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USER MANUAL

To ensure the safety of personnel and equipment, please read the following instructions
carefully.

1. Machine Installation Location

To prevent accidents caused by overheating, ensure that the welding power supply is
installed at least 20 cm away from walls and at least 50 cm away from combustible
materials. Additionally, ensure proper grounding.

2. Fire Safety During Welding

Sparks, splashes, and arcs generated during welding must be kept away from flammable
materials. Avoid direct contact with the machine's frame or any open surfaces that could
allow sparks to enter and cause internal damage or fire.

3. Protection

Always wear appropriate protective clothing and gear to ensure personal safety during
welding.

4. Ventilation and Gas Handling

Welding fumes and shielding gases can be harmful to health. Ensure adequate ventilation
or implement proper gas extraction measures during welding operations.

5. Equipment Safety

Pay special attention to the stability and security of the welding machine's wheels and the
bolts of its grounding feet to ensure safe operation.

Summary of Key Features and Technical Pa eters

1.Summary

The TIG series inverter DC argon arc welding machine is designed with advanced
energy-saving functionality, featuring a MOSFET power switch and state-of-the-art inverter
technology. It operates efficiently and quietly. The integration of PWM (Pulse Width
Modulation) technology ensures precise current control, providing consistent and stable
current output.

The machine utilizes high-voltage, high-frequency arc starting technology, ensuring a high
success rate in arc ignition. It is equipped with comprehensive safety features, including
overcurrent, overheating, and overvoltage protection, making it safe and durable.
Thanks to its compact size, lightweight design, and ergonomic construction, it is easy to
transport and operate. The TIG S series facilitates easy arc starting, produces a focused
arc, and features delayed gas protection. The welding current is continuously adjustable,
and the arc initiation current increases automatically and gradually.

This welding machine is ideal for welding materials such as carbon steel, stainless steel,
alloy steel, and copper.

2. Technical Parameters

ROTOR TIG 300
Input voltage 1PH 220V
Input frequency 50/60Hz
Real Max. Current
TIG 300A/MMA:180A
Efficiency 85%
Class of Insulation F
Case Protection Class P21

Overall Connection Sketch Map& Operation Manual
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4. Operation Manual
1.TIG welding

eConnect the welding torch and grounding clamp. Turn on the input power, ensuring that
the power supply and voltage match the machine's requirements. Also, ensure that the
shielding gas (pure argon) is connected.

*Switch on the power. The power indicator light will illuminate, and the cooling fan will
start running. Set the welding mode switch to the ‘TIG Welding’ position.

*Open the argon valve and adjust the gas flow rate to the recommended level. (Refer to
Table 1 for guidance.)

*Activate the switch on the welding torch. You should hear the sound of high-frequency
discharge sparks inside, and the electromagnetic valve will engage, allowing argon to flow
out from the welding torch.

Note:

sEnsure the argon completely replaces the air in the system before starting welding. After
completing a weld, do not immediately remove the torch from the welding area. This
ensures the welding joint is fully protected while the arc cools and stabilizes.

*Adjust the welding current according to the thickness of the workpiece and the specific
welding technique requirements.

*During welding, maintain a distance of 2-4 mm between the tungsten electrode and the
workpiece. Activate the torch switch to initiate the high-frequency discharge, creating an
arc between the electrode and the workpiece.

Operation Manual

* Shielding gas

For shielding gas, impurities such as oxygen, nitrogen, water, or other contaminants in the
argon can reduce its protective effectiveness, directly impacting welding quality. To ensure
optimal results, always use 99.9% pure argon as the shielding gas.

Different welding currents require different gas flow rates. Please refer to Table 1 for the
recommended air stream volume based on the welding current.

Air Stream Volume and Welding Current Table

table<1>

DC welding current 10-100 | 101-150 | 151-200 | 201-300 301-500
Air stream volume 4~5 4~7 6~8 8~9 9~12
Nozzle Diameter 4.0~9.5 4.0~9.5 |6.0~13.0| 8.0~13.0 13.0~16.0

* Welding Wire

During welding, filler wire is required. The material of the welding wire should match the
base material. Always select a welding wire that is compatible with the parent material.
The diameter of the welding wire is directly related to the welding current. Please refer to

Table 2 for the recommended welding wire diameter and corresponding welding current values.

Welding Wire Diameter and Welding Current Table
Operation Manual

table<2>

Welding

diameter 1.0 16 1.0-2.4 1.6-3.0 24-45 4.5-6.0
Welding

current 10~20 |20~50|50~100 |100~200 | 200~300 [300~500

2. Manual Arc Welding

*Set the front switch to the ‘Manual Welding’ position.

*Turn on the power switch. The power indicator light will illuminate, and the cooling fan
will start running.

*Based on the thickness of the workpiece, welding method, and technique, select the
appropriate welding current. Adjust the thrust current to improve the arc's stability and
enhance the welding quality.

Reference Data for Welding Stainless Steel (Direct Current):
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Reference Table: Verify the equipment's current capacity and ensure that the connected

table<3> cable has the appropriate sectional area.
Workpie Welding Weldin | Welding
e current gspeed| S Gasflux Item Parameter
thickness Shapeof diameter
mm Planewelding|  Ere<t | Backstokl Ll L/min Equi Capaci 20kvA
welding eWelding pment Capacity over Vi
Subtense welding |  10~15 10~15 | 10~15 | 40 4
0s joining welding 10~15 10~15 | 10~15 | 20 ~1.0 4 Electrical match case
) angle welding. 10~20 10~20 10~20 40 4 capacity over 20kvA
T 15~20 15~20 | 15~20 | 35 ~1.0 4
subtense welding |  30~40 30~40 | 30~40 | 15~40| 10~16 B Input cable Overl4m 2
10 joining welding 40~50 40~50 | 40~50 | 15~30 | 1.0~16 5
angle welding 45~60 45~60 | 4560 | 20~40 | 1.0~16 5 Output cable Over3om 2
T 50~60 50~60 | 50~60 | 10~35| 1.0~16 5
subtense welding | 60~100 60~80 | 60~70 | 15~80 | ~16 B
15 joining welding. 60~100 70~100 | 80~90 | 15~80 ~16 5 Installing place
angle welding 60~80 60~70 | 60~70 | 20~40| ~16 5
T 70~80 70~90 70~90 | 10~20 ~16 5 eOver 20 cm distance from wall; eAmbient temperature: -10-40°C;
subtense welding | 100~120 | 90~110 | 90~110 | 20~80 | 15~2.5 5 eLess humidity dust; eNo direct sunlight and rain drench;
25 joining welding 110~130 | 100~120 | 100~120 | 20~80 | 15~25 5 #No big vibration and collision; eNo smudge and erosive gas.
angle welding 100~120 | 90~110 | 90~110 | 28~30 | 15~25 5
T 110~130 | 100~120 | 100~120 | 15~25 | 15~2.5 5 - .
subtense welding | 120~140 | 110~130 | 105~185| 30 25 5 6. Electricity and Gas Theory Diagram
joining welding 130~150 | 120~140 | 120~140| 25 25 5 1. TIG series
30 angle welding 120~140 | 110~130 | 115~135| 30 25 5 X
i 130~150 | 115~135 | 120~140| 25 25 5 s
subtense welding | 200~250 | 150~200 | 150~200| 25 30 6
a5 joining welding 225~275 | 175~225 | 175~225| 20 30 6
angle welding 200~250 | 150~200 | 150~200| 25 30 6 2200
T 225~275 | 175~225 | 175~225| 20 30 6
subtense welding | 275~(350) | 200~250 | 200~250| 25 45 6 Fan
60 joining welding 300~(375) | 225~250 | 225~250| 20 45 6
angle welding 275~(350) | 200~250 | 200~250| 25 45 6 -
T 300~375) | 225~275 | 225~275| 20 4.5 6 ’
subtense welding | 350~450 | 225~275 |225~275| 15 60 7 PWM pulse width modulation High frequency drawing
120 joining welding 375475 | 230~280 | 230~280| 15 60 7 and drive circle arccircle
angle welding 375~475 | 235~280 | 235~280| 15 60 7
3.2X7 Troubleshooting
sConnect the electrode holder and ground clamp to the workpiece. For DC welding
machines, there are two connection methods:
1.Anode Connection Method: The electrode holder is connected to the cathode, while .
Problem Solution

the workpiece is connected to the anode.

2.Cathode Connection Method: The workpiece is connected to the cathode, while the
electrode holder is connected to the anode.

Note: Improper selection of the connection method can lead to an unstable arc, excessive
splatter, and the electrode sticking to the workpiece.

«Connect the power supply: Ensure the power voltage matches the machine's
requirements and securely ground the case shell.

*Turn the mains switch to the ON position. The cooling fan will start rotating, the power
indicator light will illuminate, and the display will show the preset current.

*Set the welding parameters: Based on the thickness of the workpiece, the electrode
diameter, the connection method, and the welding technique, select the appropriate
welding current and thrust current.

*Prepare the electrode: Secure the electrode in the electrode holder. When in manual
welding mode, the welding machine will remain in standby condition until you start
welding.

eReference Table: Corresponding specifications for electrode diameters and welding
current for manual welding.

Electrode
specification w25 w32 w4.0 5.0
Welding current |  70-100A | 110-140A 170-220A 230-300A

eThrust Current Knob: This knob is used to adjust the welding characteristics. For
vertical position welding and overhead position welding, adjusting the thrust current
can help achieve optimal results.

sArc Striking Knob: When welding with low current or if striking the arc is difficult,
adjusting this knob can improve arc initiation and stability.

Operation Manual & Electrical and Gas Theory Diagram
4. Notes

eEnsure that the electrical voltage matches the machine’s input voltage requirements.
eSet the power equipment capacity and use a cable with a sectional area appropriate for
the welding machine's capacity.

eThe shielding gas must be equipped with a flow volume adjuster. Adjust the gas flow
rate according to the welding current.

o|f necessary, install water cooling equipment to maintain proper operating temperatures.

eEnsure proper grounding and install anti-creepage protection devices for safety.
eWhen welding indoors, electromagnetic radiation may be generated, potentially
interfering with other household equipment. Implement appropriate shielding measures
to minimize interference.

1. Check if the power switch is functioning properly.
2. Verify if the input cable is receiving electricity.
3. Ensure the input cable is connected and powered on.

No power light showing, no fan
running, and no welding output

1. The input may have been mistakenly connected to
380V power, causing an over-voltage that triggered the
protection circuit. Replace it with 220V power and reset

the machine.

2. If the 220V power supply is unstable or the input wire
connection to the electrical network causes over-voltage,
increase the diameter of the input
wire or secure the input wire connection
Reset the machine after 2-3 minutes.

3. Turning the power switch on and off repeatedly
within a short time can cause over-voltage and activate
the protection circuit. Allow the machine to
rest for 2-3 minutes, then reset it.

4. Frequent switching on and off may loosen wires on
the power board. Inspect and tighten the
connections as needed.

If the 24V relay on the power board is not functioning
or is damaged, inspect the 24V power supply
and relay for faults.

Power light is on, but the fan is
not running or rotates briefly,
and there is no welding output

1. Measure the anode and cathode voltage of inserting
part VH-07. It should be around DC 308V from the power
board to the MOS board. Use a multimeter for
measurement.

2. If the green indicator light for the assistant power on
the MOS board is not on, the assistant power may not be
working. Identify the fault point or contact technical
support or sales.

3. Inspect all internal wiring to ensure proper connections.
4.f there is an issue with the control circuit, identify
the cause and contact technical support or sales for
assistance.
5.Check if the control wire on the welding gun is
broken or disconnected.

Fan is running, no abnormal light
is showing, no ‘shasha’ sound

of high-frequency discharging,
and no arc is being drawn.




1. The welding gun cable is broken or disconnected.
2The grounding wire is disconnected or not
properly connected to the welding workpiece.
3.The anode output end or the welding gun's
gas and electricity output end is loosely
connected internally.

No abnormal light is showing,
with a ‘shasha’ sound of
high-frequency discharging, and
no welding output.

1. The primary winding of the arc-starting transformer is
not properly connected to the arc-starting board.
Tighten the connections to resolve this issue.
2.The switch for "manual welding" and "argon welding" is
set incorrectly. Adjust or replace the switch as needed.
3.50me components in the high-frequency arc-starting
circuit are damaged. Inspect and replace the faulty parts.

No abnormal lights are showing,
no ‘shasha’ sound of
high-frequency discharging, but
the arc is being drawn.

1. It may be due to over-current protection.
Turn off the machine, and reset it after the abnormal light
turns off.
2.1t may be due to overheat protection. Do not turn
off the machine; instead, wait for 2-3 minutes for it
to cool down,

3. There may be an issue with the inverter or
arc-starting board. Disconnect the power supply plug of
the main inverter on the MOS board, then reset it.

4. The feedback circuit may be disconnected or broken.
Inspect and repair as necessary.

Abnormal light is showing, but
there is no output.

1. The 1K electrograph is damaged. Inspect it and
replace it if necessary.
2. Some connections are not secure, especially at the
inserting parts. Check and fix these connections.

During welding, the output
current is unstable or out of
control.

Excessive splatter during manual
welding, making it difficult to
weld with the electrode.

The polarity is connected incorrectly.
Exchange the polarity of the grounding wire with
the polarity of the electrode holder wire.

Maintenance and Suppo

To ensure the equipment operates normally, safely, and efficiently, please perform
regular maintenance. Turn off the power while checking or maintaining. Only qualified
personnel should install, inspect, debug, and maintain this product.

Daily Notice:

eEnsure there are no abnormal vibrations, sounds, or odors.

e Check that cable joints do not have abnormal heat.

e Verify that the cooling fan runs smoothly when the power switch is turned on.
elnspect whether the switches are damaged.

eEnsure the cable connections and insulation are correct.

eCheck if cables are broken.

eEnsure the duty cycle is not overloaded.

eCheck every three months.

Electricity and Gas Joint:

The fixed bolts on the input and output cable joints should not be loose. Check for
rust or other abnormal phenomena, and ensure the insulation is intact.

Grounding Wire

Ensure that the welding machine frame is properly grounded.

Clear Up Dust Inside the Machine:

Dust on the cooling board can make cooling difficult and negatively affect power
components. Dust on transformers and other windings can deteriorate insulation.
Every six months, remove the side panels and top cover, and clean the dust using
dry compressed air.

High-Frequency Adjustment:

Do not touch the spark electrodes while welding or when the machine is discharging.
(The distance between the spark electrodes should be adjusted to 0.8 mm.)

If the surface of the electrode is dusty or dirty, polish it and adjust the distance to
0.7-0.9 mm between electrodes.

Notice:

1 Power Switch:

After welding, do not turn off the power switch immediately. Stopping the fan cooling
while the transformer is still hot can accelerate the aging of components and shorten
their lifespan. Wait 2—3 minutes after welding before turning off the power.

The Load Must Remain Within the Rated Capacity
Avoid exceeding the recommended load capacity, as overloading will reduce the

lifespan of the welding machine and may cause damage. To ensure proper operation,
always use a load that matches the machine's rated welding current.

ROTOR

The duty cycle must remain within 40%. This means, in a 10-minute period, the
machine should operate for a maximum of 4 minutes and rest for 6 minutes. For
example, a 300A welding machine with an output current of 300A should work

for no more than 4 minutes within the 10-minute cycle to prevent overheating and
ensure longevity.

Rated output The duty cycle, expressed as a
[ percentage, indicates how long
the welding machine can
‘ operate within a 10-minute
period without overheating. If
the machine overheats, the
thermal protection system will
activate, stopping operation
and turning on the warning
light. The cooling fan will run
050 70 g0 for approximately 15 minutes
to allow the machine to cool
down.

Welding
current |
100

Dutycycle
Case:250A-40% duty cycle
-~

2> Tr

+To prevent overheating, reduce
the output current or adjust
the duty cycle before

resuming welding

Welding 4 minutes Break 6 minutes

Case:200A-60% duty cycle
- N
£ > vx

Welding Break 4 minutes

6 minutes

Reduce duty cycle

Over heat

Problems During Welding

The following issues may be related to accessories, shielding gas, environmental factors, or
the power supply. Please review and address these potential causes to prevent similar
problems from occurring.

A. Blackened Welding Spot

This issue indicates that the welding spot has not been properly shielded and has been
oxidized. Check the following:

1.Ensure that the valve on the argon gas cylinder is open and that there is sufficient pressure.
If the internal pressure drops below 0.5 MPa, the cylinder needs to be refilled.

2.Verify that the argon flowmeter is open and providing adequate flow. To conserve gas, adjust
the flow rate according to the welding current. However, too low of a flow rate may result in
insufficient shielding, leaving the welding spot unprotected. The argon flow rate should not be
less than 3 L/min regardless of the current.

3.Check for gas output by placing your hand near the nozzle of the welding gun. If no gas is
flowing, the gas pipe may be clogged.

4.Inspect the gas pipe for leaks or low gas purity, as these can affect welding quality.

5.Strong air currents in the surrounding area can disrupt shielding gas flow and negatively
impact welding quality.

B. Difficulty Starting Arc or Easy Arc Extinguishing

1.Ensure the tungsten electrode is of good quality. Low-quality electrodes may not meet
performance requirements.

2.A tungsten electrode that is not properly ground to a sharp point may cause difficulty
starting the arc and lead to instability.

C. Output Current Cannot Reach the Rated Value

If the supply power voltage deviates from the rated voltage, the output current may not align
with the fixed settings. If the supply voltage is too low, the maximum input current may also
fall below the rated value.

D. Unstable Current During Welding
1.External voltage fluctuations may cause instability.
2.Electrical interference from nearby devices or equipment may disrupt the welding process.

E. Excessive Splatter During Manual Arc Welding

1.The current may be set too high, or the diameter of the welding rod may be too small.
Adjust accordingly.

2.The polarity of the output connection may be reversed. For proper operation, the welding
rod should be connected to the cathode, and the workpiece should be connected to the
anode. Adjust the polarity as needed.

Safety Instructions

1.Please read this manual carefully to ensure correct usage.

2.The purpose of this manual is to provide guidance for safe operation, ensuring the
machine's performance and protecting you and others from harm or damage.
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*This welding machine is designed and manufactured with stability in mind. During use,
please follow the instructions in this manual. Failure to do so may result in severe injury
or even death.

sImproper use of the welding machine may cause harm or damage of varying degrees.
Please use the caution signs in this manual and follow the warnings provided to avoid

accidents.
Caution sign Warning Terminology Contents
. Improper use may result in severe
High hazard consequences, including death or serious
injury, and cause major accidents or
damage.
Hazard

Improper use may lead to
significant risks, resulting in death,
injury, or dangerous accidents.

Improper use may result in moderate
risks, including minor injuries or
damage to property.

A N.B.

General of the Sign

The term "severely wounded" refers to injuries such as eye damage, burns (from heat
or extreme cold), electric shock, bone fractures, or poisoning. These injuries may result
in lasting effects, require hospitalization, or necessitate long-term medical treatment.
The term "slight wound" refers to minor burns, electric shocks, or injuries that may still
require medical attention but are less severe.

The term "failure of the article" refers to damage that results in property loss or harm
to the machine.

When operating the machine, the following signs indicate:

Actions that are
necessary or
mandatory.

"Required"

"Prohibited" Actions that are

not allowed.

*The above signs are used for general guidance.
Obey the Safety Announcements

Hazard: To avoid serious injury or accidents, please follow the safety
guidelines below.

1.This welding machine is designed and manufactured with stability in mind. When
using it, please follow the safety announcements in this manual. Failure to do so
may result in severe injuries or even death.

2.Ensure proper selection of the power source, adequate ventilation, and safe
placement of the gas system. After completing welding tasks, dispose of waste
according to applicable regulations and maintain a clean work environment.
3.Unauthorized personnel must not enter the welding operation area.
4.Individuals with heart conditions or those who rely on pacemakers should not
work near the welding machine, as the electromagnetic field emitted by the
machine may interfere with medical devices.

5.0nly qualified personnel should be allowed to install, operate, and maintain the
machine.

6.For safety, ensure that all personnel operating the machine have read and
understood this manual thoroughly. Proper training and knowledge are required
for safe operation.

7.This machine must not be used for welding under hazardous conditions.

Hazard: To avoid electric shock, please follow the safety provisions
below.

Warning: Contact with the battery strap can cause fatal electric shock
or burns. Please follow these safety precautions:

1.Do not touch the battery strap.

2.Always ensure proper grounding of the welding machine and the workpiece, as instructed
by certified electrical personnel.

3.Before beginning any operation or inspection, ensure the power supply is turned off and
locked out to prevent electric shock. Wait at least 5 minutes after turning off the power
before proceeding.

4.Do not use damaged cables or those with insufficient insulation. Ensure the cable sheath
and jacket are intact and in good condition.

5.Ensure that all electric cable connections are properly insulated.

6.Do not operate the machine while it is being moved or during transportation.

7.Use insulated gloves and ensure they are dry before handling the equipment.

8.0perate the machine in a safe and stable environment.

9.Regularly inspect and maintain the machine to repair any damage or wear. Avoid using the
machine until repairs are complete.

10.Ensure the power input supply is positioned close to the machine.

11.In confined or elevated spaces, ensure additional protective measures are in place to
avoid electric shock hazards.

Obey the Safety Announcemel

Note: To avoid hazards caused by welding arcs, splashes, welding debris,

A or noise, please take necessary precautions to protect yourself and others.

:Q // E Danger! Use protective equipment to ensure safe operation.
eWelding arcs can cause eye inflammation or skin burns.

eWelding splashes and debris can cause burns or damage to the skin.
eNoise can harm your hearing.

1.When welding on larger structures or under demanding conditions, use protective
equipment that provides adequate coverage.

2.Always carry appropriate safety glasses or goggles.

3.Wear protective gear, such as leather gloves, long-sleeve clothing, and aprons.
4.Ensure that welding areas are isolated and protected to prevent harm to bystanders.
5.1f noise levels are high, use soundproof equipment or ear protection.

A Warning: Welding aerosols and gases pose health risks. Always use
protective equipment to ensure safety.

Welding fumes and gases can harm health.

.

* In the narrow place, cause because of the anoxia asphyxiation

1.In confined spaces, there is a risk of ion due to oxygen

2.In environments where poisonous gases or fumes accumulate, use exhaust systems and
personal breathing protection equipment to avoid accidents. Ensure proper ventilation

and monitor personnel working in these areas.

3.In narrow spaces, ensure personnel inspections and proper ventilation are conducted, and
always use breathing protection equipment.

4.Avoid welding in areas with degreasing agents, gas, or spray operations.

5.Welding near lamellas or steel plates may produce harmful aerosols or gases. Always use
appropriate breathing protection equipment.

N.B. In cases of fire, or broken observe the

safety provisions:

eWelding on hot or freshly welded workpieces can cause sparks or fires.
eDamaged or exposed electric cables, such as reinforcing bars, may create a
risk of electrical contact, leading to electric shock.

eAvoid welding on pressurized containers or combustible materials, as this
could cause explosions or other dangerous situations

Do not weld on sealed containers, such as tanks. Improper welding could lead to an
ion or other iti
Safety Instructions:

1.Do not weld near combustible materials.

2.Avoid welding in areas with nearby gas or flammable substances.

3.Ensure no flammable objects are in close proximity to the workpiece.

4.Use proper insulation for electric cable connections.

5.Ensure the conjunction of the electric cable and the workpiece is securely connected to
avoid potential hazards.

6.Do not weld on tanks containing gaseous air. Ensure sealed tanks are completely empty
before welding.

7.When welding near hazardous areas, have firefighting equipment nearby as a precaution.
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INVERTER WELDING MACHINE

i: N.B.: In cases of air bottle dumps, gas modulator fractures, or

eThe air bottle may tip over, potentially causing severe injuries or
accidents.
eThe inside of the air bottle contains high-pressure gas, and
improper handling may release gas at dangerous levels, leading
to accidents.

Safety Instructions:

1.Always use air bottles according to proper regulations and safety guidelines.

2.Use straps or gas modulators recommended by the manufacturer for safe handling.

3.Read and follow the gas modulator operation manual before using the equipment.

4.Ensure the air bottle is securely fixed in place using an appropriate stand or fixture.

5.Do not expose the air bottle to heat or direct sunlight to prevent overheating or damage.
6.0pen the air bottle valve slowly and ensure the unit safely releases gas at the outlet.

7.1f not in use, attach the air bottle protection housing to ensure safety.

8.Do not place the welding torch directly on the air bottle. Ensure the electrode does not come|
into contact with the air bottle.

Note: Contact with rotating parts can cause injury. Please follow the safety
instructions below:

eKeep fingers, hair, clothing, and other objects away from the cooling fan
and rotating components of the electrode feeding machine.

1.Do not use the welding machine with the machine housing removed.
2.0nly qualified personnel with appropriate training and experience should
operate, set up, inspect, and maintain the machine.

Note: The end of the welding wire can cause injury. Please follow the
safety instructions below:

eThe welding wire protruding from the torch can cause injury, including
stabbing or wounding the eyes or other parts of the body.

1.When checking whether the wire is feeding, do not look directly into the wire
outlet or attempt to conduct electricity through the nozzle. Electrical discharges
from the wire can cause harm to both the eyes and the equipment.

2.When moving the electrode feeding machine or pressing the welding torch
switch, keep your hands and body away from the end of the welding torch.

Note: Plasma welding can cause burns. Please follow the safety instructions
below:

eWhile operating the plasma welding machine, keep fingers and other body
parts away from the welding area to avoid burns.

1.Do not hold or touch the surrounding area of the workpiece during operation.
2.During cutting, ensure fingers are kept away from the nozzle and avoid
contact with the torch and electrode.

3.Replace the nozzle or electrode only after turning off and securing the power
supply.

Important: Damage to insulation can lead to hazards.

m=> L

Note: Insulation damage in the welding power supply can cause fires. Please
follow the safety instructions below:

) >

)

= eSpatter and debris, such as ferromolybdenum powder from welding operations,
may enter the power supply, damaging insulation and potentially causing a fire.

1.If spatter or debris enters the power supply, stop welding immediately. Ensure
proper isolation of the power supply before continuing operation.

2.Regularly clean accumulated debris to prevent insulation damage.

3.If spatter or debris enters the power supply, turn off the machine and
disconnect it. Use compressed air to clean the affected areas thoroughly.

T1G-300

[ EN 6097

1
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4-1:2012

JE— 10A/10.4V~300A/22V
-~ [ X 60% 100%
~ 12(A) 300 232
Uo=65V -1y 22 19
JE— 20A/20.8V~300A/32V
- Xx 60% 100%
_ I2(A) 300 232
Us=65V ") 32 29
DO o | U1=220V [ limax=70.3A | lien=54.5A
IP215 CeHlEA M




RO7TOR

Pentru a asigura siguranta personalului si protectia echipamentului, va rugam sa
respectati urmatoarele instructiuni:

1. Locul de instalare a aparatului de sudurd

Pentru a evita accidentele cauzate de supraincilzire, in timpul instaldrii aparatului
de sudura, asigurati-va ca acesta este amplasat la cel putin 20 cm de pereti si la cel
putin 50 cm de obiectele combustibile din jur. De asemenea, asigurati-va ca aparatul
este impamantat.

2. Rezistenta la foc in timpul sudurii

Scanteile, stropii si arcul electric generati in timpul sudurii trebuie sa fie indepartati
de materiale combustibile. Daca sudura se desfasoara intr-un spatiu inchis, asigurati
o ventilatie adecvata pentru a preveni acumularea gazelor inflamabile.

3. Protectie

Purtati echipament de protectie adecvat, inclusiv costum de protectie si manusi,
pentru a va proteja de eventualele riscuri.

4.Ventilatie si gestionarea fumului si gazelor

Fumul rezultat din sudura si gazele de protectie pot fi nocive pentru sanatate. Asigurati
ventilatia adecvata sau folositi un sistem eficient de evacuare a fumului in timpul
sudurdrii.

5. Siguranta uneltei

Verificati stabilitatea echipamentului si fixati-l in mod corect. Asigurati impamantarea
si verificarea periodica a suruburilor si altor elemente de fixare.

Spune toate

parametrul principal al tehnologiei

1.Prezentare generald si parametri de bazd

Aparatul de sudura TIG din seria DC Inverter cu arc de argon este proiectat pentru a
economisi energie, fiind dotat cu comutatoare MOSFET si tehnologie moderna de
invertor. Acesta asigurd o functionare eficienta si silentioasa. Tehnologia PWM
(modulare a latimii impulsurilor) permite un control precis al curentului, oferind o
iesire constanta si stabila.

Tehnologia de initiere a arcului cu tensiuni si frecvente ridicate asigurd o aprindere
rapida si fiabild. Aparatul este echipat cu functii complete de protectie, inclusiv
protectie impotriva supracurentului, supraincalzirii si supratensiunii, garantand
siguranta si durabilitate.

Datoritd designului compact, greutdtii reduse si constructiei ergonomice, aparatul
este usor de transportat si utilizat. Seria TIG S faciliteaza initierea arcului, produce
un arc focalizat si include protectie impotriva scurgeriii de gaz post-sudura. Curentul
de sudurd poate fi ajustat continuu, iar initierea arcului se face gradual si automat
pentru a asigura un control precis.

Aparatul de sudura este ideal pentru utilizarea cu materiale precum otelul carbon,
otelul inoxidabil, aliajele de otel si cupru.

2. Specificatii tehnice

ROTOR TIG 300
Tensiune de intrare 1PH 220v
Frecventa de intrare 50/60Hz
Real Max. Current
TIG 300A/MMA:180A
Eficienta 85%
Clasa de izolare F
Clasa de protectie a carcasei P21

Schema general3 a cone

Regulator cu supap3
Carcas pentru ' pap

chipuri electrice
Cablu de intrare. Butelie cu
argon

TIG-300
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MANUAL DE UTILIZARE

4. Utilizare

Sudura TIG

*Conectati pistolul de sudura si clestele de impamantare. Porniti alimentarea, verificand
ca tensiunea si puterea respecta cerintele aparatului. De asemenea, asigurati conectarea
corecta a gazului de protectie (argon pur).

Porniti aparatul. Indicatorul de alimentare se va aprinde, iar ventilatorul de racire va
incepe sa functioneze. Selectati modul de sudura ,TIG” utilizdnd comutatorul corespunzator.
*Deschideti supapa buteliei de argon si reglati debitul gazului conform nivelului
recomandat. (Consultati Tabelul 1 pentru detalii.)

*Apasati comutatorul pistolului de sudurd. Veti auzi sunetul descarcarii de inaltd
frecventd din interior, iar supapa electromagneticd va permite gazului argon sa curgd
prin pistolul de sudura.

