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

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

1. Safety operation

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

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

- Prevent the sparks and spatter from harming your body.

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

- Do not operate under water or more humid place.

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

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

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

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

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

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

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

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

- No entering the welding site for persons not concerned.

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

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

- Maintenance should be conducted by the trained personnel.

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

Safety Check:
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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Description INMIG 200 Plus
Input voltage, V 220
Rated input current, A 36
Rated input capacitance, kVA 7,92
No-load voltage, V 65
Min welding current MIG, A 30
Max welding current MIG, A 200
Voltage at min welding current MIG, V 15,5
Voltage at max welding current MIG, V 24
Duty cycle at max welding current MIG, t=40°C, % 20
Welding current MIG at duty cycle 100%, t=40°C, A 89
Min welding current MMA, A 20
Max welding current MMA, A 170
Voltage at min welding current MMA, V 20,8
Voltage at max welding current MMA, V 26,8
Duty cycle at max welding current MMA, t=40°C, % 20
Welding current MMA at duty cycle 100%, t=40°C, A 76
Min welding current TIG, A 15
Max welding current TIG, A 200
Voltage at min welding current TIG, V 10,6
Voltage at max welding current TIG, V 18
Duty cycle at max welding current TIG, t=40°C, % 20
Welding current TIG at duty cycle 100%, t=40°C, A 89
Power factor 0,92
Insulation class H
Enclosure protection IP21S
Cooling type Fan cooled
Dimension (LW H ), mm 550x320x440
Weight, kg 15,4

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

3. Description

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

The highlighted characteristics of Inverter Welder:

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

- Undercutfunction make arc-piloting more successful.

-3-
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- By various sound protection performance, it can keep the welding machine from overheating, over
voltage, under voltage, over currentand so on.

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

- No special requirements for the welding wire. Both solid and flux-cored wires are available. The
diameter of the wire is between 0,6 at 1,2 mm.

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

- Dual Pulse technology, could use 1,0 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

The welder acquires 220V single phase industrial frequency DC power source through the power
switch and rectify through single phase rectifier bridge and then filtered through capacitor to get the
DC current. The 40 KHz AC current is got through the IGBT all-bridge inverter. Then this alternating
current, transformed by the intermediate frequency transformer and rectified by quick recovery
diode, outputs the stable direct current for the welder immediately after it has been filtered by the
reactor. 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.

o—| = = - - High . __  ~rrrhe
Rectifier Filter FI:‘::::i; Transformation Frequency
— 1 B B 1 Rectifier *‘{l:ﬂa
" | | | Trait | :
Drive « Modulate Control o Sampling
T
Protection R Process Current
Inspect Control [ Adjustment

MIG series use the movable carton like structures: The upper part in the front is equipped with a
welding current regulation knob, abnormal indicator light, working indicator. 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 partis a radiator with power elements.

-4 -
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Environment to Which the Product Is Subject:

- The surrounding temperature range: when welding: -10 +40°C;

During transport or in storage: -25 +55°C

- Relative humidity: when at 40°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.

- Keep fromraining when itis used outdoor.

-Altitude no more than 1,000m.

Requirement for Main Supply:
- The oscillation of the supplied voltage should not exceed +15% of the rated value.

5.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.

There is a gooseneck installed in the handle of the torch. In the back part of the torch there is a
connecting with the coreless cable and in the front part is a shunt. The shielded gas distributes via
the shunt and forms well-proportioned air current in the nozzle, and then spurt out in a form of air
hanging. Set with a sensitive switch on the handle to control the welding current.

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

CABLE
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6. Sign & Pictures lllustration

SIGN NAME
A Current
\"/ Power
Hz Frequency
@ Ground
H Insulation grade
|P21 Protection class
T DC current

=
]]D 50-60 Hz Power source

U0 Rated open circuit voltage
X Duty cycle
| 1 Rated input current
|2 Rated welding current
=PAHCQDB=| Welder’s structure
U, Rated input voltage
UZ Rated load voltage

7. 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 go 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.
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Connection between Welder and Power Source

Connect the power source cable at the back board of the welder into the single phase 220 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.

AN

o M | — 1-phaze
@ ° |:| power supply
& 220V
O/ Input connection Sketch
Item INMIG 200
eaeEe Circuit breaker, A =36
Fuse (Rated current), A 40
5 5 Knife Switch, A 40
g g Power cord, Mm” =25
° O0a00 J

High voltage danger from power source! Consult a qualified electrician for proper
installation of receptacle at the power source. This welder must be grounded while in use to
protect the operator from electrical shock. If you are not sure if your outlet is properly
grounded, have it checked by a qualified electrician. Do not cut off the grounding prong or
alter the plug in any way and do not use any adapters between the welder's power cord and
the power source receptacle. Make sure the POWER switch is OFF before connecting your
welder's power cord to a properly grounded 220VAC.

-7-
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The installation and connection of MIG Welding

1. Connection and installation of the wire feeder

- Select suitable wire according to welding
technology. The wire diameter must be FRONT
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 feeder. TORCH
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 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. _ EARTHCABLE.

- Lead wire into “Wire Guide Pipe” of wire

feeder, align wire with roll groove through

“Drive Roll”, re-lead “Socket Tip” and press

“Drive Roll”. (If more welding wire is needed, it

will be done after switching on the power.)

2. 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.

3. 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.

The installation and connection of MMA Welding

1. 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.

2. 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.
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ATTENTION: The protection class of IRMIG Series 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.

(

. Control panel

. Mig torch connector

. Welding cable connectors

. Specification table

. Gas input connector

. Power Switch

. Power Cord

. Power Indicator

. Protection indicator

10. VRD indicator

11. Welding current digital display

12. Wire speed adjust knob in MIG;
Welding current adjust knob in MMA & TIG
13. Welding voltage digital display

14. Welding voltage adjust knob in MIG;
ArcForce adjust knob in MMA; welding
time adjust knob in SPOT

15. Electrical inductor adjust knob

16. Current indicator

OONOOAAWN -

8

|

t °
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9 10 11 12 13 14 15

16

iy #
e

17. Wire speed indicator

18. Weld function button

19. Torch mode button

20. Gas mode button

21. Wire dianeter button

22. Manual/Syn selection button
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Attention:

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

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

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

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

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

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

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

MIG welding steps

a) Debugging before welding

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

- Select protect gas by button 20, and the indicators at the left part of button will indicate the selection
gas.

- Turn on the gas regulator of gas tank,
the gas pressure is shown on the meter.

\ G )
- Turn the gas control counterclockwise. A 4 '. ’. (K| - \V/
Press the welding voltage knob 14 the ..' ’ ' ‘. '.. . .
display shows « GAS ON» .
- With gear, adjust the gas supply in
accordance with the specifications. To ” T ' |l
stop the flow of gas press the welding | A s ,.' :. s ,’ ,. \Y)

voltage knob 14 again, the display
shows « GAS OFF».

- If the welding procedure requires work
mode spot welding (SPOT), you must 1~
configure during this operation. To do A “¥
this, press and hold the welding voltage
knob 14 up until appears «SPtADJ».

0
N/
P
-,
SR
Nod
oo
<

X
A/

0
..
A/

- W, __/ \_4
-Rotate the welding voltage, the desired | gy oo [ ] [ g \V
setting time duration welding one point. ‘. , .. “ [l ‘.
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To exit the setup mode press the welding voltage knob 14 thereby confirming your selection.

- 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.

- To speed up the drawing of the welding wire through the supply hose torch, press and hold, feed
rate control device 12 . When this flow rate is the maximum possible. To exit the maximum wire feed
speed, release the feed regulator 12

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

b) Welding

- There are five options for wires: 0,6 mm, 0,8 mm, 0,9 mm, 1,0 mm and 1,2 mm. For these
embodiments, the machine preset optimal performance of the welding process, and it is only
necessary to adjust the magnitude of the wire feed speed to achieve a desired weld.

- Rotate the inductance can be adjusted 15 character transfer of deposited material in the weld pool.
- Select control of the welding torch button position 19. The options are 2-stroke mode, 4-stroke
mode and SPOT.

- During welding , please adjust the supply of welding wire in accordance with the desired speed of
welding.

- Press the torch switch, the wire feed will be carried out automatically.

The arc is started as soon as the wire touches the material to be welded. When welding operation
indicator lights .

Flux welding steps

a) Debugging before welding

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

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

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

- When wire feeding, make the cable straight.

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

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

-", the ground cable lead

b) Welding

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

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

-11 -
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Aluminum welding steps

a) Debugging before welding

- Change the liner in MIG torch for Teflon liner.

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

- Select protect gas by button 20, and the indicators at the left part of button will indicate the
selection gas.

- Turn on the gas regulator of gas tank,
the gas pressure is shown on the meter. ’- "‘ 'v .-'
A - ‘- D V
- Turn the gas control counterclockwise. .-. , ' " '-‘ ' ‘
Press the welding voltage knob 14 the
display shows «GAS ON».
- With gear, adjust the gas supply in
accordance with the specifications. To " "‘ " ’-' " "
stop the flow of gas press the welding A 9 ',.' .' ) .,. ,. \Y)
voltage knob 14 again, the display - - -

shows «GAS OFF».

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

b) Welding

- Select welding wire diameter. When choosing aluminum welding wire diameter must produce 1,0
mm.

- When performing welding, adjust the welding current and welding voltage in accordance with the
settings.

- Rotate the inductance can be adjusted 15 character transfer of deposited material in the weld pool.
- Press the torch switch, the wire feed will be carried out automatically.

The arc is started as soon as the wire touches the material to be welded. When welding operation
indicator lights.

MMA welding steps

a) Debugging before welding

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

- Set the welding current via welding current adjustor.

b) Welding

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

The “working” indicator is on.

