cable

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

Connection of the Connection Cable

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

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

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

Connection of welder and grounding cable

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

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

7. Operation

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

. Protection indicator

. Power indicator

. Current display

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

. Voltage display

. Voltage adjustment

. Electron reactance

10. Welding material

11. Wire diameter

12. Euro torch socket

13. Output socket

14. Gas input

15. Power switch

16. Cable holder

CoO~NOOODRWN -~
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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 put in 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 ” T "l A |
knob, and turning the knob, you can| A 1 ‘n | ) ,.' - \Y)
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.

X
Chosen CO, - —— —
Al v
Chosen CO,+Ar A "™ "™ :‘ '." - Vv
L )y
- Foracknowledgement press 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
the gas.

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

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

-Establish demanded value.

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

- When wire feeding, make the cable straight.

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

wireroller.

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

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

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

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

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

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

Flux welding steps

a) Debugging before welding

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

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

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

- When wire feeding, make the cable straight.

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

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

b) Welding

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

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

-11 -
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Aluminum welding steps

a) Debugging before welding

- Change the 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 indicatoris on, at this time, the fan is working.

- Wz G -
- When showing ‘Gas CH-" release the | g | = g X Vv
knob, and turning the knob, you can ‘
choose the protection gas.

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

-When showing “Gas On-", release the j. ) “' !-l
knob, gas valve will open and supply the A Ly ,.' :‘ L ... - \
gas.

- - -, W W
- When showing “Gas OFF”, release the A : q :." ’.‘ : ::’ :. \Y)
knob, gas valve will close. - - -

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

- When wire feeding, make the cable straight.

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

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

b) Welding

- Ifchoose 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

- Setthe “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.

- Set the welding current via welding current adjustor.

b) Welding

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

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

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

Yellow Indicator is on

Voltage is too low (£15%)

Restart welder when power recovers to
normal state

Bad power ventilation lead to
over-heat protection

Improve the ventilation condition

Circumstance temperature is
too high

Using over the rated duty-cycle

It will automatically recover when the
temperature low down

Wire feeding motor don’t work

Potentiometer not in the proper
status

Change potentiometer

Nozzle is blocked up

Change nozzle

Feed roller is loosen

Firm the bolts

Cooling Fan not working
or turning very slowly

Switch broken

Replace the switch

Fan broken

Replace or repair the fan

Wire broken or falling off

Check the connection

Arc is not stable and splash is large

Too large contact tip makes the
current unsteady

Change the proper contact tip or roller

Too thin power cable makes the
power astaticism

Change the power cable

Too low input voltage

Enhance the input voltage

Wire feeding resistance is too
large

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

-14 -
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BREAKDOWN

ANALYSIS

SOLUTIONS

Arc can’t be pilot

Earth cable break

Connect earth cable

Work piece has much greasy
dirty or rusty stain

Clean greasy dirty or rusty stain

No shielded gas

Torch is not connected well

Connect the torch again

Gas pipe is pressed or blocked
up

Gas system rubber pipe break

Check gas system

Others

Please connect with our company

10. Complete Set Specification

Inverter Welder - 1pcs

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

Electrode holder - 1pcs

Earth Cable (clamp)- 1pcs

Gas pipe - 1pcs
Gas pipe hose - 1pcs

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

|

MIG 200 PWR

orwifra

00"

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 -
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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.

- CBapouHble annapatbl U3My4arT NEKTPOMarHUTHbIE BOMHbLI U CO34at0T NOMeXM Ans
paavoYacToT, No3ToMy crneauTe 3a TeM, YTobbl B HENOCPEACTBEHHOW GNn3ocTh oT
annapaTta He 6bIno NioAen, KOTopble UCNOMNb3YHT CTUMYNSTOP cepaua unu apyrue
NPUHAANEXHOCTU, AN KOTOPbIX 3NEKTPOMarHUTHbIE BOMNHbI U pagano4acToThl CO34aloT
nomMexum.

- 3anpelLyeHo ncnonb3oBaTh CBAPOYHbIV annapar Anst pa3sMopaxuBaHus Tpyo.

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.
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- MpoBepbTe NoAKMYEHNE BXOOHbLIX U BbIXOOHbIX kabenen, 3a3eMneHune u T.4.

- TexHnyeckoe obcnyxmBaHMe OOMKHbI BbIMOMHATL TONMbKO KBANUULMpoBaHHbIE
crneumnanucTsl.

- Ecnu Baw cBapoyHbIvi annapat Obin TOMbKO YTO YCTAHOBIEH MK K paboTe npuctynaeT
HOBbIV Oneparop, cneayeT NPOBEPUTL CONPOTUBMAEHUE U30NALMM MEXOY 0OMOTKaMM1 U
KOXKYXOM.

- Bpems ot BpemeHu cnegyeT NpoBepsiTb COCTOsIHME CBapo4Horo kabens. Ecnun annapat
MCMonb3yeTcs PerynsipHo, ero criedyeT NPoBepsiTb HE MEHEE OAHOTO pa3a B Mecsl,.
CocTtosiHMe cBapo4HOro kabens Takke criegyeT NpPoBepsiTb, €CMNY CBAPOYHbLIN annapar
MCnonb3yeTcs Kak NepeHOCHON.

- Ecnu cBapoYHbIi annapat BpEMEHHO He UCMONb3YEeTCst UINN HE UCNOSb3yeTcs
NPOAOIMKUTENBHOE BPEMS, Er0 CNEAYET XpaHUTb B CYXOM, XOPOLLIO NPOBETPMBAEMOM
NnomeLLeHNn, He JoMycKas nonagaHnsi Ha Hero Brnaru, KOPPO3NMOHHO-ONACHbIX UK
TOKCWUYHbIX ra3oB.

- Pa3 B rog cnegyet ounwaTtb CBapOYHbLIN annapat oT nbinu. MpoBepbTe, He ocnabneHbl nu
JeTanu KpenneHus annapara, 3NekTPOMarHUTHY0 CUCTEMY, PYYKM HACTPOWKKN TOoKa U T.4.

- Hanunune B Bo3gyxe nbinu, a Takke e4KUX 1 KOPPO3UOHHbIX BELLECTB HE AOIMKHO
npesbILaTh 4OMNYCTUMbIX HOPM.

- CBapouHbIi annapat AoMKeH ObiTb YCTaHOBMNEH B TAKOM MECTe, e Ha Hero He bynet
nonagartb JOXAb W COSNTHEYHbIE Ny4n. Ero MOXXHO XpaHuUTb B HAMMEHEE BITAXXHOM MeCTe C
Temnepatypon ot -10 Ao 40°C.

- Heobxoammo obecneunTb AOCTYN BO3AyXa K CBapOYHOMY annapary, Ans 3TOro BOKPYr Hero
OOMKHO ObITb cCBOGOAHOE NPOCTPaAHCTBO He MeHee 50 cMm.

- Y6egutech, YTo Ha MecTe paboTbl CBApOYHOro annapara HeT MeTanM4yecknx unm
WHOPOAHbIX NPeaMETOB BO n3bexaHve nx nonagaHus B annapar.

- He yctaHaBnuBaiTe cBapoyHbIi annapaT Ha BUOPMPYIOLLYHO MOBEPXHOCTb.

- CBapoyHbIV annapat AOKeH OblTb YCTaHOBINEH Ha FOPU30HTANbHONM NOBEPXHOCTU, U €CNA
yron HakrnoHa coctaensieT 6onee 15°, cnegyet co3gartb yCnoBus A8 NpegoTBpaLleHnst ero
onpokuabiaHus. MprMMnTe Mepbl MO 3alMTe OT BETPA, Tak Kak CBapOYHbIN annapar
paboTaeT ¢ 3almMTHbIM ra3oM. CKopoCTb BeTpa AomkHa ObiTb He Gonblie 1,0 m/cek B
NPOTUBHOM Cry4yae HeobOX0AMMO MCMOoNb30BaTh YCTPOWCTBO ANS 3aLUMThl OT BETPA.