Nota:

®Asigurati-va ca aerul din sistem este complet inlocuit cu argon inainte de inceperea sudurii.
eDupa finalizarea sudurii, nu indepartati imediat pistolul de sudurd de la zona de lucru.
Acest lucru protejeaza imbinarea sudurii in timp ce arcul se riceste si se stabilizeaza.
eAjustati curentul de sudura in functie de grosimea materialului prelucrat si de cerintele
tehnice ale sudurii.

ein timpul sudurii, mentineti o distantd de 2-4 mm intre electrodul de wolfram si piesa de
lucru. Apasati comutatorul pistolului pentru a initia descarcarea de nalta frecventa, formand
astfel un arc intre electrod si piesa de lucru.

nual de u

Gaz de protectie

Impuritatile precum oxigenul, azotul, vaporii de apa sau alte substante contaminante

din argon pot compromite eficienta protectiei si pot afecta direct calitatea sudurii. Pentru
rezultate optime, utilizati exclusiv argon cu o puritate de 99,9%.

Debitul de gaz trebuie ajustat in functie de curentul de sudura utilizat. Consultati

Tabelul 1 pentru recomandarile privind volumul necesar al fluxului de gaz, in functie de
curentul de sudurd.

tabelul<1>

Curent de sudura DC 10-100 101-150 | 151-200 | 201-300 301-500
Volumul fluxului de gaz| 4~5 4~7 6~8 8~9 9~12
Diametrul duzei 4.0~9.5 4.0~9.5 [6.0~13.0| 8.0~13.0| 13.0~16.0

Sarma de sudura

Tn timpul sudurii, sdrma trebuie aleas in functie de materialul de baza. Vi recomandam
sa utilizati sarma de sudura adecvata pentru materialul pe care il sudati.

Diametrul sarmei si curentul de sudura sunt corelate conform tabelului de mai jos

Diametrul de sudura si tabelul curentului de sudurd

tabelul<2>
Diametrul
de sudurd 1.0 16 1.0-2.4 1.6-3.0 2.4-4.5 4.5-6.0
Curent de
sudurd 10~20 20~50 50~100 100~200 200~300 | 300~500

2.Sudura cu arc manuald

eRotiti comutatorul frontal in pozitia ,,sudurd manuald”.

ePorniti comutatorul de alimentare; indicatorul luminos se va aprinde, iar ventilatorul
de racire va incepe sa functioneze.

ein functie de grosimea piesei de lucru, tehnica de sudura si metoda utilizats, selectati
curentul de sudura corespunzator. Reglati curentul de tractiune pentru a imbunatati
stabilitatea arcului si eficienta sudurii.

Date de referinta: Pentru sudura otelului inoxidabil (curent continuu).
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tabelul<3> ein timpul sudurii in interior, pot ap3rea radiatii electromagnetice care pot interfera
Grosimea Diametrul | puxul cu alte echipamente electronice din locuinta. Luati masuri adecvate pentru a minimiza
Curent d Viteza d uxul .
piesei de Forma de USLTW; ;:;irée firuluide | o ga, interferentele.
lucru - sudura
sudura Sudurs | Sudumc NP } ) o
mm Suduré pland icais | Miscare | cm/min| - mm /min Tabel de referinta: Verificati capacitatea curentului uneltei si asigurati-vé ca sectiunea
verticald | inversa cablului utilizat este corespunzitoare.
Sudura sub tensiune | 1015 lo~15 | 10~15 | 40 4
05 | Suduradeimbinare | 10~15 10~15 | 10~15 | 20 ~10 4 Parametrul
Sudura in unghi 10~20 10~20 | 10~20 | 40 4
15~20 15~20 | 15~20 | 35 ~1.0 4
m C i uneltei Peste 20 kVA
Sudurd sub tensiune | 30~40 30~40 | 30~40 | 15~40| 10~16 5
Sudura de imbinare | 40~50 40~50 | 40~50 | 15~30 | 1.0~16 5
Lo Sudurd in unghi 4560 4560 | 4560 | 20~40 | 10~16 5 Capacitatea carcasei pentru circuite electrice Peste 20 kVA
T 50~60 50~60 | 50~60 | 10~35| 1.0~16 5
Suduri sub tensiune 60~100 60~80 60~70 | 15~80 ~16 5 Sectiunea cablului de intrare Peste 14 mm?
15 | Sudurideimbinare | 60~100 | 70~100 | 80~90 | 15~80 | ~16 5
- Sudurd in unghi 60~80 60~70 60~70 | 20~40 ~16 5 Sectiunea cablului de iesire Peste 30 mm?
T 70~80 70~90 | 70~90 | 10~20| ~16 5
Sudurd sub tensiune | 100120 | 90~110 [ 90~110 | 20~80 | 15~25 B Locul de instalare
j | Sudurddeimbinare | 110~130 | 100~120 | 100~120| 20~80 | 15~25 5
- Sudurd in unghi 100~120 | 90~110 | 90~110 | 28~30 | 15~25 5 5 ients: i "
=2 i 35 i " eTemperaturd ambientd: intre -10°C si 40°C;
! 110~130 | 100~120 | 100~120 15~25 | 15-2.5 5 ODlst.ar.\ta docel p}At{n 2 cm.deh k per.ete, i; ®Fara expunere directa la lumina soarelui
Sedurs oub tenstune | 120~140 | 10~130 | 105~185| 30 75 s oUvaleate [edusa 5{ protectie .\mpétrlva prafului; o
30 | Sudursdeimbinare | 130~150 | 120~140 | 120~140| 25 25 3 ®Fdrd vibratii puternice sau coliziuni; sau ploaie; .
: Sudura in unghi 120~140 | 110~130 | 115~135| 30 25 5 eFara expunere la substante corozive sau
T 130~150 | 115~135 | 120~140| 25 25 5 gaze nocive.
Sudura sub tensiune | 200~250 | 150~200 |150~200 | 25 3.0 6 6. Schema electricitatii si a gazelor
45 | Sudursdeimbinare | 225~275 | 175~225 | 175~225| 20 30 6 Seria TIG
§ Sudur in unghi 200~250 | 150~200 |150~200| 25 30 6 «
T 205275 | 175~225 | 175~225| 20 30 6 s
Sudurd sub tensiune | 275~(350) | 200~250 | 200~250 | 25 45 6
60 | Sudurs deimbinare | 300~(375) | 225~250 | 225~250| 20 45 6
. Sudurdinunghi | 275~(350) | 200~250 | 200~250 | 25 45 6 20y
T 300~(375) | 225~275 | 225~275| 20 4.5 6
Sudurd sub tensiune | 350~450 | 225~275 | 225~275| 15 6.0 7 Fan
120 | Sudurddeimbinare | 375475 | 230~280 | 230~280| 15 6.0 7
Sudurd in unghi 375~475 | 235~280 | 235~280| 15 60 7 B

ti suportul pentru electrozi, clema de impamantare si piesa de lucru.
Existd doud metode de conectare pentru aparatul de sudurd DC:

1.Metoda de conectare a anodului. Suportul pentru electrozi este conectat la catod,

iar piesa de lucru este conectata la anod.

2.Metoda de conectare a catodului. Piesa de lucru este conectata la catod, iar suportul
pentru electrozi este conectat la anod.

Daca alegerea conexiunii este gresita, arcul electric nu va fi stabil, stropirea va fi excesiva,
iar electrodul se va lipi de piesa de lucru.

eConectati tensiunea de alimentare: Verificati daca tensiunea de alimentare a aparatului
respectd cerintele aparatului de sudurd si conectati corect cablul de impamantare la
carcasa.

ePorniti intrerupatorul de alimentare. Ventilatorul de racire va incepe sa functioneze,
indicatorul de alimentare se va aprinde, iar afisajul va indica curentul presetat.

ein functie de grosimea piesei de lucru, diametrul electrodului, metoda de conectare si
cerintele tehnice, ajustati curentul de sudura in mod corespunzator.

eFixati electrodul in suportul pentru electrozi. Aparatul de sudura trebuie sa fie in modul
de asteptare, gata pentru sudura manuala.

Tabelul de specificatii:

Acest tabel prezintd specificatiile electrodului si curentul de sudurd pentru sudura
manuald:

Specificatia

electrodului w25 w32 w40 w50
Curent de

sudare 70-100A 110-140A 170-220A 230-300A

* Buton pentru reglarea caracteristicilor sudurii: Acest buton permite ajustarea
parametrilor de sudura. Tn cazul sudurii in pozitie verticala sau deasupra capului,
reglarea acestuia poate contribui la obtinerea unor rezultate mai bune.

* Buton pentru initierea arcului: Dacd lucrati cu un curent scdzut sau intampinati

ti la initierea arcului, ajustarea acestui buton poate imbunatati stabilitatea si
pornirea arcului.

Manual de utilizare si diagrama explicativd pentru energia electrica si pentru gaze
Nota:

®Asigurati-va ca tensiunea electrica respecta cerintele de intrare ale aparatului de sudura.

eStabiliti capacitatea echipamentului de putere si utilizati un cablu cu sectiunea
corespunzatoare capacitatii aparatului de sudura.

eGazul de protectie trebuie reglat cu ajutorul unui dispozitiv de ajustare a debitului.
Ajustati fluxul de gaz in functie de curentul de sudura

eDacd este necesar, instalati un sistem de rdcire cu apa pentru a mentine
temperaturile de functionare corespunzatoare.

eAsigurati impamantarea corecta si instalati dispozitive de protectie impotriva
scurgerilor de curent.

Modularea l3timii impulsurilor PWM si

circuitul de comanda

Remedierea defe:

Circuit de inalta frecventa
pentru formarea arcului

Problema

Solutie

Indicatorul de alimentare nu se
aprinde, ventilatorul nu
porneste, iar unealta nu
realizeaza procesul de sudura.

1. Verificati daca comutatorul de alimentare
functioneaza corect.
2. Asigurati-va cd cablul de alimentare primeste
curent electric.
3. Verificati dacd cablul de alimentare este
conectat corect si alimentat.

Indicatorul de alimentare este
aprins, dar ventilatorul nu
porneste sau functioneaza doar
pentru scurt timp, iar unealta
nu poate efectua procesul de
sudura.

1. Este posibil ca alimentarea sa fi fost conectata
din greseala la 380V, ceea ce a provocat o
supratensiune si a activat circuitul de protectie.
Conectati unealta la o sursd de 220V si resetati-o.
2. Dacé alimentarea de 220V este instabild sau
conexiunea cablului de intrare la
reteaua electrica genereaza supratensiune, mariti
diametrul cablului de intrare sau asigurati o
conexiune ferma a acestuia. Resetati
unealta dupd 2-3 minute.

3. Pornirea si oprirea repetatd a comutatorului de
alimentare intr-un interval scurt poate provoca
Isupratensiuni si poate activa circuitul de protectie.|
Lasati unealta sa se odihneasca timp de
2-3 minute, apoi resetati-o.

4. Utilizarea frecventd a comutatorului poate slabi
conexiunile cablurilor de pe placa de alimentare.
Verificati si strdngeti conexiunile dupa necesitate.
Daca releul de 24V de pe placa de alimentare nu
functioneaza sau este deteriorat, inspectati
sursa de alimentare de 24V si releul pentru a
identifica eventualele probleme.

Ventilatorul functioneazd, nu
sunt afisate erori, nu se aude
sunetul caracteristic descarcarii
de inalta frecventa (,shasha”),
iar arcul nu se formeaza.

1. Masurati tensiunea anodului si catodului pentryl
conectorul VH-07. Aceasta ar trebui sd fie in jur
de 308V DC de la placa de alimentare catre placa
MOS. Utilizati un multimetru pentru masuratori.
2. Dacd indicatorul verde pentru alimentarea
auxiliara de pe placa MOS nu este aprins, este
posibil ca alimentarea auxiliard sa nu functioneze.
Identificati punctul de defectiune sau contactati
suportul tehnic sau echipa de vanzari.
3. Verificati toate cablurile interne pentru a va
asigura ca sunt corect conectate.
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4. Daci exist3 o problem3 cu circuitul de control, compromite izolatia. La fiecare sase luni, indepdrtati panourile laterale si capacul
identificati cauza si contactati suportul tehnic sau| ~ SuPerior, apoi curatati praful cu aer comprimat uscat.

echipa de vanzari pentru asistentd Ajustarea frecventei inalte
5. Verificati dacs firul de control al pistolului de | Nu atingeti electrozii de scanteie in timpul sudurii sau cand aparatul este in proces de
sudur3 nu este rupt sau deconectat. descarcare. (Distanta dintre electrozii de scanteie trebuie reglata la 0,8 mm). Daca

suprafata electrozilor este murdara sau acoperita cu praf, curatati-o ajustati distanta

dintre electrozi la 0,7-0,9 mm.

Atentionare:

sau 1.C de ali Dupd terminarea sudurii, nu opriti imediat comutatorul de
alimentare. Oprirea ventilatorului de racire in timp ce transformatorul este inc3 fierbinte
poate accelera uzura componentelor si reduce durata de viata a uneltei. Asteptati 2-3 minute
dupa sudurd inainte de a opri alimentarea.

Sarcina trebuie sd ramana in limitele capacitatii nominale.

Evitati depdsirea capacitatii de sarcind recomandate, deoarece supraincdrcarea va reduce
durata de viata a uneltei si poate provoca daune. Pentru o functionare corespunzatoare,
utilizati intotdeauna o sarcina care se potriveste cu curentul nominal de sudura al uneltei.
Ciclul de functionare trebuie s raimana in limita de 40%. Acest lucru inseamna c, intr-o
perioadd de 10 minute, unealta ar trebui sa functioneze maxim 4 minute si sa se odihneasca
se aude sunetul specific 2. Comutatorul pentru ,sudurd manuald” si 6 minute. De exemplu, o unealta de sudura de 300A cu un curent de iesire de 300A ar trebui
descarcarii de inalta frecvehté suduri cu argon” este setat incorect. Ajustati utilizatd timp de cel mult 4 minute in cadrul unui ciclu de 10 minute pentru a preveni
i,,shashav”l, dar arcul electric se sau inlocuiti comutatorul, dacé este necesar. supraincalzirea si a asigura o durats de viatd mai lungs.

formeazd.

1. Cablul pistolului de sudura este rupt sau
deconectat.
2. Cablul de impdmantare este d
nu este conectat corect la piesa de lucru.
3. Capatul de iesire al anodului sau conexiunea
internd pentru gaz si curent a pistolului de sudura
este slabita.

Nu existd semnale de eroare, se
aude sunetul specific descarcarii
de Tnalta frecventa (,shasha”), dar
unealta nu produce sudura.

1. Infasurarea primard a transformatorului de
initiere a arcului nu este conectata corect la placa
de initiere a arcului. Strangeti conexiunile pentru

a rezolva aceasta problema.

Nu existd semnale de eroare, nu

3. Unele componente din circuitul de initiere a
arcului de inaltd frecventd sunt deteriorate.
Verificati si inlocuiti piesele deteriorate.

Ciclul de functionare, exprimat in
procente, indicé durata de operare
a uneltei de sudurd intr-un interval
de 10 minute fir3 a se supraincalzi.
Dacé unealta se supraincalzeste,
sistemul de protectie termica va

lesire nominald

1. Problema poate fi cauzata de activarea
sigurantei impotriva supracurentului. Opriti activa oprirea functionarii si va
unealta si resetati-o dupa ce indicatorul de 150 aprinde indicatorul de avertizare.
. Curent de sudura N .
eroare se stinge. | Ventilatorul de ricire va functiona
timp de aproximativ 15 minute
) Pentru a permite ricirea uneltei.

o
s

Indicatorul de eroare este aprins si

N 2. Problema poate fi cauzatd de activarea |
unealta nu produce sudura.

. i R PUR - 100 -
sigurantei impotriva supraincalzirii. Nu opriti 0 25 30 35 40 50 70 9
unealta; asteptati 2-3 minute s3 se riceasca. Ciclul de functionare ePentru a preveni supraincalzirea,

3. Este posibil 5 existe o problem cu : 250A-40% ciclu de lucru reduceti curentul de iesire sau
invertorul sau placa de initiere a arcului. () alustati ciclul de functionare inainte
: ) e ) de a relua sudura.
Deconectati mufa de alimentare a invertorului

de baza de pe placa MOS, apoi resetati unealta. Sudurd 4 minute Pauzi 6 minute
4. Circuitul de feedback poate fi deconectat
sau deteriorat. Inspectati si reparati circuitul,

daci este necesar. ¢ * —> bt

Carcasa: 200A-60% ciclu de lucru

1. Electrograful de 1K este defect. Sudurd 6 minute Pauzé 4 minute
Verificati-l si inlocuiti-l, daca este necesar.
2. Unele conexiuni nu sunt sigure, in special la
punctele de conectare.

Tn timpul sudurii, curentul de iesire!
este instabil sau dificil de controlat|

Verificati si remediati aceste conexiuni.
Polaritatea este conectatd incorect.
Schimbati polaritatea cablului de impamantare
cu polaritatea cablului suportului pentru

electrozi. Probleme in timpul sudurii
Urmétoarele probleme pot fi cauzate de accesorii, gazul de protectie, factori de mediu
sau sursa de alimentare. Analizati si rezolvati aceste posibile cauze pentru a preveni
reaparitia problemelor.

Stropirea excesiva in timpul
sudurii manuale face dificil
utilizarea electrodului.

Supraincalzire > (Minute) > Reduceti ciclul de lucru

Suport

A. Punct de sudura innegrit
Pentru a asigura functionarea normal, sigurd si eficientd a uneltei, efectuati lucrari Aceastd problemé indicé faptul c& punctul de sudurd nu a fost protejat corespunzétor si a
de intretinere periodici. Deconectati alimentarea in timpul verificarilor sau lucririlor fost oxidat. Verificati urmdtoarele:
de intretinere. Doar personal calificat ar trebui sa instaleze, s3 inspecteze, si regleze 1.Asigurati-va ca supapa de pe butelia de argon este deschisa si cd presiunea este suficienta.
si sa intretind acest produs. Daca presiunea interna scade sub 0,5 MPa, butelia trebuie reumpluta.

2.Verificati daca debitmetrul de argon este deschis si furnizeaza un flux adecvat. Pentru a
Verificari zilnice: economisi gaz, ajustati debitul in functie de curentul de sudura. Cu toate acestea, un debit
eAsigurati-va ca nu existd vibratii, sunete sau mirosuri anormale. prea mic poate duce la o protectie insuficientd, lasand punctul de sudura neprotejat.
eVerificati dacd imbinrile cablurilor nu prezinté suprainclzire anormals. Debitmetrul de argon nu trebuie sa fie setat la mai putin de 3 L/min, indiferent de curent.
eConfirmati ca ventilatorul de ricire functioneazi lin atunci cand comutatorul de 3.Verificati fluxul de gaz plasand mana in apropierea duzei pistolului de sudurd. Dacd nu
alimentare este pornit. curge gaz, este posibil ca furtunul de gaz sd fie infundat.
elnspectati dacd comutatoarele nu sunt deteriorate. 4.Inspectati furtunul de gaz pentru scurgeri sau impuritdti, deoarece acestea pot afecta
eAsigurati-vé ca conexiunile si izolarea cablurilor sunt corecte. calitatea sudurii.
eVerificati dacé exista cabluri rupte. 5.Curentii de aer puternici din zona de lucru pot perturba fluxul de gaz de protectie si pot
®Asigurati-vad ca ciclul de lucru nu este supraincarcat. compromite calitatea sudurii.

B. Dificultati la initierea arcului sau stingerea usoara a arcului
Verificdri trimestriale: 1.Asigurati-va cd electrodul de tungsten este de buna calitate. Electrozii de calitate slaba
Faceti o verificare completa a uneltei la fiecare trei luni pentru a preveni defectiunile pot sd nu indeplineascd cerintele de performanta.
si a mentine performanta optima. 2.Un electrod de tungsten care nu este ascutit corespunzator poate ingreuna initierea
Conexiunea electric si de gaz arcului si poate duce la instabilitate.
Suruburile fde fixare de pe cablurile de intrare si iesire trebuie bine stranse. C. Curentul de iesire nu poate atinge valoarea nominald
Verificati dacd exista rugina sau alte fenomene anormale si asigurati-va c& izolatia 1.Daca tensiunea de alimentare diferd de valoarea nominala, curentul de iesire poate sa
este intactd. nu corespunda setdrilor fixe.
Cablul de impédmantare 2.Dacd tensiunea de alimentare este prea micd, curentul maxim de intrare poate fi, de
Asigurati-vd ca cadrul aparatului de sudura este impamantat in mod c E] sub valoarea nominala.
Curitarea prafului din interiorul aparatului D. Curent instabil in timpul sudurii
Praful acumulat pe placa de ricire poate afecta eficienta ricirii si poate deteriora 1.Fluctuatiile externe de tensiune pot cauza instabilitate.
componentele electrice. Praful de pe transformatoare si bobinaje poate 2.Interferentele electrice de la dispozitive sau echipamente din apropiere pot perturba

procesul de sudura.
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E. Stropire excesiva in timpul sudurii manuale cu arc

1.Curentul poate fi setat prea mare sau diametrul electrodului de sudura poate fi
prea mic. Ajustati setdrile corespunzator.

2.Polaritatea conexiunii de iesire poate fi inversata. Pentru o functionare corecta,
electrodul de sudurd trebuie conectat la catod, iar piesa de lucru la anod.
Ajustati polaritatea dupa necesitate.

Instructiuni de sigurant3

oCititi cu atentie acest manual pentru a asigura utilizarea corecta a uneltei.

eScopul acestui manual este de a oferi indrumari pentru o utilizare sigurd, asigurand
performanta uneltei si protejandu-va atat pe dumneavoastrd, cét si pe ceilalti de
vétdmari sau daune.

eAcest aparat de sudur a fost proiectati si fabricati pentru a oferi stabilitate. fn timpul
utilizarii, urmati instructiunile din acest manual. Nerespectarea acestora poate duce la
raniri grave sau chiar la deces.

eUtilizarea necorespunzatoare a uneltei poate cauza pagube sau raniri de diferite grade.
Respectati semnele de avertizare din acest manual si urmati instructiunile pentru a evita
accidentele.

Semn de avertizare Semnificatie Explicatie

Utilizarea necorespunzatoare poate
duce la consecinte grave, inclusiv deces,
vatamari grave sau poate provoca
accidente sau pagube majore.

Pericol mare

Utilizarea necorespunzitoare poate

duce la riscuri semnificative, care pot

rezulta in deces, raniri sau accidente
periculoase.

Pericol

Utilizarea necorespunzitoare poate
cauza riscuri moderate, inclusiv
vatdmari usoare sau pagube materiale.

Notd

AN

generald a ter
3" se referd la leziuni precum afectarea ochilor, arsuri (de la caldurd

®"Vitimare grava
sau frig extrem), electrocutari, fracturi osoase sau intoxicatii. Aceste vatdmari pot avea
efecte de durata, pot necesita spitalizare sau tratament medical pe termen lung.
o"Vitamare usoarad" se referd la arsuri minore, electrocutari sau alte leziuni care pot
necesita atentie medicald, dar sunt mai putin severe.

o"Defectiunea uneltei" se referd la daune care duc la pierderi materiale sau la
deteriorarea uneltei.

Semnificatia semnelor in timpul utilizirii uneltei:

Actiuni care sunt

Necesar obligatorii sau esentiale.

" L
Interzis Actiuni care nu sunt

permise.

Aceste semne sunt utilizate pentru orientare generala.
Respectati regulile de siguranta
AVERTIZARE:

Pentru a evita vatamari grave sau accidente, urmati cu strictete regulile
de siguranta de mai jos.

Aceasta unealta de sudura a fost conceputa si fabricata pentru a oferi stabilitate.

1.1n timpul utilizérii, respectati regulile de siguranta din acest manual. Nerespectarea
acestor reguli poate duce la vatamari grave sau chiar deces.

2.Alegeti corespunzator sursa de alimentare, asigurati o ventilatie adecvata
plasati in siguranta sistemul de gaz. Dupa finalizarea lucrarilor de sudurd, eliminati
deseurile conform reglementarilor aplicabile si mentineti un mediu de lucru curat.
3.Persoanele neautorizate nu au voie sa intre in zona de lucru pentru operatiuni de
sudurd.

4.Persoanele cu afectiuni cardiace sau care utilizeaza stimulatoare cardiace nu
trebuie sa lucreze in apropierea uneltei de sudurd, deoarece campul
electromagnetic emis de aceasta poate interfera cu dispozitivele medicale.

5.Doar personalul calificat este autorizat sd instaleze, sa utilizeze si s realizeze
lucrari de mentenant:
6.Pentru sigurantd, asigurati-va ca toate persoanele care utilizeaza unealta au citit
si inteles complet acest manual. Este necesara instruire adecvata si cunostinte
pentru o utilizare sigura.

ROTOR

7.Aceasta unealtd nu trebuie utilizata pentru sudura in conditii periculoase.

PERICOL: Pentru a evita riscul de electrocutare, respectati regulile de
siguranta de mai jos.

AVERTIZARE: Contactul cu banda de conectare a bateriei poate provoca
electrocutare fatald sau arsuri. iurma masuri de si

1.Nu atingeti banda de conectare a bateriei.

2.Asigurati intotdeauna impamantarea corectd a aparatului de sudur si a piesei de lucru,
conform instructiunilor personalului calificat.

3.Tnainte de a incepe orice utilizare sau inspectie, asigurati-vé c3 sursa de alimentare este
opritd si blocata pentru a preveni electrocutarea. Asteptati cel putin 5 minute dupa
oprirea alimentarii inainte de a continua.

4.Nu utilizati cabluri deteriorate sau cu izolatie insuficienta. Asigurati-va ca invelisul
cablurilor sunt intacte si in stare buna.

5.Verificati ca toate conexiunile cablurilor electrice sd fie corect izolate.

6.Nu utilizati unealta in timpul transportului sau in timp ce este mutata.

7.Utilizati manusi izolate si asigurati-va ca acestea sunt uscate inainte de a manipula
echipamentul.

8.Folositi unealta intr-un mediu sigur si stabil.

9.Inspectati si intretineti periodic unealta pentru a remedia eventualele deteriorari sau

i utilizarea pana cand reparatiile sunt finalizate.

10.Asigurati-va cd sursa de alimentare este pozitionata aproape de unealta.

11.1n spatii inchise sau la inaltime, implementati masuri de protectie suplimentare
pentru a evita riscurile de electrocutare.

Respectati regulile de siguranta

j Nota: Pentru a evita pericolele cauzate de arcurile de sudurd, stropiri,

resturi de sudura sau zgomot, luati masurile necesare pentru a va
proteja pe dumneavoastra si pe cei din jur.
eArcurile de sudura pot provoca inflamatii oculare sau arsuri ale pielii.
eStropirile si resturile de sudura pot provoca arsuri sau leziuni ale pielii.
eZgomotul puternic poate afecta auzul.

Pericol! Utilizati echipament de protectie pentru a asigura o utilizare in
siguranta.

Recomandari:
1.Cénd sudati structuri mari sau in conditii dificile, utilizati echipament de protectie

care ofera o acoperire adecvata.

2.Pastrati intotdeauna ochelari sau viziera de protectie la indemana.

3.Purtati echipament de protectie, cum ar fi manusi din piele, haine cu méneci lungi si sorturi.
4.Asigurati-va ca zonele de sudurd sunt izolate si protejate pentru a preveni ranirea celor

din apropiere.

5.Dacd nivelurile de zgomot sunt ridicate, utilizati echipament special sau protectie auditiva.

AVERTIZARE: Aerosolii si gazele produse in timpul sudurii prezinta riscuri
pentru sandtate. Utilizati intotdeauna echipament de protectie adecvat
pentru a asigura siguranta.

Fumul si gazele produse in timpul sudul

pot afecta sanatatea.

le inchise, exista riscul de asfixiere din cauza reducerii nivelului de oxigen.

oin medii in care se acumuleazd gaze sau fumuri toxice, utilizati sisteme de evacuare si
echipament individual de protectie respiratorie pentru a evita accidentele. Asigurati o
ventilatie adecvatd si monitorizati personalul care lucreazd in aceste zone.

ein spatiile inguste, efectuati inspectii regulate ale personalului, asigurati ventilatia
corespunzatoare si utilizati intotdeauna echipament de protectie respiratorie.

eEvitati sudura in zone cu agenti de degresare, gaze sau activitati de pulverizare.

eSudura in apropierea lamelelor sau placilor de otel poate produce aerosoli sau gaze nocive.
Utilizati intotdeauna echi de protectie respil ie adecvat.

AT
eSudura pieselor fierbinti sau recent sudate poate provoca scantei sau incendii.
eCablurile electrice deteriorate sau expuse, cum ar fi barele de armare, pot crea riscul de
contact electric, ducand la electrocutare.
eEvitati sudura pe containere sub presiune sau materiale combustibile, deoarece acest
lucru poate provoca explozii sau alte situatii periculoase.

Nu sudati pe containere sigilate, cum ar fi rezervoarele. Sudura necorespunzitoare poate

duce la explozii sau alte situatii periculoase.
Instructiuni de siguranta:

Nota importanta: in caz de incendiu, explozie sau echipamente defecte,
respectati urmatoarele reguli de siguranta:

eNu sudati in apropierea materialelor combustibile.
eEvitati sudura in zone cu gaze sau substante inflamabile.
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®Asigurati-vd cd nu exista obiecte inflamabile in apropierea piesei de lucru.

eUtilizati o izolatie adecvats pentru conexiunile cablurilor electrice. ROTOR INVERTER WELDING MACHINE

eAsigurati-vi ca conexiunea dintre cablul electric si piesa de lucru este bine stransd pentru TIG-300 l EN 60974-1:2012

a preveni eventualele pericole. %@_@: l SN _

eNu sudati pe rezervoare care contin aer comprimat. Asigurati-va cd rezervoarele sigilate sunt

complet goale inainte de a incepe sudura. -'k 10A/10.4V~300A/22V

:Cand Sl.JdatI in apvropluerea zonelor. periculoase, pastrati echipamente de stingere a incendiilor R —_——— X 60% 100%

in apropiere, ca masuré de precautie. T
Noté: Tn caz de risturnare a buteliilor de aer, fisuri ale regulatorului de 2(R) 300 232

A gaz sau incit similare, re i urmd reguli de si 3 Uz(v) 22 19
’ . ek s 20A/20.8V~300A/32V

eButelia de aer se poate rasturna, provocand vatimari grave sau X 50°% 100°%
accidente. 2 2
elnteriorul buteliei contine gaz sub presiune ridicatd, iar manipularea Uo=65V I2(A) 300 232
necorespunzatoare poate elibera gaz la niveluri periculoase, ducand la - Uz(v) 32 29
accidente.

eUtilizati intotdeauna buteliile de aer conform reglementérilor si normelor de siguranti DO soaune Ui=220 V l limax=70.3 A l le=54.5 A

corespunzitoare.

eFolositi curele sau regulatoare de gaz recomandate de producator pentru manipulare sigura. 1P218 C € EH[ ﬁ A m T

Cititi si respectati manualul de utilizare al regulatorului de gaz inainte de a folosi echi ul

eAsigurati-va ca butelia de aer este fixata in siguranta folosind un suport sau un dispozitiv de
fixare adecvat.

oNu expuneti butelia de aer la caldura sau lumina directa a soarelui pentru a preveni
supraincalzirea sau deteriorarea acesteia.

eDeschideti incet supapa buteliei de aer si asigurati-va ca unitatea elibereazd gaz in siguranta la
iesire.

eDaca butelia nu este utilizatd, atasati carcasa de protectie pentru a asigura siguranta.