-12 -
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¢) The function VRD

Function VRD (low open circuit voltage ) - the ability of the welder to keep downtime low open circuit
voltage.

Feature is designed to improve electrical welding (MMA welding) when used in wet areas and in
areas with high risk (in enclosed or confined spaces, tunnels, wells, reservoirs).

Function VRD, keeps a low open circuit voltage prior to ignition of the arc, after includes standard
features of the arc.

Job function is indicated by (VRD) on the unitif it turns red, it means that the function is enabled, and
the open circuit voltage isinrange up to 12,7 V.

To enable/disable this feature, you must simultaneously press the buttons select the type of gas 20
and select manual/synergistic 22 and then hold them to click on the button to select the type of
welding 18.

TIG welding

a) Debugging before welding

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

- Setthe welding current via welding current adjustor.

b) Welding

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

9. Maintenance

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

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

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

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

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



Operator's manual f”ﬁﬂ!

www.fubag.ru

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

- 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.)

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.

-14 -
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BREAKDOWN

ANALYSIS

SOLUTIONS

Yellow Indicator is on

Voltage is too high (>15%)
Voltage is too low (<15%)

Switch off power source; Check the main supply;

Restart welder when power recovers to normal state.

Bad power ventilation lead to

over-heat protection

Improve the ventilation condition.

Circumstance temperature is too It will automatically recover when the
high. temperature low down.

Using over the rated duty- It will automatically recover when the
cycle. 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.

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

Check gas system

Gas system rubber pipe break

Connect gas system and bind firmly

Others

Please connect with our company
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11. Complete Set Specification

Inverterwelder...........ccooveviveiiiecieeeeee e, 1
Operator's Manual.............coccoveriinieieniciienens 1
TOICH ... 1
Electrode holder............ccoooieiiiiiiereee 1
Earth Cable (clamp).......ccccoeeiiiiiiiiieeeeee e 1
GaShOSE......oeeieeeeeee et 1
Clamp....oee e 1
12. 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.

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.
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BHUMAHUE! NEPEO WUCNOJIb3OBAHUEM CBAPOYHOIO AINMAPATA
BHUMATENbHO O3HAKOMLTECH C AAHHOW UHCTPYKLIMEN.
K ucnonb3oBaHnio M 06CNyXMBaHWIO CBApOYHOrO annapara [oMnyckaeTrcs TOmnbKo
KBanMdrLUMPOBaHHbINA 1 cneumanbHO 00yYeHHbIN NepcoHar, 03HaKOMIEHHBIN C AaHHON
WHCTPYKLMEN.
B 9TOM WHCTPYKUUM COAepXWTCA onucaHue, npasuna GesonacHOCTM M BCcA Heobxogumas
nHopMauma Ans npaBuNbHOM akcnnyaTtauun ceapoyHoro annapata FUBAG. CoxpaHsiTte
OaHHYI0 MHCTpYKUMIO 1 obpaljantecb K HeW npu BO3HUMKHOBEHMM BOMPOCOB Mo 6esonacHow
3Kcnnyartaumm, 06CnyXMBaHUIO, XpaHEHWIO U TPAHCNOPTUPOBKE cBapoyHoro annapata FUBAG.

1. NMpaBuna 6e3onacHocTH

- Bcerga cobniogarite npasuna 6esonacHocTu. Hocute 3alumTHYIO oaexay v cneyunanbHble
cpeacTBa 3awmThl, YTOObI 36exaTb NOBPEXAEHUS MMa3 U KOXHbIX NMOKPOBOB.

- Bcerna HapeBanTe 3aWwmTHy0 Macky Bo BpeMsi paboTbl CBApOYHbIM annapaTtom unu
MCMNONb3yNTE OYKU C 3aLLUMTHLIM 3aTEMHEHHbBIM CTEKITOM.

- Ctapawitecb, 4TOObI MCKPbI 1 BPbI3rK HE Nonanu Ha Teno.

- N3beraiiTe KOHTaKTOB C OTKPbITHIMU TOKOBEAYLUMMM Kabensammu cBapoYHOro annaparta, He
npuKacamnTech K ropernke u cBapvBaemMol NoBEPXHOCTHU.

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

- ObIM 1 ras, KoTopble NoNagaloT B BO34yX Npy CBapke, onacHbl Ans 30opoBbs. [Nepen,
Hayanom pabot ybeamTech, YTO BbITSXKKa U BEHTUNSALMS ucnpasHoO paboTator.

- Y6eauTech, YTO N3nydeHne oyri He NonageT Ha ApYrvMx Noden, Haxoaawmxes nobnmsoctu
OT MecTa CBapKMW.

- MomHuTe, YTO NpK cBapke TemnepaTypa obpabaTbiBaeMol NOBEPXHOCTU MOBLILLAETCS,
NnoaToMy cTapanTech He npukacaTbcs kK oOpabaTbiBaeMbIM AeTansm Bo U3bexxaHne OXOoroB.

- He npukacawTtech K MECTY NOOKIOYEHNS MUTaHUS UK K APYTUM YacTsIM CBapOYHOro
annapata, KoTopble HaxoasiTca nog Tokom. OTKMYanTe nuTaHne cpasy nocne oKoOH4YaHus
paboTbl UNu nepef TeM, Kak OCTaBUTb MECTO paboThl.

- Hukorga He pabotaliTe Tam, rae CyLecTByeT ONacHOCTb NOMyYEeHUSA 3MNEeKTPOLLOKA.

- Hukorga He npousBoanTe CBapKy eMKOCTEN, B KOTOPbIX MOMYT COAEPXaTbCs
NerkoBocnnaMeHsLWmnecs unm B3pbIBOONacHbIe MaTepuarnbl.

- Mpw BbICOTHLIX paboTax Bo M3bexaHne HecHacTHOro cny4vasi cobnoganTe npaBuna TEXHUKK
6e3onacHocTM paboTbl Ha BbICOTE.

- Cnegute 3a Tem, 4To6bl Ha paboyen nnowaake He GbINo NOCTOPOHHMX NIDAEN.

- CBapoyHble annapatbl U3ny4atoT aNeKTPOMarHUTHbIE BOMHbI U CO34al0T NOMexm Ans
paavoyacToT, No3ToMy crneaute 3a TeM, YTobbl B HEnocpeacTBEHHOW 6nM30CT OT
annapata He 6bIno Noaen, KOTOpble UCMOMNb3YHT CTUMYNSTOP cepaua unm apyrue
NPUHAANEXHOCTU, ANl KOTOPbIX 3IEKTPOMarHMTHbIE BOSHbI M paaModacToThl co3aatoT
nomexu.

BHUMAHMUE. CapoyHbIi annapaT HaxoauTCs Mo HanpshXeHWeM, Mo3ToMy npexae, Yem
NPUCTYNUTb K ero 06Cny>XnBaHuIo, crieqyet 006ecTounTb ero Bo n3dexaHne sMneKTpoLLIoKa.
Mepen npoBeneHnem nobbix paboT Bcerga HE0OX0AMMO OTKMYATh MCTOYHUK NUTaHUS. K
paboTam co CBapOYHbIM annapaTtoM JOMNYCKakTCS TONbKO CNeLmManmucTbl.
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MpoBepbTe NoakMOYEHNE BXOOHbIX U BbIXOAHbIX Kabenew, 3a3eMneHve un T.4.
TexHu4eckoe 00Cny>XMBaHMe AOIMKHbI BbIMOMHATL TONBKO KBannuUuupoBaHHbIe
cneumnanucTbl.

Ecnu Baw cBapoyHbIil annapat 6bin TONbKO YTO YCTaHOBMEH UK Kk paboTe npucTynaet
HOBBbII onepaTop, creayeT NPOBEPUTL CONPOTMBMIEHNE N30NSLUN Mexay 0OMoTKaMu U1
KOXYXOM.

Bpems oT BpemeHu cnenyeT npoBepsATb COCTOSAHME CBapo4HOro kabens. Ecnu annapat
MCNoNb3yeTcs PerynsipHo, ero cneayeT NpoBepsTb HE MeHee OAHOro pasa B Mecsil,.
CocTosiHMe cBapOYHOro kabens Takke criegyeT NPoBepsiTb, €CMNY CBAPOYHbLIN annapar
MCNOMb3yeTCs Kak NepeHOCHOMN.

Ecnn cBapoyHbIi annapat BPpEMEHHO HE UCMONb3YETCsl UINU HE UCMONb3yeTCs
NPOAOIPKUTENBHOE BPEMS, Er0 CrieayeT XpaHUTb B CyXOM, XOPOLLO MPOBETPMBAEMOM
nomeLLeHnn, He Jonyckas nonagaHnst Ha Hero Bnaru, KOPPO3MOHHO-ONACHbIX UMK
TOKCUYHbIX ra3o0B.

Pa3 B rog cnegyet ounaTtb CBapoYHbIA annapat oT nbinu. MNpoBepsTe, He ocnabneHsbl nn
[JeTanu KpenmneHus annapara, areKTPOMarHUTHY0 CUCTEMY, PYYKM HACTPOWKKU TOKa U T.4.
Hanuuue B Bo3gyxe Mbinu, a Takke egKkMx U KOPPO3MOHHbIX BELLECTB HE JOMKHO
npeBbIWaTh AOMYCTUMbIX HOPM.

CBapoyHbIl annapar AOSKeH OblTb YCTAHOBIEH B TAKOM MeCTe, rae Ha Hero He byneT
nonazatb JOXAb M CONTHEYHbIE Nydn. Ero MOXXHO XpaHUTb B HAMMEHEE BIIaXXHOM MecTe C
Temnepatypoii ot -10 go 40°C.