- Ybegutechb, 4TO B MECTe YyCTaHOBKM CBAPOYHOro anmnapata OTCyTCTBYHOT MOCTOPOHHUE
nomexu.

- Henb3sa 3axnmarb kabenb cBapoYHOW ropernku. Yron cruba kabens He AOMmKeH ObITb
CNU1LLKOM MarneHbkuMm. Pagunyc kaHana Hanpasnsiowen He MoOXeT ObiTb MeHbLue 300 Mm
MHaye OH MOXET NOBPEeANTb BHYTPEHHUIN Kabenb 1 NPUBECTU K HECHACTHOMY Criyyato.

- Mpu pabote YLLUW B6nM3n Heobxoanmo nsberate nonagaHnst MeTanocoaepxallero
obpasvBa B CBapO4HbIV annapar.

Mepen Hayanom paboTbl crieayeT TWaTeNbHO NPOBEPUTL:
- 4TOObI He BbINO KOPOTKOrO 3aMbIkaHNA MeXAy Kabensmu cBapovHOro annapara;
- NPOYHOCTb COeAMHEHNS pasbeMoB 1 kabenen.
KsannuumpoBaHHbIN NepcoHan AOoMmKeH perynspHo NpoBOAWTL MPOBEPKY CBapOYHOro annapara
B TOM CIy4ae, eCrnv OH UCMNONb3yeTCH NOCrne ANUTENbHOrO XpaHeHWs UN PeMOHTa. OTU NPOBEPKM
BKIOMAIOT CrieaytoLue npoueayphbi:
- NpoBepKy cBapoyHoro kabens. Kabenb gomkeH 6biTb 3aMeHeH npexae, Yem byaert
MOMHOCTBIO N3HOLWEH. BxogHol kabenb fomkeH 6biTe 3aMeEHEH B Criyyae NoBpeXaeHus;
- MPOBEPKY MOLLHOCTU MCTOYHMKA NUTaHus. J1lo60o NCTOYHUK MUTaHWSA, NCMOMb3YOLLMNCS
Ansi CBapOYHOro annapara, A0fKeH ObiTb OCHALLEH 3aLUMTHBIMU CUCTEMAMMU.

Ecnu Bbl cTOnKHYnNucb ¢ npobriemamu, ¢ KOTOpbIMUW HE MOXETEe CrpaBuTbCs, obpalianTecb B
CepBU1CHBIN LIEHTP. -18 -
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BxogHoe HanpsikeHue, B 220
YacTtoTa, 'y 50/60
HomuHanbHbIN NoTpebnsemsin Tok, A 35
HoMuHanbHasa noTpebnsiemas MoWHOCTb, KBA 7,7
HanpsikeHne 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
HanpspkeHve npu MakcumanbHOM CBapo4yHOM Toke B pexume MIG, B 24
B npu makcumansHoOM cBapo4HoM Toke B pexume MIG, % 20
CBapoyHblivi Tok B pexume MIG npu B=100%, A 90
MuHMManbHbIN CBapoYHbI TOK B pexnume MMA, A 20
MakcumarnbHbIN CBapoYHbIv TOK B pexxume MMA, A 170
HanpsixeHne npu MMHMMansHOM CBapo4YHOM Toke B pexume MMA, B 20,8
HanpspkeHve npu MakcumanbHOM CBapo4HOM Toke B pexvme MMA, B 26,8
B npu makcumanbHoM cBapo4HoM Toke B pexume MMA, % 20
CBapoyHblii Tok B pexkume MMA npu NB=100%, A 76
MuHMManbHbIN cBapoYHbI TOK B pexume TIG, A 15
MakcumanbHbI cBapoYHbIv TOK B pexume TIG, A 200
HanpspkeHve npu MYMHUManbHOM CBapo4HOM 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 pexxume TIG npu MB=100%, A 90
MpounssognTeneHocTb, % 85
KoahdpuumeHT moLHoCTH 0,92
Knacc nsonauyum H
CTeneHb 3alnTbl 1P21S
Twn oxnaxageHus BosgylHoe npuHyauTensHoe
"abapuTtHble pa3mepsbl (OxLLUXB), mm 550x320x440
Bec, kr 15,4

npOVI3BO,ElI/ITeJ'Ib MnMeeT NpaBo BHOCUTb USMEHEHUA KakK B coaepkaHue ,Cl,aHHOIZ WHCTPYKUWUU, TaK U B KOHCTPYKLUIO

cBapoyHoro annapara 6e3 npefBapuTENbLHOTO YBELOMIEHUS NONb30BaATENEN.

3.0nucaHue

NHBepTopHbIN annapat Ana MIG ceBapku cosgaH C MCMOfb30BAHWMEM YCOBEPLLUEHCTBOBAHHOW
TexHonorum IGBT. [JaHHbIM annapaTtom BO3MOXHO npoeoanTb MIG ceapky (¢ CO unu cmecn Ar/CO,
B KayecTBe 3allMTHOro rasa M cBapky drtocoBoi nposornokon), TIG cBapky Hennasswwumcs
anekTpogoM B cpege Ar 1 MMA cBapky. AnnapaTt MCMNonb3yeT 3MeKTPUYecKkyro Ayry mexagy
MPOBOIIOKOW/3NEKTPOAOM W CBapuMBaeMbIM MaTepuanom B KavyecTBe MCTOYHMKa Tenna Ans
nnasneHns NPOBOMOKW U METanna, npu 3ToM B 30HY CBaPKW MOAAETCS 3aLLMUTHbIN ras.

OCHOBHbBIMM XapakTepUCTUKaMnN JAHHOTO MIHBEPTOPHOTO annapara SBnsTCs:

- He6onbLuon obbem 1 nerkmmn Bec, U3-3a Yero annapar LLUMPOKO MCNOMb3YeTCA ANs BbIMNONHEHNS

PEMOHTHbIX pa60T B MoneBbIX yCNoBUAX.
- BenukonenHoe 3axuraHve ayrmnnepeHoc metanna.
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- Hannuue pasnnyHbix cpedcTs 3awWwuThl NpeaoxpaHseT annapar oT neperpesa, nepeHanpsixeHns,
nageHns HanpsKeHns, Ype3mMepHOro Toka U T.4.

- Bbicokass npowssogmTenbHocTb. bnarogaps asToMatuMyeckol nogade NPOBOMOKN MOXHO
OCYLLECTBMATL CBAPKY B ObICTPOM CKOPOCTHOM PEXMME.

- Het Hukakux ocobbix TpeboBaHWI K NPUMEHSEMON CBAapOYHON NpoBosoke. MoaxoaaTt n TBepapie
n contocoBble NpoBoroku. [inameTp nposonokm ot 0,6 Ao 1,0 mm.

- YpobHoe coeguHeHune. BHellHWe pa3bembl AenaroT coeanHeHuss 6esonacHbiMy, ObICTpbIMU 1
HaAEeXHbIMW.

- TexHonorusa Dual pulse, no3BonsieT ncnonbL30BaTh antoMUHUEBYO MTPOBONOKY AnameTpom 1,0 mm.
- CuHepreTnyeckoe ynpaeneHue B pexume MIG, no3sonsieT 6bICTPO HACTPOUTb HYXXHbBIN PEXUM
CBapKu.

- ®yHkuma TIG ceapku ¢ TexHonoruner podxwura ayrm TIG Lift.

- ®yHkuma MMA ceapku. BeinonHsAeTcsa pyTUnoBbIMY N LEEMIONO3HbIMU 3NEKTPOAaMMU.