Nu plasati pistolul de sudura direct pe butelia de aer. Asigurati-va cd electrodul nu intra in contact
cu butelia de aer.

Nota: Contactul cu partile rotative poate provoca vatamari. Va rugdm sa respectati
instructiunile de siguranta de mai jos:
—  * Pstrati degetele, parul, hainele si alte obiecte la distantd de ventilatorul de ricire

si de componentele rotative ale dispozitivului de alimentare a electrodului.

1.Nu utilizati aparatul de sudurd cu carcasa acestuia demontata.
2.Doar personalul calificat, cu pregatire si experienta corespunzatoare, ar trebui sa utilizeze, sa
configureze, sa inspecteze si sa intretina aparatul.

Nota: Capatul sarmei de sudura poate provoca vatamari. Va rugam sa respectati
instructiunile de sigurantd de mai jos:

* Sarma de sudurd care iese din pistol poate provoca vatamari, inclusiv intepaturi
sau leziuni ale ochilor sau ale altor parti ale corpului.

1.Cand verificati dacd sarma este alimentatd, nu priviti direct in orificiul de iesire al sarmei si nu
incercati sa conduceti curent electric prin duza. Descarcdrile electrice de la sarma pot provoca
daune atat echipamentului, cat si ochilor.

2.Cand mutati dispozitivul de alimentare a electrodului sau apasati pe comutatorul pistolului de
sudurd, pastrati mainile si corpul la distantd de capatul pistolului de sudura.

*Tn timpul utilizarii aparatului de suduré cu plasmé, pastrati degetele si alte parti
ale corpului departe de zona de sudura pentru a evita arsurile.

A Nota: Sudura cu plasma poate provoca arsuri. Va rugdm sa respectati urmatoarele

1.Nu tineti si nu atingeti zona din jurul piesei de lucru in timpul u
2.1n timpul tiierii, asigurati-vd ca degetele sunt tinute departe de duz si evitati contactul cu
pistolul de sudura si electrodul.

3.Inlocuiti duza sau electrodul doar dup3 ce alimentarea a fost opriti si securizata.

A Important: Deteriorarea izolat

//’Q\E‘ Noté: Deteriorarea izolatiei sursei de alimentare pentru sudurd poate provoca incendii.
M_ Va rugdm sd respectati urmatoarele instructiuni de siguranta:

eStropirile si resturile, precum pulberea de feromolibden din operatiunile de sudurd, pot patrunde
in sursa de alimentare, deteriordnd izolatia si provocand incendii.
eDac4 stropirile sau resturile patrund in sursa de alimentare, opriti imediat sudura. Asigurati
izolarea cor a asursei de ali e fnainte de a continua.

eCurdtati periodic resturile acumulate pentru a preveni deteriorarea izolatiei.

eDaca stropirile sau resturile intrd in sursa de alimentare, opriti aparatul si deconectati-.
Folositi aer comprimat pentru a curita temeinic zonele afectate.

poate duce la pericole.
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PYKOBOACTBO NOJIb3OBATENA

YBegomneHune

[ns obecneyeHns 6€30NacHOCTM NEPCOHana 1 COXPaHHOCTU 060PYA0BAHNA BHUMATENBHO
b C HUXKECS

1. MecTo yCTaHOBKM MaLIUHbI

YTOBbI M36ekaTb HECHACTHBIX C/IY4aeB, BbI3BAHHBIX NEPErPEBOM, MPHU PEryIMpoBKe

MOLHOCTY CBAPKM JePYKUTEC HA PACCTOAHNM He MeHee 20 CM OT CTEeHbI U He MeHee

50 cm OT roptoumnx npeametos. O6azaTensHo

ROTOR

4. PyKOBOACTBO NO 3KCN/yaTaumm

1. BUI cBapka

o HUTe CBaPOHYIO FOPENIKY 1 /1LY, BKAIOUMTE BXOAHOE
nuTaHme (NoXanyiicTa, NOATBEPANTE MOLWHOCTb M HANPAXEHNE CBAPKM) 1 3aUMTHBIN ra3
(4mcTblit aproH).

*BK/Il04MTE BBIK/IOYATENb MUTAHWA, 3aTOPUTCA UHAMKATOP NUTaHKA, 3anycTuTe
BEHTUNATOP C nosepHuTe PYHHOI CBAPKM 1 aprOHHOI CBapKM

o6op
2. OrHeynopHOCTb Npu cBapke

Wckpbl (6pbiaru, ayra), obpasytowmecs npu cBapke, A0/KHbI 6bITb OTBEAEHbI OT TOPKOYMX
X He /JonycKaiiTe NpAMBbIX GpbI3r Ha pamy Uan 8o
BHYTPEHHME YACTM, 4TO MOXKET NPUBECTM K BO3rOPaHMIO.

3. 3awmra

HapeBaiiTe 3aWuTHbIN KOCTIOM W 3KMNMPOBKY, YTOBbI 06ecneunTs GesonacHocTb
nepcoHana 8o Bpems paGoTbI.

4.3ameHa rasa

CBapOYHbIN AbIM 1 33LLUTHBIN ra3 BpeaHbl A1 340p0BbsA. CBapKa A0/KHA NPOBOANUTLCA
8 COOTBETCTBUM C HbIX

5. O6ecneuyenume 6e3onacHocTi 060pya0BaHUA
OBpaTUTe BHUMaHMe Ha CTabUbHOCTL HUA U N

OCHOBHbI€ TEXHO/IOrMYEeCcKMe napameTpbl

1. 0630p
MNHBEPTOPHbIN annapat 418 aproHoAYroBoi CBapKM NOCTOAHHOTO ToKa cepun TIG
ocHaleH GyHKUMel aHeprocbepexeHus ¢ Bbikatouatenem nutaHua MOSFET u

T i 0¥ KOHCT #. OH paboTaeT 3 deKTUBHO 1
6eciuymHo. Bnaroaapa TeXHONOMMM WMPOTHO-UMNYALCHO Mogynauum (PWM) Tok
TOUHO KOHTPO/IMPYETCA, 0Becneynsan CTabubHbINM NOCTOAHHDIA TOK. MogKur ayrm
OCYWECTBAACTCA NPU BLICOKOM HANPAXEHNM W YACTOTE, YTO rapaHTUPYeT BbICOKMI
KO3 PUUMeHT ycnexa.
Annapar ocHaueH GyHKUMAMM 3aLnTbI OT NEePErpysku, neperpesa 1 nep

“ np b

nit.

onop.

B «csapka TIG».
*OTKpOIiTe aproHOBbI KNanaH, oTperynupyiite o6bem BO3AyLWHOTO NOTOKa A0
cTaHgapTHoro (cm. Tabauuy 1).

Ha cBap i1 ropesike, BHYTPY pa3AacTcs 3syk
BbICOKOYACTOTHO MCKPbI PA3PAAA, W 3aMyCTUTCA INEKTPOMATHUTHBIA KNanaH, 3aTem u3
CBaPOUHOW rOPe/KY BbIHAET aproH.

Yeegomnexue:

*Mepep, cBapKoil yGeanTech, 4TO aproH 3ameHeH Bo3Ayxom. [ocne cBapku Ayra noracna,
CBAapOYHYHO rOpesiky Heb3s ybrupaTb C MecTa CBapKM Ha HEKOTOpOe Bpems, 4To6bl
MONHOCTHIO 3aLLMUTUTL CBAPOYHYIO BaHHY BO BPEMA BbITATMBAHWUA W BbIIMBAHUA AYTK.

*B cooTBeTCTBMM C TOﬂu.lMHOFi 3aroTOBKMU U T| cBap i TEXHUKKU
YCTaHOBUTE CBAPOUHBIM TOK.

*Bo Bpems CBapKM BONbOPaMOBbIN CTEPXHEHDb JOMKEH HAXOAUTLCA HA PACCTOAHUN 2-4 MM
OT 3ar0TOBKY. BK/IOUUTE BbIK/IOYATENb HA FOPE/IKE, MEXK/Y INEKTPOAOM 1 3ar0TOBKO
BO3HMKAET BbICOKO4ACTOTHbI paspaj.

PyKoBOACTBO NO 3KcnayaTaumum

3awmTHbIN ras

TOCKONbKY aproH COAEPXMT KUCIOPOA, a30T, BOAY U HEKOTOPbIE APYrve NpUMecH, oH
CHWKAET 3aLUTHbIE XapaKTePUCTMKH, YTO HANPAMYIO B/IMACT Ha KAYeCTBO CBAPKM.
MoaTomy B KayecTse 3alMTHOrO rasa BbiGUpaiiTe aproH YuctoToit 99,9 %.

PasHbli1 CBaPOUHbIN TOK TPeBYET pas/MiHbIX KpUTEPHEB 06beMa BO3AYLWHOTO NOTOKa.

Cm. c. Tabnuuy.
470 0becneynsaer 6e30MacHOCTb U JONTOBEYHOCTb. EFo KOMNAKTHbIE pa3mepbi,
HeB0/IbIIOI BEC M 3PTOHOMMUYHAA KOHCTPYKUNA AENaloT annapart NerkMm B MCnosb-
30BaHWM U yA06HbBIM ANA TpaHCNOPTUPOBKK. Cepua TIG S 0TIMYaeTCA NerkoCTbio
YAl N AR TP pTYp P . . Tabnauua<i>
nogpKura ayrv, HHBIM ZyrOBbIM T 3awmToii ¢ oit
noAaym rasa, NNasHOM PEryMPoBKON CBAPOYHOTO TOKA, a TAKXKe aBTOMATUYECKUM U Tocronnnom
nocTeneHHbIM y TOKa ANA yny OT0 KOHTPOA T CBapOUHBINA TOK 10-100 | 101-150 | 151-200 | 201-300 301-500
Annapat B OCHOBHOM WCMO/b3YeTCA A1A CBAPKM YINEPOAMCTON CTanm, i
CTanu, NerupoBaHHbIX CTanen u meau. 0O6bem BO3AYLIHOMO
noToka 4~5 4~7 6~8 8~9 9~12
2. Cneyudumkauus
[Avamertp conna 4.0~9.5 4.0~95 | 6.0~13.0| 8.0~13.0| 13.0~16.0
ROTOR TIG 300
CBapouHas NPoBONOKa
BxoaHoe Hanpskerme 1PH 2208 Bo Bpems csapku me b pran KoTopoi
OnpeaenAeTca MCXoAHBIM 06bI4HO BbIG CBapOYHYIO
BxoaHas yactora 50/60 Iy NOAXOAALLYIO ANA OCHOBHOTO MaTepuana.
[MameTp NPOBONOKM M CBAPOUHBIi TOK B3aMMOCBA3aHbI. CM. CAeyiolLyio TabamLy.
PeanbHbiit Makc. Tekywwin

™r 300A/MMA:180A
SddexTnBHOCTL 85%
Knacc nsonaumm [

Knacc 3awmtel kopnyca P21

0614an cxema NOAKNIOYEHNA N PYKOBOACTBO MO 3KCnAyaTaumm

3. O6ujan cxema coeUHEHUA PeslyKTOp Ha BeHTUNE

JneKTpUyecKan poseTka
BxoaHou Kabenb

BannoH ¢
aproHom

3asemneHue

Pabouasn getans

MugToNeT ANA aproHoBOW CBapPKY|

[lameTp NpOBONOKM 1 TabnLA CBAPOYHOTO TOKA

Tabauua<2>

AvameTp

cBapkn 1.0 1.6 1.0-2.4 1.6-3.0 2.4-45 | 4.5-6.0

CBapouHbIit

TOK 10~20 | 20~50| 50~100 | 100~200 | 200~300( 300~500
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2. PyuHan ayrosas cBapka

*[oBepHuUTE nep i B «Py4Hasn cBapka».
*BK/II0YMTE BBIK/IOYATE/Ib MUTAHMNA, 3aTOPUTCA UHAMKATOP MUTAHWA, 3aNyCTUTCA
OXNAKAEHNE BEHTUNATOPOM.

*B OT TONWMHBI

n| i cap i ToK. OTpery
3G PeKT TOKa BbITArMBaHUA AYTU.

, METOAa 1 TEXHONIOTUM CBAaPKM BbiGepuTe
pyiiTe TOK TArK, 4To6bl YNY4LWMUTL CBAPOYHbIA

CnpasoyHble AaHHbIe NPy cBapke i cranm (r IM TOKOM)
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Tabnnua<3>
MyHKT NapameTp
Tonusna CoapouHbIlt Cuopocr  AMMETP | orox ras,
sarotos- o ok coapkn| CEAPHOT
K opMa pe3bBbl MowHocTb 060pyAoBaHua 6onee 20kBA
Mnockas | Bepuant- | O6patHan
mm cm/mnn| /man
csapka HaA cBapKa | CBapKa INeKTPUYECcKan MOLLYHOCTb KOPMYCa CNUYKK 6onee 20kBA
Crarusaoui ceap- | 10~15 10~15 | 10~15 | 40
05 Woiwos | 10~15 10~15 | 10~15 | 20 ~10 BXoAHO Kabenb Gonee 14m2
T-06pasHblit yrnosoit 10~20 10~20 10~20 40
Soapol e 1720 15720 15720 ~10 BbixoaHoit kabenb 6onee 30m2
CoapHa NOHMKEHHLIM| 3040 30~40 | 30~40 | 15~40 | 10~16 A
HanpKEHEm 40~50 40~50 | 40~50 | 15~30 | 1.0~16
1.0  |cBapka nop HataeHu|
em croikosan coapka | 4560 45~60 | 45~60 | 20~40 | 1.0~16
rosan caapka T 50~60 50~60 | 50~60 | 10~35| 1.0~16 * Mecro
60~100 60~80 | 60~70 | 15~80 | ~16
L5 |coapkanoaanpke-| 60~100 | 70~100 | 80~90 | 15~80 | ~16 .
- Huem 60~80 60~70 60~70 | 20~40 ~16 * Ha paccroanum Gonee 20 cm oT cTeHbl; * TemnepaTypa okpyskaloleit cpeabl: -10—40
yron ceapkv wea T 70~80 70~90 70~90 | 10~20 ~16 * MeHbLuan BNaXXHOCTb MbliK; *HeT NpAMBbIX CONHEYHbIX NIy4eil U JOKAA;
100~120 90~110 | 90~110 | 20~80 | 15~2.5 * Het 6onbluoit Bubpauum u
cBapka nop Hanpae-
25 Hem 110~130 | 100~120 | 100~120| 20~80 | 15~25 CTONKHOBEHMA; * HeT nATeH 1 3pO3MOHHOIO rasa.

100~120 | 90~110 | 90~110 | 28~30 | 15~2.5
110~130 | 100~120 | 100~120 | 15~25 | 15~2.5

yron caapku wea T
5. dneKTpuyecKan cxema nopaum rasa

NNNpae oo v nnunuulunnann ol s s s

120~140 | 110~130 [ 105~185| 30 25 1. Cepus TUT
o |Ce@PKenOA HanpEKe-| 130~150 | 120~140 | 120~140| 25 25 - Cep
: Hem 120~140 | 110~130 | 115~135| 30 25 K
yron csapky wea T 130~150 | 115~135 | 120~140| 25 25 )
200~250 | 150~200 |150~200| 25 30
s COIPIATORIEIPINE] 29575 | 175~225 | 175~225| 20 30
yron ceapruwea T | 2007250 | 150~200 | 150~200 25 30 220v
205275 | 175~225 | 175~225| 20 30
ceapka nog Hanpmxe-| 275~(350) | 200~250 | 200~250 | 25 45
60 Hem 300~(375) | 225~250 | 225~250| 20 45
: yronceapuweaT | 275~(350) | 200~250 | 200~250 | 25 45
300~(375) | 225~275 | 225~275| 20 4.5 WiporHo-mnyechan [lyra BbICOKOW HacToTb! A1A
coapka non Hanpmke-| S0 420 | 257275 | 2572751 15 60 moaynAuMs PWM v yens nopmra
120 rem 375~475 | 230~280 |230~280| 15 6.0 ynpasnenns
yron cospuweaT | 375475 | 235~280 | 235~280| 15 6.0
3.2¢7 YcTpaHeHue HencnpaBHoCcTen
CoepguHuTe anek ITeNb, 3aXKUM v 3arotoky. CywecTsyioT aga
cnocoba NoAKNIYEHWA NOCTOAHHOTO TOKa CBapPOYHOrO annapara: Mpo6nema Pewenne
1. Cnoco6 nogy aHoAa. INeKT COEAMHEH C KaToAoM, @

ne He ropwT uHauKaTop nuTanus, He | 1- HEUCTIpaBeH nepexniouaTens nuTanws.
3aroToBka — C aHOAOM. 6 2. BxoaHOI1 kabenb He NOAKIOHEH K UCTOHHUKY
2. MeToa NOAK/NIOUEHNA KaToAA. 3ar0TOBKa COEANHEHa C KaTOAOM, a 3N1eKTPOAOAEP- paboraet BeHTUNATOP U He nuTaHuA.

aTenb — C aHOAOM. NPOU3BOANTCA CBapKa 3.BXOZ1HOI Kabenb OTK/IOYEH MU NOBPEKAEH.

Mpu om Bbibope v pyra byaet HOI, CUNbHO Pa3bpbi3-
rMBATbCA, @ INEKTPO/, NIETKO NPUAMUNAET. 18 i a6 6

M . Bo3MOHO, BXOAHOI Kabenb owmnBouHo
. : , NOAT!

I'Iopmmowte P nuTaHuA: yicTa, NOATBEPANTE HANPAXKEHWNe NUTaHUA NOAKAIONEH K MCTOUHMKY MvTaHwA 380 B, uTo
PaboTaloLelt MaLMHBI) U HAAARKHO NOAKIOUMTE KOPNYC. BbI38310 NIEPEHANPAKEHME ANA 3aLMTH!
®Bk/touNTe CeTeBoi BbiKtOYaTeNb B NonoKeHne ON, OXNaKAAI0WNIA BEHTUNATOP HayHeT CUCTEMbI. 3aMeHUTE UCTOYHMK MUTAHWUA Ha
BPALLATLCA, 3aTOPUTCA MHAMKATOP NUTaHWA, TabAMLa HYMepaLLMM NOKa3blBaeT TeKyLLYyIo TopuT MHAMKaTOp NUTaHMS, 220 B 1 BbinoAHMTE cbpoC.
npefBapuTenbHyIO HACTPOIKY TOKa. BeHTUATOp pabotaer 2. HectabunbHoe nutanue 220 B nnm sxoaHoi
@10 TONLWMHE 3aTOTOBKM, AMAMETPY 31eKTPOoAa, CNocoby COeAMHEHUA U TEXHONOTUM KpaTKoBpeMeHHO nan He NPOBOA NOAKNIOYEH K INEKTPUUECKON CeTh ¢

o o BpalLaeTca, ceApOUHan nepeHanpaxeHnem. YBenuubTe AnameTp
BbIGEpUTE NPABU/IbHBIN CBAPOUHBINA TOK M TOK TATU. g BYOAHOFO KABENA WM 3ATAHUTE COBAMHEHMS.
©NHOUBYNMpYIiTE 31eKTPOA 3NEKTPOAOAEPKATENEM, CBAPOUHDIN annapaT HaXOANTCA B MOLLHOCTL oTCyTCTBYET MepesanycTuTe annapar vepes 2-3 MuHyTbI.
PeUME OKNAAHNA B PEKMME PYUHOI CBAPKU. 3. YacToe BKAtOYEHME U BbIK/IOUEHME
Ta6anua W cBap: TOKa NpY Py4HO cBapKe: nepeknyaTens NUTaHUA B KOPOTKMI
NPOMEKYTOK BPEMEHM MOJKET BbI3BaTb
Cneuudukaums nepeHanpsmeHue n cpaboTKy 3aLmnTbI.
4. [laitTe annapaTy OTAOXHYTb 2—3 MUHYTbI,
anekTposa w25 w32 ®4.0 w5.0 A paty OTAOXHYT Y

3aTem nepesanycrure ero. Mpu noakYeHUH
NpoBO/JA NUTaHNA KOHTAKTbI MOTYT 0CNaGHYTb.
CBapouHbIii TOK 70-100A 110-140A 170-220A 230-300A MposepbTe U 3aTAHUTE WX.
Pene 24 B 8 rnasHoit uenu nnatel
NUTaHUA HEUCTIPABHO MM NOBPEXAEHO.
MposepbTe uenb NuTaHua 24 B u pene.

*PyuKa perynmpoBKm TOKa TATM NCMONIb3YeTCA ANA HACTPOMKN XapaKTepPUCTHK CBAPOYHOTO
npouecca. Mpu cBapKe B BEPTUKANLHOM NMONOKEHUM MW HAf, FONOBOW NPaBUbHaRA

Hi ViKa TOKa TATW T AoCTUYb

*PyuKa 3a)uraHna ayru. NMpu HU3KOM CBaPOUHOM TOKE UM TPYAHOCTAX C NOAXKMIOM
LYV PerynvpoBKa 3Toi PYHKM MOXKET YNYHLINTL MPOLECT 3aKMraHNA Aymu.

1.1 p pom
aHoAa U KaToAa Ha BCTaBHoOWM YacTu VH-07.

a. no v P! KaA cxema nopaum rasa OHO AOMKHO COCTaBAATL OKono 308 B
Ysepomnenue NOCTOAHHOIO TOKA OT NAATbl NUTAHUA A0 NNATbI
MOs.
@3/1eKTPUYECKOE HaNPsXKEHWe A0KHO COOTBETCTBOBATb BXOAHOMY HANPRXKEHNIO BertunaTop paboraer, 2. Ecnv 3eneHblii MHANKATOP NUTaHWA Ha nnaTe
annapara. AHOMANbHOrO OCBELLEHWA HeT, MOS He ropuT, BO3MOXHO, BCNOMOraTenbHoe
eYcranogure > 06op v sbibepure KaGeno 0 cederna s AT 3 ancum::?p”nti:s EZESJE?QHOW wnmn
BbICOKOYACTOTHOM Pa3pAAe HeT, -
COOTBETCTBAM C TEXHMYECKAMM XapaKTEPUCTUKAMM anNapaTa. ) 0BpaTHTECH B OTAG NPOAANK.
©3alWnTHbIN ra3 noaaeTca Yepes perynatop pacxoaa. Beibepute npasnabHbIil 06bem Ayrv Her. MpoBepbTe, HAAEKHO M NOAKAIOYEHbI
rasa B 3aBUCUMOCTM OT CBaPOUHOTO TOKa. BCe BHYTPeHHMe NPOBOAA.
P11 HEOBXOAUMOCTH YCTAHOBUTE CUCTEMY BOARHOTO OXNAMACHMA. 4. EM Npo6/iema CBA3aHa C KOHTPOIbHBIM
elicnonb3yiiTe 3a3eMneHMe 1 YCTPOIICTBA 3aLLLMTLI OT YTEUKM TOKA ANA 0BecneyeHus KPYTOM, BbIACHUTE ee NPUuVHY v 0bpaTuTecs 8
oTAen npoaax.
6esonacHocTy. A NPOA:

M 5. MposepbTe, HeT 11 06pbIBa KOHTPONLHOTO
°B cBapKku 803, 3NEKTPOMATHUTHBIX BO/H, KOTOPbIE MOTYT NPOBOZA Ha CBAPOUHOM nUCTONETE.

Mewatb paboTe Apyroro 06opyAoBaHua. MpUMKUTE COOTBETCTBYIOWIME MEPbI 3aLLUTbI.

R | :




ROTOR

1. O6pbIB Kabens cBAPOUHOI ropenku.
2. 3a3emnAOWMIt NPOBOA OTCOEANHEH
WM HENPaBUIbHO NOAK/IOYEH K
CBapOYHOMY M3zeNMI0.

3. BbIXOAHOM KOHeL, aHoAa UK BbIXOAHON
KOHel ra3a v 31eKTPU4ecTsa CBapO4HON
ropesiku MMeloT cnaboe coeanHeHme ¢
BHYTPEHHMMM 3NeMeHTaMMU.

Het aHomanbHoro cBeToBoro
3¢deKTa, HO CAbILEH 3BYK
«Waway» BbICOKOYACTOTHOTO
pa3pAaza, CBapouHbIii BbIXOA,
oTcyTCTBYeT.

1. NepeuyHas obmoTka TpaHchopmaTopa
[y MOXeT BbITb NNOXO NOAKMOYEHA K niaTe
[YroBOTO paspsAza. 3aTAHUTE COeAMHEHNA.
2. MepeKkntoyaten «pyyHas cBapka U
aproHHas ceapka»

HACTPOEH HENpaBu/bHO.
VcnpasbTe uam 3ameHuTe ero.

3. HekoTopble KOMMOHEHTbI Lenu
BbICOKOYACTOTHOTO MNOZKMIa NOBPEXKAEHDI.
MposepbTe MX 1 3ameHuTe NpU
HeobxoaMmocTu.

Het aHoManbHOro cBeyeHun,
HeT 3ByKa «wawa»
BbICOKOYACTOTHOrO paspaja u
[yroBOrO paspaza.

1. Bo3moskHO, cpaboTana 3awmra

OT neperpy3sku no Toky. Boiknounte

annapar v BbINOHKTE cBPOC Noc/e Toro,

KaK HeHOPMa/IbHbiii CBET NOTacHeT.

2. Bo3mMOKHO, cpaboTana 3awmra ot
neperpesa. He BbikovaiiTe annapar,
NpoCTO NoAOKANUTE 2—-3 MUHYTI, NOKa

OH OCTBIHET.

3. BO3MOMKHa HENCNIPABHOCTb MHBEPTOPA
MM Nnatbl Ayra. OTKAIOUMTE BANKY NUTaHNA
OCHOBHOrO MHBEpTOpa Ha nnate MOS
1 BbINOSHMTE CHPOC.

4. Bo3moXHO, 06pbIB Lienu obpaTHON CBA3U.
MpoBepbTe M BOCCTAHOBMTE COEAMHEHME.

[opWT aBapWitHbINA MHAMKATOP, HO
BbIXOJa HeT.

1. dnekTporpad 1K nospexaeH. MposepbTe
£ro 1 3ameHuTe Npu HeobXoAMMOCTH.
2. HekoTopble coeauHeHus naoxo
3aKpernieHbl, 0co6eHHO BCTaku. MposepsTe
M yCTpaHuTe Npo6nembl.

Bo Bpems CBapKM BbIXOAHOM TOK
HectabuneH unu BbIXOAWUT U3-nog,
KOHTpONSA.

1.Bblkntoyatenb NUTaHua

Mocne CBapKM He nuTaHue cpasy. OctaHosuTe paboty
BEHTUNIATOPA OXNAXKAEHNA, YTOBbI TPAHCHOPMATOP yCren OCTbiTb.

370 NPeAOTBPALIAET YCKOPEHHbIN U3HOC AeTaneil U MPOA/EBAET CPOK CAYKBbI
060pyaosaHuA. MogoKaUTe 2-3 MUHYTbI NEPEA BbIK/IOYEHNEM NUTAHMA.
ObecneyeHne HagEKHOM paboTbl

2. Harpy3ka aonkHa 6biTb Ha COOTBETCTBYIOLLEM YPOBHE

N3BeraiiTe neperpysky, Tak Kak OHa MOMKET COKPATUTb CPOK CIY)KGbI CBAPOUHOTO
annapata uam NPUBECTU K Ero NOBPEXAEHMIO.

elIcnonb3yiTe HarpysKy, COOTBETCTBYHIOLLYIO HOMWHA/NBHOM MOLLHOCTM annapara.
eHanpumep, npu 40% paboyem LMKNe CBapOUHbIi annapat ¢ HomuHanom 300 A fonxeH
pabortatb He 6onee 4 MUHYT B TedeHne 10 MUHYT, nocne yero emy Tpebyetca 6 MUHYT ans
[SVERTIITER

H craska ykasara o
NPOLEHTaX, 4TOBbI NoKasaTs,
CKOLKO BPEMEHU MOKHO
UCNoNb308aTH annapat Ao

| e

‘ Ecnv 3a 10 MuHyT annapat

neperpesaercs, cuctema
BpemeHHolt 3auuTL!

CBApOYHbI TOK npexpauwaer pabory,
BKI0YALTCA CBETOBOM
100 5 i 7o 90 WHAMKATOP, u BeKTATATOD
PaGosii kn oxnamaenns npogonaeT
paGorars

Kopnyc: 250A-40% paGouuii unkn
Loy P Y Yepes 15 muwyr annapar
) > ocTbiner. Mepea Havanom
DNy pen
5 C N *{ 9 paboTbl ymeHbLwMTe paboumil

LMKA, €C/ 3TO HeoBXoANMO,

Coapka 4 MMHYTBI  [lepepbis 6 mMuHyT ToBt npogomKMTE
Kopnyc: 200A-60% pabosmit wikn 6eaonacHoe ucnonbaosame
H—> )
Coapka 6 MumyTe  Mepepois 4 mumyT

CnnwKom MHOro 6pbI3r 8o Bpema
PY4HOI CBapKM, 3aTPyAHEHO

HenpasunbHoe NoaKioueHne NONAPHOCTA.
Momensiite b o

0
— D
15 'y

—

> X

Neperpes (Mun)

—> X

YMeHbLUTL pabounii uukn

MCNob30BaHMe 3NeKTPOAOB. npoBoAa Ha NoNAPHOCTL paboyero Nposoaa.

Mpo6aembl BO Bpems CBapKu
HekoTopble npo6aembl Npy ceapke MOTYT 6biTb CBA3AHbI C aKCECCYapaMM, 3aLMTHBIM

O6cnyKuBaHUe U NoAAepKKa

[ins HopmanbHoii, 6esonacHoil 1 adpdekTUBHOI paboTbl 060pyA0BaHUA PETYIAPHO

nposoauTe ero . Bo Bpema wam 1A OTKNIoYaTe
nuTaKme. YCTaHoBKy, Hanaaky u o6eny 37010 060PYAOBAHMA
LOMKHDI b HHblE Cl Thl

ExxeiHEBHblE NPOBEPKK:
©0TCYTCTBME HEHOPMa/bHbIX BUBPALWIA, 3BYKOB W 3anaxos.