Heobxoanmo obecneunTb JOCTYN BO3AyXa K CBApO4HOMY annapary, Ansi 3TOro BOKPYr HEro
OOMKHO GbITb CBOGOAHOE NPOCTPaAHCTBO He MeHee 50 cm.

Y6eantech, 4TO Ha MecTe paboTbl CBApOYHOro annapara HeT MeTanIM4Yecknx unu
MHOPOAHbIX NPeaMETOB BO n3bexaHue ux nonagaHvis B annapar.

He ycTtaHaBnuBaiTe CBapOYHbI annapaTt Ha BUOPUPYHOLLYHO MOBEPXHOCTb.

CBapoyHbIl annapar AOSPKeH OblTb YCTAHOBIEH HA rOPM3OHTANbHON NOBEPXHOCTU, N eCnn
yron HakrnoHa coctaensieT 6onee 15°, cnegyet co3gartb YCNoBWsA AN NpeaoTBpaLleHns ero
onpokuabiBaHus. NpumrTe Mepbl NO 3almMTe OT BETPa, Tak Kak CBapOYHbIN annapar
paboTaeT ¢ 3aWmTHBIM razoM. CKopocTb BeETpa AorkHa ObiTe He 6onblue 1,0 m/cek B
NPOTMBHOM cry4ae HeobxoanMo UCMonb3oBaTh YCTPONCTBO ANS 3alluThl OT BETPA.
Y6enutech, YTO B MECTE YCTAaHOBKM CBapOYHOrO anmnapara OTCYTCTBYHT NOCTOPOHHME
NoMeXxu.

Henb3s 3axnmatb kabenb cBapovHON ropenku. Yron cruba kabensi He A0MKeH ObITb
CINULLKOM ManeHbkuM. Pagnyc kaHana HanpasnsatooLen He MoxXeT ObiTb MeHbLie 300 mm
MHaye OH MOXET NOBPEeANTb BHYTPEHHMWI Kabenb 1 NPUBECTUN K HECHACTHOMY Cry4aro.

Mepen Hayanom paboThbl crneagyeT TWaTeNbHO NPOBEPUTL!:

4YTOObI He BbINO KOPOTKOrO 3aMblkaHUSA Mexay kabensmy cBapoYHOro annapara;
NPOYHOCTb COEANHEHMS pa3beMOB 1 kKabenen.

KBanuduumpoBaHHbI NepcoHarn AoMKeH perynspHo NpoBoAUTL NPOBEPKY CBApOYHOro annapara
B TOM CIy4ae, ecrniv OH UCMONb3yeTcs Nnocre ASIMTEeNbHOTo XpaHeHUs U peMoHTa. JTu NPOBEPKU
BKIHOYaIOT crieqytoLume npoueaypb!:

npoBepKy cBapoyHoro kabensi. Kabenb gomkeH GbiTb 3aMeHeH npexae, Yem byaet
NMOMHOCTBIO M3HOLLEH. BxogHowm kabenb JormkeH ObITb 3aMeHEH B Cryvyae NOBPEXAEHUS;
NPOBEPKY MOLLHOCTM UCTOYHUKA NUTaHUSA. JTIOGOM NCTOUHUK MUTaHKS, NCMOMb3YHOLNACA
AN CBapOYHOro annapara, AOMmKeH ObITb OCHALLEH 3alMTHBIMU CUCTEMaMM.

Ecnu Bbl cTONKHynNucb ¢ npobrnemamu, C KOTOPbIMU HE MOXETE CrpaBUTbCs, obpallantech B
CepBUCHbIN LIEHTP.
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2. TexHU4YeCKne xapakTepucTUKu

XapakTepuctuka INMIG 200 Plus
BxogHoe HanpsixeHve, B 220
HomuHanbHbIN noTpebnsemblin Tok, A 36
HomuHanbHasa notpebnsiemasi MOLWHOCTb, KBA 7,92
HanpsixeHne xonocTtoro xoga, B 65
MuWHUManbHbIA CBApOYHbIV TOK B pexume MIG, A 30
MakcumarnbHbIN CBApOYHbIN TOK B pexxume MIG, A 200
HanpsxeHune npu MMH1UMaNbHOM CBAapO4YHOM Toke B pexumve MIG, B 15,5
HanpseHune npu MakcrmMmanbHOM CBapo4YHOM Toke B pexumve MIG, B 24
B npn makcumansHOM CBapo4HOM Toke B pexume MIG, t=40°C, % 20
CBapouyHblIi Tok B pexume MIG npu NMB=100%, t=40°C, A 89
MuHUManbHbIN CBApOYHbIV TOK B pexnume MMA, A 20
MakcumanbHbIi CBapOYHbIN Tok B pexxume MMA, A 170
HanpsixeHve npn MMHMManbHOM CBapoYHOM Toke B pexume MMA, B 20,8
HanpsixxeHve npu MakcMManbHOM CBapO4HOM Toke B pexume MMA, B 26,8
MB npu MakcumansbHoM cBapo4YHoM Toke B pexume MMA, t=40°C, % 20
CBapoyHbii Tok B pexxume MMA npu MB=100%, t=40°C, A 76
MuHUManbHbIA CBapOoYHBbIv TOK B pexume TIG, A 15
MakcumarnbHbIA CBapOYHbIN TOK B pexxume TIG, A 200
HanpsixeHve npn MMHMManbHOM CBapO4YHOM Toke B pexume TIG, B 10,6
HanpsixxeHve npu MakcMmanbHOM cBapo4HOM Toke B pexume TIG, B 18
MB npn MmakcumanbHOM cBapo4HOM Toke B pexume TIG, t=40°C, % 20
CBapouHblIi Tok B pexume TIG npu MNB=100%, t=40°C, A 89
KoadpdmumneHT moLHocTn 0,92
Knacc nsonsuum H
CT1eneHb 3aWmTbl IP21S
Tun oxnaxaeHus BosayluHoe npuHyanTensHoe
abapuTHble pasmepsbl (OxLLUXB), MM 550x320x440
Bec, kr 15,4

Mpoun3asoanTenb MMEET NPaBo BHOCUTb M3MEHEHWSI KaK B COAePXKaHNe AaHHOM MHCTPYKLMK, TaK U B KOHCTPYKLIMIO
cBapoYHoro annapara 6e3 npeaBapuTEnbLHOro YBEAOMIEHUS NONb30BaATENEN.

3.0OnucaHue

WHBepTopHbI annapat and MIG cBapku co3gaH C MCMONb30BaHMEM YCOBEPLUEHCTBOBAHHOWM
TexHonoruu IGBT. JaHHbiM annapatom Bo3aMoxHO npooanTe MIG ceapky (c CO nnm cmecnAr/CO,
B KayecTBe 3alMTHOro rasa v csapky drocoBoi nposonokon), TIG cBapky HennassaLmMmcs
anekTpodoM B cpege Ar 1 MMA cBapky. AnnapaT MCnonb3yeT 3MeKTPUYEcKyo Oyry mexagy
NPOBOJIOKOWN/3NEKTPOAOM U CBapvBaeMbiM MaTepuarnioMm B KayeCTBE WCTOYHMKA Tenna Aans
nnaeneHunsi NPOBOSIOKW U MeTarsna, Npy 3TOM B 30HY CBapKW NOAAETCS 3aLLMTHbIV ras.

OCHOBHbIMU XapakTepucTukamu JaHHOTO MIHBEPTOPHOTO annapara siBMsoTCS:

- Hanunune pasnuyHbix cpeacTB 3alUmThl NPeoXpaHseT annapat OT neperpesa, nepeHanpsikeHus,
nageHns HanpshKeHNs!, Ype3mMepHOro Toka U T.A.

- Bobicokas npousBoguTenbHOCTb. brnarogaps aBTOMaTtM4ecKonm nogayn MpPOBOSMIOKUM  MOXHO
OCYLLECTBMATb CBAPKY B ObICTPOM CKOPOCTHOM pEXMME.

- HeT Hukakux ocobbix TpeboBaHWIN K NPMMEHSEMON CBapOYHON NpoBosoke. [oaxoaaT v TBepabie
1 contocosble Nposornoku. inameTp nposonoku ot 0,6 4o 1,2 Mmm.

- YnobHoe coeavHeHue. BHelHWe pasbeMbl AenatoT coefuHeHnst 6e3onacHsIMK, BbICTpbIMK 1
HaAEeXHbIMU.
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- TexHonorus Dual Pulse, no3sonsieT ucnonb3oBath antoM1UHUEBYO MPOBOIOKY AnameTpom 1,0 mm.
- CuHepreTtuyeckoe ynpasneHue B pexume MIG, no3BonseT ObICTPO HACTPOUTb HYXXHbIN PEXUMMU.

- OyHkumsa TIG ceapku ¢ TexHonoruew nodxwura gyrn TIG Lift.

- ®yHkuma MMA cBapku. BbinonHAeTCcsa pyTUNOBLIMU U LEENIONO3HBIMW SM1EKTPOAAMM.