4.YcTPpOMCTBO, NPUHLMUNM U YCIIOBUA paboTbl

CBapouHbit annapat notpebnsietr ogHodbasHbii Tok 220 B npoMbILLNEHHOW 4acToTbl Yepes
ceTeBol Boikntodaterns SW101 1 BbInpAMNSAET ero Yepes ogHodasHbIli BbINPSAMUTENbHbIA MOCT B1
n 3atem cuneTpyeT Yepes koHgeHcatop C1, C2, C3, C4 onsa nony4eHns nocTostHHOro Toka. Yepes
IGBT (Q1, Q2, Q3 1 Q4) nHBepTOp nonyyarca nepeMeHHbI Tok ¢ yactoton 20 kl'u. 3atem aToT
NnepeMeHHbIN TOK, NPeobpa3oBaHHbI OCHOBHBIM TPAHC(OPMATOPOM Y BbINPSIMIEHHbIA ANOAHBIM
MOCTOM C ObICTpbIM BOCCTaHOBNeHMEM, (D4, D5, D6, D7) obecneumBaet CTabunbHbIN NOCTOSIHHBIN
TOK ANS1 CBAPOYHOro annapara cpasy e nocne ero punsrpaumm MHAYKTUBHOCTbIO L2. CkopocTb
nogady NpPOBOSIOKM MOXHO MOCTENEHHO perynupoBaTb C MOMOLLLIO PYYKM ANS perynvpoBKu
ckopocTu. CKOpOCTb NoAaYun NPOBOMOKK BMMSIET HA CBAPOYHbIN TOK, YEM BhILLE CKOPOCTb NoAauu
NPOBOJIOKW, TEM BOfbLLIE CMMa TOKa NPY OAMHAKOBOM HaMpsiKeHWU.

] B B B | BbICOKOYACTOTHbIM ¢
BLIMPAMMTENL | | OUNLTP [ | WHBEPTOP | | TPAHCOOPMATOP | (2 oot
i | | BbIBOPOYHBIM
7 | PETYIUPOBKA YTIPABEHUE (OHTPOTb
|
MPOLIECCOP PEIYNMPOBKA
SALMTA 1 yiagnenms [ TOKA

BepxHsia nuueBasi 4acTb CBApOYHOro annapaTta o6opyaoBaHa pyvkamu perynmpoBKky CBApOYHOro
TOKa, PEerynMpoBKU CBApPOYHOrO HanpsiKeHUs, KHOMKaMK MNEPEKITIOYEHUS PEXUMOB CBapku u
BblbOpa CBapo4HOro MaTepuana, UHAMKATOPOM BKIHOYEHUS NMUTaHUs (3eNeHbI), NHOUKaTOpPOM
Henonagok (KenTbli), paboyYrM MHOUKATOPOM (KpacHbIi). Ha HMKHeW YacTn HaxoasiTcs pasbem
ONs1 NOOKII0YEHNS TOPENKN U pasbeMbl «+»/«-», A5 NOAKITIOYEHNS 3aXKuMa 3a3eMeHust n kabens
anekTpogonepxatens/TIG ropenku. Ha 3agHei naHenn pacrnonoXeH ceTeBol kabenb, pasbem
151 Ta30BOro KnanaHa, BEHTUNSITOP OXNaXAEeHUS, KOHTaKT Nofdaydn TOKa, BbiKntoyarerb.
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HeobxoauMmble ycrnoBus okpyxatowen cpeabil:
- TemnepaTypa oKpyxartoLLeii cpeapl: npu ceapke -10 + 40°C;
NPV TpaHCMOPTUPOBKE/XpaHeHuu: -25 +55°C
- OTHOCUTENbHas BNaXHOCTb!
npn40°C: <50%;
npu 20°C: <90%;
- KONMYECTBO MbIN, KUCIOThI 1 FPSi3v B BO3dyxe B pabo4yen 30He He MOXET NpeBbILLaTh 3Ha4YeHve,
yKa3aHHOe B HopMaTuBax (3a UCKIoYeHneM BbIGpOCOB OT CBApOYHOro annapara).
- OTCYTCTBUE CUITbHOM BUOpauum Ha pabovem mecte
- BbICOTa Haf ypoBHeM mops He 6onbLue 1000 m

Tpe6oBaHUSA K 3NEKTPONUTAHUIO:
- OTKIMOHEHWE HaMNpPsPKeHWs ANeKTPONUTaHWs OT HOPMbI He AOMKHO NpeBbiwaTh +15%

5. PaclundpoBka nuKTorpamm

cumBoOn PACLUN®POBKA
A Tok (A)
\' Hanps»keHue (B)
Hz YacTota (')
PyyHas gyrosas ceapka MMA
MonyasTomaTuyeckas ceapka MIG/MAG
_f_: Capka Hennaesawmmcs anektpogom TIG
3asemneHve
H Knacc usonsiumm
IP21S CTeneHb 3aluThI
—_— e — CBapka NnoCTOsHHHbIM TOKOM
XapaKTepuctuka anekTponuTaHus
Uo HomuHanbHoe HanpskeHre XornocToro xoaa
X Pa6ounit Lukr
I4 HomunHanbHbI noTpebnsaembiit Tok
|2 HoMUWHanbHbIV CBapOYHbINA TOK
CTpykTypa cBapo4Horo annapara
U, HomuHanbHoe HanpshkeHue nuTaHusa annapaTa
U, HanpspkeHne cBapo4Hon ayru
b_ BonbramnepHasi xapakTepuctuka cBapouHou Ayrv
+ 3aKnUM «+»
- 3axum «-»
P4 HomuHanbHas notpebnsiemas MOLLHOCTb
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6. YcTaHOBKa

Pa3meLleHme cBapo4YHOro annapara

- KonunyecTBo nbinu, KUCNOTbI M rpsi3v B BO3gyxe B paboyen 30He He JOMKHO NpeBbIWaTh 3HaYeHve,
yKa3aHHOe B HOpMaTuMBax (3a UCKIKYEeHEeM BbIOPOCOB OT CBApPOYHOro annaparta)

- CeapouyHbIn annapat AormkeH ObiTb 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 4OCTAaTOMHON BEHTUMALMM PACCTOSIHME Haf, CBApOYHbIM annapaTtom OOMKHO
6bITb 50 cm

- Ecnn BHYTpEHHEN BEHTUNAUMM He [OCTaTOvHO, CrneayeT YCTaHoBWUTb obopyaoBaHve Ans
yCTpaHeHus AbiMa U NpeaoxpaHeHns oT BeTpa.

NMoacoeanHeHMe K UCTOYHUKY NMUTaHUSA

MopcoenuHnTe anekTpokabenb kK ogHodasHol ceTn anekTponutanus 220 B ¢ BoikntovaTenem.
HanpspkeHune 380 B 3anpeLleHo ncnonb3oBaTh, Tak Kak OHO MOXET Cepbe3HO NOBPEANTL annapar 1
MMeTb Cepbe3Hble NOCNeacTBMS A5l onepaTopa.

BHumanwue: Tok npegoxpanutens B 1,2 ~1,5 pasa npeBbIllaeT ero HOMUHarbHbIA TOKOSM.

4 I

o | BbIKJTHOYaTEN1b ANEKTPONNTAHUA

/op,HocbaaHoe anektponutaHue 220 B

z z KoHdurypauus anekTponuTaHns Ans CBapo4HOro annapara
MapameTp 3HayeHue
MpepbiBaTens uenu, A =35
[MnaBkW NnpegoxpaHuTensb (HOMUH. ToK), A 35
Py6unbHuk, A 40
L J CeTeBoii kabernb, MM~ >25
o
o o
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NoacoeavHeHne cBapo4HbIX kKabernen

[aHHbIV CBapOYHbIM annapat npeaHa3HayeH Kak Ans CBapky NPOBOSIOKON B Cpefe 3alLMTHOro rasa
TaK 1 camo3alLMTHON NpoBoIoKkol (drtoc, 6e3 rasa). Korga cBapoyHas ropernka nogcoegnHeHa k
NONOXWUTENBLHOWN KNEMMe, a 3a3eMSIEHME K OTpuUaTENbHON, annapaTt UCMonb3yeTca AN CBapKu
metogom MIG/MAG B cpeae 3awmTHOro rasa. O6partHas nonspHOCTb UCMONb3YeTCsA Npy CBapke
CcaM03aLLMTHOM NPOBOMOKOW, rae He TpebyeTcsa 60MbLLIOro Harpesa B NpoLecce CBapKu.