Kab co 6es np AHOMaNbHOro Harpesa.
1Py BK/IOUEHINM NEPEK/IOYATENA NUTAHMSA, BEHTUNATOP OXNANKAEHMA AOMIKEH
pabotatb 6e3 3aTpyaHeHUiA.
elicnpaBHOCTb NepektoyaTens.
ofl n kabens.
eLlenocTHocTb Kabeneit, otcyTcTeue 06pbiBOB.
®Pabounii LMK He A0MKeH NpeBbilaTb PeKOMEHA0BaHHON HarpysKu.
Mposepka KOTOpan AO/MKHA NPOU3BOANTCA KaXAbIE TPU MecALa.
e[poBepbTe 3NeKTPUYECKME U ra30Bble COEANHEHMA

rasom, OKp! 7 Cpe/ibl UNM UCTOYHMKOM niuTaHua. Moxanyiicta,
YCTpaHUTE NPUUMHBI, 4TOBbI M36EKaTb NOBTOPEHNA NOA0BHbIX CUTYaUMIA.

A. MoyepHeHne NATHA CBapKU

©37a CUTyauyA yKa3blBaeT Ha TO, YTO MECTO CBAPKM HE 3alUMLLEHO, 3 HACbILLEHO
Kucnopoaom. MNoxanyiicta, NposepsTe caeayioLmMe MOMEHT!
1.Y6eanTecs, 4To KnanaH 6an10Ha C aprOHOM OTKPbIT NPY JOCTATOYHOM AABAEHUM.
06bI4HO, KOTAa BHYTpeHHee aasnenue Hke 0,5 MMMa, 6annoH ¢ aproHom Heo6xoAMMo
CHOBA 3aNONHUTH.

2.MposepbTe, OTKPLIT 1 aproHa ¢ 4oc NOTOKOM UM HeT. B yensx
3KOHOMMM ra3a BbIGUPaiiTe pasnndHble GAIOChI B 3aBUCUMOCTY OT CBAPOYHOTO ToKa. Ho
CMWKOM Majioe KOIMYECTBO $/1I0Ca MOXET NPUBECTH K HEXBATKE 3aLMTHOTO rasa, 1
TOr/1a OH HE CMOXKET NMOHOCTBIO NOKPLITL MeCTO cBapKM. Moxanyiicta, BbibepuTe NOTOK
He MeHee 3 )/ MMH He3aBMCMMO OT CUAIbI TOKa.

3.MpoBepLTe BLIXOZ ra3a UM HET, 1ETKO MOJIOKMB PYKY Ha COM/IO CBAPOUHOTO NUCTONETA,
NOYYBCTBYETCA, ECTb ra3 WM HeT, TO ra3o8an Tpy6ka 3abuTa.

4.Mpo6/1emMbi C BO3AYLIONPOHMUAEMOCTbIO ra30BOi TPYBbI MM HEAOCTATOUHO BbICOKaA
UMCTOTa rasa, YTO MOMKET NOBANATH Ha KauecTBO CBAPK.

5.Ec/m BOKpyr 60/1bLIOW NOTOK BO3AYXa, 3TO TAKMKE MOMKET NOBAUATH HAa KAYECTBO CBAPKU.
B. TPyAHOCTM C NOAKMUIOM Ayru nin eé Nérkoe saTyxaHue

1.Y6eautecs 8 KayecTse BO/lbt 0 CTepPXKHA. Dy paspaskn
HW3KOKAYeCTBEHHOTO BO/IbGPAMOBOTO CTEPXKHA MOXET He COOTBETCTBOBAT 3aMpocy.
2.Bonbd 7 cTepiKeHb 6e3 3aTOUKM He MOXKET /IErKO BbITATMBATH YTy, a TaKkKe

eCoeanHUTENbHbIE 6ONTbI BXOAHOIO 1 BbIXOAHOTO Kabeneil A0KHbI 6biTh
3aKpenieHbl.

©0OcmoTpUTE Ha Hanuune nol
3asemnstowmii Nposoa;:
eY6eauTech, 4To KOpMyc cBap
OuMCTKa BHYTPM annapar:
OfMbi/Ib Ha NNIaTe OXIAXKAEHMA MOXKET YXYAWNTL OXNAXKAEHNE U NOBAMATL Ha paboTy
KOMMOHEHTOB.

ofbinb Ha TpaHchopmaTopax M 0BMOTKAX YXyAWAET U30NALMIO.

©OPa3 B nonroaa cHMMaiite GOKOBbIE M BEPXHMUE KPBILIKIA M O4YMLLLATE annapaT ckaTbim
CYX1M BO3AYXOM.

PerynupoBKa BbICOKMX YacToT

®He npuKacaiTech K 31eKTPOAAM BO BPEMA CBAPKM MAM NPK HANMUYMK pa3paaa.
(PaccToAHMe MeX Ay MCKPALMMICA INEKTPOAAMM Perynupyetca Ao 0,8 mm).

@EC/I1 NOBEPXHOCTb 3N1EKTPO/IA 3arPASHEHA MM 3aMbINEHa, OYUCTUTE UM
oTnonupyite e€. OTperynupyiite pacctosHue mexay anektpogamu 4o 0,7-0,9 mm.

¥ unu nnoxoi

annapara
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[ENaet ayry HeycToumeon.

C.B ¥ TOK He

Koraa HanpseHme NUTaHUA OTKIOHAETCA OT HOMWUHANA, 3TO AENIAET BbIXOAHON TOK
HeCTabU/bHBIM 1 He COOTBETCTBYIOUIMM YCTAaHOBNCHHBIM NapameTpam. Ecamn
HaNPAXKEHUE NUTaHNA HUKE HO! oro 3 bIi BBIXOAHOM TOK
TaKKe MOET OKa3aTbCs HUMKE TPeBYeMOro ypoBHA.

D. daKTOpbI HECTABMABHOCTM TOKa NPU CBapKe:

1in 0 Har

2.9NeKTPOMArHUTHbIE NOMEXM OT BHELIHMX 3/1EKTPUYECKUX YCTPOACTB MK 060pyA0BaHMA.
3.M136bITO4HbIE BPbI3rK NP PYYHOMN AYroBoM CBapKe.

4.BO3MOXKHBI C/IMLIKOM BbICOKas PEry/IMPOBKa CUJIbI TOKA 1 C/ILIKOM MaNeHbKMit
/AMameTp CBapOYHOTO 31eKTPOAa.

5.MoNAPHOCTL BBIXOAHOTO KOHLA MO Her AOnac PTHOW CBapKKU
3N1eKTPO/L AOMKEH BbITb COEAMHEH C KAaTOAOM, a 3ar0TOBKA — C aHOOM.

MoxanyiicTa, NpoBepbTe 1 UCMPaBbTe MOAAPHOCTD.




RO7TOR

BesonacHble 06bABeHUA 5.YCTaHaB/MBATb, IKCM/YaTUPOBATL U 0BCAY)KMBATL aNNapaT MOTYT TONILKO

* Mpu npueme Ha paboTy BHMUMAaTE/NLHO NPOYMTAITE 3TO PYKOBOACTBO AN1A TOUHOTO KBANMPULMPOBAHHDIE CEUNanCTbI.

noa6opa nepcoHana. 6.0na obecneyeHnn GesonacHocTh y6eauTecs, 4To Bce MU, paboTatoume ¢

* 370 PyKOBOACTBO NpeaHasHayeHo AiA 6e3onacHoii paboTbl, KOTOpan 3acTpaxyet annapatom, NPOYAM U NOHANM AAHHOE PYKOBOACTBO. A Besonackoit akcnayaTaumnm
MalWwuHy, 06beANHEHME rapaHTUPYET Bam U APYTUM NIKOAAM, YTO OHM ByayT cTpaaaTh TpebyeTca COOTBETCTBYIOLAA NOATOTOBKA U 3HAHWA.

OT NPOKNATUA U MEABEKbEN YCayrut. 7.37T0T annapaTt He A0MKEH UCMNONb30BATbCA ANA CBAPKM B ONACHbIX YCNOBUAX.

* KOHCTPYKUWMA 3TOrO CBAPOYHONO annapara 1 ero 3roToB/EHNE Y4nTbIBAIOT CTabub-
HocTb. Mpu Uc noxanyiicta, c iTe B 3TOM PYKOBOACTBE.
B NpoTUBHOM Cyyae 3TO NPUBEAET K CMEPTU WU BAXKHOMY YenoBeyeckomy Teny n T. [l.
B pesy/ibTaTe HECYACTHOTO CIY4an C TAKE/bIMM PAHEHNAMN.

* Henpasu/ibHOE 1CNO/b30BaHNE CBAPOYHOTO annapata MOXKeT NPUBECTM K 3 B1AaM n

OnacHo! YTo6bl U36ekaTh yaapa 3NeKTPUYECcKUM TOKOM, cobntoaaiiTe
cnepyiouLme mepbl 6e30MacHOCTH.

M . . KoHTaKT ¢ Tokoseay HaCTAMK MOKET NPUBECTU K
HECYACTHbIX CNIy4aes 1 NOXOM ycayre, UCNONb3yiiTe NPeaynpexAalownii 3HaK B 3Tom M
¥ yeny Y PeAynpenaatowy cmepTenbHOMY YAapy TOKOM U oxoram. CobntogaiiTe cieaytoume mepbl
PYKOBOACTBE U Npe/lynpeAnTe TepMUHONOTMIO, YTOBbI NPeyNpeAnTb 06 3Tom.
NPe/0CTOPOKHOCTM:
1.He npuKacaiiteck K TOKOBEAYLMM 3/1EMEHTaM.
n na CopepxaHue 2.Bceraa obect iiTe HapexHOoe cBap! 0 1 o6pabatbisa-
AAOWNi 3HAK ©MO¥i 3arOTOBKM B COOTBETCTBUM C P! ¢ 0 INeKTPUKa.
HenpasunbHOE UCNONb3oBaHMe MOXKeT 3.Mepea Hauyanom paboTbl AW NPOBEPKM YHEAMUTECD, YTO UCTOYHUK NUTAHUA OTK/IOYEH,
BbICOKas ONAcHOCTb NPUBECTM K CePbe3HbIM NOCNEACTBUAM, " iiTe ero AnA NpeaoT yaapa tokom. N He meHee 5 MUHYT
BK/I0YAA CMEPTb UM TAXKE/bIE TPABMbI, noce OTKNKYEHMA NUTAHWUA, NPEKAE YEM NPOLJOMKHUTL.
a TaKKe K CepbesHbIM aBapuam 4.He ncnonb3yiiTe nospexaeHHbIE Kabenu uam kabenu ¢ HeA0CTaTOYHOM U3oNALMEN.
WM NOBPEXAEHNAM. Y6eauTech, 4To U30nAUMA Kabena u ero 060/104Ka HAXOAATCA B MCNPaBHOM COCTOAHUM.

5.06ecneusTe HaAEKHYIO M30NIALMIO BCEX INEKTPUUECKMX COEAMHEHMIA.
6.He ucnonb3yiite annapat Bo Bpems €ro NepemelLEeHNA N TPaHCTIOPTUPOBKM.
7.Mcnonb3yiiTe U30NMPOBaHHbIE NEPYaATKK U yBeaUTEeCh, YTO OHU CyXue, MPexae Yem

Henpasu/bHoe UCMoNb3oBaHHe MOKeT npuKacaTbea k 060pyaoBaHmio.
OnacHocTb NPUBECTU K 3HAUMTENIbHBIM PUCKaM, 8.Mcnonb3yiite annapat 8 6e30nacHoi 1 ycToiumneoit cpeae.
KOTOpbIE MOTYT NOBAEYb 33 COBOM 9.PerynsipHo nposepaiiTe u 0GCAYKMBaTE annapar, yCTpaHAA loGble NOBPEKACHMA
CMepTb, TPaBMbI MW ONACHBIE aBapUH. 1AM 3HoC. He Mcnonb3yiiTe annapat Ao 3aBeplIeHNA BCeX HEOBXOAMMBIX PEMOHTOB.

10.Y6eauTech, YTO UCTOYHUK NUTAHUA pacnonoxeH 86an3n annapara.
11.B OrpaHMYEHHbIX MW NOBBIWEHHBIX NPOCTPAHCTBAX NPUMMTE [ONONHMUTENbHbIE
Mepbl 3aLMTbl ANA NPEAOTBPALEHMA PUCKA Y/apa TOKOM.

Henpaawnbnoe MCNONb30BaHUE MOXKET
H.E. nosneub 3a coboit ymeperHble puckm, Co6niopaiite npaeBuna 6esonacHocTu
BK/1O4AA HE3Ha4YUTeNbHble TPaBMbl

WM NOBPEKABHNA MMYLLeCTBa.

Npumeuanme! YTo6bl M36eaTb ONACHBIX CUTYaLMIA, BbISBAHHBIX

O6uiee 06bACHEHME 3HAKOB P ii pyroi, 6 CBapPKU UNK Wymom,
TepMuH «TAKeN0e paHeHUe» OTHOCUTCA K TPaBMaM, TakUM Kak NOBpeXaeHue mas, npUMUTE HEO6XOAMMbIE MEPbI ANA 3aLNTBI CE6A 1 OKPYIKAIOWMX.
0KOTY (OT BLICOKOW UM HU3KOIA TEMNEPATYPbI), 3NEKTPUUECKHIA LWOK, Nepenombl

KoCTelt unw oTpasneHna. Takue TPaBMbl MOTYT MMETb A/IUTENbHbIE NOCNEACTBUA, // ﬁ Onacxo! Uc i i 3awmTbl Ana
Tpe60oBaTh rOCNUTANN3ALMM UNW JONTOCPOYHOTO MEAULIMHCKOTO NIEYEHUA. :E_.’:;: 6esonacHoii pa6orel.

TepMUH «nerkoe paHeHUe» OTHOCUTCA K HE3HAUUTE/IbHBIM OXOraM, 3NEKTPUYECKUM

YA3pam WAW APYrvum TPaBmam, KOTopble MOryT Tpe60oBaTb MeANLMHCKON NOMOLLM,

HO MeHee cepbe3Hbl.

TepMMH «NOBPEKAECHUE U3AEAUA» OTHOCUTCA K NO KoTOpble K oLLym MOXET noBpeAuTL CAIyX.

NOTEpe MMYLLECTBa MM HaHeCeHMIo BpeAa 060pYA0BaHMUIO. 1.Mpw cBapKe KPYMHbIX KOHCTPYKLMIA MW B CAOXHbIX YCIOBUAX UCNONb3YiiTe 3aluTHOE
obopyaosaHue, obecneunBaioLLee AOCTaTOHHOE MOKPbITUE.

©CBapOYHan [yra MOXET BbI3BaTb BOCMA/NEHUE 1133 M/IA OXKOTU KOKMU.
©CBapoyHble GPbI3M 1 OCTaTKM MOTYT BbI3BaTb OXOTM MW MOBPEKAEHMUE KOXKM.

I1pu FEGOTE c 3HaKKU 3 2.Bcerpa HocuTe COOTBETCTBYIOLLME 3ALUUTHBIE OYKU MU MACKY.
3.HapesaiiTe 3aWNTHYIO OAEKAY, TAKYIO KaK KOXKaHbIe NepyaTk1, OAeMAY € AMHHBIM
[leiicTBNA, KOTOPbIE PYKaBom 1 papTyk.
Heobxoaumo HeoBXxoAnMo 4.Y6eanTeCh, 4TO 30HbI CBAPKM M30AMPOBAHbI U 3aULjMLLLeHbI, 4TOBbI NPEAOTBPATUTS Bpes,
BbINONHATD. A7 OKPYAKaIOLIX. " "
5.Ecnv ypoBeHb LWyMa BbICOKWUIA, UCNIONb3YIiTe 3BYKOU3ONALMOHHbIE CPEACTBA UM 3aLUUTY
ANA yWen.
3anpeuieHo [eiicTBNA, KOTOPbIE
He/b3A BbINONHATb.
CBapouyHble Napbl U ra3bl MOTYT HAHECTU BPep, 3A0POBbLIO.
MpuBeaeHHbIE Bbilue 3HAKM ans obuwero = Mpumeuanue: B cnyuae noxapa, B3pbisa Unu nonomkm o6opyaosanus
. " Mepbl B

CobniopaiiTe npasuna TexHMkM 6esonacHocTn
Onacho!
Y106b1 M36eKaTh CEPbE3HBIX TPABM UM HECUYACTHBIX CIY4aEB, CreayiiTe
NPUBEAEHHBIM HIKE PEKOMEHAALMAM MO TeXHUKe 6e30MacHOCTH.

1.B 3aMKHYTbIX NPOCTPAHCTBAX CYLLECTBYET PUCK YAYLWbA U3-3a HEXBATKN KUC/IOPOAa.

2.B MecTax, rae HaKanuBaloTCA AA0BUTbI rasbl MAM Napbl, UCNONb3YITE BLITAXKHbIE CUCTEMbI
M MHAMBUAYa/bHbIE CPEACTBA 3aLUNTbI AbIXaHHA, 4TOBbI M36eKaTb HeCUaCTHbIX Cnyyaes.
O6ecneybTe HaaNeXaLLYI0 BEHTUAALMIO U KOH iiTe cocToAHMe p

nepconana.

3.B y3KMX NPOCTPaHCTBaX NPOBOANTE MHCMEKUNM NepcoHana, obecneunsaiite BEHTUNALMIO

1 06A3aTenbHO MCNONb3YiiTe 3aUTHOE 060PYAOBaHNE A1A AibIXaHWA.

4.M36eraiiTe cBapkM B MeCTax C 06e3)KMPNBAIOLLMMN areHTamMm, ra3som MM KPacKonybTamu.
5.CBapKa 861131 Nameneit UM CTaNbHbIX NNACTUH MOXET Bbi3blBaTb BPEAHbIE a3P030/N UK
rasbl. Bceraa cnonb3yiite COOTBETCTBYIOWME CPEACTBA 3ALLUTLI AbIXaHWA.

1.370T CBApOYHbIA annapaT CNPOEKTUPOBaH W U3rOTOB/IEH C y4eTom 6e3onacHoi
paﬁOTbL an €ero Ucno/sib3oBaHUM CTporo coﬁmo,qame npasuna TeXHUKKN 6930I'|ECHOETM,
y B 3TOM . H 3TUX NPABUA MOXKET NPUBECTU K
Cepbe3HbIM TpaBMam UK Aaxe K 1eTa/ibHOMY ucxoay.

2.y6e,C\MTeCh B NpasuibHOM BbIGODE WUCTOYHMKA NUTAHUA, HAANYUKU aAEKEaTNOﬁ
BEHTMAALUKU U 6e3onacHom pasmeuieHumn ra3oBoit cuctemel. Mocne 3asepuweHua i

€BapOYHbIX PaBOT YTUIM3UPYIATE OTXOAbI B COOTBETCTBUM C AEMCTBYIOLUMMI HOPMAMKU Mpumeyanme: B cnyyae noxapa, B3pbiBa MM NONOMKM 060pyaoBaHua

1 nogAepusaiiTe paboyee MecTo B YuctoTe. Mepb!
3.MOCTOPOHHMM NML@M 3anpeLaeTca HaX0AUTLCA B 30HE BbINOHEHNA CBAPOUHbIX paboT. A CBapKY Ha repi Takmx Kak 6aku.
/T cBapKa Moxer K B3pbIBY MAW APYTUM

4./lnua ¢ cepeYHO-COCYAUCTbIMM 3a60/1€BaHMAMN UM UCMONb3YIOLLME
KapaMOCTUMYNATOPbI He AO/KHbI HAXOAUTLCA BEAN3M CBaPOUHOTO annapata, Tak Kak
3N1eKTPOMaArHUTHOE Nose, CO3/1aBaemoe annapaTom, MOXeT NOB/MATL Ha paBoTy
MEeAVLNHCKNX YCTPONCTB.

OnacHbIM YCI0BUAM.

o
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©CBapKa Ha roOPAYMX UM HE/JABHO CBAPEHHBIX 3arOTOBKAX MOMKET BbI3BATb UCKPbI MM BaHo! N MOMeET K ONacHbiM
BO3ropaHue. cuTyaumam.
@[oBPEk/AEHHBIE M/ OTONIEHHBIE INEKTPUYECKME KaBenn, Takue Kak apMaTypHbie np n B nuTaHna
NPYTKN, MOTYT CO3/aTb PUCK 3NEKTPUUECKOTO KOHTAKTa, 4TO NPUBEAET K Yapy TOKOM. //_-\}9:,1 MOKeT Bbl3BaTh C i mepbl
W3BeraiiTe CBapKM HA EMKOCTAX MOZ AABNIEHMEM M/ TOPIOYNX MATEPUANaX, TaK ﬂ—“ 6esonacHocTi:
KaK 3T0 MOET NPMBECTY K B3PbIBAM WM APYTUM ONACHBIM CATYALMAM

WHCTpYKumm no 6esonacHoctn ®bpbI3ri U OCTaTKM, Takne Kak peppomonnbaeHoBasn Nbiib OT CBAPOUHbBIX

Onepaumii, MOryT MonacTb B UCTOYHMK MUTAHWA, IOBPEAVTb M3ONALMIO U CTaTh
Mp! B cnyuae 6annoHa, NPU4MHON NoXKapa.
wam apyrux ®Ec/m BpbI3r MM OCTATKM NONAAAIOT B UCTOUHUK NUTAHWUA, HEMEANEHHO
7 mepbi . npekpatute ceapky. O6ecneysTe U30NAUMIO UCTOUHWKA NUTaHUA Nepes
WHcTpyKumm no 6esonacHocTu: 80306HOBNIEHMEM PaBOTHI.

®PerynApHO ouuLLiaiiTe CKONMUBILMECA OCTATKM, YTOBbI NPeaoTBPaTUTL
noBpexzeH1e U3oNALNM.

®EC/M BPbI3MM MM OCTATKM NMONaM B UCTOYHUK MATAHWA, BbIK/IOYMTE annapar

1 OTKNKoUMTE ero. TWATENbHO O4UCTUTE 3aTPASHEHHBIE YHACTKM CHKATBIM BO3AYXOM.

1.He npoussoauTe cBapKy B6AM3M NErkoBOC A Ma
2.M36eraiite cBapKy B 30HaX, IAe HAXOAATCA a3 UM rOpIOYMe BellecTsa.
3.Y6eauTech, 4To B6/M3M 3aroTOBKM HET BOCT/IAMEHSAIOLLMXCA 06BEKTOB.

4.Ucnonbayite 0 ANA COH i aneKkTpuyeckux Kabenei.

5.Y6eauTech, 4o coeanHeHmne aNeKTpuIecKoro Kabens C 3aroToBKOI HaAeKHO, RO7OR INVERTER WELDING MACHINE
UTOBbI M36@KaTb NOTEHLMANbHBIX ONACHOCTENA.

6.He npoussoauTe ceapKy Ha 6akax, copepalunx ras. Mepep csapkoii y6eauntecs, TI6-300 l EN 60974-1:2012

4TO repmeTMyHbIE BaKM NOHOCTBIO ONYCTOWEHDI.
7.Mpu ceapke 861131 ONACHBIX 30H AepXKUTE NOBAU3OCTH NPOTUBONOKAPHOE

sn I

060pyA0BaHHe B KaYecTBe Mepbl NPeAOCTOPOKHOCTA. JE— 10A/10.4V~300A/22V
n K - - X 60% 100%
p OHTaKT ¢ 4acTAMM MOXKeT
M n o o Uo=65V I2(A) 300 232
cneaylowme mepbi 6e3onacHocTy: Uz(v) 22 19
* [lepyuTe Nanblpl, BONOCHI, OAEKAY W APYrUe NpeameTbl 20A/20.8V~300A/32V
Ha or p— r
% ] vacreii i nopaun X 60% 100%
aneKTpoaa. Uo=65V I2(A) 300 232
© BannoH C ra3s0M MOXET yNacTb, YTO MOXKET NPMBECTU K CEPbE3HBIM TPaBMam MM = Uz(v) 32 29

HECYACTHbIM CAly4anm.
® BHyTpK 6an/0Ha HAXOANTCA ra3 NOA BbICOKMM AaBNIEHNEM, W HENPaBU/IbHOR

DO o | U1=220V [ limax=70.3A [ lren=54.5A

06paleHne MOKET NPUBECTU K BLIBPOCY rasa Ha ONAaCHOM YPOBHE, Y4TO MOXET CTaTb
NPUYUHON aBapuit. IP21S
Npi KoHeu, cBap n MOXeT HaHecTu
Tpaemy. C i Mepbl
*B 3 ropesiku cap moxer
HaHecT! Tpasmy, yKONbI UM mas

M ApYruX yacTei Tena.

e®Bceraa ucnonb3yiite ra3osble 6anN0HbI B COOTBETCTBIUM C NPaBUaMmu U
HOpMamy 6e30nacHoCTH.

elpumeHATE peMHI UM PeayKTOPbI, PEKOMEH/0BAHHBIE POU3BOANTENEM,
Ans 6esonacHoro obpalueHuns ¢ 6annoHom.

e[lepep uc Py b C MHCTPYKLUWel no
3KCM/yaTaLym ra3oBoro peyKTopa.
eY6eauTech, 4To GannoH 3aKpenieH ¢ 0 COOTBETCTBY

[AepaTens unm Gukcatopa.

eHe noasepraiite 6a/10H BO3AENCTBUIO TEMNNA WAW NPAMBIX CONHEYHbIX Iy4elt,
4TOBbI NPeAOTBPATUTH Er0 NEPErPes UM NOBPEXAEHNE.

e OTKpbIBalTE KNANaH 6annoHa MeaneHHo, YTobbI ra3s Bbixoaun 6e3onacHo.

®Ec/nu 6annoH He UCNONb3yeTcs, YCTaHOBUTE 3alUTHbIN KOXYX, YTOBbl obecneunts
6e3onacHoCTb.

®He cTaBbTe CBapOYHYIO rOPE/Ky HENOCPEACTBEHHO Ha 6annoH. Y6eauTecs, 4to
3/1eKTPO/L He CONPUKAcaeTeA ¢ 6anNoHOM.

Mpumeuanme! MnasmeHHan cBapKa MOXKET BbI3BATb OXOTH.
C I Mepbl

é *Bo Bpems paboTbl ¢ cBap
[AEPXKNUTE NaNblbl M APYIUE YACTU TeNa BAANMN OT CBAPOUHON

30HbI, 4T06bI U36€3KaTh OXKOrOB.
1.He TporaiiTe 1 He epKNUTECh 3a OKPYXKaIOLLYI0 NOBEPXHOCTb 3ar0TOBKM BO Bpema
paboTbl.
Z.HPM pe3Ke AepxuTe nanblbl Ha 6esonacHom paccToAHUKM OT conna u nsberaiite
KOHTAKTa C ropesikoil 1 31eKTPOAOM.
3.3ameHsiiTe conno nnn 3NEeKTPOA, TONbKO NOC/e OTKAKYEHUA U ¢MKCBL\MM
WUCTOYHMKA NUTAHUA.
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YBegomsaBaHe

3a aa ocurypuTe 6e30NacHOCTTa Ha NepcoHasna 1 6esonacHoCTTa Ha 06opyaBaHeTo,

MO/, NPOYETETE BHAMATENHO CNIEAHNTE MHCTPYKUNM:

1. MACTO 32 MHCTanNpaHe Ha MalmuHaTa

3a a n3BerHeTe MHUMAEHTY, NPUIMHEHN OT NPerpABaHe, APbKTe NoHe 20 CM OT CTeHaTa
1 Haii-Manko 50 CM OT 3aNanumm NPeAMETH, KOraTo perynnupare cunata Ha 3aBapasaHe.
He e aa 3azemure

2. OrHeycToYMBOCT NPy 3aBapABaHe

WckpuTe (Mpbeki, Abru), reHepupany no speme Ha 3asapABaHe, TpAGBa Aa ce OTK/IoHABAT
OT 3aNaMMm MaTepuany 1 NpeameTi. Hanpumep, He NO3BONABAITE AMPEKTHU NPLCKN
BbPXY PaMKaTa UK BLTPELLHUTE YACTH, KOETO MOXKE A3 NPUYMHI NOXKap.

3. 3awmra

HoceTe 3aWuTHO 06NEKNO M eKUNMPOBKA, 3a 3 OCUrypUTe 6e30NacHOCTTa Ha

PbKOBOACTBO 3A YNOTPEBA

4. PbKOBOACTBO 3a eKcnaoataums
1.TIG 3aBapaBaHe

*CBbp)KeTe 3aBapbyHaTa ropeska 1 WunkuTe 3a 3 BXOAHOTO
3axpaHBaHe (Mo, NOTBbPAETE 3aBaPbYHaTa MOWLHOCT M HaNpeeHUe) 1 3alumTeH ra3
(4mcT apron).

* Brtouete np P 0, ocgeTeTe r

CBET/IMHaTa, NYCHATO BEHTUNATOPHO OX/1aX/AaHe, 3aBbpTeTe NpeBK/ioYBaTeNA 3a

PbUHO 3aBapABaHe 1 3aBapABaHe C aproH B nonoxeHue ,TIG 3asapasaHe”.

* OTBOpETE aproHOBMA BEHTUA, peryaupalite o6ema Ha Bb3/AyLIHUA NOTOK A0 CTaHAapTa.
(BwxTe Tabnnua 1)

* BK/loyeTe NPeBK/IoYBaTeNA Ha 3aBapbyHATa rOPe/ka, HyBa e 3ByK OT BUCOKOYECTOTEH
paspaaeH 6/ACHK BBTPE M CTapTUPaHe Ha eNeKTPOMArHUTEH KanaH, Ciies KOeTo u3Tuua

Tens Ha

no Bpeme Ha pa6ora.

4. CmaHa Ha ras

[VIMBT OT 3aBapABaHe 1 3aLMTHHUAT ra3 ca BPEAHM 3a 34paBeTo. 3asapAsaHeTo TpAbsa Aa
Ce M3BbPLIBA B CHOTBETCTBME C NPaBM/IATa 33 MEPKM 3a 3alMTA OT ras.

5. OcurypasaHe 6e3onacHocTTa Ha 06opyasaHeTo

OBbpHeTe BHAMAHME Ha CTABUIHOCTTA Ha O
Ha onopure.

OCHOBEH TEXHONOTUYEH NapameTbp

1. Pesio

oun

TIG cepus uHsepTopHa DC MalwmHa 3 aproHOAbroBO 3aBapAsaHe Uma GyHKUMA 3a nec-
TeHe Ha eHeprua ¢ MOSFET Ha nyc TBaH WHBEP-
CUOHEH TEXHUYECKM CNIOMEH Au3aliH, paboTi epekTneHo 6e3 wym. C TexHonorma 3a
WMPOUMHHO-MMMYNICHA MOAYNaumA Ha PWM, KOHTPOIMPaLL TOKa TOUHO, A06BP NOCTOs-
HeH TOK. TernieHe Ha [ibra C BUCOKO HAMPEeXEHNE 1 YECTOTa, C BUCOK KORGULIMEHT Ha
yenex.