4.YCTpOMNCTBO, NPUHLUN U YCNOBUS paboTbl

CBapoyHbli annapaTt notpebnsietr ogHodasHbid Tok 220 B NpoOMbILLNEHHOW 4acToTbl Yepes
CETEBON BbIKMOYaTENb W BbINPAMISET €ro Yepe3 ofHodasHbIA BbINPAMUTENbHbIA MOCT U 3aTeM
UNETPYeT Yepes KoHOEHCaTop AN MOMyYeHWs NocTosHHOro Toka. Yepes IGBT uHBepTOp
norny4atcs NepeMeHHbI ToK ¢ YacTtoTon 40kl L. 3aTem 3TOT NepeMeHHbIV TOK, MpeobpasoBaHHbIN
OCHOBHbIM TpaHCOPMaTOPOM U  BbINPSIMIIEHHBIA AMOAOM C ObICTPbIM BOCCTAHOBIIEHVWEM
obecneunBaeT cTabunbHbIA NOCTOSIHHBINM TOK AN CBApPOYHOro annapara cpasy ke Mocne ero
unbsTpaLun UHAYKTUBHOCTLI0. CKOPOCTL NoAayy NPOBOSIOKM MOXHO NOCTENEHHO perynupoBarh ¢
NMOMOLLbIO pbl4ara AN perynMpoBkM CKOpocTh. CKOpPOCTb MOogayu MpOBOMOKM BRUSIET Ha
CBapPOYHbIN TOK, YEM BbILLE CKOPOCTb NoAa4u NPOBOOKM, TeM BosbLUe cuna Toka Npy 04MHAKOBOM
HanpspKeHUN.

o | | | | | | | e AT
BLICOKOHACTOTHbIA
| eoreswmens || omnre || weepror [ | meancoommarop | [BHCOKDIACTOTH -
BbIEOPOYHbIE
mugon || pervweoska || yreasnEue COHTPOIL
|
|| neougccor | | perymupoBka
SALLMTA YIPABEHWS [ TOKA

MaHenb ynpasneHus CBapo4YHOro annapara oGopyaoBaHa perynmpsTopoM CBAapOYHOro TOKa U
perynsTopomM CKOPOCTY Modadyn NPOBOMKU, MHAUKATOPOM BKIOYEHUSI MUTAHUA U MHANKATOPOM
Tepmo3aluTbl. Ha 3sagHen naHenu pacrnosnoxeH ceTeBoi kabenb, pasbeMm Ans ra3oBoro Kranaa,
BEHTUNATOP OXNaXKAeHWUs, KOHTaKT rnodayu Toka, BblknioyaTenb. Ha BepxHelt yacTu annapara
MMeeTcs pyyka ans yao6HoM TpaHCNopTUPOBKK.

Heo6xopnmble ycnoBus oKpyXxatoLen cpeabl:

- Temneparypa okpyxatoLLen cpeapl: npu ceapke -10 +40°C;

Npu TpaHCMoPTUPOBKe/XpaHeHnu: -25 +55°C

- OTHOCUTENbHas BNaxHocTb: Npn 40°C: <50%, npn 20°C: <90%

- KONMYECTBO MbINW, KUCIOTbI U FPSi3u B BO3AyXe B paboyelt 30He HEe MOXET NPEBbILLATL 3HAYEHME,
yKasaHHOe B HopMaTuBax (3a UCKMioYeHeM BbIBPOCOB OT CBApOYHOTO annapara).

- OTCYTCTBWE CUIbHOM BUOpauumn Ha pabodem mecte

- BbICOTa Haf ypoBHeM Mops He 6onbLue 1000 m

Tpe6GoBaHUs K 3NeKTPONUTAHUIO:
- OTKITOHEHWE HaMNpPsKeHWs ANeKTPONUTaHMS OT HOPMbI He LOMMKHO NpeBbiwaTth £15%
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5.lopenka

[opernka COCTOMT U3 KpenneHus roperkun, CoOeauHNTENBHOrO kKabens n pyykn. KpenneHue ropernku
npegcraenseT cobon yCTPOCTBO CONPAXEHNS FOPENKM 1 YCTPONCTBA AN NOAa4M NPOBOOKH.
CoeaunHuTenbHbIN Kabenb: NOKPbITbIN HENITOHOM HanpPaBrSoLLMI KaHarn NOMELLEH B LIEeHTP Nororo
kabensi. BHYTpeHHsIs 4acTb KaHana npegHasHayeHa Ans nogadu nposonoku. CeobogHoe
NPOCTPaHCTBO MeXAy KaHanom v nonbiM kabenem npegHasHavyeHo Ans nogayum 3almTHOro rasa.
Cawm nonHbIi kabenb npegHasHaveH Ans nogayv Toka.

Ha pyyke ropenku ycraHoBneHo S-obpasHoe koneHo. Ha 3agHei 4actu ropenku umeercs
COefiMHeHne ¢ nonbiM kabernem, a ¢ nepedHert CTOPOHbI  LWYHT. 3alUMUTHbIA ra3 NpoxoauT vyepes
WYHT 1 obpadyeT B conre XxopoLlo cbanaHCMpOBaHHbIN NOTOK BO3Ayxa, U 3aTeM BbibpackiBaeTcs
CTpyei HapyxXy. YnpaBneHue TOKOM OCYLUECTBASETCS C MOMOLb0 ObiCTpOAenCcTByHOLWEro
BbIKIo4aTend Ha pydke.

BHumaHue:

- Mepen cbopkoit 1 pa3bopko ropernku Unv nepen 3ameHon KOMMNOHEHTOB HEOBX0AMMO OTKITHOYUTb
nofavy anekTponuTaHus

- CnepyeTt BOBpeMSl 3aMeHATb COMSI0, TaK Kak ero M3HOLEHHOCTb BIUSIET HA Ka4eCTBO CBapPKMW.
PacnpegenvTtens ropenku Takke creayeT MeHATb B Crlyvae ero nosioMKu

- Heo6xoammo 3ameHATb U3HOLLEHHbIV Kaberb ropernkm

COMJO KOHTAKTOP LWYHT KOJNIEHO PA3SBEM BbIKI-NIb  PYYKA

KABEJIb
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6. PacluncpoBka nukrorpamm

cUMBOnN PACLUMDPOBKA
A Tok (A)
Vv HanpsixeHve (B)
Hz Yacrora (My)
@ 3asemneHve
H W3onsauus
IP21 CTeneHb 3alunThl

...... CBapka NoCTOSHHHbIM TOKOM

]]D 50_16; Hz XapaKkTepuCTUKK aneKkTponuTaHus
U0 HomunHanbHOe HanpspkeHne B XONoCcTOM pexuMe
X Linkn
I 1 HomuHanbHbI BXOAHOW TOK
| 2 HomuHarnbHbI CBapOYHbIA TOK
=[ZAHQD>—=| CrpykTypa cBapouHoro annapata
U1 HomuHanbHbI BXxOAHOE HanpshkeHne
UZ HoMmuHanbHbIN ¢ Harpyskon

7.YcTaHOBKa

Pa3smelleHne cBapoyHOro annapara

- KonunuecTBo nbinu, KACNoThI U rpsi3v B Bo3ayxe B paboyelt 30He He JOIMKHO NpeBbIaTh
3Ha4eHue, ykazaHHOe B HOpMaTMBax (3a UCKMYeHEeM BbIOPOCOB OT CBAapOYHOrO annapara)

- CBapoyHbIVi annapat AOSKeH OblTb yCTaHOBMNEH B TAKOM MeCTe, Iie OH He NoABepraercs
BO3JIENCTBUIO CONTHEYHOrO CBETA M [0XKAsA. Takke ero cnegyet XxpaHuTb B HAMMEHeE BNaKHOM
mecTe npu Temneparype ot -10 go 40°C.

- [Ins obecneyeHnst 4OCTATOYHOW BEHTUNALUN PacCTOSIHNE Haf CBAapOYHbIM annapaTom
[OIMKHO ObITb 50 cm

- Ecnv BHYTpeHHe BEHTUNSALMU HE JOCTAaTO4HO, CrieayeT ycTaHOBUTL 0bopyaoBaHune ans
yCTpaHeHus AbiMa 1 NpeaoxXpaHeHns oT BeTpa.
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ONEKTPOMUTAHVE

MAHOMETP

BbIKMIOYATEND
TOPENKN

TOPENKA

TA30BbI/
LUNAHT

=S

SN

N
— et

A

PABOYAA Al
MOBEPXHOCTb 3ASEMNEHNA

MopcoeanHeHMe UCTOYHUKA NUTAHUA

MoacoeauHuTe oanekTpokabenb K KnNemam Ha 3agHen naHenu K OAHodasHom ceTu
anekTponuTaHus 220B ¢ BoikntoyaTtenem. Hanpspkerve B 380B 3anpeLueHo ncnons3osats, Tak Kak
OHO MOXET CEpPbE3HO NOBPEAMUTL annapaT M UMETb CEPbE3HbIE NOCNeACTBUS AN onepaTopa.
BHumaHue: Tok npegoxpaHutensa B 1,2 ~1,5 pasa npeBbiLIaeT ero HOMUHasbHbIN TOK.