YcTaHOBKM U coeAnHeHUs Ansa npoBeAeHUs cBapku B pexume MIG

NMoacoeauHeHne M ycTaHOBKa yCTPOWCTBA A4S NoA4ayun NPOBOJIOKU
- MopbGepnte HeoOXOAMMYIO MPOBOSIOKY B COOTBETCTBMM C TEXHONOTMEN CBapku. [uamertp
NPOBOSIOKN AOMKEH COOTBETCTBOBATb MPMBOAHOMY POMWKY, HanpasnsiolWemy KaHany w
KOHTaKTHOMY HaKOHEYHMKY.
- OTKponTE BOKOBYHO KPbILLKY HA YCTPONCTBE
ans nogaynm nposonoku. [Nlomectute
KaTylKky C mnposonokon B GapabaH Ha
nogatoilem yctponctee. BHumanue: KoHey,
NPOBOSIOKM [OOSMKEH HaxoAuTbCsA Mopg
6apabaHoM, HanpoTuB noJarkLwero
yCTpONCTBA.
- Ha 6apabaHe umeeTcs GrNOKMPOBOYHbLIN
BMHT (NpU OTKPbLITON Kpbilke OyneT BuaeH
BVHT C LUECTUIPAHHOW ronoskon). MNotaHuTe
6apabaH pykon ans perynuposku . Ecnn
COMpPOTUBNEHNE CRUWKOM 6onbloe,
BO3MOXHO HeoOXoauMOo OTperynupoBaTtb
ONMOKMPOBOYHBLIN BWHT: HaTAXeHUe
YBENUYMBAETCH NP BpaLLEHWUM N0 YacoBOW
CTpernke, n HaobopoT.
- MNomecTnTe NPOBOOKY B HanNpaBnAwLWnii
KaHan nogaroLlero yCTpoucTBa, BbIPOBHANTE NPOBOSIOKY B KaHane NpuBOgHOro ponuvka, nomectute
NPOBOJSIOKY B KaHan pa3bemMa CBapOYHOM FOpEenku W HaXmuTe Ha npuBogHoW ponuk. (Ons
NPOTSArMBaHWSA NMPOBOSTOKM B PyKaB CBApPOYHOM ropesikv HE00X0A4NMO BKITHOYEHME SNTEKTPONUTAHUS.)

MopcoeanHeHWe ropernkm
- MNomecTuTe coeanHUTENBHYHO BTYIKY rOPEnky B OTBEPCTUE AN Kpenexa ropenku Ha nepegHen
naHenu cBapoYHOro annapara 1 NIIoTHO 3aKPyTUTE HAKUAHYIO ranky Ha pasbeme roperku.

NMoacoeauHeHune kabens 3azeMneHust

- MopcoeguHuTe GaMoOHETHLIN pa3beM kabens 3a3eMrieHust K BbIXOOHOMY pas3beMy «-» Ha
nepegHen naHenu annaparta M NoBepHUTEe No 4yacosow cTpenke. CoeguHeHWe AOMKHO ObiTb
HafeXHbIM, B MPOTUBHOM Cly4Yae COEANHUTENbHbIV Pa3bem CropuT.

- [na pocTuxeHust XopoLlen Npou3BOAUTENbHOCTU MpU CBapke (OroCOBOW MPOBOIIOKOW €CTb
BO3MOXHOCTb W3MEHWUTb MOMSPHOCTb TakMM 06pa3om, 4ToObl cBapovHas ropenka Obina
NOAKIIOYEHA K «-», @ Kabernb 3a3eMIeHNS K «+».

BHumaHue: He wvcnonb3yiite BMecTo kabens 3asemneHusl, CTanbHyl MnacTuHy wunu gpyrue
nogobHble MaTepuanbl, KOTOpble SBMASKOTCS MNMAOXMMU MPOBOAHMKAMW, AN COeQUHEHUs!
CBapOYHOro annaparta co CBapMBaeMbIM U3genmem.
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CoeavHeHus u yctaHoBku anst MMA cBapku

MopcoeanHeHne cBapo4YHOro Kabens

MopcoegnHnTe GaoHETHBLIM pa3bemM CBapOYHOro kabensi K BIXOAHOMY COeANHEHUIO Ha NepeaHen
naHenu 1 NOBEepHUTE MO YacoBOW CTpenke. dnekTpogodepxarenb UCNoNb3yeTcsa Ansa 3axuma
anekTpoaa.

MoacoenuHeHue kabens 3aseMneHus

MoacoenmnHuTe GaioHETHIN pasbeM kabernsi 3a3eMreHns K BbIXOOHOMY pasbeMy Ha nepeaHen
naHern v MoOBEPHUTE MO YAaCOBOW CTPerike. 3aXMM 3a3eMneHnst UICNONb3YeTCs A4S NOAKMH0YEHNS
CBapvBaeMOro Matepuana B LieMb CBAPO4YHOTO TOKa.

BHumaHue: He vcnonb3ynte BMeCTO kabensi 3a3eMrneHusi, CTanbHyl MNacTUHY WUnv apyrue
I'IO,D,O6HbIe Martepuanbl, KOTOpble dABNAKTCA NMOXUMU NPOBOAHUKaMK, ONnA coeanHeHud
CBapO4HOro annaparta co CBapMBaeMbIM U3OENMEM.

7.CBapouHble paboTbl

BHUMAHMUE: Knacc 3awuTbl AaHHOTO MHBEPTOpPHOro annapata IP21S yto obecneumBaet 3awuTy
OT NPOHMKHOBEHWS TBEPAbLIX NPeAMETOB pa3mepom bornee 12,5 mm.

1. hgukatop TepmosamThbl
2. lnamkatop nuTaHus
3. Oucnnew 3Ha4yeHs1 CBapO4HOro TOoKa
4. Perynstop CKOpOCTU Nogayn CBapo4HON
NPOBOSIOKN
. KHonka BbIGopa cnocoba cBapku
. KHonka BbIGopa pexvma ynpasneHus
CBAPOYHOM rOpenku (2-x TakTHbIN, 4-X
TakTHbIN, SPOT pexum)
7. Oucnner 3HayeHs CBapO4HOro
HanpspKeHUs!
8. PerynsaTop cBapo4HOro HanpsikeHusi
9. PerynaTtop UHAYKTUBHOCTH
10. KHonka BbiGopa cBapvBaemoro
martepuvana
11. KHonka BbIOOpa AnameTpa CBapOYHOM
NPOBOSIOKU
12. PasbeM nogknoyeHns CBapovHom
ropenku
13. PasbeMmbl nogkntodeHns kabenen
aneKkTpoagoAeparTens u 3axvma
3a3emneHus
14. Wryuep nogcoeanHeHns nogayn
3aLMTHOrO rasa
15. BblkntovaTtenb nuTaHus
‘ 16. Kabenb anekTponuTaHuns

[e2é)}

14
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BHumaHue:

- VMHankaTop Tepmo3alumTbl 3aropuTcsl nocrne AOonroro nepuoga paboTbl, YTO 03HAYaeT, 4To
BHYTPEHHSI TemnepaTypa npeBblliaeT [ONycTUMOE 3HayeHne, B TakOM cryyae cregyet
OCTaHOBMUTb paboTy annapaTt Ha HEKOTOPOe BpeMsi 1 4aTb eMY OCTbITb. PaboTy MOXHO NMPOAOIMKNTL
rocre Toro, Kak MHAMKaTop 3aLlMTbl MOracHET.