Wma nepdekTHa GpyHKUMA 3 3aWMTa OT NpenmnBaHe, NperpaBaHe, CBPbXHATUCKaHe,
6esonacHa u u3apbKAMBa. SlecHa 3a pabota MOBUAHOCT NOPaM KOMNAKTHOCTTA, IEKOTO
Terno u pasymHua ausaiiH. Cepuata TIG S usTerna necHo abrata, GoKycupaHa abra,
3aWuTaBa BPeMeTo 3a 3a6aBAHE Ha ra3a, HENPEKbCHATO PEry/IMpaHe Ha 3aBapbYHMA TOK,
TOKBT Ha U3TEINAHE Ha [braTa aBTOMATUYHO 1 NOCTENEHHO. M3Mon3sa ce masHo npn
3aBapABaHe Ha BbIIEPO/IHA CTOMAHa, HePbKAaeMa CTOMaHa, IernpaHa CToMaHa U Mej,.

2.Cneuudukaumsa

ROTOR TIG 300

BxoaHo Hanpexenue 1PH 220V
Bxogsla yectota 50/60Hz
PeaneH makc. Tok

TIG 300A/MMA:180A
EdektusHocT 85%

Knac Ha nsonauus E

Knac Ha 3awura Ha KyTuaTa P21

06u.|.a CKUUQa Ha Bpb3KaTa U PbKOBOACTBO 3a eKcnaoarauma

3. O6wa ckuua Ha Bpb3KaTa PeayKTOp Ha BeHTUNA
EnexTpuyecka Kytua 3a kKnbput

BxogeH kaben

%

AproHosa
ByTnnka

TIG-300
= —0

3asemnBaHe

Pa6oTHa yact

NucToneT 3a 3aBapABaHe C aproH|

aproH ot p ropeska.

3abenexxa:

YBepere ce, 4e aproHbT e 3aMEHeH C YMCT Bb3/yX Npeay 3asapasaHe. Cney, 3aBapasaHe
/AbraTa UsracHa, 3aBapbyHara ropeska He Moxe Aa Gbjie 13BazeHa OT MACTOTO Ha 3asa-
pABaHe 3a M3BECTHO BPEME, 3a A1a Ce 3aLMTM HaMB/IHO 3aBaPbYHaTa BaHa, J0KATO
u3TerATe Abrata v U3TernATe Abrata.

* Cnopep aeGennHata Ha AeTaiina v M3MCKBaHMATA Ha 3aBapbUHATa TEXHMKA, HACTPOiTE
NPaBU/IHO 3aBapbUHMUA TOK.

* Mo Bpeme Ha 3aBapABaHe BONGPAMOBUAT cTb6 TpABBa Aa NoAAbPIKa 2-4 MM
pascTosiHue OT AeTaiina. BKloyeTe NPEBKAIOYBATENA HA FOPE/IKATa, MMa BUCOKOYECTOTEeH
paspaa Mexay eneKkTpoaa 1 AeTaina.

PbKOBOACTBO 33 eKcnioatauusa

* 3awmreH ras

Tbi KaTO APrOHBT CbBPHKA KNCOPOA, a30T, BOAA U HAKOW APYIA HEYUCTM MaTepuani,
TOM 0TCN1abBa 3aLWMTHUTE XaPAKTEPUCTUKM, KOMTO NPAKO BAMAAT BbPXY KA4ECTBOTO Ha
3aBapaBaHe. Taka e, mona, usbepete 99,9% YNCT aproH KaTo 3alUUTEH ras. PasnuyHuAaT
3aBapbyeH TOK TpABBa Aa 331aBa PasNNYHN KPUTEPUM 33 06eM Ha Bb3YLIHUA MOTOK,
MONIf,, BWXKTE cneAHata Tabanua<l>Tabanua 3a 06em Ha Bb3AYLWHMUA NOTOK U 3aBapbyeH
ToK

Tabnuua<l>

DC 3aBapbyeH ToK 10-100 101-150 | 151-200 | 201-300 301-500
06em Ha Bb3AYyLWHUA 4~5 4~7 6~8 g~g 9~12
notok
[Avametvp Ha grozatal  4.0~9.5 4.0~9.5 | 6.0~13.0| 8.0~13.0f 13.0~16.0

* Ten 3a 3aBapaBaHe

Heo6xoanmo e f1a ce 3aMb/IHK TeA Mo Bpeme Ha 3aBapABaHe, MaTepuabt Ha 3aBapby-
HaTa Ten ce oNpeaens OT OCHOBHWA MaTepnan. O6MKHOBEHO, Mons, usbepeTe 3aBapbuHa
Ten, KOATO e NPUNOKMMA 33 OCHOBHMA MaTepuan.

[\MameTbpLT Ha TeNTa M 3aBapbyHNAT TOK Ca B3aMMOCBbP3aHM KakTo cnessa Tabamua<2>

[nameTbp Ha 3aBapssaHe 1 Tabauua Ha 3aBapbYHUA TOK
PbKOBOACTBO 3a eKcnnoatauus

Tabnuua<2>

Aunametvp

Ha 3aBapABaHe 1.0 1.6 1.0-2.4 1.6-3.0 2445 4.5-6.0
3asapbueH

TOK 10~20 | 20~50 | 50~100 100~200 | 200~300 | 300~500

2.PBUYHO €N1eKTPOABIOBO 3aBapABaHe

* 3aBbpTeTe NpeAHMA NPeBK/IoYBaTeN Ha NO3NLNA ,PBYHO 3aBapABaHe”.

* BratoyeTe npeskAtoYBaTens Ha eTo, ocgeTeTe o,

CBET/MHa, CTapTHpaiiTe OXNa/AaHe C BeHTUNATOP.

* Cnopep aebennHara Ha AeTaiina, MeToAa Ha 3aBapABaHe W TexHukaTa usbepere
NpaBUHWMA 3aBapbyeH TOK. PerynpaiiTe Toka Ha TAraTa, 3a Aa HanpasuTe 3aBapbyHnA
edeKT Ha ToKa Ha U3TernAHe Ha Abrata no-Ao6bp.

PedepeHTHN AaHHM Npu Ha cTomaHa (r H TOK)
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table<3> Cnepgaiite Tabanuarta, Mona, NOTBbPAETE TEKYLWA KanauuTeT Ha 060pyaBaHETO U
f\:i:;;z? Curent de C"i’;“" ﬂ::;a;;:;p}:a Fasos CEKLMOHHaTa N0LLY Ha CBbP3aHuA kaben:
®opma Ha sudare e | savaprsane | OO
Nnocko BepTuKanHo| OBpatHo ) Mapametp
mm savapmomne| Cm/min|  mm L/min
3asapssane omaony, T| 1015 10~15 10~15 40 4 Kanauurer Ha o6opyasaHeTo noseye ot 20 kVA
05 | sasapnsarevrnosa | 10~15 10~15 | 10~15 | 20 ~1.0 4
3aBapyua crasa 10~20 10~20 | 10~20 | 40 4 ENeKTpuyecKaTa MOLWHOCT Ha TA/IOTO e noseve ot 20 kVA
15~20 15~20 | 15~20 | 35 ~1.0 4
onbH 3asaprsare 30~40 30~40 | 30~40 | 1540 10~16 B BxoeH Kaben Hoseue or 14 mm?
1o | venmosasapnsane 40~50 40~50 | 40~50 | 15~30 | 1.0~16 5
1080 33B3PABAHE | 45~60 45~60 | 4560 | 20~40 | 1.0~16 5
T 50~60 50~60 | 50~60 | 10~35| Lo~16 5 W3xoaeH kaben noseye ot 30 mm?
Sasaprsane Ha 60~100 60~80 | 60~70 | 15~80| ~16 B
L5 | paserarenagyra | 60~100 | 70~100 | 80~90 | 15~80 | ~16 5
saapAsare Ha brbn | 60~80 60~70 | 60~70 | 20~40| ~16 5 * MACTO 33 MOHTaX
Ha sasaprsate T 70~80 70~90 | 70~90 | 10~20| ~16 5
3asaprsare Ha 100~120 | 90~110 | 90~110 | 20~80 | 15~2.5 B *Han 20 ) . 10—40°C;
L5 | pesrerorena dyra 110130 | 100~120 | 100~120 | 20~80 | 15~2.5 5 . lan 20cm pascTofiHMe OT cTeHaTa; lemnepaTypa Ha OKONHaTa cpeaa: H
3aBapABaHe Ha bron 100~120 90~110 | 90~110 | 28~30 | 15~25 5 Mo-manko Bnara npax; * Bes NpAKa CbHYEBA CBET/IMHA U HAMOKPAHE OT AbXKA;
Ha 3asapnsane T 110~130 | 100~120 | 100~120| 15~25 | 15~2.5 5 * bes ronemu subpaumnn n c6bCLUY; *Be3 3auansaHe 1 eposvBeH ras.
3asapagarie Ha 120~140 | 110~130 | 105~185| 30 25 5
30 | PeSTeratensadyra | 130~150 | 120~140 | 120~140| 25 25 5 6. [Inarpama Ha TeOPUATA Ha eNEKTPUYECTBOTO U rasa
sasapasarie Ha b/ | 120~140 | 110~130 | 115~135 30 25 5 1.TIG cepun
Ha sasapasake T 130~150 115~135 | 120~140| 25 25 5 K
3asapngane Ha 200~250 | 150~200 | 150~200| 25 30 6 )
s pasteratenna dyra | 225~275 | 175~225 |175~225| 20 30 6
3agapAsane Ha brbn | 200~250 | 150~200 | 150~200| 25 30 6
HasasaprsaWe T | 225975 | 175~225 | 175~225| 20 30 6 220v
sosapreanena | 275~(350) | 200~250 |200~250| 25 45 6
60 pasteratenva ¢yra | 300~(375) | 225~250 |225~250| 20 a5 6 Fan
3aBapAsane Ha brbn | 275~(350) | 200~250 | 200~250| 25 45 6
Ha sapapssare T | 300~(375) | 225~275 | 225~275| 20 45 6 -
Ha 350~450 | 225~275 | 25~275| 15 60 7 —
12.0 3‘;:2:;:;:2”:3‘3:” 375475 | 230~280 | 230~280| 15 60 7 UMM moaynauua Ha S:x::::‘::;:i ‘r“"a 3
375~475 | 235~280 |235~280 15 6.0 7 LUMpoMHa Ha umnynca
Ha 3asapaBaHe T 33/BUKBALL KPBT
3.2X7

* CBbpIKETE AbpPIKaYa Ha eNeKTPO/A W 3a3eMUTeNHaTa CKoBa 1 AeTaiina. Vima aBa metoaa
Ha cebp3BaHe 3a DC. mawwHa 3a 3aBapABaHe:

1. MeTop Ha cBbp3BaHe Ha aHoAa. [IbpKaybT Ha eNeKTPO/AA € CBbP3aH C KaToaa, A0KaTo
AETaiiNbT e CBbp3aH C aHoAa.

2. MeToa Ha KaToiHO CBbpP3BaHe. 3aroToBKaTa € CBbP3aHa C KaToz, JOKATO AbPHKAYLT Ha
eNeKTPo/a e CBbP3aH C aHoAa.

Ako u3bepeTe HenpasuIHO, BO/ITOBATA A4bra ie Gb/e HECTabUHA, e NPbCKA CUHO W
©NeKTPOABT NIECHO e 3aenHe.

* CebpKeTe 3axpaHBaLLoTo HanpexeHne: (Mons, NOTBbPAETE 3aXPaHBaLLOTO Hanpexe-
Hue Ha paBoTewlaTa MalwmHa) 1 HAAEKAHO CBbPIKETE KOPYCa Ha KyTuATa.

* BkAtoueTe 3axpaHsalyma npeskatoysaten Ha ON, oxnaxaalmaT BeHTUAATOP 3ano4sa Aa
ce BbPTH, T 3a csety, c
Ba TeKyW|aTa NPeABaPUTENHA MHCTANALMA.

* Cnopep Ae6ennHata Ha AeTaiina, AMamMeTbpa Ha eNeKTPoAA, METOAa Ha CBbP3BaHe 1
TEXHONIOTUYHUTE U3UCKBAHWA. V36epeTe NoAXOAALL 3aBapbUeH TOK U TOK Ha HaTUCK.

* NHdubynnpaiite eneKTpoaa C Abpxad 3a eNeKTPOZ, 3aBapbyHaTa MaWNHa e B Pexnm
Ha FOTOBHOCT, KOTaTO € B PEXMM Ha PBUYHO 3aBapABaHe.

Tabnuua 3a cboTBeTCTBUE, 06XBaLIAlLA CeundUKaLMATA HA eN1eKTPOAA W 3aBapbUHUA
TOK NPy PBYHO 3aBapABaHe:

nokas-

Cneuudvkauma
Ha enekTpoaa w25 w32 w40 ®5.0
3aBapbyeH ToK 70-100A 110-140A 170-220A 230-300A

* KonyeTo Ha TOKOBMA TOK Ce M3N0/138a 3a pery/iMpaHe Ha 3aBapbyHaTa XapaKTepucTuKa.
Mpy 3aBapABaHe BbB BEPTUKa/Ha NO3NLMA W 3aBapABaHe B FOPHa NO3NLMA MOXe Aa ce
NOCTUIHAT MAeanHU edeKTH, aKo Ce Peryanpa 3aBapbUHUAT TOK.

* Konye 3a 3anansaHe Ha Abrata. Korato 3aBapagaTe ¢ HUCHK TOK UM @ TPYAHO Aa 3ana-
NuTe AbraTa, peryaMpaiTe KonueTo, 3a Aa Noaobpute epekTuTe.

PBKOBO/CTBO 3 EKCM/I0ATAUMA U CXEMA Ha TEOPUA HA eNeKTPUYECTBOTO 1 rasa
4.3abenexka

* ENEKTPUUECKOTO HanpexeHue TpABBa Aa CbOTBETCTBA HA BXOAHOTO HaNpekeHue.

* 3apaite Ha p TO " CBbpIKETE Ta naowy,
Ha kabena, KOATO CbOTBETCTBA HA KANaLMTETa Ha 3aBapbyHaTa MalmHa.

* 3aWnTHNAT ras TpabBa Aa 6bae HacTpoeH c perynatopa Ha o6ema Ha NoToKa 1 Aa
usbepete noaxoasil, 06em Ha Bb3AYLWHKUA NOTOK CNOpPes, 3aBapbyHMA TOK.

* AKO e HeOBXOAMMO, MONA, MHCTAaNMpaiiTe 06OPY/ABaHE 33 BOAHO OXNAKAAHE.

* YBepere ce, 4e CTe N0CTaBUAN 060py/ABaHe, YCTOAYMBO Ha MbA3EHE, N HAUCTUHA 3a3e-
merte.

* [loKaTo 3aBapABaTe Ha 3aKPUTO, MOXKe 61 TOBA LE NPOM3BE/lE eNEKTPOMATHUTHO
BB/IHOBO M3/TbYBAHE M Liie MONPeyM Ha APYro A0MalwHo obopyasaHe. Mons, B3emete
NOAXOAAWA 3alUNTHA MAPKA.

ABapuAa U MeTog Ha OTCTpaHABaHe

W He ce U3BbPLBa 3aBapABaHe.

MNpo6nem Pewenne
NHanKaTopT 32 He 1.MNp TeNAT Ha e
CBETM, BEHTUNATOPET He paboTy nospesieH.

2. BXOAHMAT Kaben He e CBbP3aH KbM U3TOYHMKY
Ha 3axpaHBaHe.

3.8 kaben e

nm H.

VHAMKATOPBT 33 3axpaHBaHe e
BK/IIOYEH, BEHTUNATOPLT paboTn
3a KPaTKO MM He Ce BbPTH, HAMA
MOWHOCT 3a 3aBapABaHe

1. BXOAHMAT Kaben Moxe A3 e NorpewHo
cBbP3aH KbM 380V 3axpaHBaHe, NPUYMHABaKMY|
npeHanpexeHue 3a 3alMTa Ha cucTemara.
CmeHeTe 3axpaHBaHeTo ¢ 220V v Hyavpaiite.
2. HectabunHo 220V 3axpaHBaHe Unn BXOAHWAT|
NPOBOAHMK € CBBbP3aH KbM e/IEKTPUHECKA MPEX:
C npeHanpesxeHue. YBennyeTe guameTbpa
Ha BXOAHMA Kaben U 3aTerHeTe Bpb3KUTE.
PectapTupaiite ycTpOIMCTBOTO Ces, 2-3 MUHYTH|
3. YecToTo BK/IOYBAHE M U3K/IOUBAHE HA
NpeBK/IoYBaTeNA Ha 3aXpaHBaHETo 3a
KpaTbK Nepuoz, oT Bpeme MoXe Aa Aoseae
/A0 NPeHanpexeHue 1 3aAeicTBaHe Ha 3awnTa,
4. OcTaseTe MalwnHaTa Aa NO4MHe 33
2-3 MUHYTU, Cnef, ToBa A pecTapTupaiite.
Korato cBbpieTe 3axpaHsawus kaben,
KOHTaKTUTE MOe Aa ce pasxnabAT.
MNposepeTe ru v rv 3aterHere.

Peneto 24 V 8 rnaBHaTa Bepura Ha
3axpaHBallaTa nnatka e AedeKTHo Mnn
nospezeHo. Mposepete Bepurata Ha
24V 3axpaHBaHe U peneto.

BeHTunaTopsT paboty, HAma
Heobu4aiiHo ocBeTneHue, Hama
38YK "Wwatl'" Npu BUCOKOHYECTOTEH
paspaa, HAMA Abra.

1. M3mepeTe HanpemeHMeTo Ha aHO/A U KaToAd)
Ha BnoxKaTa VH-07 ¢ myntuuer.
Tpabsa aa e okono 308 VDC ot

3axpaHBaulata nnatka 4o MOS nnaTkaTa.
2. AKO 3eNeHUAT MHAWKATOP 3a
3axpaHBaHe Ha MOS nnaTkata He
CBETM, CNOMAraTeNHOTO 3aXpaHBaHe MoXe
Aa He paboTu.

3. OTKpUiiTe NnpuyKnHaTa 3a
HEM3NPaBHOCTTa UM Ce CBbPXKETE C oTAeNa
no npogax6ure.

MpoBepeTe a1 BCUYKM BLTPELIHN
Kabenu ca 3paBo CBbP3aHM.

4. AKO NPOB/IeMBT € CBbP3aH C KOHTPONHUA
Kpbr, pasbepeTe NpuymMHaTa U ce CBbpIKeTe
coTaena no npogaxoéure.

5. MpoBepeTe Aanu KOHTPONHUAT NPOBOAHNK
Ha 3aBapbYHMA MUCTONET € CKbCaH.
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RO7TOR

1. CuynsaHe Ha kabena Ha 3aBapbyHaTa ropeskal
2.3a3eMABALUNAT NPOBOAHMK € U3K/IOUEH
M/ He e CBbP3aH NPaBUIHO KbM
3aBapbYHUA NPOAYKT.

3. KpaAT Ha 3x0Aa Ha aHOAa UM Kpas Ha
M3X0/Aa 3a ra3 1 eNeKTPUYECTBO Ha 3aBapbyHaTa)
rope/ika “a /10wWwa Bpb3Ka C BbTPelwHUTe
enemeHTy.

HAma HeoBu4aeH cBeTanHEH
edeKT, HO MOXKe Aa Cce Yye 3BYKbT
Ha "wawa" oT BUCOKOYECTOTeH
paspag, HAMa 13xoq, 3a
3aBapnBsaHe.

1. MbpBUYHATA HAMOTKA Ha AbroBUA
TpaHcHOPMaToOp MOXKeE [ja He e CBbp3aHa
,QOGDE KbM NAaTKaTa 3a Abros paspaj.
3aTerHere Bpb3KUTe.

2. NpeBKNOYBATENAT 3@ ,PbYHO 3aBapABaHe
1 3aBapABaHe C aproH” He e HacTpoeH
npasunHo. Mons, nonpaseTe ro Au ro
CcmeHeTe.

3. HAKOM KOMNOHEHTU Ha BUCOKOYECTOTHaTa
Bepura Ha 3anansaHe ca NnospeaeHu.
MpoBepeTe rM 1 cMeHeTe, ako e Heobxoanmo.

Hama HeobuuaiiHo cuame,
HAMa 3BYK "wawa" ot
BMCOKOYECTOTEH PaspA/ 1 1bIOB
paspaa.

1. 3awuTara OT CBPBLXTOK MOXeE Aa e
3ajjeiicTBaHa. VI3K/IOYeTE MaLMHATA U
A iTe, cnea Kato i

CBETAMHA U3racHe.

2. Mose aa ce e 3ajieiicTBana 3awmTarta o1
nperpasaHe. He uskniousalite ycTpoicTsoTo,
NPOCTO U34aKaiTe 2-3 MUHYTU Aa U3CTUHE.
3. UHBEpPTOPBT MK AbroBaTta NaaTka MoXe
paca
uiencen Ha rasHua nHeepTop Ha MOS
nnaTKaTa U U3BbpLIETE HyNpPaHe.

4. BepOATHO NpeKbCBaHe Ha BepuraTa 3a
obpaTHa Bpb3Ka. Mposepete 1 BbacTaHoBETE
Bpb3KaTa.

1. Enektporpa¢ 1K e nospeseH.
Mposeperte ro 1 cmeHeTe, ako e HeobxoaMMO.
2. HAKOM BPB3KM Ca /IOLWO 3aKPeneHu,
ocobeHo BnoxkuTe. MpoBepeTe 1 OTCTpaHeTe
npo6nemure.

ABAPHITHUAT MHAWKATOP CBETH,
HO HAMA U3XOA.

Mo Bpeme Ha 3asapasaHe
M3XOAHWAT TOK e HecTabuneH unm
M3BbH KOHTPOA.

TebpAe MHOTO NPBCKN NO Bpeme
Ha PbYHO 3aBapABaHe, KOETO
3aTPyAHABA U3NON3BAHETO Ha
enekTpoam.

Cepsu3 1 NoaAPbKKA

3a pa moxe obopyasaHeTo Aa paboTn HopmanHo, 6e3onacHo 1 edpekTNBHO, Mons,
nonaraiite A06py rPUXKM 3a HEro NepUOANYHO. M3KNKoUeTe 3aXpaHBaHETo, A0KaTO Npo-
BepABaTe UM noaabpiKate. KBanuuumMpaHy xopa morat 4a MHCTanMpaT, NpoBepAsaT,
OTCTPaHABAT rPeLKM U NOAABPHKAT TO3M NPOAYKT.

CBbpiEaHe C Henpasu/Ha NONAPHOCT.
Os'prETE NONAPHOCTTA Ha 3a3emABaLLUA
NPOBOAHWK KbM MONAPHOCTTA Ha paboTHUA
NPOBOAHMK.

ExxeaHeBHoO usBsecTue:

* Hama Heobun4aiiH1 BUBPaLUK, 3BYK U MUPU3Ma.

* KabenHa Bpb3ka 6e3 HeobuuaiHa TonamHa.

* p TeNA Ha 3axp ) p
[AaHe e MbBKaB WK He.

* MpesK/IoYBaTENAT € NOBPEAEH UK He.

* HaunHbT Ha cebp3BaHe Ha Kabena 1 U301aumnATa e rpeLleH Uan He

* KabenbT ce npekbeBa uam He.

* PaBoTeH LKA Ha NPeToBapBaHe UM He.

* MNposepka Ha Bcekm Tpu Meceua

* Crnobka 3a TOK U ra3

UKCMPaHUAT GONT Ha BXOAHATA M M3XOAHATa KabenHa BPb3Ka e pasxnabeH uam He.
Vima Heo6u4aiiHo ABNEHME NOPAAV PLKAA UM HE, M U30NaumMaTa e 4o6pa NN He.

T BEHTUATOP 33 OXNAXK-

* 3azemsABaLy, NPOBOAHNK

Pamkata Ha 3a

* Mouncrete npaxa BbTpe B MalinHata
Oxnaxpaujata nnatka e npawHa, KoeTo BOAW A0 3aTPyAHEHO OX/1aXAaHe U HeraTuBHO
BAIMAHME BLPXY CUNOBUTE YACTU. TPAHCHOPMATOPLT U HAKOM APYri HAMOTKM Ca NPaLLHM,
KOeTO B/I0WaBa U3onauuaTa.

3aToBa npoBepeTe NoN0BUH FOANHA, AEMOHTUPaNTe CTPAHUYHATa AbCKA U FOPHUA Kanak,
noyucreTe Npaxa CbC CyX CrbCTeH Bb3AyX.

HauCTUHa e WK He.

* PerynupaHe Ha BUCOKa YecToTa
He pokocBaiiTe UCKpALL @NeKTPOA MO Bpeme Ha nnm 6e3

* 3a6enexka

(1) npeBKAtoYBaTeN Ha 3aXPaHBaHETO

Cnep, p TeNA Ha p , CnpeTe
OXNaX/IAHETO Ha BEHTUNATOPa, TPAHCHOPMATOPLT NOAABLPIKA NPeaMIIHATA TeMnepa-
Typa. M0 TO3M HaUMH Le YCKOPU CTapEeHeTOo Ha YacTUTe W Lie CbKPaTH eKCrIoaTaLy-
OHHUA UM KUBOT.

ETO 33140, MOAIA, He M3KNI0YBaliTE 3aXpaHBaHETO Cne/ 3aBapABaHe, NOAXOAALIO e
npocTo Jla U3vakarte 2-3 MUHYTH.

Mopabpikaiite n noaabpiKaiTe

2. HatoBapBaHeTo NPOAB/KABA /13 € Ha HUBO, MONA, U3BATBaITe HOCEHETO Ha paboTa.
Cynep-npeHacsHeTo 61 CbKPaTM/I0 KMBOTA Ha 3aBapbyHaTa MaluMHa U 61 U3ropuno.
ET0 3aW40, MOAIA, M3MON3BaITe HAaTOBApBaHe, KOETO BbPBM U NOAAbPXKAITE CKOPOCTTa Ha
3aBapbyHMA ToK. CymaTa OT yaapw, 3a Aa ce 3anasu ckopocTTa kpbrose 40% e aa ce
nocouu: ¢ 10 mns 3a Nepuoz Yac, CTauka 3a U3X0/, B CYMaTa Ha eNeKTPUIECKUA TOK
(Hanpumep: 300A malumMHa 3a 3aBapABaHe, HEMHWUAT u3xoaeH Tok e 300A) Tpabea Aa
paboTit 4 mns B NOKOI 6 MMHYTU HOCAT CKOPOCTTA BPEMEHHO W NperpABaHe.

HomuHanHa mowHocr Bpewmesara ckopocT e aagena KaTo

CBeTBa W OXnANAAAT BEHTWNZTOP.
npombKasa 4a padoTh.

150 |
@ Criea 15 MunyTH YCTPORCTBOTO lje e
D OBWB S0 0 0 e

PaboTeH UKkbA

Kopnyc: 250A-40% pa6oTeH umkba
% ~

3aBapbyeH ToK

9k 4

3asapaBaHe 4 MUHYTM noumeKa 6 MUHYTM

Kopnyc: 200A-60% paGoTeH uyKbA
-

3aBapaBaHe 6 MuHyTM noumeKka 4 MUHYTM

Hamanete pa6oTthHna umkbn

(k)

Mperpasate

Mpo6nemu no Bpeme Ha 3aBapaBaHe

CNIe/IHOTO AB/IEHME MOXE /13 € CBBP3aHO C , ra3, hakTop Ha cpepa
v 3axpaHBaHe. Mons, onuTaiite ce Aa nogo6puTe, 3a Aa 3GerHeTe nossara Ha Noao6Ha
cuTyauma.

A. MNott Ha TouKaTa Ha

--Ta3u cuTyauma NoKa3ea, Ye MACTOTO Ha 3aBapPABAHE HE € 3AUMTEHO, HO € HACUTEHO C
KMCNOPOA, MONA, MPOBEPETe KaKTO CrleAsa:

1. YBepeTe ce, Ye BEHTWTBT Ha GYTU/IKATa C aproH e OTBOPEH C J0CTAaTbYHO HaNAraHe.
OBMKHOBEHO, KOraTo BLTPELIHOTO HanAraHe e No-HUCKo oT 0,5Mpa, GyTunkaTa ¢ apro
TpAGBa A Ce HaMb/IHM OTHOBO.

2. MpoBepeTe 4a/u aproHOBUAT PasxoAOMeP € OTBOPEH C AOCTATLUYHO NOTOK UAM He. 3a
Aa cnecTuTe ras, mons, p noToK cropes p 3aBapbyeH TOK.
Ho TBbpAE CNabuAT NOTOK MOKe Aa AOBEAE A0 HEAOCTUN Ha 3aLLMTEH ra3 v Torasa Tok
He MOXe A1a MOKpUe HaMbAHO MACTOTO Ha 3aBapasaHe. Mo, u3GepeTe aproHOB NOTOK
He Mo-ManbK ot 3 L/min, HesasucMmo oT Toka.

3. MpoBepeTe M3X0/ja Ha ra3s NN He, IECHO €, KaTo NOCTaBuTe Pblie BbPXY /03aTa Ha
3aBapbYHMA MUCTONET, 33 A3 YCETUTE, AKO HAMA ra3, ra3osata TPbGa e 33pbeTeHa.

4. Bb3/yXoyCTOMYMBOCTTA Ha ra3oBaTa Tpbba MMa Npo6aem UM YKCTOTaTa Ha rasa He e
BMCOKA, KOETO MOXE /13 NOB/IMAE Ha KAYECTBOTO Ha 3aBapABaHe.

5. AKO HAOKO/IO MMa NO-CUNEH Bb3/YLIEH NOTOK, KAYECTBOTO Ha 3aBaPABAHE ChLL0 MOKE
Aa 6bae 3acerHaro.

B. TpyaHa 3a pucyBaHe Abra, IeCHa 3a PUCYBAHE B Abra.

1. YBeperte ce B 06p0OTO Ka4ecTso Ha ¢ cTbnb. Py 3a

Ha HMCKOKaYeCTBeH BOJIGPAMOB CTb/I6 MOXKE Aa He AOCTUTHE 33aABKaTa.