—

o U = 1-chasHoe
@ . |:| HanpshkeHne
2 220B
O/ KoHurypauws anekTponuTaHna Ans CBapo4HOro annapara
e INMIG 200
0ooog MpepbiBaTens uenu, A =236
MnaBkuin NpegoxpaHuTens 40
g = (HOMVHaNbHbI pabounii Tok), A
g = Py6unbHuk, A 40
] - CerteBoit kabenb, MM? 22,5
o 00000 J

- |-

[daHHbIM CBapoYHbIA annapaT npegHa3HavyeH Kak ANA CBapku MNPOBOSIOKOM B cpepe
3alUTHOrO rasa Tak u camo3aluTHOW npoBorokon (drnroc, 6e3 rasa). Koraa cBapo4yHas
ropenka noacoeAMHeHa K MOSIOXUTENbLHOM KneMme, a 3a3eMsieHUe K oTpuuaTtenbHOM,
yBesiMunmBaeTcsi BO BpeMsi CBapoOYHOro npoLecca, 4YTo MCNoNb3yeTCcA ANIA CBapKu MEeTOA0M
MIG/MAG B cpeae 3awuTHoro rasa. O6paTHas NONAPHOCTb UCMOJNb3YyeTCA NMpPU CBapke
camMo3aliMTHOM NPOBOJIOKOM, rAe He TpebyeTcA 60MnbLIOro HarpeBa B NpoLecce CBapku.
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CoenuHeHus n yctaHoBku ansa MIG cBapku

NEPE[HAA
1.MopgcoeanHeHne M ycTaHOBKa yCTPOMCTBA TARET
ANA noga4v NpPoBOJIOKMU ™~
- Mopbepute HeobGXoOMMYK MPOBOMOKY B
COOTBETCTBUM C TEXHomnorven ceapku. uamerp
NMPOBOMOKN [OMXEH COOTBETCTBOBATb
NPVMBOAHOMY PONWKY, HaNpaBnsAlLeMy KaHany
N KOHTAKTHOMY HAKOHEYHUKY.
- OTkpoviTe KpbilwKy 6apabaHa Ha ycTponcTee
Ans nopgayn nposornoku. [lMomecTute MOTOK //QJ/<
nposonokun B 6GapabaH Ha nogatwem
ycTporictBe. BHumaHue: KoHeu npoBONOKu
OOImKeH HaxoauTbea noa 6apabaHom, HanNpoTuB —
nogatoLlero ycTpomcTaa. IASEMERVE
- Ha GapabaHe nmeeTcsi GNOKMPOBOYHBLIN BMHT (MPU OTKPLITOW KpbIlKe OyAeT BUMOEH BUHT C
LecTurpaHHon ronoskon). MNotaHnTe GapabaH pykon Ans perynvmpoBku. Ecriv conpoTtumBnexue
CnuvLKoM GornbLUIoe, BO3MOXHO HEO6X0AUMO OTPerynupoBaTh GIIOKMPOBOYHBIN BUHT: HaTsbKeHWE
yBENMUYMBAETCH NPY BPALLEHWM MO YaCOBOW CTPerkKe, M HaobopoT.
- lNomecTnuTe NpOBOMOKY B HanpaBnsOWWA KaHan MoAaroLero YCTPOWCTBA, BbIPOBHAWTE
NPOBOSIOKY B KaHarne npuMBOAHOIO poruvka, MOMECTUTE MPOBOSIOKY B KaHan pa3bemMa CBapOYHOM
rOpernkyv U HaxXMuTe Ha NPUBOAHOWN ponuk. (Ons NpoTArMBaHWS NPOBOSIOKU B pyKaB CBapOYHOW
ropernku Heo6XoAUMO BKITHOYEHME ANEKTPOMUTAHUS).
2.MoacoennHeHue ropenku
- MomecTnTe coegnHUTENbBHYIO BTYIKY rOPEnkn B OTBEPCTUE ANIA Kpenexa ropenku Ha nepegHen
naHenu cBapo4HOro annapata v NIoTHO 3aKpyTUTE HAKUAHYHO raliky Ha pa3beme ropernku.
3.MoacoeanHeHne kabens 3azeMneHus
- CoegnHuTe MeHbIi HAKOHEYHUK 3aXK1Ma 3a3eMIIEHUS, KOTOPbI MPOXOAUT Yepes OTBEpCTUE AN
rogaym NPOBOSIOKM Ha NaHerny C KOHTAKTOM «-» COEANHUTENbHOIO HakoHeYHKKa. CoeauHUTENbHbIN
kabenb AomKeH bbITb HaAEXHBIM B NPOTUBHOM CIly4ae COeaNHUTENbHbIN HAKOHEYHUK CTOPUT.
- Ons OOCTUXeHWs XOpoLUen Mpou3BOAWUTENLHOCTU MPWU CcBapke (IOCOBOM MPOBOSIOKOW €CTb
BO3MOXHOCTb MOACOEAMHUTb «+», «-» MPOTMBOMOMOXHO, 4TOObI ABUraTenb noAaoLlero
YCTpOWCTBa ObIN C «-», a COeANHUTENbBHBIN Kabenb C «+».
BHumaHue: He ncnonb3yiite cTanbHy0 MiacTyHy nnv apyrme nogobHble Mmatepuansbl, KoTopble
SIBMSIOTCS NIIOXMMUW MPOBOAHUKAMU s 3a3eMIEHNs CBapvMBaeMoro Matepuana.

TOPEJIKA

CoenuHeHusa n yctaHoBku ans MMA cBapku

1.MopgcoegnHeHne cBapoYHoro kabens

MopcoeouHnTe GaoHETHbIN pasbeM CBapOYHOro kaberns K BbIXOAHOMY COEANHEHUIO Ha NepeaHEN
naHenu 1M NOBEPHUTE MO YacOBOW CTperke. OneKTpogodepaTenb MUCMonb3yeTcsa Ans 3axuma
anekTpoaa.

2.MopcoenvHeHue Kabens 3asemMneHus

MoaocoeouHnTe GaoHETHBIM pasbeM kabensa 3a3eMneHus K BbIXOOQHOMY pasbemy Ha nepeaHen
naHenu 1 NoOBEpHNTE MO YacOBOW CTPenke. 3aXum 3a3eMneHns NCMosb3yeTcs AN NOAKIOYEHNS
CcBaprBaeMoro marepuana B Lienb CBapO4HOro TOKa.

BHumaHue: He vcnonb3yiiTe BMecTo kabensi 3a3emneHus, cTanbHyl MnacTuHy Wnu apyrue
nogobHble MaTtepuanbl, KOTOpble SABMAKTCA MNIOXMMW NPOBOAHUKAMUW, ANS COeAWHEHMS
CBapO4HOro annaparta co CBapuBaeMbIM U3OENUEM.
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8.CBapouyHble paboTbl

BHUMAHMUE: Knacc 3awutbl 4aHHOro MHBepTOpHOro annapara IP21S. 3anpelueHo 3acoBbiBaTb
B CBaApPO4HbI/ annapaTt pyku Uiu Kpyrnble CTEPXHU pa3mepom meHblue 12,5 mm (B ocobeHHOCTH

MeTannmquKme). Henb3s npyumeHaTb cuny npu o6pau.|,eva| CO CBapO4HbIM annapatom.

(

1. MNaHenb ynpaBneHus

2. PazbeM nogknoyeHns cBapoyHom
ropenku

3. PasbeMbl NogknioyeHnsi CBapOYHbIX
kabenen

4. Tabnnyka ¢ TEXHNYECKUMU

5. Wtyuep nogcoeavHeHnst nogayv
3aLLMTHOrO rasa

6. BolkrntovaTens anekTponMTaHus

7. Kabenb anekTponutaHus

8. lHgmkaTtop anekTponuTanus

9. lHaukaTop TepMo3aLLmThl

10. MHankatop dyHkumm VRD

11. dncnnen 3Ha4eHns CBapOYHOro Toka
12. Perynsatop ckopocTv nogayu
nposonoku B pexume MIG; perynatop
cBapoyHoro Toka B MMA n TIG

13. Aucnnen cBapo4HO HanpsXeHus

14. PerynaTop cBapO4HOro HanpshKeHusi B
pexume MIG; perynatop ArcForce B
pexume MMA; perynatop BpemMeHn CBapku
B pexume SPOT

15. Perynatop MHOYKTUBHOCTHM

16. HgnkaTop namepeHus gucnnes B
Amnepax

8

L J

v | —

9 10 11 12 13 14 15

16

iy

e

17. lHankaTop namepeHnsa gucnnes s
MeTpax B MUHYTY

18. KHonka Bbibopa pexrmMa cBapku

19. KHonka Bbibopa pexvma ynpasneHus
CBapOYHOWN rOpenkon

20. KHonka BbiGopa Tuna 3aLmMTHOro rasa
21. KHonka Bbibopa gnameTpa npoBOMOKK
22. KHomka pexvma ynpasneHus (py4yHomn,
CUHepreTnyeckui)
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BrHumaHue:

- VMiHgvkaTop Tepmo3alumTbl 3aropuTcs Mocre AOMAroro nepuopa paboTbl, YTO O3HAYaEeT, 4To
BHYTPEHHSIA TemnepaTypa npeBbiliaeT [OMycTUMOE 3HayeHue, B TakoM cryyae cregyet
OCTaHOBWTb paboTy annapaT Ha HEKOTOPOe BPeMsi U AaTb eMY OCTbITb. PaboTy MOXXHO NpoAOMmKUTL
nocre Toro, Kak MHAUKaTop 3aLUTbI MOFracHET.

-MNocne 3aBepLueHns paboTbl UM NpyY BpEMEHHOM OCTaHOBKE CreayeT OTKMiYaTh NUTaHune.

- CapLuukam criegyeTt HageBaTb 3aLUTHYH O4exay M Mackv Ans 3alwuTbl OT U3MNYYeHNUs Ayru.

- B pabouyeit 30He cnepyeT yCTaHOBUTL CBETO3ALLUTHBIV 3KpaH A4S 3aLmTbl ApYruX Noaen.

- 3anpeLyaeTcs xpaHuTb B paboyeii 30He B3pblBYaTbIE MW NErkOBOCNIaMeHSIIOLLMECS BELLLECTBA.

- Bce nogcoeanHeHns k cBapoyYHOMY annapaTy A0MKHbI ObITb BbINOMHEHbI NPaBUIIbHO M HAOEXHO.

3auuncTka cBapMBaemMoro Matepuarna nepea BbinofIHEHUEM CBapKu
MeTann Ha pacctosHun 10-20 MM OT LBa AOMKHbI ObITb OYMLLEHbI OT PXKaBYMHbLI, MACNSHUCTOMN
Nblnx, BOAbI M Kpackn n T.4.

OnuncaHne 0OCHOBHOrO Npouecca cBapku B pexxume MIG

a) PerynupoBka nepeg npoBegeHeEM CBapKu

- YCTaHOBWTE TOpErKy, ra3 M CBApPO4YHYK MPOBOMOKY W 3aTEM BKIOYUTE 3NEKTPONUTAHNME.
MHOnkaTop BKMOYEHMS rOpUT M BEHTUNATOP paboTaeT.