- lMocne 3aBeplieHnsi paboTbl MM NpU BPEMEHHOW OCTaHOBKe paboTbl criedyeT OTKMo4aTh
3reKkTponuTaHue.

- Ceaplumkam crnepyeT HageBaTb XOSLWOBYH 3alyMTHYIO OAEXAY WM Macku Ans 3awwuTtbl OT
N3ny4eHuns oyru.

- B paboueii 30He cnegyeT yCTaHOBUTL CBETO3ALMUTHBIV 9KPaH ANS 3aLMTbl APYrUX Nogen.

- 3anpeLyaeTcs xpaHWUTb B paboyeii 30He B3pblBYaTbIE MW NErkOBOCNIaMeEHSIIOLLMECS BELLECTBA.

- Bce nogcoeanHeHns k cBapo4YHOMY annapaTy AOMKHbI ObITb BbINOMHEHbI NPaBUIbHO U HAOEXHO.

3aunctka cBapMBaemMoro Matepuana nepes BbinosIHEHUEM CBapKu
Metann Ha pacctosiHm 10-20 MM OT LWBa OOMKHbI OblTb OYMLLEHBLI OT PXKaBYMHbI, MACNSIHUCTON
NbInx, BOObI M KPackn U T.4.

OnucaHune 0CHOBHOrO npouecca ceapku B pexume MIG

a) PerynupoBka nepeg npoBegeHem cBapku

- YctaHOBUTE TOpEnKy, ra3 M CBApOYHYlO MPOBOSIOKY WM 3aTeM BKIOYUTE 3MNEKTponuTaHue.
NHOnkaTop BKIIOYEHWS ropuT M BEHTUNSATOp paboTaerT.

- BblGepute BMA 3allMTHOrO rasa,
KoTopbIi ByneTte wucnonb3oBaTb. [ns
3TOr0 HaXMUTe U yaepxuBante
PErynATOp CBApPOYHOIrO HamnpsikeHus,
no3.8, 4o Tex Mmop, Moka Ha Aucnneuv
nosiButcs Hagnucb « GAS CH-»

A GRS| [ CH- v

- Bpawasi perynitop cBapo4HOro HamnpshkeHUsi U perynsTop CBapoyHOro Toka, BbibepeTe Tun
3aLLMTHOrO rasa Ansi CBapKu.

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

Mocne BbiGopa TUNa 3aLMTHOrO rasa
HaXXMuTe Ha perynstop no3.8 ewle pa3
ans noatBepxaeHua Bblbopa, Ha A — e — _————— V
3KpaHe NOSIBUTCS HAAMUCh «-- --».
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- OTkponTe rasoBbii peoykTop Ha
6annoHe, Ha maHomeTpe Oypert
nokasaHo JaBrneHMWe rasa

- lNoBepHUTe rasoBbLIN perynsitop ’- ."’v
NPOTMB 4YacOBOW CTPenkW. Haxmute Ha A b ,.'
perynsTop CBapOYHOrO HarpsXeHus -
no3.8 Ha aucnnev nosiBUTCA Haanucb
«GAS ON».

- HaxxmuTe Ha Bbiknto4aTenb ropenkm u
C NOMOLLIbIO pefyKTopa OTperynupymnTe
nogayy rasa B COOTBETCTBUM C
TexHu4eckumn TpeGoBaHusMmu. [Ons ’- "‘ ”
npekpalleHUsl Nnoaayn rasa Haxmute A e ’.' .‘
Ha PerynsaTop CBapOYHOro HanpsikeHns - -
no3.8 ewe pas, Ha AWCNIen NOsSIBUTCS
Hagnucb «GAS OFF».

-,
.‘
-,
(O
-,
(|
<

- Ecnn TexHonormyeckunm npouecc
cBapku TpebyeT [OMNONMHUTENbHOMN
NpoadyBKM 3alUUTHOrO rasa B 30HY
CBapOYHOro LiBa, MNOCME OKOHYaHUs

ceBapku, HeobxoaAMMO HacCTpouUTb

BpEMS BbINOMHEHNA 3TOi onepauu. ™~ M ¢ ¢

Ona 3Toro HaxmuTe U yaepxuBanTe A .. - .. <> '... ¢ \Y/
PErynaTop CBapOYHOMO  HaMpPsHKEHNS pu l B P LI

no3.8 go Tex nop, rnoka He MOABUTCA

Hagnucb «SPt ADJ».

Bpauias perynstop CBapoO4YHOro

HanpsHKeHus, ycTaHosuTe Tpebyemoe ~ u N B
3HauyeHne BpemeHu npoayskn | A ..’. g ". | \Y)
3aLLMTHOrO rasa. - - > § =

[ns BbIxOO4a U3 pexuma HaCTPOWKN HaXMUTE perynstop CBapOYHOrO HanpskeHus nos3.8 tem
caMbIM NOATBEPAMB BbIDpaHHOE 3HaYeHme.

- [lepxuTe BbiKNoYaTens ropernky HaxaTtbiM 40 TeX Mop, NokKa U3 conna He NosiBUTCH NPOBOSIOKa.

- Mpwv nogaye NpoBoNoOKK, BoINpAMUTE Kabensb.

- Mpun nogadve npoBonokn ybeautech, YTO OHa HAAEXHO pacrionoXeHa B KaHarne noatoLllero
ponuka M CKOPOCTb Mnojayn paBHOMepHad. Ecnu ckopocTb nopayn HepaBHOMEpPHA,
OTperynvMpynTe HaTskeHue NoAatoLLero posnvka.

- Ona ycKopeHus MpoTArMBaHWs CBapO4YHOW MPOBOSIOKM 4epe3 MNOAAalLWUiA pykaB CBapO4HOM
ropernku, HaXMuUTe U yoepXuBanTe HaxaTbiM, PerynaTop CKopocTu nogayum nos.4. lNpu atom
CKOPOCTb nofayn GyaeT MakcumanbHO BO3MOXHOW. [ns BbIXoda M3 pexmnma MakCuMarbHOW
CKOPOCTW NoAa4u NPOBOSIOKM, OTNYCTUTE PEryNATOp Nogaym nos.4.

- Mpu cBapke cTanbHOM NPOBOMOKON HEOGXOOUMO MCMONb30BaTh MogatoLlee YCTPOWUCTBO ¢ V-
o6pa3HoI kKaHaBKOW.
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b) CBapka

- Bbibepute gnameTp cBapoYHOM NPOBOOKM KOTOpyto ByaeTe ncnonb3oBaTb C MOMOLLLK KHOMKM
Bblibopa 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 CBapo4YHOro Toka U HanpsXKeHUsi 1 ornepaTopy HeOOXOAMMO YCTaHOBUTb 3TW
napameTpbl Bpy4Hylo. [Ana ocTaneHblX BapuaHTOB B annapare npeaBapuUTenibHO YCTaHOBMEHbI
ONTUMaribHbIE XapaKTEPUCTUKM CBAPOYHOrO mnpoLecca, U He0OXO04MMO TONbKO OTPEerynnpoBaThb
BENWYMHY NOAa4M CBapOYHOW MPOBOSIOKM A5 AOCTMXKEHUS TpebyeMor CKOpOCTM CBapKM.

- Bpawasa perynatop WHOYKTMBHOCTM No3. 9 MOXHO OTpPErynMpoBaTb XapakTep nepeHoca
HannaBNseMOoro Matepumarna B CBapO4HYHO BaHHY.

- Buibepute cnocob ynpasneHusi cBapO4HOM ropenkor KHOMKoW no3.6. BoamoxHbl crieaytowne
BapUaHTbI: 2-X TaKTHbIN PEXMM, 4-X TAKTHbIN pexum, pexxum SPOT.