2. T npeT 6e3 b Ha KIOCNe He MOMe /1eCHO /1a HauepTae Abra u
CbLWO TaKa NPaBM AbraTa HeCTabunHa.

C. V3XOAHMAT TOK HEe MOXKE Aa AOCTUTHE HOMMHA/IHATA CTOMHOCT.

Hanp: Ha 3axp: ] OTK/IOHABA PEITUHTa, KOETO NpaBu

(Pa3cTosHWETO MEeXAY UCKPALLWTE eNeKTPOAM Ce perynnpa Aa 6bvae 0,8 mm)
Korato NOBbPXHOCTTA Ha e1eKTPoAa e NpallHa 1 40pU MPbCHA, MONA, nonMpaﬁTe
TTa My W perynupair Aa 6bae 0,7-0,9 mm mexay enekTpoau-

Te.

TOK HECBBMECTUM C GUKCHpaHa CKopocT. KoraTo 3axpaHBalyoTo Hanpexerme
€ N0-HIUCKO OT HOMMHA/NHOTO, MAKC. BXOAHMAT TOK CbLYO MOXE Aa € NO-HUCBK OT
HOMMHANHMA.

D. HectabuneH ToK no speme Ha 3aBapaBaHe dakTopu:

1. BbHWHa NPOMAHa Ha HanpekeHneTo

2. CMywaBaHe OT BLHLIHO €/1EKTPUYECTBO MW APYTO eNeKTPUYecKo obopyasaHe.
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E. TBbpAe MHOTO NPBLCKM N0 BPeMe Ha PHYHO e/1eKTPOABIOBO 3aBapABaHe.

1. Moxe 61 TOKBT e TBbpAe BUCOK 11 AMaMETbPLT Ha 3aBapbyHMUA NPBT € TBbPAE MasbK.
2. MoNoCkT Ha M3XOAHWA Kpaii ce CBbP3Ba B 06paTHa NOCOKa, 3aBapABaHe Npu HopmanHa
TexHuka. Toa 03HauaBa, Ye 3aBapbUHMAT NPT TPAGBa Aa 6bae CBbP3aH C KaToa, a
AeTaineT TpAGBsa Aa 6bAe CBbP3aH C aHoa. Mons, CMeHeTe NoNApHOCTTa.

CurypHu 06sBu

* 3aeTOCTTa, MO, NPOYETETE BHUMATE/HO TOBA PLKOBOACTBO NPeAM 3a LenuTe Ha
TOuHa 3aeTocT

* LienTa Ha TOBa PbKOBOACTBO 3a CbOBLIEHMA € B UMETO Ha Ge3onacHaTa pabora,

KOATO rapaHTMpa, 4e BUe 1 ApyruTe,
cB060/HNTE CTPa/AT OT NPOKAATUETO M /IOWATA YCAyra.

* [in3aiiHbT Ha Ta3n MaluMHa 3a 3aBapABaHe v NPoM3BE/eH, 3a Aja Ce oTyeTe A06pe CTa-
6unHoctTa. Korato usnonssate, mons, TpA6sa Aa cnassate Cbo6UIEHNATA B TOBA PbKO-
BOACTBO. [lpyra NPUYMHA Lile YMPE WM TEXKO PaHEH UHLMAEHT.

* [pewkata npu Ha MawWwmHa 33 MOXe A3 A0BeAe A0 Nog, NPok-
NATMETO OT 3 BU/A PA3NMUHN CTENEHN U HEYCNYTa, U3NON3BANTE 3HAKA 33 BHUMAHME KbM
TOBa PHLKOBOACTBO U i WATa, 33 Aa NpeaynpeauTe Aa
Kaerte.

MalwmHara, amanr

Mpeaynpexaasaiite 3a
mata

3wak sa CoabpraHne

M3nonssakeTo Ha rpewka we Aoseae
[0 NaTeHTHa BaxKHa Bpeaa.
Cnep KaTo CbOUTMETO Wie AoBeAE A0
CMBPT MM BaXKEH OMaceH MHUMAEHT
NPU TEXKO PaHeHN.

Bucoka onacHocT

W3non3saHeTo Ha rpeluka we goseae
/A0 CEPMO3HO NATEHTHO 3acTpalwasaHe,
cneq Kato CLBUTMETO e A0BeAE A0
CMBPT /M ONACEH MHUMAEHT NPy
TEKKO paHeHU.

OnacHoct

lpelwkaTa Npy Ha3HaYaBaHeTo LWe
[£0Be/e [0 YC/yTa OT cpeaHa CTeneH,
NPOBa/LT MEX /1y ONacHM.
Katactpoda B nieka paHa 1 apr.

N.B.

*06wwa cuTyaumn B ropHaTa TEPMUMHONOMMA Ha 3HaKa.

Fopenocouenom TEXKO paHeHo e yc/nyra 3a HapaHABaHe Ha 3peHneTo, paHa 'TOHI\MHS,
HWCKa Temneparypa), yciyra, TOKOB yaap, KOCTHa GppaKTypa, OTPassHe Le OCTasu Ab/ro-
TpaeH E¢EKT M U3UCKBA XOCNUTAaNIU3UPaHE Ha le4eHMeTo NN Ab/rOCPOYHO OTUBAHE B
6onHuua;

JNekata paHa e napeHe 0 TOYKa aHTU U3UCKBa npecroﬁ B 6OI\HML|H W NpOAB/IKUTENHO
NeyeHue ¢ TOKOB yAap 1 Ap.;

He‘/CﬂeX‘bT Ha CTaTUATa NOKa3Ba WeTuTe Mexay 3aryﬁaTa Ha MMYLEeCTBO 1 MalwnHaTa.

Mpw 3aeToCTTa B MalwmMHaTa U3non3eaiite 3Haka, konto flws nokassar o3Hayasa [Tpabsa
na] c[3abpaHnsa aa ce npasu]

[eicTeus, KOUTO

Heobxoanmu TpabBa aa 6baaT
U3BbPLIEHU.
€ICTBUA, KOUTO He
3abpaHeHo A

Tpabsa aa ce
M3BbPLLBAT.

*[OPHMAT 3HaK ce 130383 3a obuiaTa cuTyaums

Cna3ssaiTe 6e3onacHuTe cbobLieHUs

OnacHOCT 3a M36ATBaHE Ha BaXKHUA MHLMAEHT C YOBEWIKOTO TANO, MONA,
cnasgaiiTe ToukuTe no-aony.
1. ﬂMBaﬁHbT Ha Tasu MalnHa 3a 3aBapABaHe 1 Npou3Be/eH, 3a Aa ce B3eme npeasua
pobpe crabunHoctTa.
KoraTo nsnonssare, mons, 1pR6Ba Aa cnassate C'bOﬁI.I.\eHMRTa B TOBa PbKOBOACTBO.
B npoTuBeH cayuail e AoBese A0 CMBPT Ha HOBEK WM TANO, PAHEHO NPU TEXKO paHeH
MHUMAEHT.
2. KOHCTpYKUMATa Ha M3TOYHMKA HA 3axpaHBaHe OT CTpaHa Ha Bxoga obopyasa yaobcrsa-
Ta, HanpaseTte M!GOP. W3non3saHe Ha ra3 NpW BUCOKO HanAaraHe.
HOFDM)KETE Ce 33 NoApexaaHeTo, 338 KOeTO Ce rPUXKKU MHCTPYMEHTBT C/ie[, 3aBapABaHe Ha
WU3XBLPAAHETO Ha OTNAABLMTE, MONA, AENCTBAITE B CbOTBETCTBME C BLTPELHWUA CTaHAAPT
OTHOCHO NpeAoCTaBAHETO U PasBUTUETO Ha BallaTa KOMNaHUA.

ROTOR

3. HenoAXoAAWMAT NepPCoHar, KOMTO He € B MACTOTO Ha 3aBapbyHaTa onepauus sbTpe.
4. Nvwyeto Ha Te/ Ha CbpAeyeH bp, HAMA NIeKapAT [a NpusHae, ye
He MoXXe /1a ce A0BAMKM 10 3aBapbyHaTa MalMHa B 38eTOCTTa M 06MKOKaTa Ha
MACTOTO Ha onepauuaTa. W3X0AHOTO MarHUTHO none, Korato 3aBapb4HaTa malwuHa
BK/IKOUM €N1EKTPUYECTBO, BU MMANIO NIOLWO Bb3AENCTBME BbPXY Cb3faBaHeTo u paboTara.
5. Yosek nnu CTap nepcoHan c ﬂpD¢eCMOHaJ|NE KEaAM¢MKaL\Mﬁ 3a NachoﬁEaHe Ha
nporpeca Ha MallMHaTa, NpoBepKa 1 NoAAPbIKKa.

6. 3a ocurypssaHe Ha 6€30NacHOCTTa, CbAbPMKAHMETO, KOETO TOYHO pa3bupa Tosa
PbKOBOACTBO, OseAMHHBaHeTO, MONA, Ha 3HaHKUATA 33 6esonacHocT Ha paﬁora
NpoAb/MKasa C NepcoHana Ha yMeHuATa 3a pBGDTE € Tasn mawuHa.

7. He moxe Aa ce N3non3Ba 3a Tasu MalumHa 3a 3aBapABaHe C U3K/Il0YeHne Ha paﬁora.

OnacHocT 3a u3bArsaHe Ha TOKOB yAap, MO/, Cnia3gaiiTe pasnopeabute
no-gony.

Cnep KaTo KOHTaKTHaTa NIeHTa 3aluuT GaTepuaTa, ToBa We NPUYUHM
baTaneH TOKOB yAap UM U3rapaHmA.

1. Mons, He yacTTa 3a 63TEPH)‘ITE C KOHTaKTHa NneHTa.

2.Mo NpaBMNOTO Ha NEPCcoHana No eNeKTPMYECTBO 3aBapbyHaTa MalnHa. 3a3emaBaHe
Ha paboTHuA aeTaiin.

3. Mpeau HacTpoitka, npernea, Nbpeo TpAGBa Aa 3aKNoumuTe, 3a A3 OTUAETE 3aeAHO C Ad
[AajeTe AN NONYYUTE eNEeKTPUYECKM YAap, 3aXPaHBaAHETO Ha KYTUATa 5 MUHYTU cres
KaTo NpoAbKUTE OTHOBO ONepauuaTa.

4. Mons, He U3N0oN3BalTe HELOCTUN Ha KaNauMTeT 1 NOBPEAU U N30/IMPANTE eNeKTPU-
yeckua Kaéen, KoiTO OBEMBKETE, KOXYyXa NpaBAT OTBbH, KaTo B3emeTe npeasua,.

5. ENeKTpu4eckuAT kaben cabp3ea YacTTa, MO/IA, 3aCTpaxoBaiiTe U3onaumsTa.

6. He u3nonssaiite malmHarta 3a paboTa B cUTyaLma Ha pa3ToBapBaHe Ha Kopnyca Ha
MaluHaTa.

7. N30NaunoHHUTE pbKaBULM, KOUTO UCKAT 4@ U3CbXHAT.

8. Paborete B BUCOK Knac, mons, 6esonacHaTa Mpexa B 3aeTocTra.

9. NepMOAMYHO NOAAbPIKANTE, HAPAHABAHETO Ha YacTTa NONpPaBs NPeKoMepHaTa ynoT-
peba oTHOBO

10. HAma Hy)XAa, 3aXpaHBaHEeTo Ha BXOAA, KOMTO UCKaTe Aa umare.

11. Ha TecHM mecTa UM Ha BUCOKO HUBO Ha 60DCM 3a 3aBapfBaHe C Abrosa 3aBapbyHa
MaluKHa, NOMONETE CAYKUTENA A3 3aLLUUTH, 3 [1a NONYUMTE eNeKTPUYECKM yaap Ha
anapara.

a3BaiiTe mepKuTe 3a 6esonacHocT

3a6enexkal 3a na usberHete onacHU CUTyaLuM, NPUYMHEHU OT
3aBapbyHaTa Abra, NPbCKM, OCTaTbLM OT 3aBapABaHE UM WYM,
B3emere HEOGXOAMMWI'E MepKu, 3a Aa 3auTure cebe cnm Apyrure.
onacHo! iiTe nuuHn 3a

pa6ora.

AL

©3aBapbyHaTa Abra MOXKe Aa NPUYMHM Bb3NA/IEHNE HA OYMUTE MW U3TapAHE Ha KOXKATa.
®[IpbCKM M OCTaTbLUM OT morat aa np! v nnm

Ha Koxara.

elLlymbT moXe fa yBpeam cayxa.

1. Korato 3aBapABaTe ronemm KOHCTPYKUMM WM NPV TRYAHW YC/I0BMA, U3NON3BaIATE
3aWKTHO 060PYABaHE, KOBTO OCUIYPABA AOCTATBYHO NOKPUTHE.

2. BUHaru HoceTe NoAXoAALLM NPEANasHI O4nNa MM MacKa.

3. HoceTe 3aWmTHO 06/1€KN0 KAaTO KOXEHM PbKABMUM, Ab/TV PKABU U NPECTUANKA.
4. YBepeTe ce, Ye 30HUTe 3a 3aBapABAHE Ca U30MPAHM 1 3aLUNTEHM, 33 A3
npe/oTBPATUTE HapaHABAHE Ha ApyruTe.

5. AKO HMBOTO Ha LLIYMa e BUCOKO, U3MO/13BaIATE 3BYKOM3OAMPALLYM MATEPUANM UK
3aWmTa Ha cyxa.

A\

3a Aa u3berHete 3aBapbUHNTE a@PO30/U U ra3oBe, KOWTO 3acTpalasat
Bac u apyrure, Aa
YCTpOiAcTBO.

* 3aBapABaHETO Ha NPUATE/ICKOTO TANO B a@PO30/ 3aCTPaLLABa 34paBeTo

pa

* B TACHOTO MACTO MOXKE Aa MPUUYNHY 3aAyLIaBaHe Ha aHOKCHA.

1. B leHTaTa Ha Bb3HWKBaHe Ha OTPOBEH a3 CymaTa ce 3a/ylasa, 3a /4a U34aKa UHLM-
[ieHTa, MO/IA, CbOPBIKEHNATA HA U3TOPE/IUTE ra3oBe Ha NPEAOCTABAHETO Ha pa6oTa,
06eanHABAHETO BbPBY 33eAHO C M3NO/I3BAHETO Ha YPEAa 3a 3alUNTA Ha AULAHETO.

2. Ha TACHO MACTO NpuemeTe NpoBepeTe NepCoHana, KaTo KOMBUHMpPaTe BEHTUNALMATA
1 oTMAeTe 3ae/HO ¢ A06pe 40 ypeaa 3a 3almTa Ha ANULWaHeTo.

3. Mons, He 3aBapABaiiTe B paiioHa Ha 06e3macnABaHe, U3MMBAHE, NPbCKAHE.

4. pokato 3aBapsABaTe, 3a 1a UMaTe NlameNaTa UM U3TerNATe CTOMaHeHaTa nova Ha
Namenara, we NpousseaeTe NPUATENCKO TANIO BbB BPEAEH aepo3o, MomoseTe
CAYKUTENA A3 U3N0N13B YPe/ 33 3aLUMTa Ha AULLAHETO.
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N.B. B cnyyaii Ha noxap,
cnasBsaiite pasnopeg6ara no-gony.

* PasnpbcHeTe cymara, NpoCTo 3aBapeTe ropHaTa YacT U ropeLyusT AeTain
e Npu4nHK moba.

* KOrato enekTpuyeckuaT Kaben CBbpIKe IOLNA eEKTPUYECKN TOK, apMa-
TYPHaTa WaHra 3aroToBKa, CTPAHNYHO BPbILAHE, 33 /13 B/IE3€ B KOHTAKT C
HEeMb/IHO, lile J0BE/le 210 BKNKOUBAHE HA ©NeKTPUYECTBO.

* Mons, He #Te BbpXy Npoube: KOHTelNHep, 3aLoTo B
NPOTUBEH C/ly4ail 3aNaMMOTO BEWLECTBO LWE NPUYMHM EKCNI03UA

* Mons, He " 3a Kato

(kanbo), norpuxerte ce 3a Apyru Kabenu, KOUTO Lye ce cynAT.

cuyneH u ap. mons,

1. Mons, He NOCTaBATe rOPUMMA HA MACTOTO Ha 3aBapABaHe.

2. Mons, He 3aBapABaiiTe B 6/M30CT 10 3aNaNUMK rasose.

3. Mons, He fo6uKaBaiiTe ropelms AeTaiin A0 ropumoTo.

4. 3aBapKa Ha ibCKaTa, OCHOBaTa, CTeHaTa, FopUMaTa YacT Ha 3aAHaTa YacT Ha xn1abuHara.
5. EnekTpuyeckuat kaben Tpabea Aa 6bae usonmpaH.

6. Bpb3Kara Ha enekTpudeckus kaben oT cTpaHaTa Ha geTtaiina Tpabsa Aa e 64130 ao
3aN0EHOTO CheANHEHMe.

7. Mons, He
pesepBoap 1 T.H.

8. 3aBapABaHeTO Ha PaBOTHOTO MACTO MOXKe /1a HACTPOU MOXapOracuTens.

1ma Tpb6a 3a Bb3/lyX, HaMb/IHO 3anevarsaly,

N.B. npyu usxsbp/sHe Ha 6YTU/IKM C Bb3AYX, CYYNBaHE Ha rasos
M TH., cuy Ha rasos M T.H., MOnA,

cnassaiiTe pasnopeabara no-gony.

* BYTU/IKaTa C Bb3/lyX Ce U311Ba 1 61 A0BeNa A0 HOBEWKN

MHUMAEHT.

* BBTpeWwHOCTTa Ha ByTMAKaTa C Bb3/lyX MMa ras nof, BUCOKO

HanAraHe, rpelkaTa e NpUInHYI rasosa CTPYA NoA BUCOKO

HaNAraHe, KOETO We 0BEe/e 40 YOBEWKM UHLMACHT

1. Mons, no npasuno TouHata byTuaKa ¢ Bb3ayx 3a pabota.

2. Mons, U3n0/3BaliTe HalaTa KOMNAHMA 3a€/HO Liie KauLWKa MM MOAYNATOP Ha ras,
KOUTO NpenopbyBame.

3.3aeT0CTTa, MONA, NPOUETETE PHKOBOACTBOTO 3a PaBOTa Ha rasoB MOAYNIATOP, MPeAN Aa
ce NoAUYMHUTE Ha CbobLIeHMeTO.

4. ByTunKaTa C Bb3AyX C onpeaeneHa uen pukeupa croikara, dukcupaiire bytuakara c
Bb3AYX.

5. Mons, He noctasaiTe ByTUAKaTa C Bb3AyX, 3a Aa NPOAB/IKMTE 4@ CHUMATE Ha MACTO C
TOM/MHA UAN CTbHYEBA CBETNHA.

6. OTBOpeTE BpaTaTa Ha BEHTUNA Ha BYTUNKaTa C Bb3AYX, MOAYNBT, MO/, HE NO3BONABA
Ha M3XOAa 3a ras.

7. AKO He Ce U3N0N38a, MONA, 3ape/ieTe OTFOpe allUTHIUA KOPYC Ha BYTMKATa C Bb3AYX.
8. Mons, He nocTassAliTe 3aBapbyHaTa ropesika BbpXy BYTUAKATa C Bb3AYX, Thil KaTO
eNeKTPOABT BAN3a B KOHTAKT C 6yTUAKaTa C Bb3AYX.

N.B.
pasnopea6ara no-aony.

yacr we np 6onka. Mons,

* MNpbCTuTe, KOCaTa, APEXUTE U T.H., MONA, He A0BAVKaBalTe A0 OXNaxAAWMA
BEHTUNATOP U KONeNaTa Ha MallMHaTa 3a NoAaBaHe Ha eNeKTPOAM U T.H. Ha
BbPTALYATA Ce YacT.

1. Mons, He 3aeTOCTTa MallMHa 3a 3aBapABaHe B CUTYaUMA Ha

pasToBapBaHe Ha KOpnyca Ha MalmHaTa.

2. Mons, nMue UK cTap NepcoHan ¢ npodecuoHanta keanmdukaums, sa Aa
HACTpouTe HanpeAbKa Ha MawWwnHaTa, Aa paboTuTe, NpoBepABaTe W NOAAbPXKATE.

%

N.B. Kpa Ha 3aBapbuHaTa Ten we HapaHu. Mons, cnassaiite pasnopeg6ara
no-gony.

* 3aBapbyHaTa Ten U3nu3a oT 3aBapbYHaTa ropeska, We npoboae u paHu

OKOTO, OTBbH B TANIOTO U T.H. B INLIETO.

1. lokaTo NOTBBLPIK/AABATE @M 1A U3NPATUTE TN UM He, MONA, He HaJHWYaiTe
NpoBeXAaT e/IeKTPU4eCcTBO 0TBOPaA Ha ycTaTta. B npoTuseH cny-«aﬁ n3TU4aHeTo
Ha 33aBapby4HaTa Ten We ce 3aBbpiKe, 33 Aa HABpPeAW Ha OKOTO 1 yCTpOﬁCTBOTO.

2. ﬂOKaTO Cce npuAasMKBaTe KbM MallnHaTa 3a NoAaBaHe Ha eNleKTpoan unm
HaTUCKaTe NpeBKNYBATeNA HA 3aBapbYyHaTa ropesika, Mona, He 3amap;|me
Kpas Ha 3asBapbyHaTa ropesika.

N.B.
pasnopea6ara no-gony.

we wsrapaue. Mons, cnassaiite

m> L[>

* Npn Ha nnasmeHo . MPbCTBT M BCAKA YACT OT TANOTO
Aa He ce 406/MKaBa 40 HEro, B NPOTUBEH C/YYaii We NONYYUTE U3TapAHKA.

1. Mons, He ApbIKTE B PbKa HaNpeAbKa Ha ChCeAHUA PAVoH Ha AeTaiina.

2. [lokato paspa3sarte OnepaumATa, NPbCTHT TPAGBA Aa HaMyCHe At03aTa, KOATO
KOCM Kpas Ha ropesikaTa, eneKkTpoaa.

3. CmeHeTe ato3aTa, enektpoaa. Monsa, Mbpso 3aK/toyeTe 3axpaHBaHeTo

N.B. paspyiaBaHeTo Ha U30/1aunATa Ha.
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N.B. nospepga Ha Ha BXoaa Ha p
NpUYMHABA NOXKap, MOAA, cnassaiiTe pasnopeabara no-gony.

HO

7;\\ = * 3aBapsaBaHe [0 U3NPbCKBaHE Ha U3X0Aa, NPaxbT OT pepomonnbaeH ot
M— Cb3/1aBaHETO Ha ONepauunATa No PasnpPbCKBaHe B/113a BbB BLTPEWHOCTTA
Ha 3aXpaHBaHETO, KOETO Lie 0Be/E /0 BIOWABAHE HA U30/1aUMATa Ha
apTukyna. MpuinHABa noxap.
1. Hamupa ce B 6ap OT NpbCKM, GePOMOMNGAEH Ha NPaX U T.H. B33 BbB
BBTPELHOCTTa Ha mons, 3a "
Ha Ta Ha

no
ce oTBapA.

2. BBTPEeLHWAT Npax ce HaTpynBa, 3a 1a NPUYMHK BAolWaBaHe Ha
M30/1aUMATa, MO, NOABPIKANTE 0 NEPUOANUHO.

3. Mpbeku, GepomonnbaeHOB Npax 1 T.H. BAM3AT BbB BLTPELHOCTTA Ha
3axpaHBaluma 610k. Monis, 3aTBOpeTe NPEBK/IIOYBATENA HA 3aXPaHBAHETO
Ha MaLUMHATa 1 )KaK KyTUATA, U3NON3BAIATE NOBTOPHO Bb3AYXLT U3/YXBa

Mpexarta.
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KULLANIM KILAVUZU

Personelin ve ekipmanlarin giivenligini saglamak i¢in asagidaki duyurulari ayrintili olarak
okuyunuz.

1. Makine Kurulum yeri

Asiri isinmadan kaynaklanan kazalari 6nlemek igin, kaynak giictinii sabitlerken liitfen
duvardan 20 cm'den ve etraftaki yanici maddelerden 50 cm'den ve ayrica topraklamadan
uzak tutun.

2. Kaynak sirasinda yangina dayanikl

Kaynak sirasinda olugan kivilcim (sigrama, ark), peristomdan i¢ kisma kadar gevredeki
yanici maddelerden (6rnegin direk gerceveye sigrama) uzak tutmali ve igini yakmalidir.
3. Koruma

Personel giivenligini saglamak icin maruz kalma giysisini ve zirhini dogru sekilde giyin.

4. Gaz degisimi

Kaynak dumani ve koruyucu gaz sagliga zararlidir, gaz degistirme énleminin uygulanmasi
temelinde kaynak yapilmalidir.

5. Ekipmanin giivenligini saglayin

Topraklama ayaklarinin sabitligine ve giivenligine daha fazla dikkat edin.

a teknoloji parametresi

1.0zet

TIG serisi invertor DC argon arki kaynak makinesi, MOSFET gii¢ anahtari ve gelismis
inversiyon teknik ayrintili tasarimi ile enerji tasarrufu islevine sahiptir, giiriiltiistiz verimli
calisir. PWM darbe genislik modiilasyon teknolojisi akimi ile dogru kontrol, iyi sabit akim.
Yiiksek basari orani ile yiiksek voltaj ve frekansta ark gizme.

Miikemmel tasma, asiri 1sinma, asiri baski koruma iglevine sahip, giivenli ve dayanikli.
Kompaktligl, hafifligi ve makul tasarimi sayesinde kolay islenebilirlik. TIG S serisi arki
kolayca geker, arki odaklar, gaz zaman gecikmesini korur, kaynak akimini strekli ayarlar,
arkta gekme akimini otomatik ve kademeli olarak ayarlar. Esas olarak karbon celigi,
paslanmaz gelik, alagimli gelik ve bakirin kaynaklanmasinda kullanilir.

2.5artname

ROTOR TIG 300
Giris voltaji 1PH 220V
Girig frekansi 50/60Hz
Gergek Maks. Akim
TIG 300A/MMA:180A
Yeterlik %85
Yalitim Sinifi F
Kasanin koruma sinifi P21

Genel Baglanti Kroki Haritasi ve Kullanim Kilavuzu

3. Genel Baglanti Kroki Haritasi Vana iizerinde ek sikistirma

Elektrikli kibrit kutusu

girig kablosu

Argon
sise

TIG-300
= =0 A

toprakli

is parcasi

Argon kaynagi tabancasi

ROTOR

4. Kullamm Kilavuzu
1.TIG kaynagi

*Kaynak torgunu ve topraklama masasini baglayin, giris gliciinii agin (lutfen kaynak
glictinii ve voltajini onaylayin) ve koruyucu gazi (saf argon) agin.

* Giig anahtarini agin, giicti gosteren 15181 aydinlatin, fan sogutmasini calistirin, elle
calisan kaynak ve argon kaynagi anahtarini "TIG kaynagi" konumuna getirin.

* Argon valfini agin, hava akis hacmini standarda ayarlayin. (Bkz. Tablo 1)

* Kaynak torcu tizerindeki anahtari agin, iceride yiiksek frekanslh desarj kivilcimi sesi ve
elektromanyetik valf baglar, ardindan kaynak torgundan argon cikisi olur.

Fark etme:

Kaynaktan dnce argonun temiz bir sekilde hava ile degistirildiginden emin olun.
Kaynaktan sonra ark sénd(, ark gekerken ve arkta gekerken kaynak potasini tam olarak
korumak igin kaynak torgu bir siire kaynak yerinden gikarilamaz.

* is parcasinin kalinligina ve kaynak tekniginin istegine gére kaynak akimini uygun
ayarlayiniz.

* Kaynak sirasinda tungsten direk is pargasindan 2-4 mm uzakta tutulmalidir. Torg
tzerindeki anahtari agin, elektrot ve is parcasi arasinda yiiksek frekansli desarj olur.

* Koruyucu gaz

Oksijen, nitrojen, su ve diger bazi saf olmayan malzemeleri iceren argon icin, kaynak
kalitesini dogrudan etkileyen koruyucu performansi zayiflatir. Bu nedenle koruyucu gaz
olarak lutfen %99,9 saf argon segin. Farkli kaynak akimi, farkli hava akisi hacmi kriterleri
ayarlamalidir, litfen asagidaki tabloya bakin<1>Hava akisi hacmi ve kaynak akimi
tablosu

tablo<1>
DC kaynak akimi 10-100 |[101-150 [151-200 | 201-300 301-500
Hava akist hacmi 4~5 4~7 6~8 8~9 9~12
Meme Gapi 4.0~95 4.0~9.5 |6.0~13.0| 8.0~13.0 13.0~16.0
* Kaynak teli

Kaynak sirasinda telin doldurulmasi gerekir, kaynak telinin malzemesine ana malzeme
tarafindan karar verilir. Genellikle litfen ana malzemeye uygun kaynak teli segin.
Tel capi ve kaynak akimi asagidaki tablodaki gibi birbiriyle iligkilidir<2>

Kaynak capi ve Kaynak akimi tablosu
Kullanim kilavuzu

tablo<2>
kaynak
gap! 1.0 1.6 1.0-2.4 1.6-3.0 24-45 4.5-6.0
kaynak
akimi 10~20 |20~50 |50~100 [100~200 |200~300 [300~500

n

2.Hand-worked ark kaynagi

* On anahtari "el yapimi kaynak" konumuna getirin.

* Glig anahtarini agin, giicii gosteren 15181 aydinlatin, fan sogutmayi calistirin.

* |5 pargasinin kalinligina, kaynak yontemine ve teknigine gére uygun kaynak akimini
segin. Ark cekme akiminin kaynak etkisini daha iyi hale getirmek igin itme akimini
ayarlayin.