- BbibepuTe B1A 3alUTHOIO ra3a, KoTophbI ByaeTe UCNonb30BaTh, HaXaTuem Ha KHormky 20

- OTKponTe rasoBbll pPeQykTop Ha
6annoHe, Ha maHomeTpe Oyaert

rnokasaHo JaBfeHue rasa .- "‘ ’. '-'
- [lMoBepHuTe rasoBbIi perynaTop A L - .' e - v
NPOTMB 4YacoBOW CTpenkn. Haxmute Ha - , " - ' .

perynsitop CBapoYHOro HanpsbkeHns 14
1 Ha gucnneun nossuTcsa Hagnucb « GAS
ONp».

- Haxkmute Ha BbIKntoyaTesb ropenku n
C NOMOLLLbIO pelyKTopa OTperynupymnTe

nogavy rasa B COOTBETCTBUMU C ’- "‘" """'
TeXHU4Yeckumn TpeGoBaHusMu. [ns A ) ".' .. ) ". ,. \Y)
npekpaLleHns nogayn rasa HaxmuTe - it -

Ha perynsaTop CBapOYHOrO HaMpsKeHUs
14 ewe pas, Ha gucnnen nosiBUTCA
Hagnucb « GAS OFF».

- - Ecnu TtexHonormyeckmun npouecc
cBapku TpebyeT paboTbl B pexume

Toye4yHonm cBapku (SPOT), R —
Heo6xoAMMO HacTpouTb Bpems A ’. ’.‘ ’. L‘ .' q \V}
BbIMOSIHEHNA 3ToW onepauun. [ns ‘.’ '- ' '..‘ ...

3TOr0 HaXMuUTe W yaepxupante
perynsitop CBapoYHOro HanpsbkeHns 14
[0 Tex nop, noka He NosiIBUTCHA Haan1Cb
«SPt ADJ».

- Bpawasa perynatop cBapo4HOro

HanpspkeHusl, yctaHoBuTe Tpebyemoe ’v ." [y .-' .'
3HayYyeHNe BpPpeMeHM A ..-'. .‘ ..
NPOAOIKUTENBHOCTU CBapKM  OOHON - ’ - - 1 =

TOYKW.
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[nsa BbIXxo4a 13 pexuma HacTPOMKM HaXMUTE perynsTop CBapOYHOro HanpskeHus 14 Tem cambiv
noATBepAMB BbIOpaHHOE 3HaYeHwme.

- NepxxuTe BbIKMOYaTENb ropenkn HaxaTtbIM 40 TeX Nop, NoKa U3 ComMa He NOSBUTCS MPOBOSIOKA.

- [pu nogaye NpoBoNokKy, BuINpAMUTE Kabernb.

- Mpn nogaye nposonoku ybeanTech, YTO OHA HAAEXHO PAacronoXeHa B KaHane nogaroLuero
ponuka M CKOPOCTb nodayn paBHOMepHad. Ecnu ckopocTb nopayn HepaBHOMEpPHA,
OTperynupynTe HaTskeHue NofaloLwero ponuka.

- Ana yckopeHusa npoTArMBaHWs CBapO4YHON NPOBOMOKM Yepes3 NopalroLluii pykaB CBapOYHOMN
ropenkun, HaXXMUTE 1 yaepXXuBanmTe HaXkaTbIM, PErynaTop CKopocTn nogaydm 12. MNpu aTom ckopocTb
nogayn Gyger MakcMmanbHO BO3MOXHOW. [ns Bbixoda M3 pexvMma MakCMMarnbHOW CKOPOCTU
rnoga4vn NpoBOOKM, OTNYCTUTE perynatop nogayv 12.

- MNpwn cBapke cTanbHOM MPOBOMIOKON HEOBXOAMMO MCMONb30BaTh Nogatolee YCTponcTeo ¢ V-
obpa3Hoi KaHaBKOW.

b) CBapka

- Boibepute gnamerp cBapoyHON NPOBONOKM KOTOPYHo ByaeTe ncnonb3oBaTb C MOMOLLBI KHOMKN
Bblbopa 22. CyLlecTBy0 NATb BO3MOXHbIX BapuaHToB Ans Bbibopa avametpa: 0,6mm, 0,8mm,
0,9vm, 1,0Mm 1 1,2vMM. [ANS AaHHbLIX BapuaHTOB B annaparte npeaBaputerisHO YCTaHOBMEHbI
onTUMarnbeHble XapaKTePUCTUKU CBApPOYHOrO mpouecca, U HeobxoaMMO TOMbKO OTperynupoBaTb
BEMNWUYMHY Nogayvmn CBapo4HO NPOBOSIOKM A5 AOCTWKeHUst TpebyeMoli CKOPOCTY CBapKK.

- Bpawasa perynatop MHOYKTMBHOCTM 15 MOXHO OTperynuMpoBaTb XapakTep nepeHoca
HannaensemMoro matepuana B CBapO4HYHO BaHHY.

- BbibepuTte crnocob ynpaBneHusi CBapOYHONM Fropenkon KHomkow 19. Bo3aMOXHbI cregyowme
BapUWaHTbI: 2-X TAKTHbIN PEXMUM, 4-X TAKTHbIV pexxum, pexxum SPOT.

- MNpwv BbINONHEHWM CBapkwu, OTPErynupynTe nogadvy CBapOYHOW NPOBOSIOKM B COOTBETCTBUM C
Tpebyemon CKOpOCTb NPOBEAEHNS CBAPKU.

- HaxkmuTe BbIKMO4aTenb ropenku, nogada npoBonoky 6yayT OCyLLEeCTBNATLCS aBTOMATUYECKM.
[yra Bo3byxpaaercs, kak TONbKO MPOBOSIOKa KacaeTcs cBapuBaemoro martepuana. [Npu cBapke
paboymin MHAMKaTOP ropwT.

OnucaHune npouecca cBapku ¢pritocoBOW NPOBOJSIOKOMN

a) Perynuposka nepea nposefeHneM cBapku

- lameHuTe nonsapHocTb Ha 6OKOBOWM NaHenw, T.e. NOACOEANHUTE NPOBOA FOPENKN K KOHTaKTY «-»,
Kabenb 3a3eMIeHNs K KOHTaKTY «+».

- YcTaHoBWTE ropernky 1 cBapoyHyH NPOBOSOKY M 3aTeM BKIIOYUTE anekTponutaHue. MHamkaTop
BKITIOHEHUWS TOPUT M BEHTUNSATOP paboTaer.

- NepxuTe BbIKMOYaTENb ropernkn HaxaTtbIM 40 TeX Nop, NoKa U3 comnia He NOSIBUTCS MPOBOSIOKa.

- pu nogaye NpoBoNokKu, BeINpsAMUTE kKabernb.

- MNpu nogave npoBonokn ybeguTecb, YTO MPOBOSIOKA HAAEXKHO pacrnorioxeHa B KaHane
nofatoLLero ponvka 1 CKopocTb Nodavn paBHoMepHasi. Ecnv ckopocTb nogavn HepaBHOMEPHA,
OTperynupyvte HaTsXkeHve NoAAILLEro PoruKa.

- Mpw ncnone3oBaHWK hnoCcoBO NPOBOSIOKM HEOBXOAMMO NCMOMNb30BaTb NOAaroLLee YCTPOWCTBO
C KaHarnom LLecTepeHHOro Tuna.

b) CBapka

- lMpun BbINONHEHWM cBapkW, MOXanywWcTa, OTPEerynMpymte CBapoO4YHbIA TOK U CBapOvHOe
HanpsihxeHne B COOTBETCTBWU C yCTAaHOBKaMMU.

- HaxxmuTe BbIkntovaTens ropernku, nogada npoBonoky byaeT ocyLwecTBnNATbCA aBTOMATUYECKM.
[yra Bo3byxpaaertcs, kak TONbKO MPOBOMIOKa KacaeTcs cBapuBaemoro martepuana. Npu cBapke
paboynn MHAMKaTOpP ropwT.
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OnucaHue npouecca cBapky antoMUHUs

a) Perynuposka nepeg nposefgeHneM cBapku

- CMeHWTe KaHan B ropernke Ha TedrIoHOBbIW.

- MNoacoeanHUTe ropernky, rasoBblvi LWMAHN, Kabenb 3aseMneHuns], ra3osbln 6anioH ¢ aproHoMm u
3aTeM BKIOUUTE drekTponuTaHme. IHamkaTop BKNIOYEHWS ropuT U BeHTUNATOp paboTtaer.

- BeiGepute BMA 3awmMTHOrO rasa, KOTopbin Byaete ncnonb3oBaTh, HaXaTueM Ha KHOMKY Bbibopa
Tunarasa 20.

- OTperynupynTte C NOMOLLbIO ra30BOro peayKTopa pacxof rasa.

- [loBepHuTe rasoBbIi perynaTop

NPOTUB YacoBoW CTpenkn. HaxmuTe Ha »~ ." " ."

perynatop cBapovHOro HanpsbkeHus 14 A [] .," .' (K} ..' - V
Ha avcnneun nosiBUTCcs Haanucb «GAS - - -

ONp».

- HaxxmuTe Ha BbIkntoyaTenb ropenky

C NOMOLLIbIO peayKTopa OTperynupynte

nogayy rasa B COOTBETCTBUM C - - e - - -
TEXHUYeckMMU TpeboBaHusMu. [ns A 4 '.“. 4 “. '. \V/
npekpaLleHns nodavn rasa Haxmute ..., "' .-., ,

Ha perynaTop CBapO4HOro HanpsiXXeHns

14 ewe pas, Ha gucnnen nosBuTCA
Hagnucb «GAS OFF».