- BbibepuTe cBapvBaeMbIi Matepuan ¢ nomoLlpto kHomnku no3. 10. [ocTyneH BeiGop ctanu unm
antomuHus. Mpu BeIBope antoMmnHUA cBapky HE06X04UMO NPOM3BOAMTL NPOBOSIOKON AaMeTPOM
1.0 Mm.

- Mpy BbLINOMHEHUM CBapKW, MNOXanyncTa, OTPErynupymte nogayvyy CBapO4YHOW MPOBOSIOKA B
COOTBETCTBUM C TpebyeMOoi CKOPOCTb NPOBEAEHNS CBAPKU.

- HaxxmuTe BbIKnO4aTens ropenku, nogada npoBorokn 6yayT ocyLecTBNATLCS aBTOMATUYECKU.
Oyra Bo3byxaaeTcs, Kak ToMNbKO MPOBOMOKa KacaeTcs cBapvBaeMoro matepuana. lNpu cBapke
pabo4nii MHAMKATOP rOpUT.

OnucaHume npouecca cBapku hritoCoBOM MPOBOJIOKOM

a) PerynupoBka nepeg npoBegeHeM CBapku

- NameHuTe nonsapHOCTL Ha BepTMKanbHOM NaHenu, T.e. NOACOeAVHUTE NMPOBOA rOPENKN K KOHTaKTy
«-», kKabenb 3a3eMNeHNs K KOHTaKTY «+».

- YcTaHoBWTE roperky 1 cBapoyHyt NPOBOMOKY W 3aTeM BKMHOYUTE anekTponutaHue. MHamkaTop
BKITIO4EHWS TOPUT M BEHTUNSATOpP paboTaer.

- NepxuTe BbIKMOYaTENb ropernkn HaxaTbIM 40 TeX NOp, NOKa U3 CoMa He NOosIBUTCS NPOBOIIOKa.

- Mpwv nogaye NpoBONoOKK, BEINPAMUTE Kabensb.

- Mpu nopaye npoBonoku ybeauTecb, YTO NPOBOSIOKA HAAEXHO pacnofiokeHa B KaHane
noJatoLLero ponmka n cKopocTb Nofayn paBHoMepHasi. Ecnu ckopocTb nogayn HepaBHOMEPHa,
OTperynvpynTe HaTskeHue NoAatoLLero posnvka.

- [Mpu ncnonb3oBaHMK GrItOCOBOM NPOBOSIOKN HEOBXOANMO NCMOMNb30BaTh NOAALLEE YCTPONCTBO
C KaHaInom LLeCcTepeHHOoro Tuna.

b) CBapka

- Mpwn BbINOMHEHMU cBapkwu, MOXanynucTa, OTPErynMpymte CBapO4YHbIA TOK W CBapO4YHOE
HanpsixeHne B COOTBETCTBUU C yCTaHOBKaMMU.

- HaxkmuTe BhIKMo4aTens ropernku, nogada npoBonoku OyaeT ocyLLeCcTBNATLCS aBTOMATUYECKN.
[yra Bo3byxaaeTcs, kak TOMbKO NPOBOJIOKA KacaeTcsi cBapmBaeMoro Matepuana. lNpu ceapke
pabo4unii MHAMKATOpP ropwuT.
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OnucaHue npoLecca cBapku antoMUHUA

a) PerynupoBka nepeg npoBegeHuem cBapku

- CMeHunTe KaHan B ropernke Ha TedrioHOBbIN.

- MNopcoenuHuTe ropernky, rasoBbivi LWMaHr, Kabenb 3a3emMrneHusi, ra3oBbln 6annoH ¢ aproHom u
3aTeM BKIounUTe anekTponutaHne. IHaMKaTop BKNOYEHNS FOPUT M BEHTUNSATOP paboTaer.

- BblbepuTe BMA 3alMTHOrO rasa,
KOTopbIi OyfeTe ucnonb3oBaTb. [Ons

- Wz G -.
9TOr0 HaXxMuTe W yaepxuBante A 4 L". 4 .‘_ \V/
perynsiTop CBapOYHOrO HarnpsbKeHus, '.., "' .-, '

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

- Bpalasi perynatop CBapO4HOro HamnpshkeHusl 1 PerymsaTop CBapo4HOro Toka, BblibepeTe Tun
3aLLMTHOrO rasa Ansi CBapKu.
- OTperynupyiiTe C NOMOLLIbIO ra30BOro PeAYKTOpa pacxof rasa.

- [loBepHuTE rasoBbI perynsatop

MPOTMB 4acoBOi CTpenku. HaxmuTe Ha [ ('l PN

perynatop CBapO4HOro HanpskeHus A L., "' ..j. .— \Y)
no3.8 Ha Agucnneu nosiBUTCA Hagnucb

«GAS ONv».

- HaxmuTe Ha BbIKNovaTenb ropenky u
C MOMOLLbIO PEeAyKTOpa OTperynmpyinTe
nogayy rasa B COOTBETCTBUM C ’- "‘ ’-
TexHnyeckumn TpeboBaHuamu. [Ons A ) ’.' ..
npekpaLlieHMs nodayvn rasa Haxmute - -

Ha perynaTop CBapO4YHOro HanpsxXeHns
no3.8 elle pas, Ha AUCMen NOsIBUTCA
Haganuce « GAS OFF».

-,
.‘
-,
(O
-,
(|
<

- [lepxuTe BbIKNoYaTeNb ropernky HaxaTtbIM 10 TeX Mop, NoKa U3 conna He NosiBUTCHA NPOBOSIOKa.

- MNpwv nogaye NpoBoNoku, BeINpaMnUTe kabensb.

- Mpu nogaye npoBonokx yoeguTeck, YTO NPOBOJSIOKA HAAEXHO PACMONOXeHa B KaHarne
NnoAatoLLero pornuvka v CKopocTb Mogayun paBHoMepHas. Ecnv ckopocTb nogayn HepaBHOMEPHaA,
OTperynupymnTe HaTsbkeHe NoAatoLLero ponuka.

- Mpu ncnonb3oBaHUM antOMUHUEBOWN NPOBONOKM HEOOXOAUMO UCMONBb30BaTh NoAatoLLee
ycTporicTeo ¢ U-06pa3sHoi kaHaBKOM.

b) Ceapka

- BbiGepuTe cBapuBaeMbIi MaTepumarn ¢ NoMOLLbo KHOMKM Nno3. 10.

- Bbibepute avameTp cBapoyHon npoBornoku. lMpu BbiGope anmoMUHMSA CBapKy HeobxoavMmo
NpPOV3BOANTL MPOBONOKOM AnameTpom 1.0 MM 1 MCNonb3oBaTh YACTLIV Ar.

- lMpu BbINOMHEHUN CBapKW, OTPErynMpynTe CBAPOYHBLIN TOK U CBApOYHOE HanpshkeHue B
COOTBETCTBUU C yCTAHOBKAMM.

- Bpawasa perynatop MHOYKTMBHOCTM MO3. 9 MOXHO OTpEerynupoBaTtb XapakTep nepeHoca
HannaBNAeMoro Marepuana B CBapoOUyHYIo BaHHY.

- HaxkmuTe BbIkMovaTens ropernku, nogada npoBonoku OyaeT ocyLLeCcTBNATLCS aBTOMATUYECKN.
[yra Bo30yxgaeTcs, Kak TONbKO NMPOBOJSIOKa KacaeTcs cBapuBaemoro matepuana. lNpu cBapke
pabo4unii MHAMKaTOpP ropwuT.
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Onucanume npouecca MMA csapku

a) PerynupoBka nepef npoBefeHuem ceapku

- YcTaHoBuTe pexnm ceapkm MMA.