Paslanmaz celigi kaynak yaparken referans veriler (dogru akim)
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tablo<3>
M kaynak akimi| kaynak | K@K | Gaz akisi
pargasinin| | disi capt
kalinlig Formu
. Diiz kaynak ~|dikey kaynak| kaGyen:k ammin| Umin
Alttan gekmeli kaynak,| ~ 10~15 lo~15 | 10~15 | 40 4
05 | Tkaynakagihkaynak | 10~15 10~15 | 10~15 | 20 ~1.0 4
baglantisi 10~20 10~20 | 10~20 | 40 4
15~20 15~20 | 15~20 | 35 ~1.0 4
alt germe kaynagi 30~40 30~40 | 30~40 | 1540 10~16 B
1o | 2teerme kaynag 40~50 40~50 | 40~50 | 15~30 | 1.0~16 5
0 |birlestirme kaynagiagi|  45~60 45~60 | 4560 | 20~40 | 1.0~16 5
kaynag T 50~60 50~60 | 50~60 | 10~35 | 10~16 5
cekme alt kaynak 60~100 60~80 | 60~70 | 15~80| ~16 B
1s baglanti kaynagi 60~100 | 70~100 | 80~90 | 15~80 | ~16 5
kaynak agisi T 60~80 60~70 | 60~70 | 20~40| ~16 5
70~80 70~90 | 70~90 | 10~20| ~16 5
cekme altr kaynak 100~120 0~110 | 90~110 | 20~80 | 15~25 B
25 baglant kaynagi 110~130 | 100~120 | 100~120 | 20~80 | 15~25 5
- kaynak agisi T 100~120 90~110 | 90~110 | 28~30 | 15~25 5
110~130 | 100~120 | 100~120 | 15~25 | 15~2.5 5
cekme altikaynak | 120~140 | 110~130 | 105~185| 30 25 5
30 baglant: kayna 130~150 | 120~140 | 120~140| 25 25 5
kaynak agisi T 120~140 | 110~130 | 115~135| 30 25 5
130~150 | 115~135 | 120~140| 25 25 5
cekme alti kaynak | 200250 | 150~200 | 150~200| 25 30 6
a5 baglant kaynag 205275 | 175~225 | 175225 20 30 6
kaynak agisi T 200~250 | 150~200 | 150~200| 25 30 6
225~275 | 175~225 | 175~225| 20 30 6
cekme alt kaynak | 275~(350) | 200~250 [ 200~250( 25 45 6
60 baglant kaynags | 300~(375) | 225~250 | 225~250| 20 45 6
kaynak agisi T 275~(350) | 200~250 | 200~250| 25 45 6
300~375) | 225~275 | 225~275| 20 45 6
gerilim altinda 350~450 | 225~275 | 25~275| 15 6.0 7
12.0 kaynak birlestirme 375~475 | 230~280 |230~280 15 6.0 7
kaynagikaynakaisl | 375475 | 235~280 | 235~280| 15 60 7
3.2X7

* Elektrot tutucuyu, topraklama pensesini ve is pargasini baglayin. DC igin iki baglanti
yontemi vardir. kaynak makinesi:

1. Anot baglama yontemi. Elektrod tutucu katoda, is pargasi ise anoda baghdir.

2. Katot baglant ydntemi. is pargasi katoda, elektrot tutucu ise anoda baghdr.

Yanlig secim yapilirsa, voltaik ark kararli olmaz, guclii bir sekilde sigrar ve elektrot kolayca
yapisir.

* Giig voltajini baglayin: (Lutfen galisan makinenin giic voltajini onaylayin) ve kasa
kabugunu guvenilir bir sekilde baglayin.

* Sebeke salterini ACIK konuma getirin, sogutma fani dénmeye baslar, gii¢ gosterge 15181
yanar, numaralandirma tablosu mevcut 6n kurulumu gosterir.

* is parcasinin kalinligina, elektrot capina, baglant ydntemine ve teknolojik
gereksinimlere gére. Uygun kaynak akimini ve itme akimini segin.

* Elektrotu elektrot tutucu ile infibule edin, kaynak makinesi elle kaynak modundayken
bekleme durumundadir.

El kaynagi yaparken elektrot ve kaynak akimi 6zelliklerini kapsayan karsilik gelen tablo:

elektrot
zellikleri w2.5 w32 w4.0 w5.0
kaynak akimi 70-100A | 110-140A 170-220A 230-300A

* Kaynak karakteristigini ayarlamak icin itme akimi digmesi kullanilir. Ne zaman dikey
konum

kaynak ve havai konum kaynagi, kaynagi ayarlarsaniz ideal etkilere ulasabilir

akim.

* Ark carpma digmesi. Duisiik akimla kaynak yaparken veya arki vurmak zor oldugunda,
dugmeyi ayarlamak efektleri iyilestirebilir.

Kullanim Kilavuzu ve Elektrik ve Gaz Teorisi S§emasi

4.Uyan

* Elektrik voltaji giris voltaji ile uyumlu olmalidir.

* Giig ekipmani kapasitesini ayarlayin ve uygun kablo kesit alanini baglayin

kaynak makinesi kapasitesi

* Koruyucu gaz, akis hacmi ayarlayici ile ayarlanmali ve uygun hava akisi segilmelidir.
kaynak akimina gére hacim.

* Gerekirse, litfen su sogutma ekipmani kurun.

* Strtinmeye dayanikli ekipman ve topraklama ayarladiginizdan emin olun.

* i¢ mekanlarda kaynak yaparken, belki elektromanyetik dalga radyasyonu iiretecek ve
diger ev ekipmanlarini rahatsiz etmeyin. Liitfen ilgili bir savunma 6nlemi alin.

Tabloyu takip edin, litfen mevcut ekipman kapasitesini ve bagli kablo kesitini onaylayin.
alan:

Oge Parametresi
Ekipman Kapasitesi 20kvA Uzeri
uzerinde elektrikli kibrit

kasasi kapasitesi 20kvA

Giris kablosu

14m'den fazla 2

Cikis kablosu

30 m2'den fazla

* Kurulum yeri
*Duvardan 20 cm'den fazla mesafe;
*Daha az nem tozu;

* Buylik titresim ve garpisma yok;

6.Elektrik ve Gaz Teorisi Diyagrami
1. TIG serisi
K

220v

PWM darbe genisligi
modiilasyonu ve tahrik gemberi

Kaza ve kaldirma yontem

*Ortam sicakhigi: -10—40°C;
*Direkt giines 15181 ve yagmur sirilsiklam yok;
* Leke ve agindirici gaz yok.

Yiiksek frekansh gizim yay
dairesi

Hata olgusu

Cézme Onlemi

Gilig 151g1 gorinmiiyor, fan
calismiyor ve kaynak cikisi yok

1. Kot glic anahtart
2. Girig kablosunun elektriklenip elektriklen-
memesi
3. Girig kablosunu kapatin veya kapatin

Guig 15181 yaniyor, bir stire fan
calismiyor veya dénmiiyor ve
kaynak gikisi yok

1. Giris yanlishkla 380V giice baglanmis olabilir,
daireyi korumak icin agiri voltaja neden olur,
lutfen 220V giigle degistirin ve sifirlayin.

2. 220V giig sabit degil veya giris kablosu,
daireyi korumak igin asiri voltaja neden olan
elektrik agi ile birlesiyor, liitfen giris kablosunun
capini artirin veya girig kablosu diigimana sikin.
2-3 dakika sonra makineyi sifirlayin.

3. Devreyi korumak igin agiri gerilime neden
olan giig anahtarini kisa stirede stirekli olarak
acip kapatin. 2-3 dakika sonra makineyi
sifirlayin.

4. Agma ve kapatma, gii¢ kartindaki kabloyu
gevsetin, litfen tekrar sikin.

5. Glg kartinin ana devresindeki 24V réle
calismiyor veya hasar gérmiiyor, litfen 24V
glicii ve réleyi kontrol edin.

Fan galisiyor, anormal 15tk
gostermiyor, yiiksek frekansli
desarjin "shasha" sesi yok ve ark
gizimi yok.

1. VH-07 giris pargasinin anot ve katot voltajini
gu¢ kartindan MOS kartina DC 308V civarinda
olacak sekilde multimetre ile 6l¢in.

2. MOS kartindaki yardimei giicti gosteren yesil
15tk yanmiyorsa, yardimei giict galismiyor
olabilir. Litfen ariza noktasini bulun veya satig
departmaniyla iletisime gegin.

3. Tum ig kablolarin iyi bir sekilde oturup
oturmadigini kontrol edin.

4. Kontrol gemberi sorunu, liitfen nedenini
ogrenin ve satis departmaniyla iletisime gegin.
5. Kaynak tabancasindaki kontrol teli koptu.
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Yiiksek frekansli desarjin 'shasha’
sesi ve artik kaynak gikist ile
anormal isik gosterisi yok.

1. Kaynak tabancasi kablosu kopmus.
2. Topraklama kablosu kapali veya kaynak is
parcasina bagl degil.
3. Anot cikis ucu veya kaynak tabancasi gazi ve
elektrik cikis ucu i¢ kisma gevsek bir sekilde
baglanmistir.

Anormal 151k gosterimi yok, yiiksek
frekansh desarjin 'shasha' sesi yok
ve ark gizimi var.

1. Gekme ark trafosunun birincil sargisi, cekme
ark panosu ile iyi bir sekilde baglanamiyor,
lutfen bunlari sikin.

2. Elisciligi kaynagi ve argon kaynagi anahtari
yanls, litfen degistirin.

3. Yiiksek frekansli ark gizim gemberinin bazi
kisimlari hasarli, kontrol edin ve degistirin.

1. Asiri akim korumasi olabilir, litfen makineyi
kapatin ve anormal 1sik sonduikten sonra
sifirlayin.

2. Asiri isinma korumasi olabilir, makineyi
kapatmayin, 2-3 dakika bekleyin.

3. invertdrde veya ark gizim tahtasinda bir
sorun olabilir, liitfen MOS kartindaki ana
invertoriin giig kaynagi fisini gekin ve ardindan
sifirlayin.

4. Belki de geri bildirim dongtist bozulur.

Anormal isik gosteriliyor, ancak
cikis yok.

Kaynak sirasinda gikis akimi
kararsiz veya elektrografin
kontrolii disinda.

1. 1K elektrograf hasarl, litfen kontrol edin ve
degistirin.
2. Bazi baglantilar, 6zellikle ek pargalar iyi
sabitlenmemis, ltitfen kontrol edin.

Elle yapilan kaynak sirasinda gok
fazla sigrama, kalin gubukla
kaynak yapilmasi zor.

Bakim ve destek

Ekipmanlarin normal, giivenli ve verimli bir sekilde ¢alismasi igin lutfen periyodik
bakimlarina 6zen gosterin. Kontrol veya bakim yaparken giicii kapatin. Nitelikli kisiler
irtint kurabilir, kontrol edebilir, hatalarini ayiklayabilir ve bakimini yapabilir.

Yanlis polarite baglantisi, litfen topraklama
kablosunun polaritesini tasima telinin
polaritesi ile degistirin.

liik Bildirim:

* Anormal titresim, ses ve koku yok.

* Herhangi bir anormal isi olmadan kablo baglantisi.

* Giig anahtarini agin, kaynak fani sogutmasi esnek olsun ya da olmasin.
* Anahtarin hasarli olup olmadigi.

* Kablo baglanti ve izolasyon sekli yanlis veya yanlis

* Kablo kopup kopmamasi.

* Asiri yik gérev déngusi veya degil.

* Ug ayda bir kontrol edin

* Elektrik ve dogalgaz baglantisi

Giris ve ¢ikis kablosu baglantisinin sabit civatasi gevsek veya gevsek. Paslanma nedeniyle
anormal fenomene sahip olmak ya da olmamak ve yalitim iyi ya da degil.

* Topraklama kablosu

Kaynak makinesinin gercevesi gercekten topraklaniyor ya da degil.

* Makinenin igindeki tozu temizleyin

Sogutma panosunun tozlu olmasi sogutmanin zorlasmasina ve gii¢ aksamlarinin olumsuz
etkilenmesine neden olur. Transformatér ve diger bazi sargilar, yalitimi bozan tozludur.
Bu nedenle alt1 ayda bir kontrol edin, yan levhay ve Ust kapagi sékiin, kuru basingl hava
ile tozu temizleyin.

* Yiiksek frekans ayari

Kaynak yaparken veya bosaltmadan kivilcim elektroduna dokunmayin.

(Isiltr elektrotlari arasindaki mesafe 0,8 mm olarak ayarlanir)

Elektrot yiizeyi tozlu ve hatta kirli oldugunda, liitfen yiizeyini parlatin ve elektrotlar
arasindaki mesafeyi 0,7-0,9 mm olacak sekilde ayarlayin.

* Fark etme

(1) giig anahtar

Kaynaktan sonra gii¢ anahta iri hemen kapatin, fan sogutmasini durdurun, trafo eski
sicakhgini korur. Bu sayede pargalarin eskimesini hizlandiracak ve kullanim émidirlerini
kisaltacaktr.

Bu nedenle lutfen kaynak yaptiktan sonra giicli kapatmayin, sadece 2-3 dakika beklemek
uygundur.

ROTOR

Bakim ve destek

2. Yiik orani tutar lutfen istihdami tasimaktan kaginin. Stiper tasima, kaynak makinesi
omrind kisaltir ve yakar.

Bu nedenle lutfen kaynak akim hizi ile giden ve devam eden yiik kullaniniz. %40 oran
turlarinda tutmak igin vuruslarin toplami su noktay ifade eder: saat periyodu igin 10
dakika ile, elektrik akiminin toplamini gikarmak igin vurus (6rnegin: 300A kaynak
makinesi, ¢ikis akimi 300A'dir) dinlenme halinde 4 dakika calismalidir 6 dakika hizi gegici
olarak tasir ve kizdirir.

. Gegici tasima orani, makine
Nominal gkth asiri sinma yapmazken
makineyi isaret etmek icin bir
l yiizdedir, toplam grev, makine
asirisinirsa 10 dakika
calismaya devam eder. Gegici
kontroller, galisma dagitimini
durdurur. Isik parlak, sogutma
kaynak akimi fani galisiyor, 15 dakika
bekliyor, makine soguyor.
100 L I S Kaynaktan 6nce elektrik
2002530 35 40 50 0 90" akimini azaltin veya hiz gegici
Gorev donglisti olarak tagiyin.
Kasa:250A-%40 gorev dongiist @ istihdam oranini asmak igin
=2 p ezellikle istihdami gegici olarak
tasimasi gerekir.
Kaynak 4 dakika Kirmak 6 dakika
Kasa:200A-%60 gorev donguisii
- N ,
( N
- Tz
Kaynak 6 dakika Kirmak 4 dakika
9 m
>R > N > X
asirt isinma (dk) Gorev dongiisiinii azaltin

Kaynak sirasindaki problemler

Asagidaki olay aksesuarlar, gaz, ortam faktori ve gic kaynagi ile ilgili olabilir. Benzer bir
durumun ortaya clkmamasi igin liitfen iyilestirmeye calisin.

A. Kaynak Noktasinin Siyahlasmasi
--Bu durum, kaynak nok 1 kor
asagidaki gibi kontrol edin:

1. Argon sisesinin valfinin yeterli basingla agik oldugundan emin olun. Genellikle ig basing
0,5Mpa'dan dusik oldugunda, argon sisesi yeniden doldurulmaldir.

2. Argon akis dlgerin yeterli aki ile agik olup olmadigini kontrol edin. Gazdan tasarruf
etmek igin litfen farkli kaynak akimina gére farkli aki secin. Ancak ¢ok az aki koruyucu
gazin yetersiz kalmasina neden olabilir ve bu durumda kaynak noktasini tam olarak
kapatamaz. Akim ne olursa olsun litfen argon akisini 3L/dk'dan az olmayacak sekilde
segin.

3. Gaz cikisi olup olmadigini kontrol edin, gaz cikisi yoksa gaz borusunun sikistigini
hissetmek icin ellerinizi kaynak tabancasinin agzina koyarak kolaydir.

4. Gaz borusunun hava gegirmezligi sorunu var veya gazin safligi yiiksek degil, bu da
kaynak kalitesini etkileyebilir.

5. Etrafta daha giiglii hava akimi varsa kaynak kalitesi de etkilenebilir.

B. Yay cizmek zor, yay cizmek kolay.

1. Tungsten direginin kaliteli oldugundan emin olun. Diisiik kaliteli tungsten direginin
bosaltma islevi talebe yetisemeyebilir.

2. Tungsten diregi keskin bir sekilde taslamadan kolayca ark ¢izemez ve ayrica arki kararsiz
hale getirir.

C. Cikis akimi nominal degere ulasamiyor.

Besleme giiciiniin voltaji, derecelendirmeyi saptirir, ¢ikis akimini sabit oranla uyumsuz
hale getirir. Besleme giiciiniin voltaji nominal degerden diisiik oldugunda, maks. girig
akimi da derecelendirmeden daha disiik olabilir.

D. Kaynak faktorleri sirasinda kararsiz akim:

1. Harici voltaj degisikligi

2. Harici elektrik veya diger elektrikli ekipmanlardan rahatsiz.

E. Elle yapilan ark kaynagi sirasinda ¢ok fazla sigrama.

1. Akim ayari ¢ok yiksek ve kaynak gubugunun capi ¢ok kiigiik olabilir.

2. Gikis ucunun kutbu ters baglanir, normal teknik altinda kaynak yapilir. Yani kaynak
cubugu katot ile, is parcasi ise anot ile baglanmalidir. Litfen polariteyi degistirin.

Jigini ancak digini gosterir, litfen

Guvenli duyurular

* istihdam, dogru istihdam amaciyla liitfen bu kilavuzu daha énce dikkatlice okuyunuz.

* Bu kilavuz, bir hat duyurusunun amaci, makineyi sigortalayan giivenli istihdam ugruna,
birlestirme size ve baskalarina garanti verir, licretsiz olarak felakete ve kétii hizmete
maruz kalir.
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* Bu kaynak makinesinin tasarimi ve stabilitesi iyi diistintilerek tretilmistir. Kullanim
sirasinda lutfen bu kilavuzdaki duyurulara uyun. Diger neden 6liim veya énemli agir
yaralanmali kaza.

*Kaynak makinesi kullaniminda 3 cesit farkli derece ve servis hatasina neden olabilir, bu
kilavuzdaki dikkat isaretini kullanin ve terminolojiyi uyarmak igin uyari verin.

Dikkat isareti

1]

Terminolojiyi uyarin igindekiler

Yiiksek tehlike Hatali calistirma, gizli 6nemli yikimi
tretecektir.
Olay bir kez ciddi sekilde yaralananlarda
olum veya énemli tehlikeli kaza ile

sonuglanacaktir.

Tehlike Hatali galishrma, 6lumle veya ciddi
sekilde yaralananlarda tehlikeli bir
kazayla sonuglandiginda, gizli tehlikeyi

ciddi sekilde ortaya ¢ikaracaktr.

istihdam hatasi orta derecede hizmetle
sonuglanacak, basarisizlik ise tehlikeli
arasinda olacaktr.
Kazada hafif yara ve esya.

VAN

*Yukaridaki isaret terminolojisindeki genel durum.

Yukaridaki agir yaralilar, gérme yaralanmasi, yara (1si, dusiik sicaklik) hizmeti, elektrik
carpmasi, kemik kirilmasi, zehirlenme, oyalanma etkisi birakacak ve tedaviyi hastaneye
yatirmayi veya uzun siireli hastaneye gitmeyi talep eden bir hizmettir;

Hafif yara, hastanede kalmayi ve elektrik carpmasi vb. ile uzun siireli tibbi tedaviyi
gerektirecek kadar yanicidir;

Makalenin bagarisiz olmasi, mal kaybi ile makine arasindaki hasari isaret eder.

Makinede galisirmada, flw'lerin [ihtiyaglarin olmasi gerektigi] anlamina geldigini gésteren
isareti kullanin.
[yapmayi yasakla]

ihtiyaglar lazim ihtiyaglar lazim

yapmay!i yasaklamak

*Yukaridaki isaret genel durum igin kullaniimigtir.
Giivenli duyurulara uyun

Onemli insan viicudu kazalarindan kaginma tehlikesi, liitfen asagidaki
maddelere uyun.
1. Bu kaynak makinesinin tasarimi ve i lyi aretilmistir.
Kullanim sirasinda liitfen bu kilavuzdaki duyurulara uyun.
Aksi takdirde ciddi sekilde yaralanan kazada insan veya viicut yaralanmasina neden
olacaktrr.
2. Girig tarafi glic kaynaginin yapisi, kolaylik saglamak igin segim yapin. Yiiksek basingta
gazli calishrma.
Angin bertaraf edilmesinden sonra aletin umursadigi diizenlemeye 6zen gosterin, litfen
tedarik ve sirketinizin ilerlemesi ile ilgili i¢ standarda gére hareket edin.
3. ilgili olmayan personelin kaynak islemi yerine girmemesi.
4. Kalp pili caligtiran kisinin, galisirken ve ameliyat yeri gevresinde kaynak makinesinin
yakininda bulunamayacagini doktor kabul etmemesi. Kaynak makinesi elektrigi achginda
¢ikis manyetik alani, calisma sirasinda yaratilista koti bir etkiye sahip olacaktir.
5. $ahis veya meslegin eski el personelinin makinanin ilerleyisini ayarlama, inceleme ve
bakimini yapma yeterl e sahip olmasi.
6. Guvenligi saglamak icin, bu kilavuzun igerigi tam olarak anlagiimaktadir, liitfen giivenlik
istihdam bilgisinin bu makinenin galishrilmasinda beceri sahibi personel ile birlikte
ilerlemektedir.

7. Bu makine, galisma disinda kaynak yapmak icin kullanilamaz.

Elektrik carpmasini 6nleme tehlikesi, liitfen asagidaki hiikme uyun.

Temas kayisi pili korudugunda, 6limciil elektrik garpmasina veya yaniklara
neden olur

1. Lutfen temas kayisi pil pargasini degil.

2.Kaynak makinesini elektrik personeli kuralina gore kullanin. is pargasinin topraklanmasi.
3. Muayeneyi ayarlamadan énce, elektrik soku vermek veya almak iin birlikte gitmek

i idir, kasanin glig kaynagi 5 dakika sonra isleme tekrar devam eder.

gi ve hasarlari kullanmayiniz ve kilif, ceket digtan yaptigi elektrik

kablosunu yalitiniz.

5. Elektrik kablosu pargayi baglar, lutfen yaliimi saglayin.

6. Is makinesini, makine govdesini bosaltma durumunda kullanmayin.

7. izolasyon eldiveni istendiginde kurumasi istenmektedir.

8. Emin bir sekilde caligin, lttfen istihdamdaki gtivenli agi kullanin.

9. Periyodik olarak bakim yapin, parcayi incitmek asiri kullanim sonrasi tekrar onarir
10. Gerek yok, yakin olan girisin gii¢ kaynagina sahip olun.

11. Dar bir yerde veya yiksekte galisan isyerlerinde ark kaynagi makinesini, aparata
elektrik carpmast igin isgiden korumasini isteyin.

venli duyuruya uyun

Not: Kaynak arkini, sigramasini, giiriiltiiniin kaynak kirini size ve
A digerlerine zarar vermemek igin.
:Erﬁfi Tehlike, istihdam saglanmasinin koruma araci.
* Ark, goz tnitesi iltihabina veya incik yaniklarina neden olur.

* Sigrama, kaynak kiri géz veya derileri yakacaktir.
* GUrdltd isitme duyusuna zarar verir.

1. ilerleme kaynaklari veya bas kaynak yapildiginda, litfen koruma cihazini calisarmanin
yeterli kesme derecesine sahip olmasini saglayin.
2. Lutfen koruyucu gozliik tasiyin.
3. Lutfen deri eldiven, uzun kollu giysi, 6nliik vb. kullanin.
4. Arkin baskalarini tehlikeye atmasini 6nlemek icin kaynak yerinde koruma kalkaninin
etrafina yerlestirin.
5. Guriltd byikse, litfen ses gecirmez aparati kullanin.
kaynak aerosolii ve gazlarinin sizi ve bagkalarini tehlikeye atmasini
A onlemek igin, calisanlardan koruyucu cihaz kullanmalarini isteyin.

* Aerosolde dost cismi kaynatmak sagligi tehlikeye atar

=

* Dar yerde, anoksi nedeniyle bogulmaya neden olabilir.

1. Olugma barinda gaz zehirlenmesi toplami kazayi beklemek igin bogulur, litfen
istihdamin saglanmasinin egzoz tesisleri, birlestirme nefes koruma cihazini kullanmak
icin birlikte gider.

2. Dar bir yerde, personeli kontrol edin, havalandirmak igin bir araya gelin ve kuyu ile
birlikte nefes koruma cihazina gidin.

3. Lutfen yag giderme, yikama, puskiirtme operasyon bélgesinde kaynak yapmayin.

4. Lamel elde etmek igin kaynak yaparken veya lamelin gelik levhasini cekerken, zararl
aerosolde dost govde liretecektir, istihdamdan nefes koruma cihazi kullanmasini isteyin.

A

Not: Yangin, infilak, kirik vb. bir kazanin meydana gelmesi durumunda,
litfen asagidaki Hiikiimlere uyun.
* Sigrama toplami sadece kaynak yapin ve sicak is pargasi para cezasina
//-\’Q neden olur.
* Elektrik kablosunu kot bir elektrik akimina bagladiginizda, donati
demiri is parcasinin yan déniig olusturmasi ile eksik temas etmesi
elektrigin agilmasina neden olur.

* Lutfen yanici maddeye sahip miireffeh kap tzerine kaynak yapmayin,

W
aksi takdirde patlamaya neden olur

* Liitfen tank (kasa) gibi kaynak contasi kabinin diger telleri kirmayacagina dikkat edin.

1. Lutfen kaynak yerinde yanici ayar yapmayin.

2. Lutfen yanici gaz mahallesinde kaynak yapmayin.

3. Lutfen asiri ve sicak is pargasini yanici maddelere yaklastirmayin.

4. Agikhgin arkasindaki yanici tagra, toprak, duvar tzerine kaynak yapin.

5. Elektrik kablosu baglantisi, giivenligin yaliiimasini istiyor.

6. Is pargasi tarafindaki elektrik kablosunun birlesimi, muhtemelen lehimli baglantiya
yakin olmak istiyor.

7. Lutfen kaynagin gazli hava borusuna, tanki tamamen sizdirmaz hale getirmesine vb.
8. Yangin sondiiriicliyii ayarlamak igin operasyon yerine kaynak yapilabilir.
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Not: barda hava sisesi dokiimleri, gaz modiilatorii kinlmasi vb.,
gaz modiilatorii kinlmasi vb., liitfen asagidaki hiikiimlere uyun. ROTOR INVERTER WELDING MACHINE
TIG-300 | EN 60974-1:2012

* Hava sisesi dokiiliir ve insan kazasina neden olur. 1= === l SN _

* Hava sisesinin iginde yiksek basingli gaz vardir, hatali kullanim 10A/10.4V~300A/22V
iiksek basingli gaz jetine neden olarak insan kazasina neden olur [p——— r

Y o e X 60% 100%
1. Liitfen dogru istihdam hava sisesi kuralina Uo=65V I2(A) 300 232
2. Liitfen firmamizin 6nerdigi gaz modiilatoriinii veya kayigini birlikte kullanin. Uz(v) 22 19
3. Galisirma duyurusuna uymadan 6nce liitfen gaz modiilatéri galistirma kilavuzunu
okuyunuz. [ 20A/20.8V~300A/32V
4. istihdamin kesin amacinin hava sisesi standi diizeltir, hava sisesini sabitler. -~ X 60% 100%
5. Litfen hava sisesini sicak veya giines 1sig1 alan bir yere cekmeye devam etmeyin. I2(A) 300 232
6. Hava sisesi valfinin kapagini agin, bir tnite liitfen gaz cikisindan uzak dursun. Uo=65V Uz(V) 32 29

7. Kullanmiyorsaniz, lutfen hava sisesi koruma muhafazasinin tstiine yiikleyin.
8. Lutfen kaynak hamlaci hava sisesinin tizerine koymayin, elektrot hava sisesiyle temas DO 1 sus0ne U+=220V l limax=70.3 A l lien=54.5 A

etme kabiliyetine sahiptir.
rzs | CCEMDTA MM
Not: temas devrimi kismi incinmeye neden olur. Liitfen asag
f j } uyun.

* Lutfen parmak, sag, giysi vb.

1. Lutfen asagidaki durumlarda kaynak makinesi kullanmayin.

makine muhafazasinin bosaltilmasi.

2. Makinenin ilerlemesini, ¢alistiriimasini, incelenmesini ve bakimini yapmak
icin lutfen meslek yeterliligine sahip kisi veya eski el personel.

Not: kaynak telinin ucu zarar gérmesine neden olur. Liitfen agagidaki hiikkme
uyunuz.

* Kaynak torgundan cikan kaynak teli, goze saplanip yaralar, dis gévde icinde
vb.

1. Tel génderip gondermeyeceginizi teyit ederken, litfen gézetleme yapmayin.
elektrigi agiz deligine iletir. Aksi halde kaynak teli desarji géze ve birime zarar
verecek sekilde baglanacaktir.

2. Elektrot besleme makinesine hareket ederken veya kaynak torcu anahtarina
basarken, litfen kaynak torgu ucunu kapatmayin.

Not: plazma kaynagi yanmaya neden olur. Liitfen asagidaki hilkme uyunuz.

* Plazma kaynagi calisirken. Parmak ve viicuttaki herhangi bir uzvun ona
yaklasmamasi, aksi halde yaniklara neden olur.

1. Lutfen is pargasinin komsu ilge ilerlemesini elinizde tutmayin.

2. islemi keserken, parmak torg ucunu, elektrodu bigen noziilden ayriimalidir.
3. Memeyi, elektrodu degistirin. Liitfen énce gii¢ kaynagini kilitleyin

Not: yaliim bozulmasi.

Not: kaynak giig g ic g yalitim bozul, ancak yangina
neden olmasi, liitfen asagidaki hilkme uyun.

* Giktiyr sigratmak icin kaynak yapin, ferromolibden tozu tiy do islemin
olusturulmasi gii¢ kaynaginin igine girer, esyanin yalitiminin kotilesmesine
neden olur ve yangina neden olur.

1. Sigrama barindadir, ferromolibden tozu vb. gli¢ kaynaginin i¢ kismina girer,
litfen kaynak gtig kaynagini ve islemi kaynaklayin, tily dékme islemi izolasyonu
agihr.