- JlepxuTe BbIKNtoYaTenb ropernky HaxaTbiM 40 TeX Mop, NokKa U3 cona He NOSIBUTCHA NPOBOJIOKa.
- MNpwv nogaye npoBonoku, BeiNnpsamnTe kabens.

- MNpwv nopgaye nposonoku ybeantecs, 4To NPOBOMOKa HAAEXHO pacrnonoXeHa B kaHane
noatoLLEero ponvka u CKopocTb Nofgayn paBHoMepHasi. Ecnv ckopocTb nogayn HepaBHOMEpPHa,
OTperynupynTe HaTskeHUe NoAakLLEro ponuka.

- Mpwv ncnonb3oBaHUM antoOMUHNEBON NMPOBOOKM HEOOX0AMMO UCMONBL30BaTh NogatoLLee
ycTpovicTeo ¢ U-06pa3sHol kaHaBKOM.

b) CBapka

- Bbibepute gmameTtp cBapoyHon nposonoku. lMpu BbiGOpe anmMuHWA CBapky HeobxoaMMo
Npon3BOAMTL NPOBOoKoN AnameTpom 1.0 mm.

- MNpn BbINONHEHUWM CBapkW, OTPErynUpPyMTE CBApOYHbIN TOK W CBApOYHOE HanpsikeHue B
COOTBETCTBUM C YCTaHOBKaMMU.

- Bpawasa perynatop WHOYKTMBHOCTM 15 MOXHO oOTperynupoBaTb XapakTep nepeHoca
HannaensemMoro matepuana B CBapo4HyHo BaHHY.

- HaxxmuTe BbIkntovaTens ropernku, nogada npoBonoky 6yaeT ocyLwecTBNATECA aBTOMATUYECKM.
[yra Bo3byxxaaeTcs, Kak TONbKO MPOBOMIOKa KacaeTcsl cBapuBaemMoro matepuana. Mpu ceapke
paboynin HAMKaTOpP ropuT.

Onucanune npouecca MMA cBapku

a) PerynupoBka nepeg npoBeaeHNEM CBapKu

- YctaHoBuTe pexum ceapku MMA.,

- OTperynupymnTe CBapOYHbIV TOK.

b) CBapka

- BosbmuTe anekTpogoaepkaTenb, yCTaHOBUTE 3NeKTPOL, KOCHUTECH 3MEeKTPOLOM CBapMBaEMOro
MaTtepuana ans BosoyxaeHus oyru. [Mpu ceapke paboymin MHOnKaTop ropuT.
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c) ®yHkuma VRD

dyHkumsa VRD (NOHWXeHHOE HanpsiXeHne XonocToro xoaa) - N03BoNsieT BO BpeMsi nay3bl AepXaTb
HMW3KOE HanpsikeHue xonoctoro xopa. ®PyHKUMA npefHasHadeHa Ans MOBbIWEHUS
anekTpobe3onacHoOCTN cBapo4HbIX paboT (npy MMA cBapke) npu MCNOMb30BaHMN BO BMAXHbIX
30HaxX M B MOMELLEHUSX C MOBLILEHHONW OMACHOCTBLIO (B 3aMKHYTbIX U CTECHEHHbIX YCIOBUSX,
TYHHensx, konoguax, pesepsyapax). PyHkunst VRD, 0epXUT HA3KOE HanpsiKeHWe XOrocToro xoaa
[0 Havana 3axuraHusl yru, nocre BKOYaeT CTaHAAPTHbLIE XapakTEPUCTUKN OYTU.

PaGota dyHKkumnm oTobpaxaetca uHaumkatopom 10 Ha naHenu annaparta: ecnu OH CBETUTCSH
KpacHbIM, TO hyHKLIMS BKIOYEHA, U HanpsiXXeHUe XONOCTOro XoAa BXOAWUT B AvanasoH Ao 12,7 B.
[nsa BKNOYEHUSA/BBIKMIOYEHUSA JAHHOW (DYHKLMM HEOOX0AMMO OOHOBPEMEHHO HaXaTb Ha KHOMKM
Bblbopa Tuna rasa 20 u BbIOGOpa pexuma Py4HOW/CUHEpPreTMdecknii 22, 3aTeM yaepxusasi nx
Ha)kaTb Ha KHOMKY BblGopa Tvna cBapku 18.

Onucanune npouecca TIG cBapku

a) PerynupoBka nepeg cBapkom

- YctaHoBuTe pexum ceapkn TIG.

- MNoaxkniovmTe CBapOYHYHO roOperKy K 3aXKnMy «-», a 3aXXKUM 3a3eMMeHNs K «+».

- OTperynupyiTte CBapO4HbIl TOK.

b) CBapka

- [Ina BO30YyAeHWsA cBapoYHOW Ay, KOCHUTECH SNEKTPOAOM CBapMBaeMbl Matepuan u 3atem
nogHUMuTe anekTpog. MNpu ceapke pabouunin UHAMKATOP ropUT.

9. TexHM4eckoe o6cnyxuBaHue

B oTnuume oT cTaHOapTHOrO CBapOYHOro annapaTa, AaHHbIA CBapouYHbIA annapaTt sBnsieTcs
YCOBEPLUEHCTBOBAHHbIM, B KOTOPOM WCMOMb3YHTCS COBPEMEHHbIE 3NIEKTPOHHbLIE KOMMOHEHTbI 1
coBepLUeHHas TexHornorus. MoaToMy NpoBeAeHNe TEXHUHECKOTO 0BCNYXXMBaHNSA Takoro annapara
crnenyeTt NpoBOAUTb TOMbKO KBanuduuupoBaHHOMY nepcoHany. OgHako, B cuny Toro, 4To B
AaHHOM annapaTte NpUCyTCTBYET O4eHb Marioe KoM4ecTBo BbICTPO N3HalIMBaeEMbIX AeTaneu, oH
He TpebyeT NpoBeneHNsi PerynsipHOro CEPBUCHOIO OBCNYXXMBaHUS, 3a UCKIHOYEHUEM OYUCTKMU.
OTBevatb 3a BbINONHEHNE AaHHOW paboTbl MOryT TONBKO KBanMguuupoBaHHble paboTHUKNU. Mbl
HaCTOSATENbHO PEKOMEHAYEM MOKynaTensm B Cryvae BO3HWKHOBEHWsSI Npobnem, KOTopble OHU
HecnocobHbl pewnTb COBCTBEHHbIMM cunamu obpallarbCcs K HaMm Ansi NonyyYeHnsi TEXHUYECKON
noaaepKKu.

- Y HOBOro cBapO4YHOro annapata Wnu annaparta, KOTOpbli He WCMoNb30Bancsi B TeveHue
HEKOTOPOro BpPEMEHM, HeOOXOAMMO MPOBEPUTL COMPOTMBMEHUE MW3OMSALMU MEXOY KaKaon
0OMOTKOM, KOTOPOE He JOIMKHO ObITb MeHee 2,5 MOm.

- Sawmwarite annapaT OT AOXASA, CHera U AJIMTENbHOINO BO3OENCTBUS COMHEYHOro CBeTa Mnpu
MCMONb30BaHUN Ha yruLe.

- Ecnn cBapouHbIi annapaT He WCMofb3yeTcsi OOnroe BpeMsi, ero cregyeT XpaHuTb Mnpu
Temnepatype ot -25°C o +55°C 1 oTHoCUTENbHAsA BNaXHOCTb He MOXeT 6biTb 6onee 90%.

- MpodeccuoHanbHbIi PabOTHUK CEPBUCHOW CNYXObl JOMKEH PEryNsiPHO OYMLLaTb CBapOYHbIf
annapaT OT NbIfK CXKaTbiIM CYyXMM BO3[4YXOM (BO3AYLUHBIA KOMMpeccop unu apyroe nogobHoe
YCTPOWCTBO). [leTanu CKNoHHbIE K 3aMacnuBaHWIO AOMKHbI O4ULLATLCS TPSINKOW M OQ4HOBPEMEHHO
MOXHO Takke MpOBOAWTb OCMOTP Ha Hanuuue HEMMOTHO 3aKpenneHHbIX OeTarnei BHYTpU
annapaTa. B cnyyae obHapyXeHusi CKOMNeHus Mbiv Heobxoauma HemeaneHHasi odmcTka. B
HOpMarnbHbIX YCIMOBUSIX OYMCTKY HeobxoaMMO NpoBOAUTbL TONMbKO OAMH pa3 B rod. B cnydae
Ype3MepHOro nblneodpasoBaHWsa O4YUCTKY criedyeT NPOBOAUTL pa3 B KBapTar.
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- Heo6xoammo perynsipHO NnpoBepsTb BXOAHbIE U BbIXOAHbIE Kabeny cBapovHoro annapara, Ans
TOro, 4TOGbl rapaHTUpPOBaTb WX MPaBWIbHOE WM MPOYHOE coeduHeHwe. [Nposepky HeobxoaMmo
NPOBOAUTL OAMH Pa3 B MECSL, U KaxKablvi pa3 nepea Tem Kak yompaTtb annapart Ha XxpaHeHwve.

- PerynapHo npoBoauTe nNpoBepKy repMeTM4HOCTU CUCTeMbl rasa, He Habniopgaerca mm vy
BEHTUINATOPA UNK ABUraTensi NogaroLLero yCTporcTBa HEHOPMarbHbIX LUYMOB W HET NI HEMMOTHBIX
COEAVNHEHUN.

- PerynapHo ouuvwanTte conno M NPyTOK MpW MOMOLLM CheumanbHoW Masu Ansa yaaneHus
pacnnasneHHoro Mmetanna. He cHumainTe nogatoLlee yCTponcTBO NOTAHYB 3a kKabenb ropenku.