- OTperynupyiTe CBapo4HbIl TOK.

b) CBapka

- BosbmuTe anekTpogonepkaTens, yCTaHOBUTE 3NEKTPOL, KOCHUTECH ANEKTPOAOM CBapMBaEMOro
mMaTtepuvana ans Bo3byxaeHus gyrv. lMpu ceapke pabovmnin HanKaTop roput.

Onucanume npouecca TIG cBapku

a) PerynupoBka nepepg cBapkom

- YcTaHoBuTe pexum ceapku TIG.

-MogkntoumTe CBapOoYHYH FOPESKY K 3aXKNMY «=», @ 3aKMM 3a3EMITEHUS K «+».

- OTperynupyiTe CBapO4HbIl TOK.

b) Csapka

- Ins BO36Yy>XOEeHUS CBApOYHOW Ayrv, KOCHUTECh 3NEeKTPOAOM CBapuBaeMbli matepuan u 3atem
nogHMMUTE anekTpog,. MNpw cBapke pabounii UHAMKATOP ropwT.

8. TexHu4yeckoe obcnyxuBaHue

B oTnuuve oT cTaHOapTHOrO CBApOYHOro annapaTa, AaHHbI CBapoudHbIA annapart siBnsieTcst
YCOBEPLUEHCTBOBAHHbLIM, B KOTOPOM WCMOMb3YHTCSi COBPEMEHHbIE 3NEKTPOHHBLIE KOMMOHEHTbI U
coBepLUeHHas TexHonorus. NMoatomy NpoBefeHe TEXHUYECKOTO 06CYyXMBaHKS Takoro annapara
cnenyeT NpoBOAWTL TOMbKO KBanuduumpoBaHHOMY nepcoHany. OgHako, B cuny Toro, 4To B
AaHHOM arnnaparte NpUCyTCTBYET OYEHb Maroe Konm4yecTBo ObICTPO n3HalMBaeMbIX AeTanem, OH
He TpebyeT npoBeaeHnsi perynsipHOro CEPBUCHONO OOCIY>XMBaHUSA, 3a WCKITHOYEHUEM OYUCTKU.
OTBeuatb 3a BbINOMHEHNEe AaHHOW paboTbl MOTYT TONbKO KBanMduLUMpOBaHHble paboTHUKN. Mbl
HACTOATENbHO pPEKOMEHAYeM MOKynaTensiM B Criydyae BO3HUMKHOBEHMS MpobGrnem, KOTopble OHU
HecrnocobHbl pewnTb CO6CTBEHHBIMM cunamu obpallartbca K HaMm Ansi NonyyYeHUss TEXHUYECKON
noaaepXKu.

- Y HOBOro cBapO4YHOro annapata Wnu annaparta, KOTOpbld He WCMoNb30Barncs B TeYeHue
HEKOTOpPOro BPEMEHW, HeoOXOQUMO MpOBEPUTHL COMPOTUBIIEHUE W3ONSALUN MEXAY Kaxaow
0OMOTKOMN, KOTOPOE He JOIMKHO ObITb MeHee 2,5 MOm.

- 3awmwanTe annapart OT AOXAS, CHera v ANUTENbHOIO BO3OEWCTBUS CONMHEYHOro CBeTa Mnpu
MCNOMb30BaHNM Ha yruLeE.

- Ecnu cBapouHbIi anmapat He MCMnonb3yeTrcs OONroe BPEMsi, ero criegyet XpaHutb npu
Temneparype o1 -25°C 0o +55°C 1 oTHoCUTENbHas BNaXXHOCTb HE MOXET BbITh 6onee 90%.

- MNMpodeccunoHanbHbIN paboTHUK CEPBUCHON CNy>XObl JOMKEH PErynsipHO O4YULLaTb CBApPOYHbIN
annapaT OT Nbifn CXaTbiM CyXMM BO3[4YyXOM (BO3AYLUHbLIA KOMMPEeccop unu gpyroe nogobHoe
YCTPOWCTBO). [leTanu CKMoHHbIe K 3aMacnuBaHmnio JOMKHbI O4MNLLATLCS TPANKON U OQHOBPEMEHHO
MOXHO TakKke MpOBOAMTb OCMOTP Ha Hanuune HEMMOTHO 3aKpemnmneHHbIX AeTanei BHyTpu
annapata. B cnydae oGHapyXeHusi CKOMMeHus Mbiu Heobxoguma HemearneHHas odnctka. B
HOpPMarbHbIX YCMOBUAX OYMCTKY HeobxoguMmo npoBOAUTb TOMbKO oAuMH pa3 B rod. B cnydvae
Ype3MepHOro nbineobpa3oBaHnst OUUCTKY cneayeT NPoOBOAUTL pa3 B KBapTar.

- Heobxogumo perynsipHo npoBepsATb BXOAHbIE U BbIXOAHbIE kabeny cBapo4yHOro annapara, ans
TOro, YTOObl rapaHTMpoOBaTb WX NPaBWUMbHOE U MPOYHOE coefuHeHue. lMpoBepky Heobxoanmo
NpoOBOAWTb OAMH pa3 B MECSIL, M KaxXablli pa3 nepes TeM kak yompaTb annapar Ha XpaHeHue.
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- PerynapHo npoBoguTe NpoBepKy repMeTUYHOCTM CUCTeMbl ra3a, He Habniojaetca nm y
BEHTUNATOPA UK ABUraTensi No4atoLLero ycTpocTBa HEHOPMaribHbIX LUYMOB U HET NN HEMMOTHbIX
coegVHEHUN.

- PerynapHo ouvwante comno v MPyTOK MpU MOMOLLUM CheuuanbHOW Masu Ans yaaneHus
pacnnasneHHoro metanna. He cHumariTe nogaroLlee yCTponcTBO, NOTSHYB 3a Kabernb ropesku.

- VicnonbayinTe ToNbKO KayeCTBEHHY NPOBOMOKY. Hukoraa He ncnonb3ynTe pXKaByto NPOBOOKY
UV NPOBOJIOKY NIIOXOro Ka4yecTsa.

- CymwanTe NbiNb C POMMKOBOIO KaHara cXaTbiM BO34YyXOM Nocre AMUTENbHOro MCNoMb30BaHWS
cBapoyHoro annapata. (HakannveaHue nbinyM NpoUCXoAuT M3-3a TPEHUS MeXay MPOBOMOKON U
POMKOM 1 yAANsTb ee Heo6Xo0AUMO AN TOro, 4To6bI 06ecnevnTs POBHYHO NoAaqy NPOBOIOKM).

- Ons poBHOM Mogayn MPOBOMOKM HEe PEKOMEHOYETCS CRULIKOM NfIOTHO MPUXMMaTb POSMK.
(Cnvwkom nnoTHoe npuxaTue npuBedeT K Aedopmauun NPOBOMOKK, YBENUYEHUIo
COMPOTUBIEHMWS NPU NOAAYE N YBENUYEHNS TPEHUSI MEXaHU3Ma).

BHUMAHWE:

- Mpu npoBeaeHUK OYMCTKM annapaTa, cneayer NpUHATL BCe Mepbl MPEAOCTOPOXHOCTH, YTOObI
n3bexaTb CnyvyanHOro ygapa 9neKTpuyeckum TOoKoM. HekBanmduumpoBaHHbIM paboTHMKam
3anpeLyeHo OTKpbIBaTb KOpnyc annaparal

- MNepen npoBegeHMeM O4NCTKM OT MbINM HE06XOAMMO OTKIOYNTE UCTOYHUK MUTaHWS.

- Hukorpa He nepernbaite npoBoAa v He NoBpexaanTe AeTany Npu NpoBeAeHNM OYUCTKN.