2. Toz bari, yaliimin kétiilesmesine neden olacak sekilde birikmektedir, litfen
periyodik olarak bakim yapin.

3. Sigrama, ferromolibden tozu vb. gii¢ kaynaginin igine girer. Litfen
makinenin gii¢ anahtarini ve jak kutusunu kapatin, agdan tflenen havayi
yeniden kullanin.
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RO7TOR

(€ DECLARATIE DE CONFORMITATE

Noi, SC BEM RETAIL GROUP SRL cu sediul in Avram lancu nr.38 or. Otopeni, jud. llfov, Romania asigurdm, garantam si declardam pe
propria raspundere, conform prevederilor art.5 din Hotararea Guvernului nr. 497/2003 privind regimul produselor si serviciilor care pot
pune in pericol viata, sanatatea, securitatea muncii si protectia mediului, ca: Produsul “Aparat de sudura ” marca ROTOR, model TIG-300

a care se referd prezenta declaratie, respect si este conform cu prevederile: HG 409/2016 - Art. 7. alin. 4, HG 497/2003 - Art. 5 alin. 1 lit. b,
HG 431/2019 - Art. 28, si cu Directiva de joasa tensiune 2014/35/UE, Directiva de compatibilitate electromagneticd 2014/30/UE
Respectiv a standardelor: EN 60974-10:2014+A1:2015, EN 55011:2016+A2:2021; EN IEC 61000-3-11:2019, EN 61000-3-12:2011;

EN IEC 60974-1:2018+A1:2019 si pot fi comercializate, avand marcajul de conformitate CE aplicat de producator.
NR. CERTIFICAT: 22ZCTB0302001SP/22ZCTB0302002SP

Data Inregistrarii: 06.05.2022

Administrator

Romanov Miroslav

(€ DECLARATION OF CONFORMITY

We BEM RETAIL GROUP SRL as the responsible manufacturer declare that the following ROTOR machine(s): Welding machine, model: TIG-300
are of series production and conforms to the following European Directives: 2014/35/EU Low Voltage Directive,

2014/30/EU Electromagnetic Compatibility Directive and are manufactured in accordance with the following standards or standardized
documents: EN 60974-10:2014+A1:2015, EN 55011:2016+A2:2021; EN IEC 61000-3-11:2019, EN 61000-3-12:2011; EN IEC 60974-1:2018+A1:2019
CERTIFICATE NO.: 22ZCTB0302001SP/22ZCTB0302002SP

Registration Date: 06.05.2022

The technical documentation kept by the manufacturer: BEM RETAIL GROUP SRL.,

Avram lancu nr.38 or. Otopeni, jud. Ilfov, Romania

Director

(€ OEKNAPALUA 3A CbOTBETCTBUE

EnedaHt Tync OO0/, 3anBnaBa, Ye Aonyn3bpoeHnTe NpoayKTi ¢ mapka ROTOR: 3asapbueH anapar, mogen : TIG-300, ca nponsseseHu B
CbOTBETCTBUE CbC CIEAHUTE AMPEKTUBM Ha EC: [IMpeKTvBa 3a HUCKO HanpeskeHue 2014/35/EC, [IMpeKkTMBa 3a eNeKTPOMarHuTHa
cbBmecTumoct 2014/30/EC a cboTBeTCTBAT Ha U3bpoeHuTe cTaHaapTu: EN 60974-10:2014+A1:2015, EN 55011:2016+A2:2021;

EN IEC 61000-3-11:2019, EN 61000-3-12:2011; EN IEC 60974-1:2018+A1:2019

CERTIFICATE NO.: 22ZCTB0302001SP/22ZCTB0302002SP

[ara Ha peructpauua: 06.05.2022

TexHuyeckaTa JOKYMeHTauua ce nasu npu npoussogutens: ENEGAHT TY/IC 00/,

Bvarapus, 1799 Codua, Mnagoct 2, 621. 261A, Bx. 2, eT. 4, an.12

AupekTop
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ROTOR

BEM RETAIL GROUP SRL

WARRANTY CERTIFICATE

The product you own is not intended for industrial purposes and comes with a warranty of 24 months from

the date of purchase for individuals, and 12 months for legal entities. This arranty is subject to the c conditions
outlined in this certif ate and requires the presentatation of both thevoice and the warranranty cerate for
validation.

If the product does not meet the specified standards, the consumer has the right to request the seller to either
repair or replace the product, without any additional chages, unless such a request is deemed infeasible or
unreasonably burdensome.

This request must be made within a maximum of 15 calendar days from the moment the product is taken in

for service.

The consumer's rights are provided in Chapter Ill, Article 9 and the ollowing, | 449/2003.

MODEL: .......
INVOICE NO.
SOLD BY THE STORE..
BUYER'S NAME.........
ADDRESS/TELEPHONE NUMBER..

CONDITIONS UNDER WHICH THE PRODUCT WARRANTY IS VOID:

- Failure to present the defecti e product aat the time of theomplainint, along with this cert ate and the invoice.
- Defects resulting fom non-compliance with the product specificacations, assembly instructions, e guidelines,
handling, and transportation, as ell as wear and damage due to product overload, misuse, disassembly and
reassembly by unauthorized individuals, or a change in the intended use of the product.

- When the customer requests services that include regular product maintenance, such as adjustments, cleaning,
consumable replacements, etc.

| acknowledge, through my signature, that operational ests of the device have been performed, that | have been
trained onits proper use, and received the device in perfect working condition, along with all accessories and
accompanied by the user guide.

BUYER'S SIGNATURE SELLER'S SIGNATURE AND STAMP
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BEM RETAIL GROUP SRL
RDTOR CERTIFICAT DE GARANTIE SI CALITATE

Produ: Model
Seria de fabricatie
Factura nr./Data

Semndtura si stampila vanzatorului Semnatura cumparatorului
Véndut prin soci din localitatea.
tr. nr.

Termenul de garantie comercial este de 24 luni de la vanzarea din magazin.
Tel.cumpdrator.
Data procurdrii produsului

CONDITII DE GARANTIE:

1. Certificatul de arantie este valabil numai dac este completat corect, fara modificari si stergeri, semnat si stampilat cu stampila magazinului, si insotit de
documentele de achizitie originale (factura, chitanta, bon fiscal).

2. Durata unei reparatii poate fistabilitd de comun acord intre client si vanzator.

3. Conform art. 20 alin (3)og.21/92 si art.20 si aft.21 si 1g.449/2003, schimbaea produsului in termenul de garantie va fiposibila numai in urmatoarele situatii:
® Produsul prezinta defecte de fabricatie;

® Produsul are o defectiune ireparabild;

® Nerespectarea termenului de reparare convenit intre client si vanzator;

® Produsul nu corespunde specificatiilor

4. Returnarea produsului defect se va efectua numai cu ambalajul original si toate accesoriile livrate, insotitd de bonul fiscal (factura).

5. Garantia nu se aplic3 accesoriilor consumabile. in functie de tipul podusului, aceste accesorii consumabile pot include baterii, discuri, lame, lanturi, capete
rotati e etc., care prezintd deteriorari mecanice, lovituri, deformari, sau care nu au fost schimbate la timp sau au ost distruse.

GARANTIA ACOPERA REPARAREA GRATUITA A DEFECTELOR CAUZATE DE PRODUCATOR, IN CADRUL TERMENULUI DE GARANTIE.

1. Centrul de deservire are obligatia de a efectua diagnosticaea, eexperta si reparatia gratuit in perioada de garantie, in termen de 15 zile de la inregistrarea
reclamatiei consumatorului. in cazul in care produsul nu poate fireparat, acesta va fiinlocuit imediat dupi constatarea imposibilitauptii utilizarii, cu un produs
similar, furnizand un nou termen de garantie, care incepe de la data inlocuirii produsului. Agentul economic are aceleasi obligatii pentru produsul inlocuit ca si
pentru produsul vandut initial.

2. Daca produsul nu a fost utiliat confform "Ghidului de Utilare," clientul va suporta o taxa de diagnosostie in valoare de 20 Ron.

3. Véanzatorul are obligatia fatd de consumator, in cadrul termenului de garantie, sa asigure si sd suporte toate cheltuielile legate de repararea sau inlocuirea
produsului reclamat, inclusiv costurile de diagnosticae, eexpertare, ambalare si transport.

4. Producatorul si vanzatorul sunt exonerati (absolviti) de obligatiile lor privind garantia in cazul in care defectarea a survenit ca urmare a nerespectarii de catre
consumator a instructiunilor de utiliare, intretinere, manipulare, transport si depozitare cuprinse in documentatia care insoteste produsul.

PIERDEREA GARANTIEI

1. Produsul isi pierde garantia in urmatoarele cazuri:

o Neglijenta in utiliare;

e Nerespectarea conditiilor de intretinere si utiliare specificatate in manualul de utiare;

o Transport si manipulare necorespunzdtoare, socuri mecanice, loviri, caderi;

® Folosirea produsului cu accesorii deteriorate sau cu adaptari sau modificari la instalatia electrica sau la partile mecanice ale acestuia;
© Instalare necorespunzatoare;

 Nerespectarea normelor de siguranta electricd la utiliarea produsului;

® Deteriorari sau defecte cauzate de calamitati naturale, inundatii, incendii, trasnet, cutremure, socuri electrice;

o Defecte cauzate de corpuri strdine sau organisme (insecte, gandaci, etc.) care au patruns in interiorul produsului.
2. Nu fac obiectul garantiei defectele cauzate de utiliarea produsului in scopuri profesionale.

3. Dezlipirea sau ruperea intentionata a sigiliului de siguranta.

NU FAC OBIECTUL GARANTIEI URMATOARELE COMPONENTE $I ACCESORII, A CAROR UZURA ESTE CONSIDERATA NORMALA IN URMA UTILIZARII:

1. Pinion de antrenare lant (sprocket), sina de ghidaj, sitd moard/tocétoare, filtru de ulei, filtru de aer, componente din cauciuc (burduf cilindru, cot carburator,
inele de cauciuc, furtune, simeringuri, curele, etc.)

2. Filtru combustibil, buson benzin, sita rezervor, sonde, rezervoare, plutitoae, robinet combusstibil, cui pon , jicloare, duje, injectoare sau duze de injector,
sisteme de reglaj sau parghii, garnituri sau elemente de etansare ale carburatorului sau parti componente, ale cdror uzuri se datoreaza utilirii unui combusstibil
necorespunzator normelor indicate.

3. Componente cum ar fiambielaj, cilindru, piston, segmente, supape, sufera uzura atunci cand aceasta se datoreaza lipsei filtrului de aer sau folosirii unuia
necorespunzator, sau in cazul unor detonatii produse in urma folosirii unui carburant necorespunzator normelor in vigoare, sau cand defectiunea survine din
cauza nerespectarii regimului de turatie, sau in cazul motoarelor in 2 timpi, in cazul unui ametec necorespunzator de benzina cu ulei.

4. Becuri, ventilatoae, fulii, carcase din plasstic, m e, stuturi, roti sau role din plasastic;

5. Aprinderile si releele (in cazul condensarii sau scurtcircuitului), bujie, cablu de bujie, intrerupatoare, cabluri electrice;

6. Amortioare din cauciuc sau arcuri, cabluri (de ambreiaj, acceleratie, masa cosita, tractiune, etc);

7. Saboti si placute de frana, ambreiaje, ferodoare, arcuri de ambreiaj;

8. Componentele electrice sau electronice, atunci cand defectele survin ca urmare a lipsei impamantarii, utilidrii sau expunerii in conditii de mediu nepotrivite
(umiditate excesiva, temperaturi nepotrivite, alimentare cu tensiune necorespunzatoare) sau tensiuni fluctuante (in cazul generatoarelor de curent, atunci cand
puterea consumului este mai mare decat cea furnizata);

9. Presetupd, turbind, carcasd de turbind (atunci cand defectul survine ca urmare a impuritatilor din pompa sau a presiunii create in pompa de alte utilaje, masini, etc);
10. Elementele componente ale sistemului de tdiere, cum ar filantul motofierastrau, discul motocoasa, cutitul de taiat pentru masina de cosit, cutitul pentru masina
de gazon, cutitul pentru moara/tocatoare, etc.;

11. Tambur de pornire, snur de pornire, arc de pornire, maner de pornire;

12. Masd de cosit, cutit de masina de cosit, pinteni, contra-cutite, dinti, suporturi de reglaj, suporturi de nucd, nuca, biele (intreg lantul cinematic al sitemului de
taiere la motocositori), atunci cand nu sunt utiliate, reglate sau curatate corespunzator.

PUNCTE SERVICE
ATENTIE! ACEST PRODUS A FOST FABRICAT NUMAI PENTRU UZUL BEM RETAIL GROUP SRL
& CASNIC $I NU ESTE DESTINAT OPERATIUNILOR INDUSTRIALE.

JUDET CONTACT

str. Avram lancu nr.38 or. Otopeni, jud. Ilfov

/_\ ATENTIE! RESPECTATI CU STRICTETE INSTRUCTIUNILE DIN GHIDUL
Tel: +40 741 236 663

DE UTILIZARE AL PRODUSULUI! Bucuresti
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ROTOR

BEM INNA SRL
INSTRUMENT ELECTRIC
CERTIFICAT DE GARANTIE
Garantie: 12 luni.
La momentul achizitiei, vd rugdm s solicitati verifi da i itatii instr i electric in prezenta D 3, asigurati-va cd i | e insotit

de un ghidul de utiliare si ca certificatul de arantie este completat in mod corespunzator.

(Mpw nokynke TpeByiiTe NPOBEPKM KOMNNEKTHOCTM M UCPaBHOCTM 31€KTPOMHCTPYMEHTa B Baliem NpUCyTCTBIAW, HAMUMA MHCTPYKLMMA NO SKCM/YaTaLnmM U NPaBUAbHOCTM
3aM0/HEeHUA rapaHTUIHONO TasoHa).

Toate reclamatiile si intrebarile legate de schimbarea sau returnarea instrumentului timp de 14 zile de la daa achizitiei vor fisolutionate numai dupa diagnosstic ea efectuata
n SERVICIUL TEHNIC AUTORIZAT AL COMPANIEI.

Bce npeTeH3uy 1 BONPOCHI, CBA3aHHBIE C 3aMEHOI MM BO3BPATOM MHCTPYMEHTa B Te4eHUn 14 AHeil HaumHanA CO [iHA NPOAAXKM PELLAIOTCA TONBKO NOC/E AUArHOCTUKM,
npt 01 B Haem HHOM CEPBUC LLEEHTPE.
Modelul instrumentului
(Tun vHcTpymeHTa)
Denumirea instrumentului
(HammeHoBaHuWe MHCTPyMeHTa)
Numarul de serie/numérul de serie emis de uzina
(3aBoackoit / cepuitHblii Homep)
Data vanzarii
(Aara npogam)
i de comert.
(Toprosas opraHusauma)

Vanzatorul care a deschis jul a verificat il i si i i si a efectuat vanzarea.
(Mpoaasew, OTKPLIBLIMIA YNAaKOBKY, KOMMIEKTHOCTb M UCMPABHOCTL NPOBEPUA U NPOAAN )

(Numele,
(damunua u noanuce)

BAZELE DESFASURARII REPARATIEI DE GARANTIE.

1. Garantia privind echipamentul moto intrd in vigoare de la data vanzarii, iar posesorul echipamentului are dreptul la reparari gratuite si rezolvarea problemelor cauzate de
defectele de fabricatie. Deteriorarile aparute ca urmare a defectelor materiale sau de productie sunt reparate gratuit in termen de cel mult 14 zile calendaristice de la momentul
prezentarii la service, in conformitate cu Legea privind Protectia Drepturilor Consumatorilor din Republica Moldova, articolul 13.

2. Reparatiile de garantie se efectueaza numai in ateliere autorizate/centre de deservire si doar in cazul in care proprietarul echipamentului prezintd un certificat de arantie de
model standard. Un certificat de arantie completat incorect sau incomplet nu confera dreptul la o reparare de garantie gratuita.

GARANTIA NU ACOPERA PIESELE DE UZURA $I PIESE DE SCHIMB CUM AR Fl: BUJII, PINION DE ANTRENARE, AMORTIZOARE SI ELEMENTE DE COMPACTARE DIN CAUCIUC,
ANGRENAJUL POMPEI DE ULEI, DEMAROR, BENZI DE FRANA, ARC DE AMBREIAJ, BOBINA DE CURENT ELECTRIC, PRECUM SI COMPONENTELE DEMONTABILE, ACCESORII DE
TARIERE: LANTURI, LAME DE GHIDARE, CUTITELE TRIMMERELOR $I MASINILOR DE TUNS GAZON, FIRE S| BOBINE CU FIRE, REDUCTOARE, PRECUM S| ELEMENTELE DE FIXARE

SI REGULARE A ACESTORA.

3. Compania nu este responsabild pentru niciun cost asociat cu instalarea si demontarea echipamentelor in perioada de garantie, precum si pentru eventualele daune cauzate
altor echipamente ca urmare a nefunctionarii produsului in timpul perioadei de arantie.

4. Serviciile de diagnosticae a echipamentelor, care au confirmat cd reclamatiile sunt nejusustif e si au fost validate de Serviciul Clienti ca fiind corecte, sunt servicii platie si
trebuie achitate de cétre client.

* Reparatia si inlocuirea pieselor nu prelungesc perioada de garantie.
* Piesele si componente inlocuite devin proprietatea companiei furnizorului.

VOM PUTEA ADMITE RECLAMATIA DE GARANTIE DOAR IN CAZUL IN CARE:

1. Dispuneti de bonul de cumpdratura.

2. Alte persoane nu au efectuat reparatii sau au avut loc inlocuiri ale pieselor si accesoriilor, iar instrumentul nu a fost supus unei utilizari necorespunzatoare (cum ar fi
transportul inadecvat al instrumentului sau conectarea unor dispoziti e care nu au fost aprobate).

3. Nu existd daune cauzate de factori externi sau de alte obiecte, precum nisip sau pietre. De asemenea, nu existd daune cauzate de nerespectarea cerintelor de securitate
tehnica si a instructiunilor de utiliare.

Lista succintd a defectelor care exclud posibilitatea efectuarii reparatiei in cadrul garantiei:
® Pentru produsele fara certificat de arantie completat corect, conform modelului.

® Pentru produsele la care certificatul de arantie a suferit corectii.

® Pentru produsele folosite in mod necorespunzator si nu in conformitate cu instructiunile de exploatare.

® Pentru produsele cu daune cauzate de instalarea electrica si hidraulica necorespunzatoare.

® Pentru produsele utiliate fard lichide (sau alte fluide pompatate).

® Pentru produsele ale céror piese si accesorii au fost supuse uzurii mecanice cauzate de particule abazive din fluid.

® Pentru produsele cu leziuni mecanice cauzate in timpul tansportdrii sau din cauza fortelor mecanice externe dupa transferul bunurilor catre consumatorul final.

® Pentru produsele cu urme de demontare, reparare sau reglare efectuate de persoane neautorizate (in special pentru carburatoare).

Instrumentul mi-a fost predat in stare de functionare adecvata, fard defecte mecanice, cu toate componentele necesare. Capacitatea de functionare a fost verificata in
prezenta mea.

Am primit Ghidul de Utiliare.
Am luat cunostina cu obligatiile de garantie si sunt de acord cu acestea.

SEMNATURA CUMPARATORULUI
ATENTIE! ACEST PRODUS A FOST FABRICAT DOAR PENTRU UZ ATENTIE! RESPECTATI IN MOD RIGUROS INSTRUCTIUNILE DIN
CASNIC, NU PENTRU UTILIZARE INDUSTRIALA. GHIDUL DE UTILIZARE AL PRODUSULUI!
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ROTOR
OCHOBAHWA 1NA NPOBEEHUA TAPAHTUHOTO PEMOHTA BEH30MHCTPYMEHTA

1. fapaHTuA Ha 6EH30MHCTPYMEHT UK 060pPyAOBaHYe BCTYMAET B CUAY, C AATbl €70 MPOAAKM KOHEYHOMY NOTPeOUTENto, U AENCTBYET B TeueHum 12
MecsLeB. B rapaHTUiiHblii nepriog Bnagenel, 060pyaoBaH/a MMeeT NPaBo Ha 6ecnnaTHbI PEMOHT U YCTpaHeHUe HencnpaBHOCTEN, ABNAIOWNXCA
3aBOJCKMM AepeKTOM.

2. fapaHTWIAHbI PEMOHT NPOKU3BOAUTCA TONLKO B aBTOPU3MPOBAHHbIX MacTEPCKNX TOMIbKO MPY Hanuuumn y BnagenbLia 060pyaoBaHnsA NOMHOCTbIO
3aMoJIHEHHOTO rapPaHTUINHOTO TafloHa YCTaHOB/IEHHOTO 06pasLia. HenpaBubHO N He MOMHOCTbIO 3aMOHEHHDIN FAPaHTUIHBIN TanoH He AaeT
npa.a Ha 6ecnnaTHbIN rapaHTUAHBIA PEMOHT.

TAPAHTUVHBIE OBA3ATENbCTBA HE PACTIPOCTPAHAIOTCA HA PACXOHBIE U BbICTPOU3HALLMBAIOLLIMECA YACTM (CBEYM 3AMKUTAHNS,

BEAYLLAA 3BE3JOYKA, PE3NHOBbIE U MTACTVKOBBIE AMOPTU3ATOPbI U YITOTHUTENW, LUECTEPHA NPUBOAA, XPAMTIOBOE KONECO

TPOC CTAPTEPA, ®UJIbTPbI, IEHTA TOPMO3A, MPYXWUHA CLIEMNEHWUA, KT KATYLIKA SMTEKTPUYECKOIO TOKA), A TAKXKE CMEHHBIE MPUC-

MOCOBJIEHNA (PEXXYLLME OPTAHbI: LIEMW, LUWHbI, HOXIW KYCTOPE30B, TA30OHOKOCUITOK 1 TPUMMEPOB, JTECKA V1 TOJIOBKW TPUMMEPOB,

WX SNEMEHTbI HATAMXEHWA 1 KPEMJTEHUA).

3. KomnaHus He HeceT OTBETCTBEHHOCTb 3@ BO3MOXHbIE PaCXO/ibl, CBA3aHHbIE C MOHTaXXOM 11 [leMOHTaeM rapaHTUiHOro 060pyaoBaHVA, a
TaKxe 3a yuiep6, npuurHeHHbIN Apyromy 060py0BaHuIo B pesynbraTe BbIXOAA U3AENNA U3 CTPOA B rapaHTUiiHbIN nepuop,.

4. InarHocTtuka 060py/0BaHNA, BbIABMBLIAA HEOOOCHOBAHHOCTb NPETEH3UI KeHTa U NoATBepAUBLLaA PaboTOCNOCOBHOCTb AMarHoOCTUPYemMoro
060pyf0BaHUA, ABNAETCA MAATHON YCIYroi U NOANEXNT onnate KANeHTOM.

« PEMOHT /1 3AMEHA YACTEW HE NMPOZJIEBAET FTAPAHTUIHbIA CPOK.

« 3AMEHEHHbIE IETAJIN (ATPETATbI) MEPEXOAAT B COBCTBEHHOCTb ®VIPMbI.

TAPAHTUWMHBIE MPETEH3UM NPUHUMAIOTCA NCKITIOYUTESTIbHO B TOM CJTYYAE. EC/I:

1. Bbl pacnonaraete KBUTaHLMel O NOKYMKe;

2. nOCTOpOHHVIE nnua He NPpon3BOAUIN PEMOHT WX 3aMeHy t-IaCTeVI;

3. IHCTpyMeHT He noasepranca HenpaBUIbHOW SKCnyaTaumm (neperpyska MHCTPyMEeHTa UAn NOAKIIoUeHNE He yTBePKAEeHHbIX NpuHaz-
NeXHOCTeN).

4. OTCyTCTByeT yLL[EpG, I'Ipl/l‘fII/IHeHHbIIz BHELWHNM BO3AEIﬁCTBI/I€M NN NOCTOPOHHUMUN NpeaMeTamu, Harnp. NeCKOM WU KaMHAMU.

5. OTCyTCTByeT yu.(ep6, npl i He COGI‘HCH TpeﬁOBaHVIIh TeXHUKU B 0aun HUU33aHWIA N0 3Kcnnyataumn. UM OOOMOXHOCTb NpoBeeHnAa
I'apaHTI/IIhHOFO PEeMOHTa;- Ha n3aenvs, He MeKLWwmne NOTHOCTbIO N NPaBW/IbHO 3aMoIHEHHOIO I'apaHTI/IVIHOI'O TanoHa yCTaHOBJ/IEHHOro o6pa3ua;

- Ha n3genusa, nmetome ncnpasseHna B I'apaHTI/lIhHOM TanoHe;

-Ha [ , UCNONb30 A CHe coﬁmcH I'Ipe}:ll'll/lCaHI/II;l WHCTPYKUWUK NO 3KCnnyaTaymn

- Ha 13p, C noBpex , Monyy B pe3yfibTaTe HeNnpaBUIbHOTO MOHTaxXa;

- Ha n3aenus, paboTasLune 6e3 CMa30UHbIX MaTepnasnos;

- Ha V3aenus, AeTany KOTOPbIX UMEIOT MeXaHUYEeCKNIA N3HOC, Bbi3BaHHbIN abpa3mnBHbIMU YacTULEAMM, HAXOAALL) A B nepekav OV XKNAKOCTU;
- Ha U3eNINA C MeXaHNYeCKIMU NOBPEXJEeHNAMM, BOHUKLIMMM NPY TPaHCMOPTUPOBKE UK B pe3ynbTaTe BHELHUX MeXaHUYEeCKNX BO3[eiCTBIIA
nocne nepefiauvn n3genna KoHeyHomy notpebutenio;

- Ha U3aenuA nMeloLLmne cnesibl pasbopku 1 peMoHTa, NponssesiéHHble BHe Cnyx6bl cepaiica.

- Ha Kap6lopaTopbl UMeloLrecs ciefbl HeKBaNMGULIMPOBAHHOTO PEMOHTa UM PErySIMPOBKU B TEUEHIN FrapaHTUIHOTO CPOKa (AaHHble BUAbI
PaboT NPOV3BOAATCA UCKMIOUYUTENBHO B aBTOPU3MPOBaHHOM CepBlce)

WHCTPYyMeHT 6bin BbliaH MHE B paboyem coCToAaHNY, 6e3 Kakux-nmbo MexaHnueckunx 4edeKTos, B NOSTHOM KOMMeKTe.

PaboToCnocobHOCTL Bbina NpoBepeHa B MOEM MPUCYTCTBUN.

A nony4mn pykoBOACTBO MO SKCMyaTaLum.

A o3HakomunCA C YCNOBUAMUN rapaHTUN 1 CcornaceH C HUMKU

NOANNCK NMOKYNATENA

BHVMAHWE! CNEAYWTE MHCTPYKLIMAM B PYKOBOZCTBE MO SKCTYATALIUM MPOLYKTA!

BHUMAHMWE!
[IAHHBIY MPOAYKT N3rOTOBMEH TOMbKO AJIA BbITOBOrO UCMOJb3OBAHWSA, HE U1 MTPOMbILLTEHHBIX OMEPAL|AV.
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CEPTUOUKAT 3A TAPAHLUNA KAYECTBO
u ROTOR

Mpopykr. Mogen

MpoussoacTeeHa cepus

DakTtypa Homep/nata

Moanuc n neyat Ha Nnpoaasaya Mopanuc Ha KynyBaya

MpopapeHo ot pupma HaceneHo MACTO.
yn. HoMep.

Ten.Ha KynyBsay
[laTa Ha 3aKyrnyBaHe Ha MpoAyKTa
CpOKbT Ha TbProBCKa rapaHLua e 24 mecelia oT npofaxbata B MarasuHa.

Mo Bpeme Ha rapaHLMOHHWA Neprog, COBCTBEHNKBT Ma MPaBo Ha 6e3nnaTeH PeMOHT Ha NPOAYKTa NPU Bb3HWKHANN HEU3NPaBHOCTH
B pe3ynTaT Ha NPOU3BOACTBEHM fledeKTU.

lapaHUMATa He BaXk1 3a ClIeiHNTE Cllyyan:

*HecnasBaHe OT CTpaHa Ha NOTPe6UTeNA Ha MHCTPYKLMUTE 3a eKCrioaTaums v HenpaBuiHa ynoTpeba Ha ypefa;

*HaNMYNEeTO Ha MeXaHNYHW NOBPEeAN, NYKHATUHW, CTPYXKKWN 1 NOBpeAau, NPUYNHEHU OT n3naraHe

Ha arpecrnBHa cpefia 1 BUCOKN TemMnepaTypu, KakTo 1 Npu nonajaHe Ha vyyXau Tena BbB BEHTUNAUNOHHU- Te OTBOPWN Ha NHCTPYMEHTa;
*Hen3NnpaBHOCTN B pe3ynTaT Ha HOPMasHO U3HOCBaHe Ha NPOAYKTa;

*HEen3NpPaBHOCTN, Bb3HNKBALLM B pe3ynTaT Ha NpeToBapBaHe, KOeTo BOAW A0 NOBpeAa Ha ABuUraTena i gpyri KOMNOHEHTU 1 4acTu;
*BbPXY N3HOCBALLY CE YaCTN (F'yMEHU YNTbTHEHNA, 3alUTHM Kanaum 1 Ap.), CMEHAEMM akcecoapu (HoXoBe, 6061HW, KonaHw);

NPV ONUT 3a CAaMOCTOATENEH PEMOHT 1 CMa3BaHe Ha VHCTPYMEHTa MO Bpeme Ha rapaHLMOHHIA Nepuoy, NO3HaBaLLo ce Hanpumep
MOOAPaCKBaHNA MU BATBOHATUHM MO OCHOBUTE WM YaCTUTe Ha KpenexHWTe eNeMeHTy;

«NpV U3Non3BaHe Ha HUCKOKaYeCTBEHO Macso 1 GeH3IH;

«Npyi IVNca Ha AOKYMEHT, MOTBbPX/AABaLL MOKyMKaTa Ha AafieHOTO n3fenme (KacoBa 6enexka, GpakTtypa u T.H.).
FapaHLMOHHWAT CPOK Ce yAb/KaBa 3a Nepro/a Ha NPeCToi Ha ypeaa B rapaHLIVIOHEH CEePBI3 33 PEMOHT.

CTokarta e nonyyeHa B 4O6PO CbCTOAHWME, 6€3 BUANMU NOBPEAW, B Mb/IHa OKOMMIEKTOBKA, NPOBEpPEHa

B MOe NpucbCTBue, HAMaM NPETEHLMK MO OTHOLLEHE KaueCTBOTO Ha CTOKMTE. [POYETOX 11 CbM CbIMaceH C YCNIOBMATA 3a rapaHLIVIOHHO
obcnyxBaHe.

C noanuca cvt Moj Te3un rapaHLMOHHN YCoBUA BbB BalwaTa [apaHUMOHa KapTa CTe MOTBLPAWIN, Ue: CTe 3aMo3HaT C NpaBiaTa 3a eKCro-
arauua n ycnosuAaTa Ha rapaHumnAaTa. I'Ipvl MOKyrkKaTa, n3genneTo e 6uno NPOBEPEHO 1 Ce Hamnpa B NbJ1Ha TEXHNYECKa U3NMPaBHOCT, UMa

6€3yI'IpQ‘I€H BbHLUEH BUA 1 OTroBapsA Ha onnucaHaTa KoMrsiekrauuma

BHUMAHMUE!
TO3U NMPOAYKT E NPOU3BEOEH CAMO 3A BUTOBO
WU3MON3BAHE, HE 3A UHAYCTPUAJTHU OMNMEPALIUA

BHUMAHMUE!
CNEABAWTE UHCTPYKUMUTE B PbKOBOACTBOTO
3A NOTPEBUTENA HA MPOAYKTA!

CEPBU3
Enedant Tync 00
ALPEC CONTACT
Codwus, byn. ,EBpona“ 251, 1331,Cknag N23
rp. Boxypuie enedonHun: 0899861391,0890302875
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