- MicnonbayiiTe TONbKO kKayecTBEHHYO NPOBOMOKY. Hukorga He ncnonb3yiTe pXxaByto NPOBOMOKY
WM MPOBOJIOKY MITOXOTO KayecTBa.

- CunwanTe Mbifb C PONMKOBOTO KaHamna cxXaTbiM BO34YXOM Nocne ANUTENbHOMo UCromnb30BaHNS
CBapo4YHoro annapata. (HakannveaHue Nbinn NPOUCXOAUT U3-3a TPEHWUS MexXdy NPOBOMOKON U
PONMKOM U1 yAansTb ee HeobXoAnMO Ans Toro, 4To6bl 06ecnevnTb POBHYIO NOAAYY NPOBOSOKU.

- [ns poBHOM MOAayu MPOBOMOKM HE PEKOMEHOYETCA CAULIKOM MNIOTHO MPUXMMAaTb POSMK.
(Cnuwkom nnoTHOe npuxatve npuBeneT K pgedopmauuy NPOBONMOKW, YBEMUYEHUIO
CONPOTMBEHUS NPU NoAaYve 1 yBeNnYeHns TPEHUs MexaHn3mMa).

BHUMAHUE:

- Mpw npoBeaeHMN o4MCTKM annapara, credyer NpUHATL BCe Mepbl NMPEAOCTOPOXHOCTU, YTOObI
nsbexartb Cry4yanHoOro yaapa 9nekTpuyeckuM TOKOM. HekBanuduumpoBaHHbIM paboTHMKaM
3anpeLLleHo OTKpbIBaTb Kopnyc annaparal

-Nepen npoBeaeHWEM OYUCTKM OT MbINI HEOOXOANMO OTKIIOYNTB MCTOYHUK MUTaHKS.

- Hukorga He nepernbaiite npoBoga v He NoBpexaanTe AeTany npy NPOBEAEHUN OYNCTKU.
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HEUCIMPABHOCTb

NMPUYUHA

YCTPAHEHUE

[opuT XenTbii MHAMKaTop

Hal'lpﬂ)KeHI/Ie CJTULLKOM BbICOKO
(=15%)

Hanpﬂx(eHme CITULLIKOM HU3KOoe
(£15%)

OTKno4mMTE 3NeKTponuTaHue.
MpoBepbTe ceTb. [TOBTOPHO
3anycTuTe CBapOYHbIN annapar
Korga HanpspkeHue JOCTUrHeT
HOPMarnbHOro YPOBHS

Mnoxasi BEHTUNALMS NpuBena k
cpabaTbiBaHWIO 3aLUUTbI OT
neperpesa

YryuLWwmuTe yCrioBnst BEHTUISLUM
annapara

Temnepatypa okpyxatoLler cpeabl
CMULLIKOM BbICOKa

Mcnonb3oBaHne ceepx paboyero
umkna

Mpy NOHWKEHUM TEMMepaTypbl
VHAMKATOP aBTOMaTU4YeCcKm
noracHeT

[Buratens ycTpoincTea Ans
Nnofa4yn NPOBOSIOKM He
pabotaet

CriomaH perynstop

3ameHunTe perynstop

Conno 3abnokMpoBaHo

3ameHuTe conno

MoparoLumii ponuK HENMOTHO
3aKpenneH

3aTtsaHuTe 6onTbl

BeHTunstop oxnaxaeHus He
pa60TaeT nnn BpawlaeTca
CINULLKOM MeaNieHHO

BbikntoyaTtens criomaH

3ameHuTe BbIknoYaTernb

BeHTtunsitop cnomax

3amMeHuTe U OTPEMOHTUPYITE
BEHTUNATOP

MoBpexaeH unu ocnab nposoj

MNpoBepbTe coeanHeHne

[yra He cTabunbHa 1
Habniogaetcst 6onbLuoe
Konn4yecTtBo 6pb|3r

Cnuwkom 60nbLIO KOHTaKTHbBIN
HaKOHEYHVK AenaeT CBapOYHbIi
TOK HECTabUIbHbIM

3aMeHWTEe KOHTAKTHbI HAKOHEYHUK
Ha nogxoasLumn

CnuLWKOM TOHKUIA ceTeBon kabernb
[enaeT MOLWHOCTb HeCTabubHOWM

3ameHuTe ceTeBo kabenb

Cr1LKOM HU3KOEe BXOAHOEe
HanpspkeHune

YBenuybsTe BXogHoe Hanpsi>xeHune

ConpoTvBneHune nogayuu
NPOBOMOKN CIULLKOM BEMNUKO

OunctuTe unu 3ameHuTe
HanpaBnsOLWMA KaHanN B ropernke

[yra He Bo3byxaaeTcs

MoBpexaeH kabenb 3a3emreHus

MoacoeauHuTe kabenb
3a3emMreHns

MecTo cBapku MOKPLITO PXKABYMHOM
UMW CUMBbHO 3arpsi3HEHO

3a4ncTUTE MECTO CBaPKM U
obe3xunpbTe ero

OTcyTCTBUE 3aMUTHOIO rasa

lMnoxo noacoeanHeHa ropernka

MpoBepbTe coeanHEHNE ropenku ¢
annapatom

[a30BbIV WNaHr 3axar unu
3abnokvpoBaH

[MoBpexaeH ra3oBbIi LUNaHr

[MpoBepbTe cucteMy nopgayn rasa

Opyroe

ObpaTuTech B CEPBUCHbIN LIEHTP
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11. Komnnekrauusa

MNHBEPTOPHDBIN @MMAPAT. ....ccveeeieeieieeieerieeeeeieeseeenees Twr
PyKkOBOACTBO MO 3KCMMYATAUMM. ... Twr
TOPEIIKA. ...ttt Twr
KaGernb anekTpoaoAepKaATENS . ....ccveereereeeeeeeeneeenes Twr
Kabenb 3a3emneHus (C 3aXnMom 3a3emneHmst)..... 1wT
[@30BBIA LLMTAHT .. ... e Twr
XOMYT A1 Fa30BOTO LUMAHTA. . ....evveeeeeeeeeeeeiene Twr

12. XpaHeHuMe U TpaHCNOopPTUPOBKa

- Annapar cnegyet 6epeyb OT nonagaHus Boabl u cHera. Obpatute BHUMaHne Ha 0603HavYeHus Ha
ynakoBke. Tapa Ansa xpaHeHns JofmkHa OblTb Cyxol 1 co cBOBOAHON LMPKynsumMen Bo3gyxa 1 6e3
HanMYKs KOPPO3UMHOTO rasa Unn nbinu. [uanasoH gonyckaembix Temnepatyp oT -25°C go +55°C, n
OTHOCUTerNbHas BNaXHoOCTb He 6onee 90%.

- lMocne TOro, Kak ynakoBka Oblfla OTKpbITa, pPeKOMeHAyeTcs A5 AanbHEenWwero XpaHeHus u
TPaHCMOPTMPOBKU NepeynakosaTb annapart. (Mepen xpaHeHneM peKoMeHAYyEeTCst MPOBECTU O4UCTKY
1 3aneyarartb NNacTUKOBbIN NAKET, B KOTOPbIN HEO6XOAMMO NOMECTUTL annapar nepes noMeLLeHMeMm
B KOPOOKY).

- Y nonb3oBaTene JOMKHbI ObiTb BCerga B HanuyuMy ynakoBOYHble mMatepuansl ANS XpaHeHWs
annapata. Ecnv mawunHa 6yaet nepemeLuatbcs BO BpeMs TPAHCMOPTUPOBKW, TOrAa Heobxoanm
OepeBsiHHbIA AWmK. Ha sawmk Heobxogmumo nomectutb Hagnuck «LIFT» unu «lMpepoxpaHats ot
[OXAAN.

13. NapaHTUMHbIE 06s3aTenbLCTBA

apaHTMIHBIV CPOK Ha 06OPYNOBaHME YKa3bIBAETCS B NpUIiaraeMoM CEPBUCHOM TarloHe.

lapaHTMA oTHOCUTCA K AedpekTaM B MaTepmarnax v yanax u He pacnpoCTpaHsAeTCsl Ha KOMMOHEHTbI,
NnoaBEP>KEHHbIE ECTECTBEHHOMY U3HOCY 1 paboThl MO TEXHUHYECKOMY 06CMYXMBAHUIO.

[apaHTUNHOMY PEMOHTY noanexar TONbKO OYULLEHHBbIE OT MbINU 1 IPsi3v annapaTtbl B 3aBOACKOM
yNakoBKe, MOMTHOCTBIO YKOMIMMEKTOBaHHbIE, UMEILLME MHCTPYKLMIO MO KCMyaTauum, rapaHTUAHbIN
TanoH C yKasaHvem JdaTbl NpodaXu, MpW HanMuMu LWTamna MarasuHa, 3aBOACKOro Homepa u
OpWrMHanoB TOBapHOIO M KACCOBOIO YEKOB, BblAaHHbIX NPOAABLIOM.

B TeueHve rapaHTuiiHOro cpoka CepBUCHBLIA LIEHTP YCTPaHSIET 3a CBOW CYET BbISIBNEHHbIE
Npon3BOACTBEHHblE AedekTbl. MNpon3BognTent CHMMAaET CBOM rapaHTuiiHble 00si3aTenbcTBa W
IOPUANYECKYIO OTBETCTBEHHOCTb NPUW HecobniogeHnn NnoTpebuTenemM MHCTPYKLUMIA MO SKCNyaTaumm,
CaMOCTOSITENbHOM pa3bopku, PEMOHTA Y TEXHUYECKOTO 0B6CNYXMBaHWS annapara, a Takke He HeceT
HMKaKOW OTBETCTBEHHOCTM 32 MPUYMHEHHbIE TPaBMbl Y HAHECEHHbIN yLLEPO.
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