9. HeucnpaBHOCTM U X yCTpaHeHUe

HEUCNPABHOCTb

NPUYNHA

YCTPAHEHUE

[opuT xenTbii nHaukaTop

HanpsixeHve cnuiikom Bblcoko (215%)

HanpsbxeHve cnuiwkom Huskoe (£15%)

OTKntouMTe anekTponuTaHue.
MpoBepsTe ceTb. MNoBTOPHO
3anycTuTe CBapOYHbIN annapar Koraa
HanpspkeHne JOCTUrHeT
HOpPMarnbHOro YpOBHS

Mnoxas BeHTUNALMA npuBena K
CpaGaTbIBaHMIO 3almnTbl OT Nneperpesa

yJ'Iy‘-ILIJVITe yCJ'IOBVIFI BEHTUNALNN
annapara

Temnepatypa okpyxatoLien cpeabl
CINWLLKOM BbICOKa

Mcnonb3oBaHue cBepx paboyero LUMkna

Mpu NOHWKeHWN TemnepaTypbl
VHAMKATOP aBTOMAaTUYeCKy noracHeT

[Buvratenb ycTponcTea ans
nogayun NpoBOMOKN He
pabotaet

CriomaH perynstop

3ameHuTe perynsitop

Conno 3abnokvpoBaHo

3ameHuTe conso

Mopatowmin POJNNK HENJIOTHO 3aKpenyieH

3ataHute 6onThbl

BeHTUnATOp oxnaxaeHus
He paboTaeT unm
BpaLlaeTca Criukom
MeaneHHo

Bbikntovartens crnomaH

3ameHuTe BblknoYaTenb

BeHTI/II'IF!TOp criomaH

3ameHuTe Unu OTPEMOHTMPYITE
BEHTUNSTOP

MospexaeH nnu ocnab nposog

MpoBeptTe coeaunHeHve

[lyra He cTabunbHa n
Habnioaaetcs 6onbLuoe
KOnun4yecTBo 6pbI3r

CnuLwKom GonbLLON KOHTAKTHBbIV
HaKOHEYHWK AenaeT CBapOYHbIA TOK
HecTabusibHbIM

3aMeHnTe KOHTaKTHbIN HAKOHEYHUK
Ha nNoaxoaaLmMn

CrumwKoM TOHKUIA ceTeBon kabenb
AenaeT MOLLHOCTb HecTabuibHON

3ameHuTe ceteBol kabenb

Crnu1LIKOM HM3KOE BXOZHOE Hanps>xeHne

YBenunyste BXogHoe Hanps>xeHue

COI'IpOTMBJ'IeHMe nogayu npoBOJSIOKK
CILUKOM BEJTMKO

OuuncTnTe Unn 3ameHuTe
Hal'lpaBJ'Iﬂ}OUJ,VIVI KaHaln B roperke
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HEUCNPABHOCTb NMPUYUHA YCTPAHEHUE
MoBpexaeH kabenb 3azemMneHus MopcoeguHute kabenb 3a3emnexHns
[lyra He Bo3byxpaeTcs MecTo cBapKu NOKPLITO PXKaBUYMHOW UK 3auncTTEe MECTO CBapKu 1
CUJIbHO 3arpsi3HeHo obe3xupbTe ero
MpoBepbTe coeaMHeHNe ropenku ¢
[noxo nogcoeanHeHa ropernka
annapaTom
OTcyTCcTBME 3aLWUTHOIO =
rasa ["a30BbIN LWNAHr 3a)aT unu
3abnokvpoBaH MpoBepbTe cucTeMy Noaaym rasa
[MoBpeXxaeH rasoBblIi LUNAHT
[pyroe Ob6paTnTeCh B CEPBUCHBIV LIEHTP

10. Komnnekrauus

MHBepTOopHbIN annapar - 1wr

CepTtudpmkar - 1wt

PykoBoacTso no akcnnyatauymm - 1wt

Kabenb anektpogonepxarensi - 1wt

Kabenb 3a3emMneHus (C 3aXnMoM 3asemneHnst) - 1wt
[@a30BbIN WNaHr - 1wt

XOMyT And ra3oBoro wnadra - 1wt

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

11. XpaHeHune n TpaHCNopTUpPOBKA

- Annapart cnegyet 6epeyb OT nonagaHust Bogpl U cHera. Obpatute BHUMaHWE Ha 0603HaYeHUst Ha
ynakoBke. Tapa afsi XxpaHeHusi AomkHa GbITb CyXOM U co CBOGOAHON LMpKynsiumen Bo3ayxa u 6e3
HanMMYK1s KOPPO3WIIHOIO rasa Ny Nbinu. [nanasoH Aonyckaembix Temnepatyp ot -25°C go +55°C,
M OTHOoCUTENbHAas BNaxHocTb He bonee 90%.

- Mocne TOro, KakK ynakoBka Obina OTKpbITa, pekoMmeHayeTca And naaneVlmero XpaHeHna un
TpaHCNopTUPOBKN nepeynakoBaTe annapart. ([leped XxpaHeHvem pekoMeHAyeTCcsi MpoBecTU
O4YMCTKY U 3aneyartaTb NNacTUKOBLIA NakeT, B KOTOPbIA He0bxoaMMO NOMECTUTL annapar nepeg
romeLLeHem B KOPOBKy).

- Y nonb3oBaTenein fomkHbl BbiTb BCErga B HaNMMUMM yrnakoBOYHbIE MaTepuanbl Ans XpaHeHUs!
annapata. Ecnu mawwunHa 6ynet nepemelLatbcs BO BPEMSI TPaHCNOPTMPOBKY, Toraa Heobxoaum
OEPEBSIHHbI AWMK. Ha Awmk Heobxogumo nomectuTb Hagnucb «LIFT» unun «lMpegoxpaHsaTb oT

A0XKOA».
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12. Cxema aneKkTpu4veckas npuHuMnuanbHas

swion
ACZ20r 240 S080H

16AZ50VBE

PE T

LYot X . —

MIG 200 PWR

2202323 1915%

DigiMIG-00]

13.NapaHTUnHbIEe 06sA3aTenbLCTBA

apaHTUIiHBIN CpoK Ha 06opyAOBaHVE YKa3blBaeTCS B NpuiaraeMoM CEPBUCHOM TanoHe.

lapaHTna oTHocKTCA K AedeKTam B MaTepuanax 1 yanax v He pacnpoCTPaHSAETCH Ha KOMMOHEHTI,
nogBePKeHHbIE eCTECTBEHHOMY M3HOCY M paboThbl MO TEXHNYECKOMY 06CMYXUBAHUIO.

[apaHTVMHOMY PEMOHTY nognexar TONMbKO OYMLLEHHbIE OT MbIMK U FPS3K annapaTtbl B 3aBOACKON
ynaKoBKe, MONMHOCTbI0 YKOMMNIEKTOBAHHbIE, UMEIOLLE MHCTPYKLIMIO MO 3KCNIlyaTaumm, rapaHTUAHbIA
TanoH C ykasaHuem AaTbl MPOAAXW, MPU HanMMyMKU LWITaMna marasuHa, 3aBOACKOro Homepa Wt
OpVrMHanoB TOBapHOIO M KACCOBOIO YEKOB, BblAAHHbIX MPOAABLIOM.

B TeyeHve rapaHTuHOrO cpoka CepBMCHBIN LEHTP YCTpaHAeT 3a CBOW CHET BbISIBIEHHbIE
Npon3BoACTBEHHblE AedekTbl. [pon3BoanTenb CHUMAET CBOWM rapaHTUHble obs3atencrteBa U
IOPUANYECKYI0 OTBETCTBEHHOCTL NPW HECOONIOAEHNN NOTPebUTENEeM MHCTPYKLMIA NO SKChnyaTauum,
CaMOCTOATENbHOW pa3bopkn, PEMOHTA 1 TEXHUYECKOro 06CnyXMBaHMA annapara, a Takke He HeceT
HMKaKOoW OTBETCTBEHHOCTY 3a MPUYUHEHHbIE TPaBMbl M HAHECEHHBIW yLLepb.
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